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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 performance,
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.
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L pomishe i AMEATODS MCROMLAVITCA & CEMLD paakoobpasrex obnacTax npumeresinn. K HUM OTHOCATCS
CTANKN, NOMAKWLMWE OCH, KIMEPATENEH0S W HHCNEKWoHH0E 000pyQDeaHHe, 3NEETPO3poancHHER 0bpalbioma,
[E30ENMMaNLHLIE YCTPDACTES, YOTAHOBOMHLIE WHCTIYMEHTH W H3MEDWTENBHHE CTAHIMM INA
KOHTPONA npon3scncTea. Yrobe cooTBETCTROBATE TRESOBAHMAM ITHX

MPANOHREHIH, K WAHPOBLIM CUMTHIBATANAM MOET GLiTh NOQIOHEH0 MHOKECTBD KOIEpOs.

BHHMATENLHD NpOYTHTE BCE MHCTYKUMK B [YKOSOACTEE NEPE] WCNONES0BHMEM W CTROMD
cnenydTe uM. COXPAHHTE DYROBOACTRO [NA NANLHEALIEND HCNONL30BAHMA.

Brruasme ¢ TemeRe SmonacHoom:
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OxnAXNANWER HMAKOCTH. B cnyyae NORBNEHMA AbIMA UM cneuwdiryeckon
3anaxa Ha WhPOBOM WHIMKATOPE, NoKANYACTA, HEMEONEHHD BhHLTE BUNKY
W3 DOGETIA, B NPOTHEHDM CITHEE STD MOKET NPABECTH K BOETO0AMAK ANK NODAXEIEAKD ANSKTDWHECKEM
TokoM. B Taon cyuae HE NETAATECH OTPEMOKTIOEATE 210, NIKANYHCTE, 05PATHTED: B KDMNIHHE) WM K
AvCTRMGL TopEmM,
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ONTHYSCKOR NS AHOR Wranod. Bo BISMA HCNONL30B3HAR, ECTM COBNMHEHHE MEHTY
AHHERHOM WKANDA 1 YMChPOBEIM MHAMKATOROM HAPYLLIEHD WK NOBPERIEHE
H3BHE, 3TO MOMET NPMBECTH K HENPABKNLHEM JHAYEHHAM HaMepeHid. MoaTomy
NoMEsteaTant A0MKEH Geme OCTopORes.

@ HeTEITEC, CTDEMIATUROSITS AIM WCORDALMNOETT: UNEOB:E ORI, B SROTMESW Cy-8 370 MOteET npwaecTa « cion,
HENCTIPEEHOCTH MW Tpaeme. B cryuae gasmx-rmb0o OTENOHEHME OT HOPMEL,
NONIMYACTE, CEREMTECS & KOMNEHMER MNA JRCTRRGLEITOpoM.

®  EcCnv ONTWYECKIR NIHERAHAR WKANA, RCHOMEIYEMAR ¢ UMGPOBLIM WHINKETOPOM, NOBPEXTEHE,
HE HCNONGL3YATE NUHEAHLE BECH! APYrof Mapki. NOCKONbKY NPOM3BOAHTENHOCTS,

TEXHWHECKWE ¥aPaKTEPUCTHEM W NOAKMIOYEHNE NPOOYKTOE Pa3NMHHL! M
HE MOMYT BuITe NoARNHEHE G823 MHCTPYETEHE CNELMANHIMDOBEHHoN TEKHWSECKDID
NEPCOHANE, E NPOTHEHCM CITYWSE MOryT ECSHMEHYTE NPoENeM sl ¢ UMb pOERILIKM NOEEZ3HARAMM.
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MNlustration of Panel and keyboard
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Caption of the keyboard

Keyboard Description

x] [¥] (2]

Keys for axis selection

Yol [%o] (29

Zero select axis

£]

Enter +/- sign

(-]

Enter decimal point

(o] (4] (2] [3] (4]
[s) [e] [7] [8] [2]

Entry keys for numbers

HEHEEE]

Operation key (in Calculation function
key)

=

Enter or quit calculating state

J—

Cancel incorrect operation

Calculate inverse trigonometric

Square root

3R EE

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

holes displayed equally on a line
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Hagnwck Ha KnaBuaType

ONWCAHWE KNaBWaTyp:l

(x] [v] [z]

Knaswwm ana exbopa ocw

o] (o] (29

Ock Bruibopa wyna

Beegute avax +/-

(]

BBEOMTE DECATHHHYID TOURY

olnjalojn
Jelolaloln

Knaewww seona yicen

HEUMEE

Knaeuiwa ynpasnexus (8 (yHKUMOHANLHOM

BowiTi B COCTOAMAE BLMHCNEHNT WM ELSITH I HEMD

OTMEHH T HENDABMNEHYI ONEpaLSD

BormeruTs 0fipathyio TpMrOHOMETDRHECEYID

KBanpaTHsad kopoe

MNoaTeepgwTe onepawmo

Mepeniiirsing Wy GINHHLEN FURDEHHA B ICAVEE H VMIHUSTREE

zaxatrme, norna ymeTe mToes, ok DADSIENNT KOMTpONG Ky
METHY.

By AN it nTEmw 3R 2N SCIMOTETET bHEN EHHSN |

PYHKUMA OYTOBOH peIkK

OTBE[CTHA PABHOMEDHD DACTPEAENEHb N0 KpyTY

N@e R e ®5nH 6 5

OTEEPCTHA OTOG0ENAKTCR QUMHAKDED HA NMHMA

-]




Caption of the keyboard

—=
!\\

Calculate trigonometric or Slope
Processing function key

Calculate trigonometric or rectangular
inner chamber processing function key

Calculate trigonometric or the tool
diameter compensation function key

2=
=1
o

2
5

Toggle between ABS/INC coordinate

(»]
(<)

Stroll up or down to select

Taper measured function key

()|

Tool library call key

=3
2

Opens the tool table.( lathe)

Filter display function key

Half a display value of an axis

Parameters settings

3.+ Parameters settings.
3.1, Parameters setup routine entrance.

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

powers on in 1 second, then Parameters settings display in the
Parameters window.press @ @ to select the item you want to chang.
If you want to quit initial setting, press E} ¥ | until “EXIT”

appears in message window and press. You can also press D to

quit initial setting.
3.2 Parameters Settings Description
3.2.1 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

el
“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;

i q\ _J\\ R s
b T [ .
~

MILL-2 ]
3.2.2 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 | Zo| 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.



Hagnwce Ha knaemaType

CyHNLINCHENEHEN LTRIMLLA BMACTIEH HH THANCHOMET [MMETRAT

NapameTRoE WK oEpaboma HaknoHa

MO TS 15 B OSSR WM HSEC A YRR Tar i
0BpaboTkM EHYTPEHHER KAMepI

TRHMOHOMETPSEDEEA EANMOPoEXa W hyHILUMOHANEHSA
ENSEALLE KOMNEHCALMN QHSMETDE WHCTRYMEHTS

Mepernysyye maxdy koopouHaramm ABSINC

Mpozwmece Baap uw ez, $Tobs Bubpans

IYHELMOHEMNERER KNFEHILE HIME[EHR BOHPTHOCTH

Ftsoncy o Gefirvgrons mCTWMEE

Cmpeizess Eabiuiy BHCTIMESTOR [ TORSDEE CT2HN]

CHELpOHENEHER IMESHLE Tofpammas dunsma

E@@@@%ﬁ@mﬁ

MonoEnHa oToDpaEEEEMOTD SHEMEHNA DCH

Hacrpoiixu napametpos

3. HacTpolixa napameTpos .
3. 1. PyTuHHbIA BEOJ NAPaMETPOR HACTPORKM.

— ]
Haxmue * MM Nt 4NA BXOA3 B MCXOOHYIO CHETEMY ¥ CAMONpoBepen nocna DROY

BEMOMSETCA Yepe3 1 CeKyHaY, 3aTeM B OkHE NapaMeTpos oTobpamaTey
HACTDOWKA NAPEMETPOE. HEMMUTE | ﬁi -rrﬁu B5IGpaT ANEMENT, KOTOPLIA Bl XOTHTE MIMEHHTS.

aans S

Ecni ot soTHre ST B3 MEEOHTA NN HACTRODEH, HEDTHMARTE Q0 TR NOR, Nota B nommEecA sonss "BhixDT.
| S— T

NOABHTCA B OKHE co0DWeHnA M Hawmnte ENT]. Bul Tase moxeTe Haxats ™ K

BLIRINTE I3 K430 HACTDOREL
3.2 OnmcaHme HacTpoex napameTpos
3.2.1 ¥cranoeka Tuna DRO.

Tin DRO GypeT oTobpakeH 8 NPABOM OKHE. 3aTeM HaKMWUTE Knasuwy ENT,
YOG BHEETI: NPEBWNEHLIA TH, NOABUTCA CNEAYIOLWMWA CHCTEMHLIA 3neMeHT
nabop:

“OPE3A-3" osHaqaeT, 4To Twn DRO - 3-oceeoi cTon (PpE3IEDHOND CTAHKE;
"®PE3A-2" oanauaer, yro Tun DRO - 2-0ceB0A cTon thpesepHOrD crana;
"TOKAPHbIA CTAHOK-2" cakauaer, 4o mwn DRO - 2-0Cea0 CT0N TOREPHON CTaHKE;

"TOKAPHLIN CTAHOK-3" oarguaer, uto Tan DRO - 370 3-0CE80M TokapHL cTon:
"WNWPOBKA" oamayaeT, yto Tan DRO - wwdosanssii cron;

— JF t
3.2.2 Twn CHMHANBHOND MHTEpdeRcs

B osxe coofuwernn otobpasaetc "OCh snbopa”, KOTOPaA YKaSLIBAET Ha NEpexXn
B DEMHM BXQIHOM CWrHana garumea. Hawwume | X, 4006l M3MEHUTE PEXWM CHIHANA ONA

oGk X; Hawmume [Y0, YTobbl MIMEHWTS PEXMM CHrHANE Ana ook Y Haxmure |Zu]._'-rmﬁu
M3IMEHWTE DaxlmM CHMHAaNAa gne aocK Z; MNpumep ans oo X
r—
Hamumﬂ)(u ANA NPOKPYTKM TWNE NOBOPOTHOMD KOOQWPOBaHKA Lincar

THIN KOOHPOBAHKA, NOBODOTHLIA TN rdius.
B okxe X otobpawasTca TMN cHrHana.




Parameters settings Parameters settings

“no-C0O” means the compesation type is not compesation type;
“LInER” means the Signal type is linear encode type ; “LInE-CO” means the compesation type is linear compesation type.
“EnCOdE “ means the Signal type is Rotary encode type; “non-LinE” means the compesation type is non-linear linear
“RdIUS” means the Signal type is Rotary rdius type ; compesation type;
Example: currently in the linear encode type, to toggle to the Rotary Example for X axis: currently in the not compesation type, to toggle to
encode type the 11near compesatlon type
(LiNer 68 [ seL s |2 ) 2 (e CSEL AXIS | _No—C0 & ”’sﬁcm"pj \ g,y LINECO |B [ SEL cowp |
3.2.3 Restore Factory Settings: L _No—C0 _J{d g % {b S_MNNQ-_,—CQ = g NEE E 5 %
Clear all data except DRO type.DRO will load default setup for 3.2.6 Setting RI mode
parameter.After loading default setup,user must search RI once to Message window displays “ REF_R” or “REF RAB” which

enable resuming ABS dadum function;otherwise to resume the datum indicates the step is to RI Mode. Press @ to change fhe RI mode,

by RI is unable;
“REF_R” means the RI mode is wave of single R;

“REF_RAB” means the RI mode is wave of A B R with AND gate;
I BT I
oy -
3.2.7 Setting Linearity Compensation.
CLR : OK] Message window displays “ LIN COMP” which indicates the step
- “ is to Linearity Compensation. Compensate the linear error to make

Message window displays “ ALL CLR” , press @ and message

windows display “PASSWORD” indicating the operator to input :
REF. RAB

password; Press 2000 + @ in turn to load default value;

ALL CLR Ef = J\[ 0

3.2.4 Shrinkage Ratio enable or dlsable.

' . ., . . display value equals to standard value.
Message window displays “ SRK OFF” to disable Shrinkage rate The calculation of compensation rectifying coefficient:
function. Press @ to enable Shrinkage rate function in Message (Measurement - Standard value) x 1000.000

Coefficient =

w1ndow dlsplays “ SRK ON” :

pPas——— d I_J N Il

3.2.5 Setting Compensation Type

Standard value

SRK e Example for X axis:

Measurement 200.020mm
Standard value 200.000mm

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

Input compensation rectifying coefficient 0.01 as follow:

Message window displays “ SEL COMP” which indicates the step

is to compensation type. Press [XuJ to change the compensation type for X

axis;Press lYn] to change the compensation type for Y axis;Press [Zn to

T 0.000 _LINCowP | ) ~0.010
change the compensation type for Z axis;Example for X axis: ]@ ; v(X[) E]@E]@@ v : '@
Fa ] i '  — [ g (@ @3 @ : ]
Press {Xol to scroll through the not compesation type, the Linear 0000 /(% NEDEEE M {D 0.010]
compesation type, the non-linear compesation type.
8 9
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HacTpofiku napamerpog

"LInER" DIMAMAET, YTO THI CHIHANS - NAHEAMBIA TWN KOOMPOBEHIR,

"EnCOdE” 03Ha4aeT, YTO TN CHTHANE - BPELaILLWACH THI KOOMPOBAHHMA;

"RdlUS" O3HEYAET, YTO THN CMIHANA - BPAWSIMACA TWA rdius |
MipwMED; B HECTORLLBE BOEMA HENGTLIYETCA TN NHHERSOR EOMDIEEHHA, J0bk NEDEBIATECH Ha THN EDALLANWIECR
Hﬂ.ﬂupt}aama

™ TR 005 0 % 21

3.2.3 BotcTaHoaneHne 39B00CHMK HACTpOaI:

Oumncture Bce paHHbe, kpome Twna DRO.DRO sarpyauT HACTPORKK
napaneTpa no yuorsaess) NoCne SAVI0e HACTIORK N0 TSI MO 30BSTAN: SOMNEH SunarHmT: nowc Rl aam pax, o

BENEIUHTE BoaoBHoBNEHWE dyHKLMm ABS dadurm; 8 npoTweHom cryuas eoaofuoaneHme QaHHLX C)
nosowkR Rl sescauomko

B okne cooBennn otobpaxaeres "ALL CLR", HammMuTe Ent, 1
B OEHax coobweHud otobpasutea "TAPONE", yrausaoWMa onepaTtopy Ha Beag
naponk:; Hasmute 2000 + E?:m CPEPENL, SAYHEET SHANSHHE N0 VHMOFaH;

S ERTERELT

3.2 4 Brrsouesne Ui BsImusHIe [mdmmema]ta,[pn

B oxxe coobuenna otobpaxaerca "SRK OFF", uyTobb oTKMIOYMTE
SYHILLAKY CROPOCTH y‘canmful-hwu'ra Enl, 4mofits BRTNAATS diyHELHKD CHOPOCTH YCAKM B COODMIEHMN
i CHHE mﬁpﬂmﬂm HaAnKCE "SREKBNEEE. -

3.2.5 ¥CTaHoBKa THMA KOMINEHCILMH
B oxxe cooBweHns otolpakaeTch "SEL COMP", koTopoe yKaineseT, To war

| |
SAKNHBETCA B Buif0pE THNE KOMNEHCALIMK, HIKMHTE [ X0, YTOGE! HAMEHNTE THI KOMIEHCENN

ANA OcK X; HammuTe | Yo, 4Tofbl MaMEHNTS THN KOMNEHCALMA ANA OCK Y, Ham-mn
| £0, YTODB HAMEHWTE THN KOMNEHCAUWA 0nA oci Z; Mpusep 4nNA ocu X:

HammTeE‘. YTOOK NPOKPYTWTE CNMCOK THNOE Ba3 KOMNPECCHH, TTHHEAHLIA

THM KOMMNPECCHA, HENMHERAHLIA THN KOMOPECCHH,

b

CLAE NOPARKE

| |

HacTpoitsn napameTpoe
. -
bo-CO O3HSYTET, YTO THM CHATHA HE ABNAGSTCA THNOM CHATHA,
LInE-CO" oanavaeT, 4to TN CRATMA ABMAETCA MUHEAHBIM THIOM CXATHS.

