e

R

e i AT iz
o e

[P

TR iy i

_Safety precautions:

bear User:

- Welcome to the use of JCSB00-2AE/3AE DRO .Sy'ste_m', -:wh-ic;h'_'is developed by
Measurite Pte Ltd, the JCS900-2AE/3AE DRO System is widely used in milling
machine, grinding machine. wire-cut, FDM and lathe, -the functions .can help us
to improve efficiency. ease of operatiqn,_ precise measurement and repeatability.

It is now an absolute need to install.them on your machine. .

The Use of ‘the DRO System., is .easi_ly-under-stbod by any user. You can use it
without needing to finish reading the manual. You can useé it very easily and
Is suitable for both new operator and skilled operator alike.

Open the box and remove it from the packing, Plug it with the power cable and
test if the DRO powers up and the digit display correctly. It accepts power
of 80Vac ™ 240Vac. E

(1) When you open the box, check the physical appeatrance is in good COHdiﬂ'_tiO%’l‘_.

if you find something at fault, please contact the seller, be sure not to .
take dismantle it.

(2} The DRO used the alternating  current. of 110V~220V or 50Hz~60Hz, the
electrical connector plugs pin is three core pin which has earth pin.

{3) The user be sure not torepair it, the 'DRO'_"has-highw'powéi"ed piezoelectricity,
this could do some daiiage to people. R

(4 The chassis is made by ABS plastic ', it ‘can’ t be used in ‘the high
temperature ' - S L o

(5) Wher you do not use it, please turn of f the electrical seurce. It can pr_;blong
the life-time of the product, ’ o ; :

&) If the thunder storm 'co'mes, close the.'e.l_elc_fcri_cal source. ’




Routine Maintenance:

{1} When you are cleaning the DRO , please turn off the power.
{(2) Use a dry cloth or brush clean the keyboard / rear panel of the DRO.
‘3 Do not clean the panel or keyboard by thinner or ethanol.

{4) The rear ol the caéing can be cleaned by detergent.

Promises:

If there are some issue with the DRO operation or the malfunctions, you can
contact Measurite Pte Ltd at http://www. aliexpress. com/store/1191142/
email :szjingce@foxmail. com

The Note of the Pressed key

JCS900-2AE/3AE

Main Rindow AXIS English Window clear zero
LN Ly : ”
el Calculator
AL [ (9| 3 [~ >ur/DoRM
9 S| | €5 1
6 cos|| 14 midsplit
P Ta| | ce ¢l edy
[F1=1[=][ent]i-tmpat
/f’_' f\;\\'\g_\."?\
Rad:usf ¥ \ L WL L o i
Dismeter SDM.Czrcle Line INCH/MM RI slant ARC ABS/ NG, smooth



e

The specification of the JCS900-2AE/3AE
digital readout new function set

1. Into the internal parameter Settings: press the  “§” key

during boot self—checking, enter the internalrparametef

Settings

2.Equipﬁent digital display table types.fOr lathe (factory

original model is an milling machine)

- {1)press the “MM/INCN” key 6 times during boot seif—checking. enter
the machine Settings

(2)Press
(3)Press
(4)Press
(5)Press
(6)Press
(7)Press

the
the
the
the
the
the

[ 1 ”»
[ f ”»
“° f ”
({3 f »
[ 1 ”

“T”

or
or
or
or
or
or

i l »
(3 l »
[ l ”
“@ l ”
(14 l ”

“‘H

. key select DRO 5, press ENT to confirm
key select Lathed, press ENT to confirm
‘key select Digimac, press ENT to confirm
key select DISP 7, press ENT to confirm
key select X-Y-Z-, press ENT to confirm
arrows select UARTO, press ENT to

confirm, finished. Press the S to exit.