"HENWHEAHBLIA™ DAHAYAET, YTO TUN CHATHA ABNABTCH HEMMHEH LM
NHHERHBIM THIOM CRITHA:

Mpsmep QnA 0cH X B [AHHER MOMSHT WCHONLIYETCA THN "He KOMNECAUMA”, YTob RepEKnKSITECA HE
THN nMHaﬁHnﬁ mmnecauuu

rHI:'I'_GDI ® mueru-hﬁmmJ @

o EEEE88 ©

3.2.6 HacTpodika pexmma R
B okne cooGwenwn otobpaxaerca "REF_R" wnu "REF RAB". EoTopnid

@ omewmAme

“werco_= §B85688

YKa3uIBaeT Ha nepexap & pexium RI. Hammute Ent yTobl MaMenTs pesiM Rl
"REF_R"  casauaer, uro pesum Rl - 370 Bonsa guHoumon R
"FIEF RAB" u:al-la'ulaer 4T pewum Rl - 310 BonKa B R ¢ anemexTom K;

3.2.7 YCTaHOBKA KOMMEHCAWWA NAHERHOCTH.
B oene coofwesiv orofipawasTes Hagmncs "LIN COMP, sotopan yrassiaaer, vmo seofxogimg

BEMONEHHTE WER A0 KOMAEHCALIAM MHHEAHOCTI. KOMNEHCHDYATE: MHHERHYKD NOMPELIMDCTE, YToh
OTDOPENEEMOE SHEHEHME Bl PABHO CTEHIBPTHOMY JHEHEHIND.

Pacqer noMNeHCaLWoOHHOMD BhINPAMMAKLLETD Ko3ghUMUMaHTa;

(HMzmepeHue - cTEHO3APTHOE SHIUSHWE) X
o wpisr 1000 000 -

Crangapmioe mauesHe
Mpumep onA ook X:

HMamepeHne 200,02 0mm

CTaH JA0THDS JHAHEHNE 200.000mm

Boinpamnaowmia koadduumanT= (200. 020-200 ) * 1000 200 =0.01 samiv
KoadimumenT BsinpAMnesss 8x00H06 somnescan 0,01 cnegyowwss ofpasow:

T oom@E | ﬂlﬁﬁr{ml'l—._jl S nnlaooocEl 0010 @

_oomim @EEOEE &

i
‘miololalz] 0010




Parameters settings

3.2.8 Setting the Shrinkage Ratio
Press [B @ 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;

000 [ SHRING | \[][][j[][j[j[j§)¥:Lit”ﬁ0051ﬁf
‘~MI@@“%gagﬂﬂ B ;;W1mmn
3.2.9 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 11 types of resolution:

0.1u1;0.2um;0.5um; 1um;2um;2.5um;5um;10um;20um;25um;50u

m;

Press @ to change the resolution for X axis;Press IYo to change

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

Set the resolution 5.0um to 1.0um for X axis:

L 50 [ RESOLUTE | el 1.0J&J [ RESOLUTE ]
S X [ (6 [ @ o ® & @6 E
— T ——

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

Input the rotary encode parameter value .

L5008 [ RESWTE | @R EeEED |50/
00 @ BEEOEAR ¢ | 10000

NOBEEW

Parameters settings

3.2.10 Toggle Betwween R/D Display Mode
Press @ m until “R OR D” appears in message window. X
window, Ywingw, Z window displays ‘0’ 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 70] to change the R/D for X
axis;Press |Yo| to change the R/D for Y axis;Press @ to change the

R/D for Z axis; as follow:

iﬁ 06 | RORD lh S 1)@ [ RORD
i ol ) v 3 (0 T ()
S 7 T — oo

3.2.11 Setting Positive Direction for Counter
Press 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—o] to change the Direction for X axis;Press |Yo| to change

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

follow:

‘lﬂ o 0] [ DIRECTE |\ |l 1] [ DIRECTE |
o Tp REEOE8 Qb I A e )
| — J NEREEm — MEOEBEW

3.2.12 Setting Z axis Dial
Press @ @ 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.

11



Hacrpoixn napameTpos

3.2 8 Yetanoska woadidHUMeHTa yeanxm
HmwaﬁE ﬂ.ﬂEﬂ Mo, NOKa B 0kHE COOGLWEHWA HE NOREMTEA Hagnwee "CHIATE .
Paamepbl paguyca ycankm
rOTOBOMO M3OeNMA =
pasmepul obpabarcieaemon netanu
YeTasoanTe sHauerne napawerpa yeagen 1005 cnegow i bpasear

il"" 1.000 8 [ SHRINK | ) ()e)el )l < | 1005 |G
[ toolm BEEEES b 1000

3.2.9 YcranoBka pa3spewenns
HamwaE A0 TEX NOp, Noka B okHe coobiyenun He noaeuTea "RESOLUTE",

Mp Beiope MAHEAHOND KMPOSAHIA PRapeluenne TYNRT YCTAHOANEHO CIRYIWMM 0GpaI0M
CNanoEST b

CywecTeyeT 11 THNOB paspelleHda:
0, Tnmwn; 0,2 non; 0,5 wacw; 1 makm; 2 o 2.5 minc 5 w100 miom; 200 e 25 sin; 50w

—_— —
Hammume | Xo, 4Tobbl MIMEHMTE paspeweske No ook X Haxmeme Yo, yTobel nameunTe

pazpelleHue no ocK Y, Hasmure E?umﬁu MIMEHWTE PAIPELEHKHE NO OCKH Z;

YeTawoante paapeweanne ot 5,0 mem 5o 1,0 MM QN8 0CH X

Mp# Baifops NOBOPOTHON KOLRHOBAMIA PAIpeWEE BiaeT yoraHbanamd cnédysumm aBpasom
CIMEOBAT .

BaeuTe SHFEHHE NADAMETDA POTALMCHHOID KOQMPOEIHUA .

5.0 [ peustrensies | SnnooDDEEs [_____E_UJEI

w2 §BREEE © -

[ S0@ [ Perewsomnrmcg 10|80 [ powneni |
= HEEE -
] IIEEIEEJ I —) alatatatats

!
!

i

HacTpoiikm napametpos

3.2.10 MNepernusHne MEKLY pesmMaMy oTodpakeqHwa /D
HMﬁEﬂEVnﬂ TEX MOp, NOKS B 0KHE COOGIWERKR HE noRBTEA wammee "R ANKW 0™ X
window, Ywindow, Z window otoBpaxatot "0" unu "1" oraensuo,
"0 - aT0 pexim R, KDTOpGI 03HAHAET, UTO 3HauesMe oToBpaWEHMA DABH daKTHUSCRoMY
HamepeHuia. *1° - 310 pexxum D, B KOTOpOM oTOGpaKAEMOS JHAYEHHE PaBHD

—
nEOHHOE haxTuueckoe wameperne. Havomume | X0, utobo wamesnTs RID Ha X

p——
ocH; Hasmute Yo, yTobb MaserdTe R D onA ook Y, Hasmute | 20, 4T00b MaMaHiTs
F/D ans ook 2; cnegywuwsmm oS pasos:

- 7 e N

.[—_ﬂ_E _ bt | o ] | 1@
|| 0@ HOoEE

e EEOEE
it IRl — ol

|'__ el

EE

3211 YcTanoeka NONGEUTENLHOM HANPAENSHWA [ANA CHETYHE
HaxumaiTe / A.qu TEX MOP, NOK3 B OKHE CODDILEHMA HE NOABWTCA Hagnkce "DIRECTE™.
Hanpagnenws "0° canzsaeT, yto oTobpasacmos sHavYeHWe GYNeT yBenMMMBATLCA NpH

NEpeMeLLEHMA LLIKAMS TPEER HANSBOD W YMEHLLUETECA NP NEpesellisHAW LLEANL Cnega
Hanpaed. Hanpaanauwe ™1" 0aHaH3ET, 4T OTODPEEEMOS 3HaHEHNE DYOET YEENMYMBATLEA NpH

NegemMeLLEHWA WEANbI CNesa HanPago W YMEHBLUATECA NDW NepEMEILBHRR WKANK CNpaea

HEMS .
Hamure [X0, yTobbl KIMEHHTL Hanpaenexke ocu X; HaxaauTe | Yo, 4Tobb

HIMEHWTL HANPABNEHWE DCH Y, HammuTe | Zo, yTofbl W3MEHWTE HanNpaENeHHe ocH £; KakK

Me3EH e

I oM -:__wﬁm:i:>@¢:jj;1"_ V@ [ NPAMOA |
. °=BEEESE © | <= BREES
3.2.12 HacTpoiika Wkans! no otk £

HasnmaiTe A fo TEX Nop, Noxa & oxHe coLBILEHHA HE NOABMTCR HagnMcs "7 DIAL™

Wrana no 00K £ gorkHa BbITh YCTAHORMEHS, BCNW 0ck £ aWTIHEYETCA anm 2-0Ca8ora

thiESEp0BIHMA W MAHEAHER LWKANA YCTAHSENMBAETCA ToNsko A oced XY, Wkana no ook 2 caHanasr
PACCTORHME | KOTOPOE NPAXOAMT 0Ck £ NPH BPALLEHAW BUHTA.

i1




Parameters settings

Set the Z axis D1a1 2. Smm as follow ;

l , 5 000]@"" R S EOEDEE > . o @
oy
3.2.13 Setting the Rotary Radius of the Workpiece
Press @ ‘—; until “RDIUS” appears in message window.

z

The Rotary rdius type is used perimeter to measure angle.

Input the Rotary Radius parameter value 2000mm as follow:

SR T P )| 000 o) o —
"~ 1000. 000 |3 [Z] &) # E"] vﬂ" 000. 000 73

3.2.14 Setting the Angle Display Mode
Press @ F until “ANG DISP” appears in message window.

Press ]X—ol to change the angle display mode for X axis;Press |_‘1:|11 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”
“0000.00.00” means the angle mode is Incremental DMS;

means the angle mode is Circulating DMS;

0.0000 ANG DISP | ) ) [ 0000.00.00 B [ ANGDISP |

1 i/ i 4 |
T i o T &
— 'l-n@@@;“b — slalalololclc

3.2.15 Setting the Baudrate of RS_232 (No user)
Press @ r'_—l until “BAUDRATE” appears in message window.
Set the Baudrate 115200 as follow

 BAUDRATE

(IGIE)R) ] =
)

B

Parameters settings

3.2.16 Setting the Absolute Zeroing enable or disable

Press @ ¥ | 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
disable in the normal display state.

means operation the ABS zeroing and preset data will be

Press —i;] to change the absolute zeroing mode for X axis;Press

m to change the absolute zeroing mode for Y axis;Press @ to

change the absolute zeroing mode for Z ax1$ Example for X axis.

0@ | ABS ZERO Ny 2 :, 1B | ABS ZERO f
T o EREAEE N 0 m AEEORE
‘Bhpeece Y | 'Y gpeeaow

3.2.17 Setting the Absolute form the Special Function
Press @ Ei until “ABS_ASST” appears in message window.
‘0’ 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 ‘X—ol to change the absolute mode for the Special Function will

be set as follow:

L

3.2.18 Setting the Calculator display Mode
Press El r'— until “CTR_MODE” appears in message window.
ok means_t‘he calculator display value at the X window in the
‘
window in the disply;

disply; means the calculator display value at the message

Press XnJ to change the calculator dlsplay mode will be set as follow:

‘TR_MODE |



Hacrpoiikn napametpos HacTpoasm napameTpos

Mmﬂmmnmﬂﬁ Uﬂwm 3.2.16 YCTaH0BES BRIMMEHRA HITH BLIKTHOHEHA 36COMIDTHOMD oBMerR
[} Z__timm | (36 @6 e [ 2 80 _@ Hamu@E [A] agex nop, noxa & osxe cooBlusHWA He Nosswtea "ABS ZERO".
dy "0 osHauaeT, yTo obHynexme ABS W npeaycTaHOBNSHHBIE AaHHLE BynyT
321 3¥mHuaﬁa pazMyca nosopoTa oBpabatoisaemol AETanM BHIIOMEHD] B OBLMHOM DEXRMME DTOSpEKEHNA.
Hmuan& [0 TEX NOp, NOK3 B OkHe CO0GLLIEHWA He NoABWTCA "RDIUS". *1' gagHget, 4To onepauA obkynexna ABS W NPEIYETEHOBNENHbIX JaHHED FYRET BNOnHeHs

MoBopEoTHLE THA rdils MCNONESYETCA N0 NEQUMETDY ANA HIMEPEHUA YA, OTRMKHHTE B O6IMHOM COCTORHMH OTOGpaMBHMA.

—
BEEANTE SHIYEHME NapaMeTpa Paguyc nosopota 2000 MM CRETYHLAM 05pa3ou; Hanwe | X0, 4rofes wamensrs pesim abeonsmorg ofHynexss Ana ocw X; Haxmire

[E:m&-l WIMEHWTE pextm abconerrore oSuynenms oon Y, HME K

M——— /g [ _POwC_ | LElE] DDOBT '—:" :: 12 WIMEHWTE pesiM aBiConsTHOM oBHYNeHMAINA ocK Z; I'Ipi_-'lu_ep AnA 0cKH X _
1000000 | EEAIEEEE | 2000.000 @ L 0)E [ AscHmERO | ‘@—}I_ 1B | ASCHEBOR |
HEOZE B EIIEE]E'
— N e — o]
3214 Ha:Tpoﬂ_r;a pexiMa oTOfpaAEHUA YTNE HAKNOHE 3217 Yeranoaxa aGCONKITHOR (HOPMEL ¢ NOMOWLEH CELMAMEHOR diyHaLpm
Haxaaitre Ao Tex nop, noka B 0k+e CooSluerms He NORBTCA Hagmes *ANG DISP". HaomaiiTe A 20 Tex Nop, N0k 8 OkHE coOBILEHNS He nomeuTen "ABS ASST"
HaMUTe | Xa, UTODL! WIMEHHTL PEXIM OTODPEKEHWR YITIa [1A 00 X; HakauTe [YoK "0 cHensaeT, 4TO NP PaGOTE CheLansHO dyHIMN OTOBDEXAETLA TONbKD SEMEHHe

MONOREHWA CReLmanssof dyHxmn.
"1" 0aHa4aET 3MaYEHHE NONCKEHNA CNBUMANEHON (YHKLIAM + SHAYEHWE NONGKEHA ABS
oTofpaxaeTcA Npk paBoTe CNELMANEHONR dyHIKLMIA.

MamewnTe pexiM oToGpa%eHus yma anA oou Y Ha:mmeg: YTOBE! MIAMEHWTE DEXHM
oTobpaxenun yma anA ock Z; Mpumep ana ook X
“0.0000™ MCans YIMOB0 PEXM - LiMprynupyrowmii DD;
“O000.0000" CSHEYEET, YTO PEMMM YITI - MHEpEMeHTHRIA DD,
“0.00.00"  o3HayaeT, YTO PEXMM YIMa - WpKynupyowmin DMS;
"0000.00.00" o3xauaeT, 410 yrNOBOR PEXMM RBMASTCA MHKpEMEHTHEIM DMS;
___0.0000 B | AHTMCN |G | 0000.00.00 @ [ AHrAVCN |
S I — ] T
SHUMANTE A 10 TEX NOP, NOKa B OKHE COOBLUEHUA HE NOABKTCR

Heskmure: X0, yTolsl maseHETE AGCOMOTHLA DEkM QNA CNEWansHoR yHRAM | koTopa Gyner

'CTR_MDDE'_ 0" oamaq@eT HaveHMe, OTODPSXASMOS KANbEYNATOROM B OkHe X

3.2.15 Yeranoaka cropocTi rlepemm TEMA
. A RS 732 (Bea nonecoeares) B digply; "1" caHaMaET IHAUEHHE, OTOBDEKASMOE KANLKYNATOPOM B OKHE COOBLIEHWA

Hmummnummp.mammnmmmbmmmmm = =y
e disply:

mmurrama-u sanHpe 115200 coenyowm ofipasow ; ] Y
S C— HMEIM"IT&H HIEMEHIATh PESIMM TOD{amann sansmAnapa, mmpul Erg'mrrl:ﬁmu Ummwnfpaa:u
% CKGE‘)GCTI: nepeadE daHHbIx 'I"ISEGI:) ﬁ - R = — —
— @ | PEMMMCTR %

S LT e ] e
T WM ™
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3.2.19 Setting the time
Press @ El until “TIME” appears in message window.
X window is EDM relay closing time after processing in place.
Y window is EDM exit the interface time after processing in place.
Z window is EDM after the digital display is turned on, the relay
initialization action time
3. 2. 20 Setting the brightness of LED
Press @ E until “LED-ADJ)” appears in message window.

There are 0 to 7 brightness levels. 0 is the lowest brightness, 7 is the highest

brightness; the default is 3 levels of brightness

Press @ to change the LED brlghtness mode will be set as follow:

L__.________Q_; VE" Xo _J\ 1

3.2.21 Setting the Anti-interference level

Press @ 1_.1 until “sp-GRADE” appears in message window.

There are | to 15 anti-interference gears. 1 is the lowest anti-interference, 15 is
the highest anti-interference; the default is 6 levels of anti—interference
Press XuJ to change the Anti-interference level mode will be set as

follow:

SP-GRADE _|c3»(Xo] 2,

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;

oy Tk ks e 0. 000 &

key é LL,JE;")Y axis zero“ 0. Oooﬂ -
l ,,,,,,,

key (b [E] =07 axis zero 0. 000 | @

Press @ + @ or @ or [EE' 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
dlsplay state.

o S IEREEHODW [ 180.0
sdeanon[o/an oY
2 &FEEE D0 | 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;

Example: Display value toggle from inch to mm;

|_3.00000




3. 219 Yeramoska spemMesin

HammmaiiTe A no Tex Nop, NOKa B OkHe COOBILEHNA He NOABUTCA
Hamnies "TIME". X window - 310 Bpems 3akpuTus EDM-pene nocne ofipaBioriu Ha
mecTe. OxHo Y - 310 epewA Beoga EDM wa wvtepthenca nocne oBpaboTan Ha mecTe.
OkHo £ senserca EDM nocne BKNoYeHnA UMpoBono qQucnneas,
BeMA DEACTENS MHIUMGMISELIN Pene
3. 2. 20 HacTpoRka SpKOCTH CBETOOMOAE!
Hmaﬁ-re_np,iax NOp, Noka & ke CooDLBHUA HE NOFSATCR HagWes "LeD-aR)".
CywecTeyeT oT 0 go 7 yposnei ApKOCTA. () - CAMER NpUATHIA SPKOCTS, T - CAMAR BLICORAR
APEOCTE. MO YMOMUAHWK YOTAHOEN 240 3 YDOBHA ADEOCTH
Hawmwme !ﬂmﬂu HIMCEMTL: APROCTE CROTORNGES, PexmM DYIET YCTAHOBNEH Ceqysawyy obpaacw:

L., Coemomyan perech)

(v,

Heiuaimz Te Nop, N0KE B 0EHE COOGLIEHMA HE NOABATCR HagMes “Sp-grab’
Mueetca or | 40 15 MEXIHHIMOE ZUIATE OT MOMEL | - CaMLIA HKKMA Ypoeess saumTe 0T NoMex, 15 -
CEMBIA EICORAT YDORSb SELNTS GT NONES 110 YMOTHEHHNK) YCTAHOENEHG § ypOaHER S0 o7 nowes

Hanmuume KXo, 410Gk wIMeHIT L YPOREHL 33T OT NOMEX peoim ByIeT YCTaoanE CRapoume ohpaaom

CRenoBaTe;

14

OB6Wwme onepaiwi

4. OBwme onepauyunm;
4.1 Obwynemme

Ofynsme yra3aHHYI0 0Ck B 0G6MHOM COCTORHAM oTobpaseiun. Ofuynesse WCNONbYETCA ANA
YOTEHOEEW TENYWIER TOuM B esecTee Gaoeod cnamyowem ofpasou;

wwu % [Xg] o -Hyneeas ook X [_- 0. ﬂﬁa]
oy 7 @ T t}-Hynenaa ock Y E ) ) ﬂ DG[&} @
L [f’- @ o eHynesan oon Z L_ _____ _ﬂ“ 'I'.]_[‘.I_Dj @

— e ) —

Hammume AC + Xo MM Yo Mk Zo, 4Tobel BEpHYTHCA K MCXOOHEIM faHHLIM

nepen cBpocom,
4.2 Mp=mycTaHIENEHHLE JaHHEE OMR 330aRH06 0

YCTAHOBHTE SHAUYSHHE TEKYLLIETO NONGKEHKA ANA 3A0AHHOA OCH B OBbIMHOM

80,0105
586,010

| 888. 660 1z
4.3 NepernoueHie emnlL 0ToDPaeHHA MERTY DRAMaMA H [

wm [rwaHa scokeT oToBpaHETLeA NWG0 B "MM™ (METpHueckan), imbo B "aoamac”
(MMnepcKaA). JHCTIMed MONHD NeDERNHETE MEKOY MANMMMETDaMA M JOEMaME,




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 coordmate
 0.0000 & | ABS

Mmo.@l@l-@

MEDEBOEE M

2 Toggle from INC to ABS coordmate
| 12,000/ [ INC 2 @ ;ﬁ,g 0.000 |xJ [ ABS
C 18.000 1 MEEDE@ 0000 M BEEDBE®
rwom BERAGEE O oo o BEEEES

3. Toggle from SMD to ABS coordinate;
_100.000 6 | SDM_ 1 SNEEN 0.000 (& [ ABS
000y EEEDEE o000 I EEEOEE
—won@m BEBEEE O | oo @ FEECEE

4.5 1/2 Function
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.

General Operations

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

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

all the datum for 200 sets SDM. Message window displays “SDM
CER™ ;

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 EE_F—J . In Sleeping Mode, pressing the key [EF_J 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.
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4.4 ADCONHOTHEIAMHEDEMEHTANEHBIWSDM Ha 200 rpynn.
PyHkima: DRO umeer 3 pexmuma otofpamesns KOopOMHAT: AGCOMKOTHRIA
penom (ABS), mHpemenTansHLR pesum (INC) u 200 -cekyHaHyo
NamATk AaHHbx (SDM) ¢ pnanazoqom ot 00 go 99, Hynesan
TOUKS 33MOTOSKH YCTAHIENWESSTCA B WMCXOLHOA TOUKE KODDOWMHITE!
ABS. OTHOCHTENLHOE DACCTOAHME MEXOY HCXGOHLIMA JanHsma ARS
1 SOM ocTaETCR HEMIMEHHLIM NPH KIMEHEHWH WCXOOHLIX JaHHb ABS.
1. MepamrwTens ¢ koopamHaT ABS va koopomsaTe INC;

e B

- 0.0000] bel g £ [0 B ' o m EEEEDEHE
Lcooe BEEREE b | e BBEEES
2. TMepernicyHTecs ¢ koOpIMHETH INC Ha KoopgmaTy ABS:

I —

[ 12.000/8 [ w  [oomme

I e M FE | T 1 [ed [F] [+]
| won@gEEOES H w0 @ BE0EE

DyHEYMA 4.5 1/2
Dyracima: YETEHOBUTE UEHTD 33MOTORKM B KSMECTRE WCMOIHOND 3HIYEHHA, YMEHLLLIAR
COOD{EENOE THEYERME B808.
Mpemeg: YCTAH0RETE UEHTE DERMOYTONEHMES B ESHECTES MEXOMHOR TO4KH B KIHSCTEE NPEE0 fHrypsL
LWiare:

1. MpUKOCHATECE MHCTPYMEHTOM K GOHOR CTOPOHE 33rOTORKN, 3ATEM OBHYNHTE 0ck X

IV

L e ol N e

o A

e
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2. Moasecure MHCTPYMEHT x npoTMBONORGKHOM CTOPOHE 33F0TOBKM W NPHKOCHUTECH K HER.

mm+.ﬂmmmumﬂmmmmnﬁpmﬂm no ook X

3. NepemewaiTe 06pabaTHEa0WWA CTON A0 TEX NOP, NOKE B OKHE 0CH X HE
oTofipazuTca "0.000" . 370 nONoMEHNS RENASTCA LEHTPOM SRM0TOBKH.

4.6 OuncTuTe BCe AaHHue SOM.
E pesvme AES HenpepwIBHOE HEKATHE Bnenm pas NPUEENET K OUNETEE

BCE WCXOOHEE NaHHsie anA 200 HaBiopos SDM. B okHe confiueHws otobpamaencs "SOM
CLR".,

4.7 Cnsilmi pesum

e
B pesame Bea ABS HakaTHe knaeviuK REF MOoseT OTENIMATL BECE AMCINER

1 DRO nepexoamT B CNALLMA PEXAM, 33TeM NOBTOPHOE HAKATHE STON KNABMLLIW
eepHeT DRO B patounid pexum. B cnawewm pexmme DRO ece ewe HaxoguTcA
B paboqem cocToAHKM M hakTHyecky 3anucwieaeT geuwxerne MHCTPYMEHTA

Mpumep: B pexume Gez ABS ona nepexona B CNALMA DERMM HEXMUTE

1 ¥
Knaeuwy _Bff B CMALYEM PEXHME, HAMAE KNaBWLLY Ftif yTobl BLIETH N

CNALMA DEHAM.
4 B MNamATs 0 NPEPLIBAHUE NOASHM MTAHMA.

MamAaTe MCNoONESYETER ONA CoxXpaHeHMAa HacTpoer DRO 1
JTANOKHELE JHEUEHIH MALMHL MW BBIKTTHMEHMA NATEHNA.
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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 —]
= i — F=—10

H Workpiece

=, - =4 o
Work piece datum
(ABS zero) yd

<« > Distance between the ref
point and workpiece datum
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Example for REF mode :

1. DRO is set in ABS coordinate. Press E‘, then the message

window display “REF” -
0. 000 ABS

(B REF |
2, Message window displays “REF” , Press |E!_TJ until “FD_REF”
appears in message window.

T REF |0 [ O 0.000 () FD REF
N 7

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

X axis window flashes.

0.000 /8  FOREF | ], 0.000 @ | X REF |
NEEODE @@@l.@
“mo@mun@a@ﬁb 0,00 8 SEEE0E

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 IRE], then the message
window display “REF”
0.000 & | ABS D E 5 E3) REF |

2. Press ﬁ! m, then the massage window display “AB” .
& REF S & AB
™ o
3. Message window displays “AB” , Press IE_NTJ until “FIND_AB”

appears in message window.

& AB |C) [ 0.000 FIND AB |
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4.9 BubepuTe abCOMOTHYID TOYKY OTCYETa LWKaNL
Bo Bpema exenneaHoro npouecca obpaboTim oueHk yacTo obpaboTka He
MOHKET BEITL 32BEPIIEHE B TEYeHWe 0AHOA patoued cMeHL, W, CNeJoBaTENLHD |
DRO npuxoauTCR BLIKMKHETE NOCNe paBoTel, unu Bo spems npouecca obpaboTi
MpOMCOIWT COOA MMTEHAA, KOTOPLIA NPUBOIMT K NOTEPE WCXGIHLIX JaHHLE 3ar0TOBER
{HyYNEB0E NONMEKEHAE JATOTOAKM ], BOCCTAMOBNEHMI) HAMEHEHWE WCXOOH X JAHHE JArOTORM |
C MOMOUD KDSEHCEITENA MITA QPYTOND METO0A HEW3BeHO NDHBOONT K NOBGLILEHKD
ToHHOCTH 0BpaBoTiM, NOCKONEKY HEBOIMOMHD TOMHD YCTAHOBMTE MCXOOHEE
ASHHEIS 3aroTOBEW B Npensgyee nonoxeHwe. Hrobm ofecneunTe
CREHE TOHHOE BOCCTAHOBMEHINE WCADIMED! JaHHED 3AM0TORKM M HE fbing wetdnmMMoCTI NOBTOPHD
YETAHABNHEATE WOMDAHLIE aHHLE 3AMOTOBKH C NOMOLLID KISSWCKATENS WK APYTHX METON08,
KEH[1AA MMHERHER LWEANE MWEET MECTONCIDKEHHE ROHTPOMEH0N TOWKH, KOTOPOE OCHALLEHD (DYHELIMER
ref position AnA obecneyeHMA fyHKLMA 33N0MEHIHKA WCOIHEX TOUBK.
MpsHumn paGoT GYHKLKKM NAMATH HCXOOHBX QaHHBX rel 3aKmno4aeTcs B
CNENYIMUEM.
MoGaanexy WCAIHAR TO4KE MHERHOR LIKANE: AEMAETCR NOCTORHHON W IMKCIAPOSIHHO, 063 HIsOE
HE MIMEHMTCA W HE WOYEaHaT NpW BsIcnoyeHME cucTemel DRO. CnenoeatensHo,
HaM NPOCTO HYyMHO COXPEHMTE PACCTOAHME MERDY WCHNOAHOA TOMKOR M MCHOQHbIM
FHSYEHNEM FAMOTOBKM (HYNEBOES NONCKEHHE) B 3HEPIOHS3ABHNCHMORA NaMATH. 3aTeMm ||
B Cny4ae cHos NUTaHKA MK oTkNoyeHHA DRO, Mbl MOKEM BOCCTAHOBMTE WEXOHEE
[aHHbIE 3aM0TOBKM (HYNEBOE NONOKEHHE), NPENBAPHTENLHD YCTAHOEWE HyNeaDs
MONDWEHHE JHCTNER B IBHECTEE COXPEHEHHDN DECCTORHKR OT KOHTRONEHDE ToNIM.
Mpw Mexanecit oBpatioros 38roTosN J0MAN G YCTaHOENEKS ABCONKTHAR WCNOHAR BETIMAHA.
CyLIeCTEYET TP peiMa padotel (REF, AB, LEF_AB): MNpusep:
ANA COXpaHeHua paboymx 0aHHbIX Mo OCH X.

Mormmozsee SOHTROMTCHIA WETIH ND O X
inrrasne s crplipleig

I__"'_HPIH-HHE el ——— 71—

- Hasmses 10 ot

L |

b

7 ! '
Momna0e 13- S0T0sm £ ., PEOCTOAKMS MEEDy TOHEDR OT0HETE
{HU!P- AEC:'_ - W HCEOAHEM IHIUEHMEM IATDTOREN

I

e

DEwe onapacmm

Mpumep gna pexoiva REF :
—
1. DRO 3apseTca & KOOpOMHATAX ABS. HammuTe ref | aaTeM NOABHTCA coobileHWe

BUTPMHA "CCBUA" |

0008 e 0B I

2. B cunie cooBuiesmn omobpaaires “REF®, Hawmiaite Ent oo Tex nﬂp.Ea ti moRemTCR “FD_REF.

NoABMTCA B DEHE GDOELI.{EH WAL

FO CCBMRA

il 0. 000 [

7 . Ccocreinka o

3. BuifepwTe och, N0 KOTOpOW TpeYeTcA ELNONHATE nowcy Rl Hanpumep::
BuIDEpHTE OCh X, HHTEHml X B ome coobweHwa orobpakaetcA "X_REF", u
OKHO OCM X MWraeT.
|x)0. 000 2] X REF

0. 000 (x| FI (LKA .
FEODB BEEODS
con @ BESEEE O e = BEEEES

4. MNepengerHeTe cTon cTaHdka. NMpyu noncre Rl paspastes BE‘_.I'RDBBﬁ cHUrHan,

SaTEM OKHO X NEpECTIST MUIETE M OTODPEHaST sSHAUEHHE TERYLLEA

nozuumuy . DRO eo3epawyaeT HopMankHOe COCTOAHWE oToDpaseHnA. 3atem
ovoipameA oo coobuesn FIND X, |

Mpumep ANA pexuma AB
_—
1. DRO 3an3eTcA B RoDpOmHaTax ABS. Hawmmre REFETEH NOABMTCA CODDWEHNE
B DRHE OTOGpaNasETCA Hagnues "REF" .
2. HaxmuTe A v, 33TEM B OKHe Maccaxa oToBpaanTea "AB”. |
| caiME i rE]E]l % ah
3. B onse coofiuyesmn orofipasaetce "AB", waxmmaiite ENT go mex nop, noxa we noRswtca "FIND_AE".
MNoABMTCA B DEHE cDOﬁLI.‘EH HMA.
[ ab [cyee] o

0.000 B | HAADMES; |

19




General Operations

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

axis window flashes.
o:“ooo*@  FIND_AB | D@ 0000 J& [ XA

w0 B8888 O o = @BEERE

E]I@B@f

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 }uﬂa, then the message
window display “REF” .

o0 ® M 0@ @ R

2. Press D l"[ then the message window dlsplay “AB” .

16| V‘R"VEF @EJ’ (xJ LEF_AB |
3. Message window displays “LEF_AB” , Press @ until “ZERO_AB”
appears in message window.

| LEF AB )[) 1200000 & | ZERO_AB

4. Move the machine table to be set zero position piont. then press
m X axis will be zeroing . the current position for the absolute
datum zero. the DRO returns normal dlsplay state.

120.000 @ [ zeroAB | D) 0000 @ | ZEROAB |

NOTE: Linear range without reference point location of the user

200 Groups SDM coordinate

5. 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.

/\ /‘
\ﬁdmz
G LA . 0000 ® | sdM1 |
‘ AEEDDS
MEEEE M

e - o gl -
&/s?mél% /S)\BY/ | 0000 @
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.