3.Diameter/radius of conversion:when the DRO used on

lathe, press the “1/2” key, X axis will into the diameter

model, press it again, it will display normal. If you press

the “1/2” key and then press the anyone axis. The axis data

will halve.
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", Function item CF )
f 1. Cleared - [ ...:35-; '~Yb' '

9. input coordinate

4. ABS/INC

- 8. Calculator

JCS900-2AE/3AE, used highi-tech compdnent and- PCB assembly technique,
more function, operate easily, credibility_durable. Please read the
manual before operation of the machings. S

3. INCH/MM

5. 1/2

6. RI

7. Radits/Diameter

9. SDM sdm
"'ﬁl
- 10. Circle-Hole Wi .
11, Ellipse-Hole i w7
12, Line-Hole 1
. 1
13, ARC-Hole : . .,ﬁ?ﬁu _
' R
“14. Smooth i
15. Slant | A <

16. Power cut memory

. — nine core bnc connector jack and sense organ connect table

| feot |1 2 |3 4 5 6 7.8 |9

| size . . - N DY .
| funct |mull [Ov [null |null | null éignal 5V gignal | RI signal
ion : '




Clear

K

Fanction: JCS900-Z2AE/3AE english prompt operator and clear the coordinate
at any place

e gikey X . ——»clear X0 -

[ 0.000_| [¢a x| |ags
o] Rl[g

—-———bcle_zar YO [ ‘

Yo

key

) input Coordinate

Function: JCS900-2AE/3AE english prompt the operator and set the workpiece place
to any data.

e.g: set the X to 45.8mn

Press in turn: Ii::’_ _X_I 4 5 - 8| enr,

] 45.500 | |<b|x[ ABS
] 0,000 |I<:-V |

(pour: when you input,the X data will glint )

1|
| INCH/MM

Function: JCSQOO—2AE/3AE engiish prompt it can make the data switch between
the mm and inch

Now the mm is 25.400, the inch is 1. 0000.

O

R



. operation steps.

e.g 1: now the data is in inch ,we change it to .

g5

press

.}f j_ EESL@OD}.I.E;i;ﬁQlui.

e.g 2: now the data is - in mm ,we change it to inch.

| 5,400, |<;: %] [mBs_

|“ 0.000. | k| Yl

B

press ~ .
[ coooo] al¥]|

(attention: at ABS/INC, SDM it can be switched also)

|83 | :
1N | ABS/INC

function : JCSY00-2AE/3AE english prompt the datav1ew table provzde two
coordinate, they are ABS and INC,

1. The operator can memory the RI to ABS; and sw1tch to INC for operatlong

2. Clear the INC coordlnate at any place, the 1/2 can not affect the ABS
Coordlnate : :

3. at ABS coordinate the absolut value can*autosave,ahd'the operator can see

“it at any time.




operation steps

e.gl: Switch the ABS to INC

o000 | [alx | [aBs"

]
0,000 | k_:;—'f—]

Press (I

Ewo | [a[x] e

operation steps.

g, g2:Switch the INC-to ABS

ko[ x| [ass

| |
Press | % I 9. 000 | Q:'!Y l

make the X to another side —® press -A"'—PPress EEI

operate RI ——ppress |LM;] —» move the machine tool to RI.

Mid-split .

Function: JCS9G0-2AE/3AE english profnpt_ at éurreﬁtly data press % and move

the machine fool to Zero.

e.g: set the X zero to the middle of the machine tool. '

. z

1. move the machine tool to one side , press

2. move the machine tool to another side, press Lo

3. move -the machine tool to “0.000”

Y ,and press
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2. press A

RI'

Press RI :

tool to

function, window view

“0.000” .

Functions JCSQOO—ZAE/BﬂE English prompt-
e.g: example for X _ '
1. Clear the X at ABS; press 3

%1

éet_the.size_of Zero and RI

3. move the machine tool Whén-it come by_the-RI.

When power off, 1f you move the operatlon table,you can find the RI by the
RI function when you open it next tlme ' -

-move . the machiﬁe:table when it come by RI;the

‘and beep Tor “du—du” . move the machine

éiRadius/Diaﬁeter;

. Functlon JCS900-2AE/3AE engllsh prompt thlS functlon v1ew the Rad1us 31ze of
the operation

workpiece. then set the Diameter follow the user’ s need.