21
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4. BuifiapuTe ook, NO KOTOpPoR TpEGyETCA BeMonHMTE Nowck Rl Hanpuvep: ewbepute
oce X, 3atem waxmnte | X . B okHe coobeHun otobpakaeTen "X REF", a

OKHO DCH X MHUIAeT. -
0.000 |6 | HuAMTEAS | SE . 0000 @ | KCAB

_ cmoEEEReEE 0w o alalafofels

3. MNepensrHeTe cTon cTadka. Mpu nowcke Rl pazgasTtca 38YKOE0R cuman,

OTOOPEHALMA IHBFYEHHE TEKYLLEH NOIMLIMM ANA A5CAMMTHOM HYNEBOM SHAYEHKA.

DRO soaspalaeT HOPMANBHDE COCTOAMKE oToGpEMEHNR. ZaTem oTOBRASHTCR OKHO COOBLLIBHIR
HAATU AB". |

Mpumep ans pemuma LEF_AB:
1. DRO sanaeTca & koopausarax ABS. Hawmure ReF, satem B okHe
COODLWEHMA umﬁpamm "REF". , o
L0008 = -.;. % ! —

2. Ham.m‘re Av], 3aTeM B OKHe mﬂﬁmeunﬂ DTDE-DHBI-'ITEH "AB" .

B [wme Souss ® BN
3. B oxxe coofwenwn orodpasaetcd "LEF_AB", HawuaﬁTEnT J10 TEX MOp, NOKE B
OkHE coa0WeHMR Ha noRewTeR "ZERD AB",

@ [ wseces o)) c)[120.000 _|gg | [_rnesonss |

4. lNepemecTuTe CTON CTAHKA B HYNEBOE NONOMEHNE PioNL. 3aTeM HaKMUTE
@ . 0cb X GYOeT ofHyNeHa . TEKYLWES Nonoseswe aGcomoTHOM HyNeson
sHauern. DRO BMIEI{}HHIEIET HODMANLHOE COCTORHAE oTofpakEHNE.
| ) _1_:;0.0615 B | wmesoise X pooo @ [ ZFROAB |

MPYMEUAHVEE: [Tweiinai SREnazok 663 Y4872 NBCTORCNOKEHIR KOHTICTSHOR TONRN NONSX08ITENA

el

KoopguHauws SDM 200 rpynn

5. KoopouHaums SDM 200 rpynin
DRO MMEET TPW PEXMME OTOOpaMEBHWA: AGCOMOTHLEIR PEXiM (ABS),
mHEpemeHTHRIA pextim (INC) w BTopar namsaTe gasHesx Ha 200 rpynn (SDM|
1 - SDM200). UcxoaHoe sHayenme ABS sarotosku 3a0a€Tca B Hadvane, a
SDM 200 rpynn yCTaHABNMMBAETCA OTHOCHTENLHO KOODOWMHaTH ABS.

Pexmmeul ABS, INC 1 SdM Modc cneumansko paspafoTaHsl ona
obecneyexna ropaano bonswero ygobcTea oneparopa NPW BLINONHEHWK
NepuouHeckoi 0GpaboTH OTHOCUTENEHLIX 3aroToB0K W oBpaboTke
passepor obpabaTeBAEMOR JETAMA N0 HECKONbBHMM MCXOMHEM DaHHERA.

Mpwsep: MooogHoi Tousol ABS ABENAETCA WeHTPankHARA Touka O, ToukM sdm 1,
sdm?, som3, sdmd, peobnamuee qns oGpaGoTM, YCTAHRAMBIKITCR B KEYECTES WOIDHLIX Oasnpe SDM 1 =
SDM 4.

¥ I::' 0000 @ %5%

Oea cnocoba 305TE KOOpOWHATY SDM:
1. OExynesmes TEKYLSR TOUKS.

2. 3a0aHHOE IHAYEHWE KoopaMHaTE SDM.

5.1 OBHyneHne B TEKYLLEA TOUKE

CHauana yoraHoanTe UEHTPaNEHYH Touxy pabousi NoBapxHoCTH B KaUScTEE
Havana ABC, aatem coeMecTHTe MHCTPYMEHT ¢ Todkamid sdm1, sdm2,

sdm3, sdm4d, nepemMecTHE CTON CTaMKa, M obuyNMTe M. 3TO NoauumA gna obpaboTen
& koTapoi "0.000" noRENASTCA B okHE X, OKHE Y MyTeM NepeMelleHs Tabnus
cTaHka, Byae TO B koopouHaTax ABS mnn SDM.
Waru:
1. NMepemecTuTe paboumi cran Tak, YTobu MHCTPYMEHT sexogunca B yestpe ofpaBaTupacmon
0eTand B Touwe O B K348cTBE WCXOAHOA Tomm ABS. 3atem obHymme otk X nots ¥ &)
SDM 1; OBHyrnuTe ocs X u ock Y 8 SDM 2; OGHynuTe ock X uocs Y
B SDM 3; OGHynuTe 0Ck X M ock Y B SDM 4.

2]
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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 [an@.

- Move worktable g e e res e )
0(C2 T TR l BE) =) o000 B | s ]
=g = T !

, FEEOEE _ m DEEEEB
. olajolo) L 000 M ESRRE0s

|

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

| om [ 0000 sz |

Move worltable

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

: J = 0000 & | sdN3 |
?EW” -~ vow @ EEEOES
\ LT DDEERO)

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

PV T oo @ [ saw |
BTEEDE e FEODE
& olajolols) Mm,ﬂ%m@ééﬂ

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.

89}
[§9]

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.

@Fes W )G ® @ @ @5 | 60.000 &
b BEEEEE "Fn mE ® )| 45000 ©

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

D] S@"‘zﬁl ) F X E O ) 60000

) & BE® | -45.000

4. Set point sdm1 as the datum of SDM 3. Press El E!, then the
message window display “SDM 3” . Input x = -60.000, y = -45.000.

e W 0 GFEHEEOE < -60.0008
50

peom0s G DEEEE > -45.000 @

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

s |0 GFEECOE | -60.0008

[
b EBEEEE G mEmE® ) | 45.000 ®
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2. ¥cranpesTe Touxy 5Am1 8 ka4ecTee wexogHoR Tougs SOM 1. MepemecTime yoTpoRcTED 2. YcranoemTe Touky sdml B Ka4ecTee WagHorD sHaxetna SOM 1. Himmﬁmm BaTem

paboumit cron go x = 60.000, y - 45.000. Torpa HEF‘ETBY“F_E'@- OTOBPA3UTCA OKHO mﬂﬁu.l,eunﬂ "SDM 17 . Beop x = 60.000, y = 45.000.
@@ | [T sdi ..PE'“T“”"""‘"‘“ Vv o T e @E . LS | F® E @ 8| 60.000 &
v ggesg C2b | om @ pEmEcE b BEE2ES s m @ m @ | 45000 )

2. YCTAHOBHTE TOUEY SOmM1 B K3HBCTEE WCXOOHORA TouEH SDM 2. NepamacTnTa yETpoRcTeo 3. Voranoaure Tousy sdml & xauecrae nexoanod ane SOM 2. H?mmTﬁaarem
paboumil cTon no x = 60.000, y = 45.000. 3aTam iaunnm-_ung_ﬁ: Yo |. o OTOBPE3NTCA OKHO Co0BlLIEHM "SDM 2° . Bao X = -Sﬂ.ﬁ; 45.000.
0 s %’s%% . @, ™ |2& @ ® @ & | 60.000 B
0600 BN olnjs EEEOBB . n
3. ¥eranoamTe Touky sdm B avecTee wexnnrol Touxk SOM 3. Mepemectute paBiouwi ==
CToN cTakka B nonokenme x = -60.000, y = -45.000. Torga MpwCTYNai k aeny. 4. YCTaHOEWTE SHAYEHHE SOM1 B KA4ECTES WOXQIHONM HAYeHMA SDI':'I 3 I-Iiammme nocne
B [ sam3 r"’.‘fllﬁ"’“f"“”"‘ 1 EE = ooe @ | s-dﬁa | YEro B OKEHE ::TE:}!J_J,EHfl_uTuEpamrrcﬂ "S5DM 3" . Baog x =-60.000, y = -45.000.
&  BEBB8E . 24 | ow & BEEEES A [ s D FREEOE D |-60. uuo@'

b 388888 - twoEEs - | -45.000 @

4. ¥eranosae Tody S0mM1 B KA4ECTEE MCHOOHOR Tod SDM 4. NepemecTHTE MallwHy

P

pabiouwid cTon Ao ¥ = -60.000, y = 45.000. 3atem nprcTynadTe K paﬁme |}{u Yo.

5. ¥oraromnTe sraseme sdmil & kauecTEe nomason srasses SDM 4. Haosare E] @. nocne

=1 Pl con Mave F -
(&) » = l BE [ _8m ' 4 T mam&mﬁwmn I:ITDEDESHT{:H "SDM 4" Beog x - -60.000, y - 45.000.
& oo B HEEEDES . 4 N -
SN alololEk] CFENEEE® - -60.000 &
5.2 3ananHoe 3HaveHHe KoopamHaTe SDM _ E_E_ ' M {f? (23 [} [u] oy 1 45. ﬂﬂ'ﬂ_ @

Cywectayet ot we ofpasey, w10 u & metone 1. Cauana nepamecTite pabouuii
cTan Tak, yrobe MHCTPYMEHT Haxoguncs TouHo B vavane ABC, 3atem sodguTe B
fremim ABC coegywouye ofipaaow.
Wary:

1. NepemectvTe pabouwid cTon Tak, yTobe MHCTRYMEHT saxogunca B uaHTpe
obpalarsBaemol 4eTand B Todke O B x3uecTe: HCEDOHOR ToukH ABS. 3arem obHynwre ocs X
Hock ¥ 8 SOM 1; Ofuynure oce X woce ¥ 8 SDM 2; OBuymmTe oce X wock Y 8 SDM 3;
OOHynuTe oCck X M ock Y B SDM 4.
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Special Function

6. Special Function

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 posgition ﬂ
CENTER 3 ‘ '0%

& N
Center position ;:‘

DIA Diameter of circle

NO_HOLE Hole number Ending angle i v Starting angle
STANG Fianting s Hole number - Diameter

ED ANG Ending angle

The postion of the hole center are calculated automatically after
input all parameters. Press @ or m to choose the hole No. and
move the machine table until the “6500” 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[YZ XZ] XV M S B
CENTER X = 0,000, Y = 0.000 , ‘\ gu

DIA 100,000
NO_HOLE 5
ST ANG 30.000 R
ED ANG 315.000 X=0. 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 @ or @ to select XY place.

I

I

@[ rooxz 0@ @ [
b b
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CneurantHan dywHrLmg

OBpaboTEa OTEEPCTHA NO ORPYHRHOGCTIA

6.1 OBpaboTka 0TBEPCTIIA NO OKPYKHOCTH
DYHILIA NOINUMOHHPOEHAR OTBEPCTHA PCD No okpysMOCTM HENOMLIYETCA [ANA PAEHOMENHOM
DECNPENaNeHUA, HANDWMED, ANA PACTOMKM OTBEPCTHA HA (inavue. B npasom oxxe Gyger:
MOKE3AH NAPAMETP, koTopeA DyoeT onpedened npo slfope dyskunn PCD. Mognesatmme
ONPefeneHHio NapamMeT paMi ABNAKOTCA:

PCD_XVXz, yz) BuiGepute Lssmpamesn nencoese ! X
i e uE“-rpa
[naueTp epyra
HO_HOLE Hamep oreepcres Han-l-Hﬁrmn ANbHLA yron
STANG Havamewwdiyron
CTBEpETIS
EDANG Koweumeii yron T R

MonoweHWe LEHTPE OTESPCTHA DACCHMTHIBEETCH ARTOMETHYECKH NOCe
BEOME BCEX NapaMeTpos. HaEuTe ﬁ._mnu, 4ToOk BLIDpaTe HoMep
OTBEPCTMA. H NEPEMELLAATE CTON CTAHKA 0 TEX nop, noxa & okke X, okxe Y,
okrHe £ He noseurcy "0.000%. 3To noswma ana oBpaBioTs TaENHLLL

6. CneumansHas dyHkuma Mpumep Ans mecTa XY: MalMHHOS OTBEPCTHE NO OKDYXHOCTH, KaK NOKAIAHO HA DHCYHKE

PCD_XYIYZ, X2 xr

LEHTPANSHKIA X - 0.000, ¥ - 0.000
T 100.000
HET_(OTRERCTHR s
TREHIHTE T 20,000
30 ZHC 215,000
N 0L 000
Ware:

1. YETaHiT Gnos HHIMKEUMH B METORHECKDE NONTHERAS B HOPMANLHGW COCToREMK TEpeMal:iTe ron cTame
A0 TEX NOP, NOKa CTAHOK HE BLIPOEHABTCA NO LIBHTRY 3ar0TOBKM, 3aTEM no

HYNeso# ook X, oci Y,
2. BuBapure plece.

Hamum? 38TEM B okHE co0BleHwA oToGpaswntca "PCD_XY™ ong

OfpaboTea oTeepCTIi No uup}mmnmu Hmmme Awnm V, ur /, 4T0Bi BEiBpaTE MecTo XY,

@@ [ PcDXz J|-,>[Elh['ﬂ ~ ® | PcDxY |
{} E
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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.

100,000 B | GENRE | (o[ (@ @ || 0.000 &
006000 1 1) @ . :
~1000. 0007 2| ulalololalz]kl %] [0 | L ,,,,Of,O;QOV,} W

4. Input diameter.
Press @ until “DIA” appears in the message window. X window

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

mo@E o OHE@E 100 @ o |

b b
5. Input number.

Press @ until “NO_HOLE” appears in the message window.

X window despalys the formerly preset number. Then press |;5_] in turn
to input number.
@@ NowlE > B B s @ NoHOLE |

6. Input starting angle.
Press WI until “ST ANG” appears in the message window. X
window despalys the formerly preset the starting angle. Then press r.?.-f

[—1—] in turn to input the starting angle.

) aﬁ’;; ST ANG > 3] (o) [ 30.000 |(d ST ANG ﬂ
® &

MHSE G st L i

7. Input ending angle.
Press EI until “ED ANG” appears in the message window. X
window dispalys the formerly preset the ending angle.. Then press @
’3 LS—J in turn to input the ending angle.

Circumference Holes Processing

@@ e ave DEEDE® 31500 @
v\ﬁj L i SIS L e Kb e T e RS

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

ED ANG |

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 m to change holes number.

43.300 K} ~ NO 1 |

& & (@ (& W
MOEOEE M

24.995 |[vJ

9. After processing all holes, press {@ to return normal display.



OBpaboTka oTBEPCTIIA NO OKDYRHOCTH

2. LgsTpans+oe nonowexws seqna.
—

Hawmure ENT | zatem & okne coobienua otobpazutca "CENTER" . B ome X 1
Y orofipakasTcn panee 3agaHHOE LEHTPaNLHOE nonoweHwe. Beegue X =0, Y -
D eneguompn ofpaou.
| 1000.000 & ue

0.000 &

PHFEE Mo | -
1000 8 G ReEeY 0 @ B | omE

i |

4. BxoaHoi gnamerp. o
Hamumaite no Tex nop, noxa & oxHe cooBLUEHHR He nossuTea "DIA". X window

yAan\eT paHee safaHHeli JuaMeTp. 3atem BBEOWTE OWMaMETD
+ paEHsE 100 000,

MoE o CDDDE 10000 g | see |
g =i |__100.00 | _

5. BeaouTe HoMap.
HaxmmEe AD TEX NOp, NOKA B OkHE CODBLUBHWA HE NORBMTCA HAANWCH
"NO_HOLE". X window ynanser paHes 3anatHesi HOMep. JaTem HammuTe ﬁﬁmepe,un .
4Tofb BEECTH HOMED. i
[¥] t‘:lﬂhF‘Pﬂ-"leEr-iEl'_l' b (5] e o 5

'{':I Ji= —_

& [_HET aePn |
6. BeaguTe HauanLHEA yran.
HasmmaiiTe v 0o Tex NOp, NOK3 B 0HHE CODDILIEHHA He NOKBMTCA "STANG™, X.

OKHO YAANAET paHes 380aHHLIR HAYaNEHBIA Yron. 3aTem HaxMuTe EJ
@u O4epean AnA BBOMA HAYANLHOM YIMa.