2| Calculator

is you needed.,

At everydéy proceéé{the.mosf.tdol.ié-calculétor.besides wérkpiece_;

" IThe Caiculatof of thg_]INQ p#oVide the_fuﬁcfion for add. minus. multiply.
divide gﬁd_sowe fugétiop ,éént;ihé Sin ~ Coss TAN.etc...l

The Calculatqr;fqnétibn éan.méye the reéult to. the axis which you need to

operate it, the operatbf just need ‘move the'machine'tool'to zero. the place -

10




operation steps

e.g: 123+76=192 6:X35=210
Press 1 | 2 _ 3 + T 6 | :

| to cancel.

attention: k. if you input error press

2. when you finished press . > 1, the result move to X

3. at calculator press move the data of ‘X to calculator

sdm

300 Group

JCS900-2AE/34E  english prompt the dataview table provide three
coordinates:ABS, INC. SDM (SDMO-SDM299) . 300 Group user coordinate can use to
assistant zero in opeating, ABS is absolutent coordinate. it’ s established at
the begin, it used to be the datum mark of processing workpiece. the SDM is defined
relative to absolutent eoordinate.

operation steps
Like chart, the origin of the ABS is in the center of the workpiece, the
others assistant zero is like pic 1. 2. 3. 4, there are two menthod to set
assistant zero.

1) To place clear zero

(2) Coordinate input

e.g I: To place clear zero

set the workpiece zero to ABS zZeru.muve uie miaGlile LUOL LU OUM URELL PLACE
and clear zero,when operating without reference to ABS or SDM, move the

workpiece to “0.000” .

11
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operation steps - -

Steps: c . . . o ‘ _
(fl))-S Follow the methods 6f the midsplit aufﬁlypset the ABS begin to the
recﬁangie:centrg,AEHneap_tQ.Fhe X : .

AD neat fo f, aim.ét 0”_ABS; X{'Y.clear near.

- Sdm0 X, ¥ Cléar.Zerp
Sdml X, Y Clear Zero
Sdm2 X,.Y_Clear:ZQro;-

Sdm3 X, Y Clear Zefo

;i | Gﬁbﬂﬁ;] k§t§éT Egg;

operation steps

(1) Set the first point SDM ,enter the SDM coordinate, Clear X,Clear
Y, move the machine. tool to the first point. like pic.

press }Eh :}TB .

(2) Set the first point SDMI1 , enter .the SDM1 coordinate, Clear ¥, Clear

12




Operation Steps

Y, move the machine tool to the second point. like pic.

press

TR

3 |snm .

i)

: L. ' ;ﬂéiﬂﬂﬁtw<ﬁ 

|

[__o.000]

¥ 5

L o] el ]

(3) Set the_fifst pbiﬂt SDM2 , enter the SDMZ coordinate, Clear X, Clear

Y, move the machine tool to the third point.like pic.

press

(4) Set the first point SDM3 , enter the SDM3_coordinate,Clear X, Clear
Y, move the machine tool to the fourth point, like pic.

press

t%1 _ ﬁﬁﬁf@gﬁﬂ;igi

%] [k
=

TR

|

[.‘:‘,

3]

BEa

13
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(8)  Process workpiece according to the .coordinate.

(6) Process workpice which is_the,sdme:po the,préﬁibﬁs workpiece, just

set the ABS zero at- “0.000” , the SDM Zero have s.et-:au,tc}ly, press ~

and move the machine tool to Zero. .
2, Preset the SDM coordinate. .  — :
Use the method of preset zero; you needn’ t to move the machine tool, itcanset

the user’ s zero exactness and shortcut. -

e. g: use the “0” " mode input, like pic when the absoluteness coordinate is |
in zero, the 1 (60, -45) , 2 (60, ~45) , 3 (60, 45)., 4 (-60, 45)

Operation steps

(1) In the ABS set ‘the:RI

Press ,5@ . ﬁ?&_

(2} Set the 1st zero, turn to the lst zero SDMI,

press |Sdm| o T |— =§%XEI '

(3) Input the 1st assistant zero coordinate straight..

14




: Oﬁeration : Steps :

v

Press [Q_J_EJ'_’ - 6 0 :

Y

Press IQ_YJ_" 4 ‘. 5 . -

ent

' [som.

E_mw [olv]

Set the 2nd zero,
turn to thg 2nd zero SDMZ.

[ con) elx] [EoE

r oo K r]

press .V

Input the 2nd assistant zero coordinate straight.

|7 lent

—>lent]

Feaow] [Glx) [

= a5.000] (ol ¥ |

Set the 3rd-zero,
- turn to the Srd zero SDM3.

Press {}

I X1 £ 2 S

[ 60o00] [l 7]

Input the 3rd assistanf_ zero coordinate straight.

@ [ ent

5 [>jent|

15
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-Oper.ation Steps

Set the 4th zero

Press EQCE.

Input the 4th assistant zero coordinate straight.

Press ’Q_X]___’ 6 i) . +_"""en1;

5 [*ent]

I A A T ——| |

When the four aésistaht zefb7havé'béen set, operator can press

. assistant zero, quit the SDM function » YOU can préss

Switch SDM input mode:

?ZEV to the assistant zero, and move the machine tool to zero, it’ s the

I .

When the SDM'mode”is_“O” » the data input is fact data.
When the SDM mode is “1” ,the data input is reverse data.

e.g: 1 Press ik ——®press’ {}

[ oo00] [[¥] [SoimebEg |

2 Press

ce

quit.

16




Operation step Suddenly

SDM All clear away
The function is introduced:”Eliminate consumer coordinate system
SDM300 Group The plain is interposed, Eliminate the queen, SDM Coordinate
system has to demonstrate value and ABS coordinate system has to
demonstrate value equality.

llandle a step:

1. Press JCS900-2AE/3AE KeyEnter the fundamental paramete - Press
Choice arrives at “Clear SDM multiunit coordinate” '

ent|

Press

o) folx) R ]

: l 0 onoJ l__ﬂ

9. When right window display “OVER” , Press ce for exit.

[ won] ¥ v - ]

4] Circumference be allotted a hole

Function: JCS900- 2AE/3AEThe obvious form of number provides the convenient
i roumference halving hole function ,- Person reguires operation to import

N i  ; eloskiise:
~ lm positive

The circumference radius
The circumference initiation angle

17
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The circumference termlnatlon angle
The ha1v1ng hole number

}CSQOO Z2AE/3AE Engllsh 1s polnted ourt - _‘
On the circumference the obv10us form of number is calculated out Just
voluntarily, every divides the hole locatlon from the middle , Every hole

location is set up for zero, Person need_s operation pré_ss ar ‘ ., Which

and then the upper hole'chobsing.to_the'circumferenge; the machine tool
working table is swayed-té Zero ;'is the location=being a heIe's.thno

Handle a step

Example: Radius: - 30mn

30"

Initiation,angie: ' ”7; . |
T T

~_ End an angle; - '31§°s

Divide the hole.nuhber:
from the middle: ——=6

Remarks:1 The central point location X=0, Y=0 ,
'2 - The halving hole hole number. is that the angle divides till
destination angle from startlng point along the clockw1se sense
3 Think that the initiation angle is 0, that the termination angle
is 360 points., the-lnput.hole numberlought to is(N+1)

Handle a step:
1. First workpiece centre_loqétion.is fixed for zero, then press

=] e _ .
%44 Enter- the circumference mark of hole function

18




Handle a step o

[ — &) b

[ o] Ra[¥]

2. Import a radius (R: 30)

0| lent|

Press 3

| kelx quﬁ).'IA

--.m,\.ﬁ-oo | elx]

In éhe.first place radius interposing

o] [@lx]) P

3. Import the initiation angle

0| ent

Press 3

L

Jonl —

| 45{mo||<p|&*|

In the flrst place initiation angle 1nterp051ng

| 50000 | |<?’ x| |ST._ANG

el

4, Import the termination angle

Press 3

|11 8| fent

-

] |<‘,:||};||END ANG

8000||<::l"fl

In the flrst place initiation angle interposing

19
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-Handle a step -

k]

5 Import the méiimal_hole number (Hole number)

Preés f;-:”kﬂjt_

| 2 v r—
) 5:;%607_ T

3 g -
In the first place Maximal hole number interposing

l- 12990 l ,¢'|X] IﬁﬂLE L 11
E | .-"E.iéhor“_l (]g;;_;] L T

Enter treating direqtly, If treating is finished, Press Sg;f-exit

Remarks: ' o o e ‘ :
1. Process the queen in entrance, Handle berson press 4}The coordinate
the ﬁhich.numbex‘holes_queen to choosing, the machine tool working tahle
being swayed.arriving at is 0. 000 Be the location owing a circumference

a hole

ent|

2, Import process middle, YAxis seintillation that can not stay, Press

- That the number displays a form is able to enter next step voluntarily

3. If operation person requires-that the halfway is temporary remove from
“the circumferénce mark of hole ” function, When returning to regular

ABS state, X, Y, coordinate‘showr Préss Baainadl £ Withdrawffrom temporarily;:

‘Press

Return to circumference mark of hole state.