(v] :_}@ | ST ANG [3 [O]JEt | 30000 ®YHTOB crepmmmon '_I|
5 R - '

7. BxogHoi koHesHbIR yron,
Hasmure El A0 TEX Nop, NoKa & oxkse CooBeHWA He NoserTer "ED ANG™ X
OKHO OTOOPa%AET PAHEE 3ANAHHLIN KOHEYHEI YION. .. JaTEM HaXMUTE nmqepe,u,ur.ri-l
E Er}‘ HTODbLI BEECTH KOHEYHEIR yron,

6

i

OfpafoTka oTEEPCTHA NO OKPYHHOCTH

TEEEL_ oo

@M @[ e SEEHNEM  3500ED ANG |
5 Ed 4=

g. HammaE A0 Tax Nop, Noka 8 okHe coobweHna He noserTeR "NO 17
ITO NONGKEHME NEPBOrD NPOBUBAEMOr0 OTBEPCTHSA, B KOTOPOM
"0.000" oToGpaxaeTca B okHax X U Y npu nepemellienvi cTona CTaHKa.
MNocne 3aBepWEHKS Nepeoo OTREECTHA Hammmm. wzﬁu HIMEHMTE KOMUYBCTEO OTBRDCTHA,

| 43.300 |® et 1|

[
|
L

AEEDE
ojalololel

9. Mocne obpaboTin BSX OTBSDCTUA NPHKMKTE ﬂt'.iu BEPHYTE HODMBNBHOE OTOGpaxEHHE.

. 24995 [v)
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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.

1. LINE S Step mode
LINE L Length mode
2. STEP Step length
LENGTH Line length
3. ANG Angle

4. NO.HOLE Hole number

OO

Position(+) - counter clockwise

Negative(-] - counter clockwise

Linear Holes function can simplify the processing multiple holes

whose centers are attributed equally on one line.

Example :

LINE_L
LENGTH
ANG

NO.HOLE

Steps :
1. Select plece.

Length mode

60.000

30.000

4

Press , then the message window display “LINE_XY” to the
Linear Holes Processing. Press E’ or m to select XY place.

@
&

_LINEYZ |5 () (v) O

2. Select Linear Holes mode.

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

E] or r"— to select “LINE L” .

[ LINEXY

B
b

LINE_s D@ ® D | @

LINE_L

v

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

28

Linear Holes Processing

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

in turn to input the linear length.
B ‘"!;’7*__'"‘_."‘:;'_"‘ \ ;, I FEE [a— BB O N
_LENGTH | ) [)BW | 60.000 @ LENGTH |)(F)

IR v

4. Input angle;

Message window displays “ANG” which indicates the step is to
angle. X window despalys the formerly preset the angle. Press E [ l_(l_]

B AN | ::;»%@@ | 3000 @ [ A |

- Y

Message window displays “ANG” which indicates the step is to

5. Input number;

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

turn to input the number.
B

 NO.HOLE |©» (& B9 > 4 |m | NO.HOLE |

B

vV

®

6. Press m until “NO 1”7 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 r'- ! to change holes number.

. 17.320 [ [ NO 2 ]

7. After processing all holes, press @ to return normal display.
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Ofpabomea NuseAHEX OTREPCTW

6.2 0BpaboTra nuHedsmY oTespeTI
E‘!l"LLI.BCTB]"ET B3 PEEKMa [NA BEINOAHEHMA MHHERHr CEENEHNA. PEWM INHHL
W NOWSBNDEGIA [k,

1. = JageEz e
LIME L CTPESETI a0l

2. lAr CTyMestaTat g
ANAHE e bl

3. AnHr -AH
4 HOMER OTEEPCTIA el rocvpn gl

Tywsrmasiet} - ApOTHE SAC0B0H CTRMN

nﬂ
CpHETEN5 ] - BoTpewsLI WEnae

DYHKLMA NHHEAHBIX OTREPCTHA MOKET YIPOCTHTE 05paboTry HECKDMLLME OTBEPCTHRA
LEHTPE! KOTOPBIX PACTONOMENE OOMHAKORO HE OOHON MAHNM

Mpumep :

NMuHmg | PeEmwa ANMHLE
AnvHa €0.000

AHT a0, 00g
MO HOLE 4

Llaru :

1. Bubepute plece.
L]

HEH:MHTE 3aTeM B okHE cooBwenwa otobpasuten “"CTPOKA XY™ ona

OGpatoTia NAHERHLD OTEEPCTHIA. Hamm_e__ﬁ nm V. 'U' yTo0R! BeXdpaTe Mecro XY,
%L‘}E}—TFDMTI ,%EL, """" —.@ . nanﬂrf'J"

2. BolBEpWTe Pesiab NiHe AHLD OTBERCTIN.
HamnTe'ElT . 3ATEM B okHe coobwennn otobpasutca "LINE_S" . Hammure
@HI‘IH ewiBpaTts "CTPOKA L™

F r\mcmoKH_S_E.) LG -
2 ] 2 & [ _creo

3. BX0gHaA NuHEeHaA SNUHE;
Hamure[EnT, 3aTem 8 oxHe cooblenia otobpasutcs "AMNHA" .

23

DopaboTea Nes-efHLL OTBEDCTAR

X window ynanaer paHee saganHyio Anuyy lincar. Hakomaure |a [B
B CAOsD (Hepeth, AnA BB0Aa NAMEROH [NMHE,

Bl |0 mEm i g

4. BroaHom yron;
B oxhe coofwesia oToBpawastcn "ANG”, KOTOPOS yKaILIESET, 40 WAT [OMHeH BlTh
BRANONHEH N YoM, X window yianseT paHes 3a03HH00 YTON HaKnoHa. Hamure\ﬂ @
ND CHEPEDM, 4100 BEECTH YDA HAKNOHE.

-
B -

CAHT T o B@E [ 30.000 |@ o e
i~ : A"

5. BxonHOR HoMmep,
E oxne cooBuermn otobpawaeTca "ANG”, ROTOpOE YKEILIEIET, 4T War [OMHaH
GEITE BRNOMHEH NOD YTNoM. X window YOANAET pEHes 2a0SHHEIR HOMED. Hawmute 4 no

mapa,qu '-I'I'IJEIH BRECTH HOMEP.

IE HET,.'J,HF‘I{A |._) [4] [ | ‘:. 4 ||§| | HETgpiFEA || 0 [w)
o) - b

6. Hatmaﬁ?np Tex Nop, NoKa B okHe cooblWeHWA He NoABMTeE "NO 17

370 NONOKEHWE Nepeoro NPoGMBaEMOro oTEEPCTHA, B KoTopom "0.000"
OTOGpEHAETCR B OkHAX X i Y npM nepﬂu&u.l,aHnu c‘mna cTamka. [Nocne 3aBeplueHHa
Nepeoro uraepcmﬂ HaWMATE A Wik W, qmﬁu HaueHuTb KONW4ECTEO OTEEPCTHA.

T 17.320 ®
000 M NEEODE®
. 9.995 olulololelc

7. Nocne obpafioron Boex OTEENCTHA NPMKMATE Eumﬁu BEPHYTE HOPMBNGHOE aTofpasEHIE.

Ne 2 3

| ]
}




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 ﬁj 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.

l l Z ( + positive direction)
21 Y ( + positive direction)

XY plane 7

X ( + positive direction)

REDHTL RAD-TL) 0

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 diameter
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 r'—l to select mode of the simple, The
message window display “SIMPLE”
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NYTOBAA obpatiorsa

6.3 IYTOBAS obpabotka
Ansa dyHkumn ARC gocTynHel gee dyHELMK: yHKUMS simple
ARC u dbyHkums smooth R. Haxmure [ ans esoga cyrkumm OYITA,

[ | —

aares HEkMMTE A wnk V ans exbopa dyHkpr nnasHod J¥TH unu npocTol oy HRLpAM
O¥TA.

Bo BpemMA yCTaHOBKW, KAk NpaBMNG, KOOPOWHATE MaLLMHL W
Hanpaenedye X, Y, Z zanasmea cremyowmm obpasom. Pabouan nnockocTs Nokazata Ha
PUCYHES CTIpaEa.

I 900 T R TR R
- T b T TR
/o |
RAC+TL) PAL-TL) o (IO s |
MpocTan gyHewwa OY¥TA:

Korga TpeBoBaHuA Kk MMafgocTH HE 0Y4eHb BLICOKM, ANA obpaboTrwn
Ay 0BeyHo MCNonbayeTea dyHydA SIMPLE ARC. B npocToii
yHKLMK gnA oSpaboTi MCNonNe3YeTcA TONEKO BOCEME THNOE OYT.
Onepatop npocTo BHGMpaeT Tun R 1 BEOOMT NapameTpel paguyca Are,
MakcumantHore CREIA w BHRWsero are ume gHyTpeH#ero are. B obwew, area MomeT
obpatateeatkR MHCTPYMEHTOM C nnoomiem nasame i WHCTPYMEHTOM are, 0TiHUasw KK E
QYT OT ApYTA B pasHblx padoumx NNOCKOCTHY, E3K NOK23aH0 HIDYE.

1. MPOCTAR obpaboTea m =
2. BEEOMTE 1-3 pexaam IYTH.
3. SELXY(XZ,¥2) Brfepwme MecTo
4. RaAD - ST pamyc
5. OnameTp wECTDyWeTa TL DA
B MACHMATEHEN e (PR
T. RAD__TL Outer are m

inner ars
(Toneko anA XY-MeTim

30

YTOBAA opatiorsa

DyHKUMA nnasoid YA

OfecnesnBsaeT makcumansHyo ruSocTs npu ayrosoii obpaBote, cextop OYTH
. nogneskawmi obpaboTke, onpegenneTcs kooponHaTamu JYTA, Ouakb rmbxan dyHkLws
ARC noaeonmeT obpabaThiBaTe NpakTHyeck see gk VT, gawe nepeceranwmMecs
AYTW. OTHOGMTENEHD HEMHONS CNOXEH B SKCMMYATALMWH, onepaTopy HeoBxoamme
PACCMHTATL M BBECTH KOOPAMHATH! LigHtpa [1YTW, HaMANSHOM W KOHEMHOID YTNOE.
OcHOBHOR NAPAMETD, KK NOKIIAHD HIKE:

1. TMADKKWA| Pexum nnagxon oBpaborim OYTA;

2. SEL XY(¥Z, XZ) BuBepure mecto:

3. LEHTP Ofpatuteck k NONOKeHWO YeHTpa,
4. PAL0 Paguyc 0T

5. QWAMETP TL Ouamerp MHCTPYMEHTA

B MARTMM AT PASPES LWar nogaey

7. CBATOAAH HauansHwii yron
8. J[_AHI Koneunei yron
9. RAD+TL Brewnan myra.

RAD-TL BreyTperuan oyra

Mpumep 1 anA npocTon o6patoTiy QYA
MapameTts HACT]EH EMOTCA CREqYIHM ODaI0M;

NpOCTOM MpocTof pesrm
TYPE 3

=2 gy-eedl o Fad

pazia: B0, 000

TL_DIA . 0000

WA R F REd 0.500

RADHTL I

War:

1. Bubepeme pewmim ofpaboTim
Hazwunms @ . 3ETEM B OKHE CoobLeHMA orobpasuTca "MPOCTO" anA

OYTOBAA ofipafiotya. Hasare Eunu:,q,'ﬁn eLGopa pexuMa NpocToro, To
KHONKY OTOBpEXEHNA osa coobwenns "MPOCTO"

il




ARC Processing

@@ _sMooth > @ o | & SINPLE |
% | SHdis 1] ‘® L s i £ it FLEEHIE S
2. Input the type:

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

window despalys the formerly preset the type. Press Gl in turn

>@ e o > (__ 3)m [ T )
§b ittt T e t 22 J {J\‘b Gsisanss iEisintity S it = pifiettit =

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

Press @ or r'— I to select place to display “SEL_XY” ;

B f (SELXY | @ @0 | ® [ SEL XY ‘1|
P = ¥ 5. , .

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

@OE> | s0000 @ | w0 S @0 @ Tioia
& §

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

TOOL. Press "a in turn to input the Diameter value;
(6] @w)r>  6.000 |(J __TLDIA

@ @ MAXCUT |

6. Input Feed step (MAX_CUT);
Press E] or @ 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;

@E]@]:}[L ~0.500 |@ | MAX cuT V; @ l RAD 5in J
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ARC Processing

7. Select outer arc or inner arc
Press @ or D until “RAD-TL” appears in the message
window. Press [:] or 1:! to select place to dlsplay “RAD+TL” ;

@@ RAD+TL lo® o | oo JE 1]
- " I IEE0EE
- (SR e

8. After inputting all parameters, press the key [T} 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

pomt press @ or (— ' to change position point.

0000 ® | N 1 || i 5 W 0505 & | NO 2 |
NEEOEE il  AEEDE®
00 M BeREaae O o oEnnEs

Press [E] 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
MAX_CUT 0.500

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

ARC Processing. Press @ or m to select mode of the simple, The

message window display “SIMPLE”
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= ! _ @ _ np-u-t:Tm'v'l'__' |

2. Beegute TN
f—
Hammmasire ENT o 1ex nap, nosa 8 oxHe coobuiexim He noranics "BEEIMTE appcars. X-

—

OKHO yOanseT paHes safaHHeIR Tin. Haxmmre 3 no ouepegwn

@opTun o @ o[ 3@ w |
®oh Tan ! _ | -

3. Buibepure mecTo
Hasmaitte Ent 10 Tex nop, noxa 8 oke coobilenus He nosauics "SEL_ XY™

2T =
Hamaure A wnn, utofe Buifpats mecto AnA orofpasesws "SEL XY™ -
[R—

Ipl [ semeenca) I|

o o @ [CEnken | ) @ — m |
o g P
4. BxogHod paguyc
HamuaﬁTTENT,qn TeX Nop, Noka & okHe coofueHMA He noseuTca "RAD". X
OHHO yYoanseTt paHee zananHun paguyc I¥TW. Haxwmute @
E; CBOK l:F-IEI:IEﬂb, ANA BEGAE pamm:a 2
m@[@ | 80000 000 B e @ E:_'TL[HA '
“ T EFEITEEFL el o dna -45 e

L BIu,q,HnH auameTp MHCTPYMEHTA
HaskmmaiTe A Mnia 4o Tex nop, noxa B coobluern ke noranTes "TL DIA®.

OKHO. X window yOanseT paHee 3a0aHHBIA QUameTp

eyt Haaure | 6 no ouepenwn BBeAMTE 3HAYSHWE AMAMETPE;

(E]B} } 5 DDTJ_I,EI,A MAH:-::: H:'y'T |
{J ......

Y
6. LLlar exonHoi nogauw (MAX,_ CUT):
Hasiamaiate Aor oo Tex nop, noka 8 cooBleHnt He noasuTes "MAXCUT".

okHO. X window yganaer paxes 3afaHHHI napametp MAX_CUT, Hawmute

E] Eil:"“ OMEpEaW BEegHTE 3HaqveHne MAX_CUT,
DEEEIS o wcmmmma mecssmw | o) % @ RAaoTL ]
. o .

iz

MYTOBARA ofpatorea

1. Bebepume eseusimng nmfmm BHYTDEHIR JyTY
Hemmmure A gy M 0 Tex Nop, NoKa B COODWEHMM He nomRBRTCR "RAD-TL".

OkhO, HammuTe .ME l-m::ﬁu exfipate mecto gna otobpasenen "RAD + TL", ;
. e [ 0000 |pd HET 1
M2 | RAD+TLIH & & rEr ' —-‘
PER———— E I = EI EI B
&
8. Tocne EB0Ja acex NApAMETPOE HaRMMTE KNaBLY ENT AR BLRGNHEHNR MEXaHIMECHONA ofpabaono
DRO grobpasut nonoseHme nepao# To4mM. OTeoaMTe 0CK [0 Tex nop, noka
Ha AWCNNEAX HE NOABWTCA 3Haueswe 0,000, OGpabamsieaiite gyry TouKa 32 TOYKOA B
COOTEETCTEMH © naumauuﬁmu Ha AMCANEE, NOCNE 33BEPIUEHHA YCTAHOEKH NEpBON

VHEHHTE, Hanlure unannuq.r I:H"u’ TG MIMEHMTE NONMKEHWE TOHKN,

0000 ® | N0 1| IIJIEI -0.505 [& N0 2
B 1

EIIEE]EI P — = = 7 @&
T mmas Lo @ RREEEs

Hzanme [ B ewiigere m dysanm R 8 mobos epems.