20




27| i1ipse be - allotted a hole

Functlon JCSQOO ZAE/SAE The god of the earth who points out that the obvious
Hform of number prov1des the convenient ellipse halv1ng hole function , handles
person requlres Engllsh to 1mport an ellipse -

¥, Y axis radius

s ™\ ndle direction

'-’Th Elockhise:

4 ius positive ..

.Ellipticinitiationangle
Eiliptic termination angle
Elliptic maximal hole number

an ellipse jﬁst voluhtarily,

Person needs operation Press . ot {} Which and then the upper hole

is the location being a hole’ s turn.

JCS900-2AE!3AE Engllsh mounts every halving hole location, every hole location’
is set up for zero to point out that the obvious form of number calculates out

choosing to the ellipse, the machlne tool worklng table is swayed to zero ,

Handle a step

Example: X axis radius:
' 20mm
Y axis radius:
$0mm -
Initiation angle:
Oi)

End an angle:”
Divide the hole number from
the middles v
]

Remarks: 1. The central pbiht location is X=0,- ¥Y=0

9. The halving hole hole number is that the angle divides till

points , ought to be when importing the hole number (N+1)

destination angle from starting point along the clockwise sense.|

3. Think that.the initiation angle is 00 , ending an angle is 3606:

21
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_ Handle a step

1\ Fix posztlon for Zero flrst w1th workp1ece centre locatlon, then press :

{52& enter the elllpse mark of hole functlon"f”

Example: X. Y axis radius: ZG‘_30mm “o
Initiation angle: .~~~ 30° -
End an angler  360°
Divide the hole number from . -.s
the middles:. . 6.

- H@ xllt o
[ Taaeelkﬂl

9. Import the X axis radius (R:l 200

press [ 2] [0] fenz]

" Handle a ‘step - -

7 —
[ sgio] kb|Tl

gl

In the flrst place'radiﬁs_interposing:

i ' 20, oool 4--[:?[ [x mms
[ I!<:r_ljfl |

Import the Y axis radius, Press -E;“; 5(1 | s

o] fox) [FRoms
| | |<p ¥ l .

3\ Import the initiation anglé "

‘22




Handle a st'ep'

0| lent|

Press

™ N 3
In the first place initiation angle interposing

[ 0.600] &[] [ST._A%

im0}

4, Import the termination ahgle :

Press 3 6 0 | Ient ._ :

| | [e[x] [Ev G

50500 | [ ¥

In the first place end an angle .interposing

[ 560-000 | K| x | [END. .ANG

5. Import the maximal hole number (Hole number)

Press 6 | jent

) felx] (o moE

—— 5@@]_?]

In the first place Maximal hole number interposing

[~ - 200-30[ [(::Ix |FHGLE- .

T 0-.:,‘0_0g'i|<';s:[ v

23
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Enter treating directly, If treating is finmished, Press |™

Remarks . L Lo = )

1. Process the queen in entrance, Handle persen press’ '_ . The which number
holes queen to choose , the machine tool working table is swayed being the
location. owing an ellipse a hole to the coordinate for 0.000.

2. Import process middle , Y axis scintillation that can not stay, Press

14 That the number displays a form is able to enter mext step voluntarllyu
3. Requ1re that the halfway is temporary‘lf’handllng person withdraw from X
Y, Z, coordinate show when‘.the ellipse mark of hole ” function, returns to

regular ABS state{:PreSs'F£N  Withdraw from tempofarily, Press.Tﬁﬂ. again

_Handle & step -

exits.

|

Return to ellipse mark of hole state.:

Oblique line be allotted a hole

Function: JCS900-2AE/3AE The English -hint provides the obliqﬁe‘line halviné

hole , is used for the centre of a circle processing the YX flat surface
on the same straight line,- uniform’ dlstrlbutlon hole place , operatlon
person need importing the follow1ng parameter