Mpumep 2 gnA npocTol o6paGoTim OYMA:

HacTpoiina napameTpoe cragyioumm obpasou:
npoCToif TpocTod pesim
TYPE 3
SFL B [EN) Lo Wz
PaANEE, H0,000
TL_DiA G000 ¢ R=80/
[k e R ] . 500

Waru:
1. Hasmmre @ , 3aTem B okHe coobwewrns otobpasutes “SIMPLLD" gna
O¥TOBAA obpabota, Ham;.zn?e AuE. yTobbl BLIBPAETL pesum simple, B oxHe

coobuenma orobpasutea Hagnucs "SIMPLE".
33
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S o @ o [ @ sweE

25

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

el R N o> sm | twe |

3. Select place
Press @ until “SEL_XY” appears in the message window.
Press D or D to select place to display “SEL_XY” :
%J BLSELXY E O [ @ ~SEL Y |

,,,,, ] %

4. Input radius:

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

(8)(0)fe]) = r 80.000 | [ RAD o L . TLDIA
{’) e

5. Input Diameter of the TOOL

Press [Z] or @ until “TL DIA” appears in the message
window. X window despalys the formerly preset the Diameter of the

TOOL. Press E} in turn to input the Diameter value;
(6 B> | 6.000 |® | TLDIA | > @ @ mAXoUT |

6. Input Feed step (MAX_CUT);

Press @ or Ef until “MAX_CUT” appears in the message
window. X window despalys the formerly preset the MAX_CUT. Press

:]lj ]__J in turn to input the MAX_CUT value;
O C)EE] > } o 500 E [ MAX'“CUT jf}‘? =y ; RAD TLj
{b il MR %
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7. After inputting all parameters, press the key EE] for machining.

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

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

Z-axis simulate height

XorY axis
move position [

=—
Set start point

895 [® z-! 0.500 |
for 0.000 Number of dial | 7 R

i %ﬁbo. 500 IZ] l m)G| l@
%; Scale number of dial | ~ﬁ——]ﬁ . . @ B @

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 [B or EI to select mode of the simple, The
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=35 ST

.r I@ rna,u,:un __'1|—_';.~ |¥] |,}!,

2. Beegute TUn:
Hammﬁ're ENT oo Tex nop, Noka & ouhe coobuwesms He noRpwTca nannwes “BBEAMTE", X

OKHO yuanm'r paﬂea 3afaHHbIA Tin. Haxommre 3 nu uLlEpE.ElH

lﬁl ki-i = & = { 3@ wn |
5 - -~

3 Bbﬁepu T MECTO
Hanmmﬁre Ent no Tex nop, noka & okke coobuieHns ve norenTcA "SEL XY™,
mmurﬁmu.?uﬁu BRIGpaTE MBCTO ANA oTobpakesun "SEL_XY™ |

Mo e w@ @0 [ g [ e
b‘ | — e .,‘]'LI L N .

4. BroaHoW paamyc:
=
Hammﬁ're Ent po Tex nop, noka B okHe cooBilwesun He noasuTeR TRAD™. X

window yoanfer paHes 3a0aHHEIA paguyc ayrm. Haxmmante E}
@'bmep&nn YT BEECTH r:na.uuw
(8] (0 faw] = | 'éi:a"nuu @ ! w0 G AWMETPT |

5. Buognon guametp MHCTPYMEHTA

—

—
Hamuuaime A unu Ao Tex nop, Noka B cooBluekkm He NoRewTes "TL DIA™
okHO. X window W yaanaeT paHee 3afaHHbIR AMameTp
MHCTTYMEHT Hm:uurelﬁ no CY4EPE0W BEEAMTE IHAYSHWE AWAMETDE;

BB 6000 |@ | miErn | o[ @ woessie

6. War sm,.qmn nmaqn (MAX_CUTY);

Hanmuam‘e A H.I'II-'I W [0 Tex fiop, noxa 8 coobujermm Me noRemTea "MAX_CUT".
OKHO. X mnduw VOEMAET paHee 3a0aHHuIi napametp MAX_ CUT. Haxmure
@ - 5 no o4e mpe,u,nmm BEOA MAKCHMENEHOM SHaqens CPE3A;

DEEkE [
b

0,500 |@ | MAXQUT | W E péu:'a'l'r"Lj
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ey
7. MNocne Bona BCEX NAPAMETPOE HAMMKTE KmaBsuLry ENT gna BEINONHEHAA MEXAMNECKDR
ofipabiomis. [ins crona 2-0050r0 (PEIEOHOM CTAHKE, OH HE YCTAHOBNEH ¢ 0CHIO 2,

—

—
NOKEMYHCTA, HAKMATE A WK 4R WMATALMM NONCHEHMA ook 7. HawmuTe E

HMHTHPOBATE NEpexn] K NPaisIyLeEMy NPOYSCCY W HawmuTa| V mepoaam MEpEMBLLEHWE
K CnenyoweR Touke npouecca.

BuTa, i THpyeEA no oo 2
MonossHue — e —— ___I e
(oo PETREINY [ goggs @) [7-1 0,500 |
Ha 0,000 Homep vaBopal 77— . et

! .ﬂ—
%_Hnuz‘pmuam wipepbnara

Bicala niwmaum no oci 2 = Howep wadeptinata x LndepSnat no oo 7 + Homep weans uwhapiinara
D. 500

Hawmire @-{I’DE& BRIATH WA diymim R B niofice epemn,

Mpumep 3 ona dyHiumy NnasHon OVIA:
TapaMETEL HACT PAHE0TS CIRLOWMM ofpaso:

rnankwi MnasHbii pesmm
Sel_XY(YZ, XZ) XN
CENTER X=0, =0
pagHasE B0.000
[MAETFTL 6.000
MR HHAPKPE] 0,500
CT_AHI 0.000
30 3Hr 125,000
RAD+TL 1
Waru:

1. Haxume , 3aTem B okHe coobwenna otobpasutes "MPOCTO" ans

O¥roBaA ﬂﬁpaﬁmrﬁafmnre[ﬁzmn Eﬁn BeIfopa pesuMa npocTorn, To
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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@ 2

@ SWoOTH > @ > [ @ [ sWootH |
& g
2. Select place

Message window display “SEL_XY” which indicates the select is

to place. Press D or r_l to select place to dlsplay “SEL. XY” :

jm D®e  ®m - SEL XY ;

\

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.

0000 B GENRE | bR ) @ | 0008
“Wﬁ%ﬁ‘ (x] b [ (0) (5] ) o M"owo |
: Rivlalolole ol cem @@ 8

7 4. Input radlus

Press [EN1| until “RAD” appears in the message window. X

window despalys the formerly preset the radius of ARC. Press E!
@ in turn to input the radius.;

OE> |  so00)®m | ro 5@ @ Tioia |
H H e

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 E} in turn to input the Diameter value;

IV S e S T e | ]
H
|

©® > 6.000 t. TLDIA | ) (W) & MAX CUT |

b
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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

@[:”:5] in turn to input the MAX_CUT value;
%@am:a

0.500 & | MAXQUT | @@ RAD-TL |

7. Input starting angle.
Press !—;‘[ until “ST ANG” appears in the message window. X
window despalys the formerly preset the starting angle. Then press

E‘ in turn to input the starting angle.

;. ] ST AN ANG‘j_ %}[@r ~0.000 | | ST ANG ”

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

D D in turn to input the ending angle.

M@ o O DEEE 18500 @ 6 ave |

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

|

[ e T { 83,000 ,W,ﬁ
o E e @ o | ¢ -
- o g BEEDEE
b — 0.000 |( =oE s

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 {II or FI to change position point.
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oTofpamenme orHa coobwenuA "SMOOTH" ; [Ina crona 3-0cesom dpesepHom cTamka

De3 atoro wara. Ha sTopom arane. 3arem HaxMUTE @

.;}@ _mageei |
ﬁ —

SO C R - T

» ——— L opmel

2. Buibapume macTo
Orobpawaetca okHO cooBwerma "SEL_XY", kotopoe yKa3biBaeT Ha To, 4To BuiGpan
Ha MECTO. HmméEunn = sLiBpaty MecTo ana oTobpamexuA "SEL_XY" ;
B = 5_5:- N ';rr; W ¥ | ® B :E__rr;il_:ﬁ =1
‘{'_",l ) & S e R
3. LeHTpansHos nonamisHme saona.
HMMHTEE:'IT_ 3aTEM B OKHE coDGWeHun oTobpaauTca Hagmce "CENTER™ .

B okHe X o Y oTo0paMaETCA pakes 1a0aHH0E LeHTpANEHDS nonayeswe. Besgume X=0,Y =
D enemacempn pipaas.

[ 1000.000 @  uewp

oo @ BEBEEE. @ @ @ | 0w @
4. BxogHoW paguye:
Haamuaﬁ‘r?_[‘Ent] B0 TeX N0, NOKE & oxHe coobuieHnA ve norewnTea "RAD", X
window ynanseT paree 3aaaxHiil paguyc aym. Haxaure (8|
01 no oMepenw AnA BEOOA pagMyca.;

%[@E} | soom @ |

5. BxogHoi ouametp MHCTPYMEHTA
HasiumadTe A und V 50 Tex Nop. noka B coabluerm we norswuTca “TL DIA".

F"‘A_I_J_I L1 ,E.I,}-I-{

OKHO. X window ',-',qanﬂer paHee 3a0aHHRE QuameTp
HHETF".-’MEHTA Hamm | 6 no o4epagm, HTOGL BBSCTH IHIUEHHE JHAMETDA,

@ @i | 6000 B mwOrPAHKA TL DlAMAx '

..... 0 H —
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6. War an,ﬂmll I'ID,IJ,E‘-IH IMAX_CUT);
I-Emmnlaﬁnnnp.nmmp MONE B COOMERm HE NOSENTCR Kafgnmes MARCHMANEHOE comawsHe™
OKHO. X Window ynanRer panee 3afanHsi napametp MAX_ CUT. Hansawaiime noouspegHo
@Eﬂa BBECTH MaKCUMaNkLHOS IHAYEHWE Cpeag;

[OI[-](5)en =
5 .

0. mmmwmms .i.::)[ﬂ[:‘:.@ | RAD-TL

7. BeegvTe HavanbHesA yTon,
HapmmaﬁE V' 0o Tex nop, noka B okHe cooBluerma ke nosemTes "ST ANG™, X
window yganaer paHee 3a0aHHbIA HaYaNLHLIA yTon. 3aTem HaxMmuTe
[E NoOBODOTE ANA BEOOE Ha4YanksHon yrma.

M@ ST ANGOIBR S | 0000 ] CBATON AHI ]|

8. BxogHoil KOHEYHLIA yromn.,
Hammame 00 TEX NOP, NOKA B OKHE CODBLIEHWA He NoABWTCs "ED ANG". X

okHo oToBpamaeT paHee 3afaHHLIR KOHEeUHBIR yron. .. 3aTem Hammaj
[3] Eu 04ePer BBEIMTE KOHEHHbif yron.
M5 E V30 1130 B 135000 @ | pea A |

9. Brafapuma Emﬂmmmwunn BHYTDESHION Qyry
HamuaﬁT& maauuq.r m-’p,n Tex MO, Noka B cooOWEHWA He foAsuTeA "RAD-TL".

oxHO. Hammurte Auﬁ u'rcﬁu exiDpaTe MecTo anA orobpameHua “RAD TL". :
EI E +TL o @ o ___83.000 J& [ W _||
| o000 @ BEEEES

L BEmE

10. Nocne 88003 Beex napaMeTpos NPUCTYNAIRTE K MEXZHIYE CHDR
obpabome. DRO oTofipaauT nonoweste Nepeoi Tousy, OTBOGHTE 0CH Ha3EM 10 TEX
MOp, NOK2 HE QUCNNERX He NoRBKTCH JxaueHke 0,000, obpabaruBafTe YTy TOUKS 33 TOUKDR B
COOTBETCTEWMW l: nokazaHuamMK aucnnes. Mocne 3aeepLUeHHs NOIULMK NEPBOTD

YHERUTE, Haumaﬁunu 'u"h YTOGk MIMEHETE NONOMEHWE TOYKH.

ir




ARC Processing Oblique Processing

6.4 Oblique Processing

I 33 obg @ o unof e I 82995 ® | NO There are 2 ways available for maching oblique place:

: : 2 N 5 - j

o0 @ EEEOEE % v & I oo | NREOE® a). on the place. b). on the place YZ, or XZ;
a0 O DS T i ; OEET] Only the following parameters need to be inputted:

Press @ to quit ARC function any time. 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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Haknownnan obpaBiotka,
_ TR 5.4 HaxnoxHuan obpabomka
| B3, 000 -E ___HEI_1_| 5 ﬁ_ 82 S‘BE . l i.ll:l 7 CywecteyeT 2 cnocoba obpaboThiM HaKNOHHOM MecTa
[ 0. 000 | IEIEE‘ i FEARE a). Ha MecTa. 6). Ha MecTe YZ unu XZ;
..... EEIIII]E.‘IE [ 0.515 EEL?.IIIIE

HeobxooMmMo BEECTH TONBKD cnegylwme napameTpel
Hawoame @mﬁu BRIATH 13 dryriun ARC & noGoe spema

BKMIOHAR X¥(XZ¥Z)  VCrasoeTe MecTo yeraHosm XY YZ0r va wecto yoranoam X7
AHC WYron HAKNOoHa KoOCoH,
Uz Ouametp MHCTPYMEHTA.
NEFRRH TP ! HMoxogroe nonosasme;
ED POT

Oworranme ry G
Mpumep 1 onA HaknowHoro mecTta K.

Korma nnocxot e 0bpaboTkm HaxaQMTen B NNOcKDCTH XY, K8k NoKaszaHo

Ha PHUCYHKE, ¥Ton HaKNOHa 3arcToBKK cnegyeT oTkanubposate nepeq
obpaboTHoR HAKNOHHDWA NNOCKOCTH. CNegosaTenkHo, Ha JaHHOM 3Tang

06paboTka HRKNOHHOA NNOCKOCTH WIPSEeT PONk KANWBPoOBKKM YINa HaKNoHa

Mpousaypa kANWEPOBKK YITia HAKNOHA

Cha4ana nomMecTuTe 3araToexy Ha pabGounn cTon nog Tpebyemsim yrnom
M3-33 HAKNOHa.

1) BeenwuTe diyHKLNIO HAKNOHHON NNOCKOCTH

2) BuiBepwTe yHELMIO NNOCKOCTH XY.
3} BBE,EIM'I'E ¥ron HaknoHa.

4) MNepemawaiTe pabodui cTON 40 TEX NP, NOKE WIMEPHTENLHLIR MECTPYMEHT (HanpMMep,

CTPENC4HLIA MEHOMETD) , YCTAHOBNEHHKS Ha (PEIENHOM CTAHKE, HE NOCHETCH MNOCKOCTA KEanuwSp o

HEKN0HA, YCTAHOBMTE 20 HA HOMG W NepemecTHTe paboui cTon K3 Muboe PECCTORHWE B
HanpaenaHK\K oc 1 .

5} Napemewaime pabouwi CTon K3 PRCCTORHME OCM Y 40 TEX NOp, NOKE Ha JHCNNSE HE NOABHTCH
HYMNEE08 IHAYEHWE,

kL
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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 @ or FI to select place to display
“SEL_XY; o

Then press @ to in next step;

™o E INCL_ XY o m o 0.000 |® | ANG |

§ g - =

2. Input the angle of obliquity

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

| 0.000 ‘@ :,ANGWV']L & (4 (8] )

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

45.000 @ ANG |

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

‘1 0.000 | MOVE-X | > BH#A > 50690 | ~ MOVE-X ;j

4. Press ‘TJ, 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 Ax1$ is displayed as zero.
I

‘ 50.690 |® | MOVE-X | (50690 ® | MOVE-y |
. pEEpEE— 0 = . HEEEDE
WA 'lgl@a@ $H [ EGpageE)

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 o
DIA 10.000 o |
ST POT 20.000 -
ED_POT 20.000
STEPS:

1. Press , then the message window display “INCL_XY” to
the oblique Processing. Press @ or I—'-I to select place to display

“SEL_XZ; Then press [ENT| to in next step;

SR ez o @ o[ oo @ o |
2. Input The TOOL Diameter

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

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

0.000 | DIA ’*i}g‘?@ > 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 F] to in next step;

0.000 @ ST POT |\Am (g o[ 0000 @
n EEEOEE . S 2000008 |
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HaknorHan obpaboTka

6} MameHuTe yron HaxnoHa 3aroTossu, YTofk 38r0TOSKS KACANSCH HEMEDUTENLHGM

HHCTPYMEHTA, W YCTAHOBHUTE erg Ha HOMb.
LIS

1. Buiffepure mecto
Hamunﬁ%} . 3aTem B okHe coobwenmns oToBpasutes "INCL_XY" ana
Eocof oBpaboTkn. Haxmure hnnr yTobk 1||.“|l'5p-am MECTO Ang aTobpameHna
"SEL_XY:
Samem masnmte Ert.wEmmm:qumauy wary;
@ > pecnoevE Xy | % 5 [ o0.000 |@ | A

2. BeegWTe yron HaknoHa
B okxe cooGwenunn otoBpaxaerch "ANG" |, & OKHE X c-mﬁpamaemﬂ

paHee 3afaHHLIR yron HaknoHa. Hasumalite | 45  NOOMEPEAHOD, YTOGL!
BBECTW YION HakmNoHa .

| T =2 < |

alitonsted v o

i I'Iapamemaure 3aroTosy BAOMEL 0GH X A0 TEX N0, NOKS MIMEDHTENEHLIR HHchwem
HE KOCHETCA 3ar0TOBKW, YCTEHOBMTE B0 Ha HOMb W NEPEMECTHTE paﬁn-mn CTon

Ha moboe p'EIII:TDﬂHIﬁE BA0Mk ocH X.

[ = M‘-—It: ::-::E!DMC:—}{

-1 Hamme | [¥', oroDpaanTe aHaueHne oo Y. MNepameluaiTe 3aroToeky Ba0Ms
N0 OCH Y HAMEHITE §TON HAKNOHE 3EA0TORKM TAK, YT0G0 NNOCKOCTE KENWEDORKY KIKAOK K3CANECE
HIMEDMTENSHOM WHCTDYMEHTA [0 Tex NOP, NOKA 0HA HE CTAHET PASHOA Hyna, MepemMelLaiTe
pafuznm CTON G0 TEX Nap, noka otk Y He ﬁmet OTOGPARATRCA Kax Hymeaas.

[ 50.6%0 @ | weeami | 50 690 [@ ey

wmm oBBEREE &

50 G900 | EE.
B
5. Hawownre HTOD BEIATH M3 ROCON dyHIIAM B MG0e Bpeu.

40

UE_IETEZ

Haknowxas obpaborka

Mpumep 2 ONA HAKNOHHOM PECNoNOHaHMA XZ WK YZ:

Korma nnocxocTs obpabomam HaxoguTea B nnockocTh XZ wnn YZ, diyHkums Haknowa
WHCTRYMEHTS MOWET 4aTk YKa3aHWE ONepaTopy obpabarkiBaTs HAKNOHHYIO
NNOCKOCTE WAT 33 Wam,

MNopanok enonk3osaHmMa MyHKLMK HaknoHa dpeskl:

Koma nnawka ofipabiorm HaxomuTes 8 noceocTw XZ wnw YZ, chauana, noxanyiicra

» OTRANWGDYATE YoM HEKNOHE MONOBKA OCHOSHOM WIMHOENA M yeTaHoauTe WHCTPYMEHT:

& 20
Baniienmg_xybiz Yz) Bemeine_z d
F E
WER 10,000 o e
FOPLLIKA 20000
ED _POT 20,000
LIS

1. HanmuTe [ [X). satem B OKHe GODEH.LI,EI-I'IFI oTofipasutca "INCL_XY™ ana
Kocol obpaborkn, Hasoante A ung, erﬁu &uﬁpam MECTO AnA oTobpakeHna
“SEL_XZ; ZaTem HasnaTa Enter, mﬁummﬂu: CRETYIEUENY waly,

m @Bk xz | @{] 50000 1@ [ s

2. Baegure [inametp MHCTPYMEHTA
B okre cooBluenus otobpaxaetca "DIA" , X wlndnw oTobpakaeT

paxes DN 330aH yron HaknoHa. Hasmute 1 0 nn mepa.qu YTODL BESCTH

AHBMETD MHCTPYMEHTE AMA Haknona, OK, 3aTem HawiTe (o Ha CREAYIDWLEM ware;

0.000 @| oia | oy M@ E S 10,000 @ DIA

3. Beggure ST_POT,
B okHe cooBuwennn otobpaxaetch "ST POT", B okHax X u'Y
oTofpasaeTca paHee 3aaHHOE NONOKEHWE HaknoHa. Beog X= 0,

¥'=-20.000. OK, 3avem HaemuTe |V ANR Repexona K CIETYIOWEMY WATY;

T oo @ ewes |y e @ @l o0 ®
om0 @E8888. cupEEs)|  awE
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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 B [ ED POT i\((x) (3) (o) @@ | 20.000 &I
000 @ BAEEEEE . N @
000 ¥ Hppparn Y © @) 0000 @

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 @ or El to simulate position of Z-axis. Press @

simulate moving to the former process, and press r'-l simulate moving

to the next process point.

Z-axis simulate height

XorY 8\:1\ ' e Srap———— - I — ;

Set start point s - ‘ 1.765 L z 1.765 |
for 0.000 Number of dial | :

0 1765 m ® e

é Scale number of dial \Diii"ilﬂ @ B @

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

Slope Processing

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 X/Y

Z 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 @ or @ to select place to display “SEL_XY;
Then press ET] to in next step;

= ) | Xz je> B ) ( _0.000 B [ ANG J

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

formerly preset the angle of slope. Press E]@ in turn.
0000 @ A || @EE ™| 45.000 /@ NG |

Step 3. Input Z_step;

The message window display “Z STEP” , X window dispalys the
formerly preset the stating position of slope. Input @E’ EI in turn.

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

function any time.
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HaknonHas obpabotka

4. Begaure ED_POT,
B okxe cooBuwenua oroGpamaetca "ED_POT" B okHax X u Y

oToDpE«EETCR paHes JaJaHH0E NoNoMEHWe HaknoHa. BxogHse gaxkse X= 20.000,
Y =0.000).

0000 B (9ANOT |t @ @ @) 20.000 |6
i;‘“'i:i.m’u = EE%%%E_-;&@ @ B[ uum_@

5. Mocne BS003 BGax NApaMET[INE HIRMATE KRagkuy V A I?Hrmrru;;-mﬂanﬂmi afipafiomon.

Ans crana 2- 2-0CEBOND (DPE3EPHOND CTAHKA, OH HE YCTAHOBNEH C OChi0 Z,
fomanyicTa, HEHMITE Auml V, wTobisl ManTRpOBATE NoNomeHWE 0K 2. Hasute G
HMHTHPOBATE NEpExn K NPeDhlOyLLEMY MPOUECTY W HEMMIATE HMI-'ITHII‘IEETI:- nepexog
K CNeqyed TOYKE Npouecca.

Buicora mrnp-,wa:m ocHZ

Monomenwe = -
—, wﬁmmxim‘_ 1 TEE [}: ( zZ | 1. }Eﬁ ‘
Ha 0.000 Howmep waBopa |~ T A R T
K B 0 1.765 p DEEOEAE
Howep uwsars wopepénara | 1 ¥ (7] (8] (8] (=] [}

BeicaTa wmuTaups no ock Z - Homep uwhepBinara no ocw x Lsepanar no o Z + HoMeD WKANE
w3 (eplinats

Hmm.'q;ﬁu BHIATH 13 HAKNOHHOH (yHELMM B M0G0 epess.
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ObpaboTea cxnoHoB

6.5 OGpaboTka CHNoHOR

3T yHELIA MOWET ABTOMATHMECKH BLIHCNATE NONOREHME KIWAOH 06pEBATHEAEMON Toukm
npu obpaboTke HaknoHa. HeobXomQMMO BEECTH TONLKD cnenyowne
napamerpe .

XZYZ YCTanoRMTE MECTO yoTaHoem YZ unm XZ |
AHI Yron HaKnoHa Y
Al Z Onwmna ckn oHa

kaxawi pas obpabarwiean

Mpumep 1 Ans MecTa HaknoHa XZ:
[ar 1. BuiBepure Mecto

Hasmure @ JaTeM B OKHe coolleHws oTobpasuTea "XZ2" Ana HaknoHa
— —,
Ofpatotea. Hawmume Awnm V, uofe BuGipars mecto gns oTobpamenns "SEL XY;
3arem wammuTe @ E CNEAYIOuEmy Wary:

ol _—=J» g » [ E= v ]

War 2. Beenure yron HaknoHa
, B okHe coobuwenna otobpaauTca "YTON waknona®, B omie X oTobpasuTca

T —
PaHes Obin 3anam YoM HAKMNOHA. HaxvmanTe -4 |.l| 5 no oydepenA.

|r. lJ lZIDlZI [Q AH] [5]5{:) AH _L]
Wiar 3. Bm,ql-luh Z_step;
B oxne coobllennn oTobpamaerca "Z-lUAI™, X-okHo otoBpaxaer

e p— —

paHes Ghing 3a0ano 3anaHHoe nonoweHe Haknoka. Beogute| 0° 1 no owepenn.
00 @ | ZLLIATO.100S T

LWar 4: 3asepwaem scro 0Gpabotry. Haxmute Elm:ﬁu BHATA M3 CITIOHA
CPyraL sy ATE: B NGOG Bpemn

43




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:

P
P 150 —,

!
A

00

an

S~ T y/

STEPS:
1. Press , then the message window display “FLAT XY” to the

Chambering Processing

@ M| FLAT xv] ) o !} '~ 0.000 @H DIA f

2 Inpur DIA of the TOOL
0000 ® oA |OGEEDE D] 0000 @ Dia |

3 Input the Center coordlnate

1000 ooo [zl CENTRE ok ([0 [j;yi,, 0.000 |3
~1000. 000 | (+J @.@.Hmﬂ M o0o000l@ |
' U onpeee~CY @ @) 0.00|@

4 Input the size;
| _to00.000 @ | size | ({?@ 0 ® © @ 100000 &
jI;’ IZ) - @ @ N = -

5 process Chamberlng,

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 @ or @ .On the completion of
machining, the right window shows OVER. Press@ or F’, the system

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

Chambering Function.

44

The Tool Diameter Compensation Function

6.8 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.

| g EXTS

4 . /) e

vy S <
BA i : B R VTR =24

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

1 @ Tvee [ DG @ [ 9 J@ [ Tvee
Step 2: mput the d1arneter of the TOOL; Press |—1 r‘l in turn..
0.000 @[ " DiA & DO D 10.000 @[ DA |

Step 3: Press D to the machmlng Mode

— 10.000 |&J | COMPENS |

oo = BEEOSE

Machmlng 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 n to quit the

Function.
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OfpatoTka kamep

6.6 ObpaboTka Kamep
1,FLAT_XY: mecTo ycTanoBsM cTanxa; 2, DIA: auametp mucTpymesta; 3, CENTER;
UeHTp BeieMEM ; 4, SIZE: pasmep Bbiemenm ;

PHCYHOK GRSy HwLmia:
;..-:"-'-— 150

rht

| {54

||
1. Haemure, 3atem B okHe cooBlieHMA oToBpasMTea "FLAT XY™, yToGw TO

O6paboTka kamep.

@ Blmewn s @ o [ o @[ - ]
& — 9 |

2 BooogHod ,u,uauerp M HCTF’?'I'.-'IEHTA,

0000 _.@__ [:IIA | o (] (0] () s | 10. ui:m_ E —DIA ]

braulOon 100 E__@EE%E =¥ o IO I - B — N
4. BeeguTe paaMmep;
[ 1000.000 @ pawer | (] [@) (@) @3] [ 100000 |6
o000 @ BREOAS Lm0 @@ @) 100000 | @

5. TEXHONOTWYECKAA KAMEDS;

MNepemelyaiTe CTAHOK 00 Téx Nop, nokg OTODPEHEHWE GCH HE CTaHET
paBHEIM HYMHD), T.8. NONMHEHWD NEpBoR ToqkM. OGpatoTadTe NEpBLIA MYHKT .

OTobpasuTe CNenyowyo mwﬁ-ﬂpaggm, HEMAR KIAEMLUY WA

N —

Mo zasepwerni 0GpaGoTHH OTOGPAIMTCR NPABOS oxHO. HamMWTE A MMM, CHCTEMa
——— [ S—

[ ]
napeHisT B NEpBOE NONOKEHWE ANA CNEnYOWER 3aroToskk. HammuTe . 4Tobk

BHATH M3 (Y HELAM [OCMOTDE.

DYHELIMA KOMNEHCALMM OHEMETDE MHCTDYMEHTA

6.8 DyHKUMA KOMNEHCALMK AMAMETDA HHETDYMEHTA
bes komnencaum MHCTPYMEHTA onepatopy npesiogures nepemewats WHCTPYMEHT
HA [ONOIHATENLHOE DACCTOAHWE, pabkoe anametpy MHCTPYMEHTA, saone kamnof cropoH:
npw obpaboTie YeTepex CTOPOH 3AroTOBKM AMaMaTROM 150 u 100 MM, yTobu 33BEPWMTL
obpaboTry Bcero kpaf. UMppoasie NOE33aHua NOImEH 3ETOMSTHYSCKH
HOPQEKTUPOBATLCA NP BKMOHEHWA yHiLmMK komneHcaumn MHCTPYMEHTA.
Mpumesanke: kopperyws MHCTPYMEHTA nponssoguTcA B Hanpasnenm X m Yaxis.
Mepoysaype:

1) . BeeguTe @yHKUMIO KOMMAEBHCAUWK OWamMeTpa MHCTPYMEHTA.

2). BrabepuTe 0AMH K2 (ETHPEX) NPEOYCTAMOANEHH:E PEXMMOR oBoaborim,

3). Beegure guametp MHCTPYMEHTA.

4] . Mepsinams « wxaarecsoh oipabione.

War 1: HakMuTe Shl yTOGE! BOATH B CYHKLMK KOMNEHCALMK HHCTRYMEHTA, 33TEM

oTobpazurca okHo coobweruR "BEEJMTE", vamauTe 2 I

1 @ e S D@9 @ [ w |

—

s,
LI.IarE seequTEe Anamerp MHCTPYMEHTA; HamMuTe | 1] 0 po ovepeae...
0000 [ pia |y @D @e ) 10000 @[ oA
LWar 3: Hamu-rg Eap&mumdmmiﬂﬁﬂaﬁm

- 10.000) |(& | KOMNEHCWPYET |

_'[_iﬂﬂﬂ B2 %%@%

Mexanimnciyw obpaboney neyx Etmabm MNOCKOCTER MOKHG BHNOMHATS, nef_ﬁdeuﬂﬂ HHCTPYMEHT ap
TEi NP, Moka 0ob & He Q0cTHET 150 000, a ocs Y - 100 000 Hawmume knaguwy, qmﬁu BLIATH W3
Y HELIMM.
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The Tool Diameter Compensation Function

6.7 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 !Slﬂi to simultaneously, enter display

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

Press iSIﬂ‘ , exit display value filter function;

4 i A

Ume @ s s | | o ® o [@ [ nes  JU

&E
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Lathe Function

6.8 Lathe Function

6.8.1 200 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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DYHKLIMA KOMNEHCALMKM AWaMETDA MHCTpYMEHTA

6.7 UnchpoBoi hHNBTp WNkdoBansHom CTaHKa
Mpw 0BpaboTe 3aroToBKK WINMGIOBANGHO MALMHON JHAMEHWR Ha QHCTINGE OTOBPANAITCS BHICTpO

H3-33 BUDDALMH WNWHIO0SANEHORA MaEWMHEL TONEINBITENS HE MOKET YETKD BIIeTs OToBpaxaemos
auaerie. Grinder DRO npenocTaanAer dy i dunsTpaLmm OToSpanEem0r JHaueHin, YTobE oTKEHITE
FEMESES P TS FEMEEMINT Sl O EMTE TS,
warm:
1. Baggmme drsis N paums oTo0RaNEsuEX JHEIYEHNR
1
B ofisHom pesmme otobpanesma Hammmte SIFT, wtoBsl OIHOBPEMEHHO BBECTM gryraLIMED
(A TRaUNE TTOEDREMALE JHEHA,
2 BeshnuTe w3 dryragen o RneT s OTODpENEEN LK 3Ra4EE;
—
Hamwira SIFT, ecsifiime v diysasn dunsipauym oroipasaeuta ssaesnt
[ P —

4

G TR
'y

ﬂ%ﬂ B asss |o@o[@ [ = Ji

b

{yHELNA TOEAPHONS CTRKE

6.8 Syvingn TokapHom CTaHE
8.1 200 nabiopos BelmeoTes HHCTRYMENTOR
Mpw obpaboTke pasHLI QETanNed BCEMOA HyMeH paiHsil MHCTPYMEHT. Ona
yaobcrea padoTyl URQPOBLE WHAMKATEPH TOKADHOTD CTAHKA WMernT dyHeuwD 200 HaGopos
WHCTYMEHTAMEHEE OWdnuoTes
Mt Ewfruomeny wacTpywesmon 3 200 muWnziTos MosHD KCNORE308ITH TONGED B TOM CITY43E, G0N TOREPHSIA
CTEHOE DCHALYEH GNOCOM HICTHOAKM WHCTOVMENTS |
1. ¥eTanoeame Gasoawi MHCTPYMEHT. Mocne HacTpoRac: MHCTRYMERTA, HymesoA ocu X W ocn Z,
YCTAHDEMTE HYNEEY D SOCONKTHY D KIORAHHETY.
2. B cooTeeTcTEBMK © pasmepom TOOL] m datumTOOL onpeganure
MOMOWEHHE WHCTRYMEHTE OTHOCHTENLHO MYNA ABCONKTHOR KODDOMHATE M MHCTRYMeHTa datum.
KK nogasaHo Ha pecyrke -1, OmwocumensHLA pasmep MHCTPYMEHTA 2 coanysoups Oos X 25-30-

5, Oce £ 20-10=10.