Oblique line length :
(The first centres of a circle arrive at final hole centre of a circle
distance)

Oblique line angle
(Refer to the oblique line and zeta-axis dlrectlon intersection angle) -

Hole number

Every hole location the obvious form of entering'parameter queen humber
~meeting autemation is calculated out an oblique line, Handle person

press ' » Choose the hole number

24



And then rock workpiece being 0. 000 to zeta—axis, Y axis }ocatlon for
0. 000 1ocat10n being that hole

Example: The workpiece , parémeter showing with regard to if pursuing aﬁ
-institute are set up as follows
o . A
Oblique line length: 150mm - 1
Obligue line angle: —30'

- Hole number: 6

Handle a step: :
1. First with lathe tool alignment oblique 11ne hole first o' clock, And

press Jgfﬂ~5nter the oblique line mark of hole function

Handle a step

O] falx] [LovpisT

[ —TT

2, Import the oblique 11ne length
The host Windows Y axis demonstrates the oblique line length 1nterp051ng
in the first place o ' ; :

pross | 1 5] [0 ‘: ent




i i

B e

S

H@ndlené-stépf L

L [L_‘]LLIN DIST by

: .;; _Obl1qug\lineulquth:thét:théipléin=sets up

L N :15'6-..5@03'__.1 (}3[ x| ..":LIN DIST i

3. Import the'oﬁliquealineréngle;--4-~""‘"'

Wlndows sub51d1ary Wlndows 1s demonstrated 1mport1ng obllque llne
angle ¥, please demonstrates ‘the oblique line. 1nterp051ng last time

N

and press ti;:;‘ LR

L 2"-?001 SR

Oblique 1ine angle\that the plain;interposes. {l .

l: ~ SEIOUU_I .4-{}{] (TR Ave. ~ 1 |

.ti;

4. Inport the maximal oblige Line mark of hole rumber

“NO.. HOLE ” Y Wlndows subsldlary Wlndows is demonstrated demonstrates
mark of hole number 1nterposlng last tlme, Press jii.ﬁ_fﬂrﬂ

Start treatlng

‘5. Press _ or {} » " And then the number choosing the hole processing,

L 26




Handle a step

has rocked the machine tool working table being able to punch a hole in
that right away to zeta—axis, Y axis, the location demonstrating “0. 000 s

Remarks: Treating iéfinishedpreSS'Jgﬁl_ Retuﬁitoregulardisplaystate,

Be allotted hole process middle in the oblique line, Handle person

AN

press |2 for Leave time of function temporariiy returning to

regular ¥, ¥, Z-coordinate display, Press. |TAN again to return
to the oblique line mark of hole function.

The arc is processed:

brovides

Function: JCS900-2AE/3AE English is pointed out: Obvious system of number

simple arc treating , makes stick treating can be equal in the amounts
processing out , controlling every time conveniently rapidly on the
miliing machine being applied or used uﬁiversally to cut an arc; The
arc controlling the arc level and smooth dégree , cutting amounts stop
processihg increasingly, is getting shorter as level and smooth ,
cutting amouhts to feel roughe: , ‘as big , processing an arc more
processing time more. RS

h: Process X2, Y7 , flat surface-

YZ , have what the arb processes XZ ,'shows tb procéss way 8 kinds face to
face , pursue as follows

SIMPLE R MACHINING MODE  TYPE-8

Mayusetheflatbasenﬁllingcutterorthearcnﬁllingcutterwhenprocessing;

hen using the flat base treating arc, the knife sets up from the diameter for

. 000

: Process XY Floor-
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Handle a step . .~

T e e e T

- When processing Floor; also be just-liké-eight kinds treating way, one’ s

duty: arc ' processes and -brocesses for . the are. the cutter and

perpendicularitj*,,every'dhe kind of wayiprocgssing-face; Need to choose

a knife when compensating way |, treating-Flppr y fherefbre when processing
Flook,disregardinground—headedknifebestillclosélycroppedhairknif&

~according to that actual value interposes the cutter diamptera

Arc treating needs to_import:thé_following parameter

' Choose treating face

Choose the treating pattern . = . - _

The inner/ outside arc processes choice (XY face_is_prqber)
Wait for the radius processing an arc’ '
Catter:diameter: ot