3. CoxpaHuTe HOMEp MHCTPYMEHTa W pa3mep B L poBOM BHIe.

4. Homep MHCTPYMEHTA MoHO BEECTI NDOMEEONEHD, UDPOBLE MHIMKATOPH oToBpassT
MONOHEHAE WHCTPYMEHTE C aBConioTHOR HyNeBoR KoopaMHaToR, NepemeiLaiTe TOKaPHBIA CTAHOK
[0 TEX NOp, NOKR HA OCRX X W £ HEe NOAEWTCA HOMb.

5. BHEMAOTERM scTprymanTos MoryT coapareTs 200 Ha0000B Sakbls HECTYNEHTOR.

6. BHBNMOTER MHCTPYMEHTOR DOMHHSl HCNONBIEETLER B OTRDLITOM COCTORHWM. 200 KoMANEKTOR

BEHONUOTEKH HHCTRYMEHTOR MOKHO OTHDETE, HENPEDLIBHD ua:muEﬂem'rb pas

A0 TeX NOp, NOKa B NPAaBOM OKHE HE Ha4YHEeT MuraTh TL - OTKPLITL u
CNEga of NPAB0ND MWHPOPMELMOHHOND DEHE HE NOABMTCA HAdMMcs "A". MeTka yasuBaeT

H3 T, UTC ONEPSTOR MOKET HACTPOMTE KNA NEpecWoTPETE 200 HIG0POE MHCTOYMEHTANEHELX

—
SwinmoTer. HenpepeBHOE HTESTHE KNSEWMLUW OECATE PE3 NDUESNEST E 33peTHED Suwinuorem

WHCTpyMeRToE 200 Hatopoe , @ B NpABOM OKHE MMTHET TL - JAKPLITD, W METES WOMESHET
. Korpa ommetea “A7 mowesnet, 200 Haopoe WHCTPYMEHTANEHED DMOMWOTEE He CMOryT

OkiTh NEPECMOTDEHKI.
CInepaiimm ¢ SaHHime MHCTFYMEHTA 1 swiaosom WHHCTPYMEHTA nokesaHs! cegyoumm obpasou.

LLiar 1: B cocToRsun ABS seagee ganHsie w2 200 kafopoa MuCTRyMEHTANLHE Gdmikorer [InA
omepeTA 200 #350pos WHCTPYMEHTANEHE BUBnAOTER HEOEXOOMMD HENPEESIBHD HACANATE

Eminmpm. B nesom oxHe NpEs0nD MHGhOpAaL WOHEOND 0FHA NOABATC 0TMETKE "A"
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Lathe Function

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

" T pis L LI TSI A A 1T
| 1000.000/6  TOOL 1 | @ 0.000 & |
. e
~__1000.000 B mlalololaloiks vFM [ ) [ 0.000]|@
Step 3; Input TOOL 2 data
10000008 Tl 2 AR [ @ *”"_—";_AJL@A,J@!
BEO |
~1000.000 @ g.ggg% %M @ © @5 10.000 J

Step 4: Press to continue to input the data of next tool By pressing
number and the key @ , 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 @[ choost | b @B [ 2w | cHoose
Step 6: Press {:l or l'—‘ Select the base TOOL. Then press [i] Euﬂ ,V
.0 B[ BASE DG DD [ 1 Jm [ sAse ] ;
Step 7: Press @ to quit the function; -
Note:

When the base tool is used, the axis can not be zeroed in ABS state .
When the others are used, the axis can only be zeroed in INC state.

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

be measured in processing;
#7IN g <
] i 0.0
w 85 |[€
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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;

4907 @ [ MEASU |

. @ MEASU i . Move the |
sz lever readout - g—-—B—SOO- ‘. NEED @'
NMEEEE M
Step 2: Press E’EJ to calculate .
4907 @ [ MEASU | |\ R () 60.000 @ | ANGLE |
8.500 mEEEHDORB@ ‘ 30.000 (¥ MO
" @ EeeaE | © | Eolalololsl

Step 3: press @| to quit the function,;

6.8.3 R/D Function
For 2 axes Lathe and 3 axes Lathe, press [m , 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.
6.8.4 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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ChryHELpeT TOIDHOM CTEHES |

War Z: Hawmmre ‘IEIU YTofE NEPEATH K COCTORHWD BRONSE. Irhmp'_umm BBOO3 DaHHLIK

P |1|:|mtm E -:_mcr;;ﬁ:m o SrElE (@ 6 L_p_mu |E |
1-:»1:6.?::::}@ EEE%EE oM @ @S o000 @
LWar 3: Beagwre ganms MHCTPYMEHTA -

2 1000000& | wormenz ] e B B @S 5.000 @

_wwm BESEES . cEm Q@ e nw D

War 4: Haamnre '-lmﬁu npu,a,onmm BBOY OaHHBX CREOYHALEN WHCTRYMEHTA, Hawae
uwachpy w knasmwy ENT, ﬂrl&_pamp MOEET HANDAMYK) BEECTH QEHHBI CHELHANSHOM
HHCTDYMEHTA. Hamum;: yTOHe BLIFTH.

THoCTE: HAETRON WHCTDYMEHTAsHLY FaSmaTes. Monomeayime (lnHOTEm WaCTpYMERTOR B COOTESTCTEMA
CO CNEIYHUMME DNSHELITMI. CHEMENS YCTAR0EWTE BTOPOA un{:rpyumr
LWar 5: YTofkl nepeiTi B pemum MCONBI0BEHA, Hakmme Cal . Cal. 3arewm Hamml_l ENT .

(o J@mmowan | o @@ 2 @ | e
War 6: Ha;mm&ﬁ.unu Buﬁepl-lTE Gaasii HHCTWMEHT_,?.;;EM vasanre 1] D
L0 B[ Ga (oGO [ 1 @ [ s |
LWlar 7: Hanure IIZE.-ITEﬁH i 00
Mpae=iams.

Mpw MenonL3osaHum Ga30B0T0 MHCTDYMEHTE OCk HE MONET BbiTb oBeyNeHa B cocToma ABS.

Korma McnonwLayioncs QpyIie RapameTpe, ol MOSET BbiTh offynesa TonsKo B cocTosmMm INC.
5.8.2 OyHELMA CyHReHMA

Ana ToxapH0i 06p2GOTKA 32rOTOBKK C KOHYCHOCTRE KOHYCHOCTh 3AMOTOSKH MOHET Okite
H3MEpeHa B Npouecce obpatoTim:

®- <P

4%

(DYHELRA TOEAPHOMS CTaRKR

OnepauMm :
Ka noka3aHo Ha PUCYHIE, MOBEDXHOCTL A 38roTOBKM CONPUKACASTCA C NOKAZZHHAMK
PLrara M COpacHBIET NOKAIAHMA PEMATa HA HOML.
War 1: Hasmmre , E&H B okHe coofwenun otobpaauten “"MEASLE ans obpaboTten Bymari.
MNepeMecTUTE YE33aTeNs poMara Ha NOSEfEHOCTL B 0 Tex Nop, NoXa NoK33aHMA paMara
He BY[IyT yradarbl cnedyioumm oGpazom;

R N G .
- 1 “prisara 3 " g.500 ]. E.EEE—E

Whar 2: HakmuTe E'rEnn BLMHCNEHWA

507 J8 [ wem ] o gy o[ e00o0 J@ [ o]

o
aw BREEEEE & [ ww a@EE0ES |

5.8.3 ©yHryma R/D,

Ans 2-0CEBOND TOKAPHOM CTAHES W 3-00EE0M TOXKAPHOMD CTAHES HawmuTe [4], pewmm

oTobpaKEsrA 00K X nePEKNMaETCA MEXTY PaiMycom n duameTpom . Korga oce X WCnons3yerca ans
oToDpasEHMA IWAMETDE, CNESE OT NPEB0ND MHDOPMALIMOHHOM OKHE NORBMTCA OTMETES ™"
. HO KOrOa ock X MoCNoONBL3YeTCA OnA oTobpaseHnA iameter, ortmeTea
" MCHESHET, TONBKD OCk X MMEET (hyHKLMo NpeolpasosaHna awameTpa / paamyca
6.8.4 TyHiunn Y + Z (npumEsta TONGKD K 3-0CEB0MY TOKAPHOMY CTAHEY)
Ans 3-ocesoro TOKSPHOTD CTAHKE CYETYME OCH Y M CUETUMK OCH Z MOMHO

Fl.ﬂﬁﬂﬂ-lﬂ'b E NOK33aHHOMY Ha OCM Z HAMATMEM KI3BMLLKA , 3aTEM 5

HEMATHEM KNABMILKA MOXHO OTMEHNTL dyHKumo Y + 7.
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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 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 !2 to transfer the calculated result to X axis; then the X
window will display this value;

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

Press 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 ’B 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.

No display

el il
1. Power isn't connected
2. Power switch is off.
3. The range of power voltage is not right.
4. The inner power of Linear Scale is
short.

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

1. Replace the linear scale of the other
axis.
2. DROis in special function

1. If countis normal, the linear scale
has trouble; If abnormal, the DRO
readouts has trouble.

2. Quit the special function.

Linear scale is not

counting

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

FS

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.

L B S

© N o

Setting thelinear compensating is notarrest.
Reading head of the linear scale is damaged.

1. Shell is 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. Resel the linear compensation.

8. Repair the linear scale.

The counting of
the linear scale
is notaccurate

. The mounting of linear scale does notdemand the
requirement, and the preision 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.

1. Mount the linear scale again and
levelit.

2. Lock all fixing screws.

3. Repair the machine.

4. Reset the resolution of digital
readouts.

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.

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

8 Npenoxesne
1. ¥CTpaHenne Henonanok:
Hitwe npuesfeHE NpEIBEPUTENBHER DEXDMEMOALMMH N0 YCTREHEHID HENGNSA0K.

Eco N-pescseny Bz npOGnews, NESHTCTS, CERENTECs © HAWEH RIMZMER WM TEHTINN [ DAY

NCMoLE.
1. BaaeTe - 200 k2 posHErTRR |M'fm:nr'mmwmmm
L HTHMERE WEHE HOOEL 1 N 43 EETEE A

3. [anzone: EANRNEHIR (TSR HENEENNLL, "I'F W A 0= B
4 Hmuepransas womsscm T mafeon uaeral i BTN BAH Rl D LeET
HEHE. o

1. ECNM CUSTUNE HOPMANLHLIL, TO |

7 Kanekynsatop
Kanbkynarop ve Tonsko ofecneqmeasT obeuHBIL MATEMATUYECKNE BLYWENEHUA

. TARHE KaK +, -, X, |, OH Tamwe 00eCcneyMBaET TDHMHOMETDHMECKHE BLIMHENEHWR, THNHE Kak
SIN, Arc SIN, COS, Arc COS, TAN, Arc TAN SQRT w T.a.

Onepauwu TakKe %, Kax 1 B KOMMEDHECKUX KANLKYNRTOPAY, NPOCTEl B MENONBI0BIHM,

B0 8 GYHKLMK K3NBEYNATODE M BRXOA WA eS|
B oBsmmom pesime oTobpamenua; HaxmuTe cirl, yTofel B0ATH B dyHKLD KENBKYFTOpS.

B pewie oToBpawEHA KANLEMATOpA: Hmiﬂ ANA BRXOTA 3 dIyHOUMA KANGRNATOpA.
Mepenaua peaynuTatos kanekynaATopa AN BuGpanHbx Zxis.

Het guennes

Mocne HEepUSHNA PACHETE, BCNH PEXHM MM“HH'H KENLEYNATORG YCTAHOBNEH QN8 1 hmmmmw — e
pexkM 1, NONEI0RITENE MORET: Piias o e sermams com um i s IRz
. = I i o oegeneni e, |
Haxowme Xo, YTobsl NEPEHECTM BLIMMCNEHHBIA PESYNILTAT Ha OCk X; 3aTem e
B OkHE X oTOGpA3NTCA 3TO 3HAUSHWE, ]_ mmm iU 11 wm
Hammure [Yo], 4ToGk NEPEHECTH BRIMHCIISKHBIA PESYNTAT HA OCH Y: 2aTeM S |3 “'m"::;ummm, erﬁm:ﬁ
— YURTHESESES HHSHEH S3ETL0 FRHEHHOA WEERL Bonbiuc. )
B OkHe Y OTOBPA3NTCA 310 JHAYEHHE, 1[k||.ur|mm!- S T R
HakmuTe | Z0, 4TOBb! NEPEHACTH BLMIGTIEHHLIR PESYNLTAT Ha 0Ck Z; 33TeM. ) TG e e . 1. e - gy
e 2 peuETayi e
8 e 7 oroSpaIMTCA ITO IHAYSHNE; i %ﬁmﬂ- ey mm':':; Q%m m-r
e e A
Tekylwee oTofipaxaemoe 3Ha4eHNe B OKHE NEPeNasTCs & KanbKyNaTop. Togoyer - 310 wnGe |5 mﬂ"" 5. Chema Bsbgure pecype DR,
comrasarr. E
rouepes (e o] - vl mack ?_?!_'m'-

ECIH PENMM OTO[E 1R KENBKYTIRTORE YETAHOBNEH HA PERMM 1, NONEI0BATEND MINET:

'|r F3 MHHSHON EIMNEHCAUM - 70 nelaest.
ﬂwmmmmmmﬂum

3. Panaupra & wacamaie.

Hammm]. 4TOBLI Nepenats oTofpasasmMoe dHaYeHue B okne X B calculater:
. Tremesuningsfinssr cale docs netdom m the =
Haxwure | ¥, yrobel nepenars oTofipakaemoe shasetme B okke Y & calculater: mmIMEmaﬂ;l Ilm —_— ncorscaz o
7 Mogey 2B fines. -
Hamwwre [Z and nepegaqw oTolipasasmors aHa4eHiA B okke Z B nporpammy calculater: R el SO %mﬁﬁ
o o REMAETCA T L pmperner Ecint IGE: CHEm. | e e . TETRgE O ELESE DRI
FE STETCH MG EOH. MEEEE3HHI
1 P.mumm smail p oéet bl e
Wrorma nuveiisas Emrlm n,: mm-m 11'3"*“"1“"1'“
[T
WIKANS HE WHHTLERSTCR 410‘Wmﬂw zecsi firsar.
4.31xmmqmmumm. TE METT LNy,
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Appendix

2. Specifications of Digital Readout.

1)
2)
3)
4)
5)
6)
7)
8)
9)

AC 86V ~ 240V; 50 ~ 60 Hz
Power consumption: 15VA

Supply Voltage range:

Operating temperature: 0 -- 50
Storage temperature: - 30 -- 70
<90 % (25 )
Max Coordinate number: 3

Relative humidity:
Readout allowable input signal: TTL square wave
Allowable input signal frequency: <5 M Hz

Max resolution of digital display length: 0.1 um

10)Max resolution of digital display angle: 0.0001 / PULSE

3. Examples of character output at the data interface

1. X,Y,Z Axis
NO external signals
1 +5V
2 ov
3 A+
® ®©®® 00 4 B+
®@ @ O O 5
6
7
8
9
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2 TexHuuecise XAPaKTEpHCTVEN LA DPOBOND CUMTHESTENS,

1) Danaaos HaNpREEHAS MMTAHKA: NepeMeHHbn Tox 86 B - 240 B; 50 - 80 Ny
2) NorpefinAeman MowHocTs: 1584,

3) Paboyana temneparypa: 0 50

4) Temnepatypa xpaxenun: - 30 — 70

5) OTHOCHTENbHAA BNEKHOCTE: < 90 % ( 25 )

G) Maxcumanesoe Weno KoopgMHaT: 3

7} [lomyCTHMeR exnHoi CHTHAN CHWTHBAMR: MPAMOYTONEHAER Bonkg TTL

8) HonycTiman YacToTa BX0QHOM curHana: < 5 M My

9) MarcHmans+H0e PaspeIUEHE ANHHE Wedpoaoro gwennes: 01 o

10) Makcumankoe paspewerse yna ywdposoro guennes: 0,0001 / MMITYTILG

3. Npumepel BLHBONZ CHMBONOS B MHTEPGERACE NEPE1AYH [aHHSIX

1. Ocw X, Y, Z

HET EHELIHHE GHIHANL
1 +5B8
2 OB
3 A+ N
@ OO @ {D 4 B+
@ @ -
B
¥
8
B
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