Strong point processing an arc every time

treating , B is over » .the parameter interposes from A as follows:

Process face: Xy

R processes a patﬁerﬁ£'3

The arc processes the outside
Radius: 20mm

Cutter diameter: Gum

Depth of cut; O:Smm

Handie a steba

1. Wave the machine tdol.Qo;kiﬁéiiabie_;;iéigegtbol élighment A burn
reta-axis clears .. . | |

2. Enter arc treating '

Example 1: Need to process if pursuing-QQO'arc'AB'bf whéf be-shown, start
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Enter arc treating

CfEREY S
Press _IZ_{ Enter arc treati_ng_ l

C
r.

(%] [sTHR - %7

~ Treating flat surface that the plain interposes
3. Choose treating face - :

4. Press: E ent

Choose XY face, enter the pattern choosing treating

— e F AT x

Remarksﬁ Press @E Choose -XY face -

Press @j Choose YZ face

Press [ <I']z _Choose XZ fase (Press X Axis choose XZ face)

5. Choose the treating form

TVPE. 18

Subsidiary Windows demonstrates ”
the treating pattern ~

1-8” Press 3 eI

The arc processes or the Handle a step

.29
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outside arc processes the inner choosiﬁg~the choice .processing form entrance

[

6. The arc processes the cutside choosing an inner

Press -r*f'}The-arc-choosing the-outside is processed

| ‘The are,ehooeing an inher is processed

. Press.

-Remarks: Choose the pattern 1nterp031ng 1n the first place press '
Tf not press i

J felx R - To0L

7. Import the arc_radius

The window sub51d1ary Windows is- demonstrated 1mport1ng the arc radlus
Y axis, please” demonstrates the are radlus interposing in the first ple.ceoj
Press [:Z: ‘;(r : Eﬁft. “Be- completed 1mport1ng -a radius’

L

8. Tmport the cutter diameter : - :
The window subsidiary Windows is demonstrated ” “importing the cutter dlameter

V- axis; please” demonstrates the cutter. d1ameter 1nterpos1ng in the first

place; Press 6|

. Be completed impotting the'cdtter;diameter :
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Handle a step

C | [fooL p1s
[ o 004| F-j T

— GOLI &l %) [ oot pra_
C elx]

9, Import the strong point processing an arc every time

Windows subs1d1ary Windows is demonstrated “importing .long step—by—step
arc amounts Y, please” demonstrates 1t truns out that the treating arc

NREIRE ent|

at every time interposing is long; Press'

Tmport the strong point processing an arc every time , enter the treating arc

— — &l o
[ 1,000 | Wﬂ |

[ o 500 | [Kalx ) 7] [wax, cur
[—cr)

10. Process an arc
Subsidiary Windows demonstrates “1 treatingprohessingsaserialnumber”iooking
‘bt o window till X, Y Windows shows when value is “0.000” , the first treating

are completed. and presss. '4:5, The. dlsplay beglnnlng to process the operation
%econdrepeatlnglasttlme processlngtlllaux111arylooksatw1ndow processes

b serial number 54

e e e,
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Handle a step L

ERE AN 1 | )
[ 1:»' eeﬂ EIEd) '

11, Treating is finished-press 42! . exit .

Remarks: In the brocess of arc treatlng, Handle person can press TAN Leave .
temporarlly, The R functlon returns to regular X Y, zeta—axis show,
Press . :T‘E.H’ Return to an arc process a functlon

Example 2: The arc pi*ocesses from E burns , the parameter interposes
treating if pursuing what be :shown FE. Duan as follows
Process a flat surface; XZ : '

Process- a pattefn': 3

Arc radius: 20mm

Cutter diameter: 0 : ' F

Strong point processing B _ .
an arc every time; 0. 5mm. 1 . ﬂ

Handle a step:

1, Wave the machme tool workmg table, selects knlfe allgnment A, zeta—ax1s;

.R a : L
2. Enter arc treating, Press , \2 Enter a,re treetl-ng--

B SIM.R -XY
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" Handle a step -

3. Choose treating face, Press E@E:%Z]xz choosing enters the treating.

pattern face to face

b | &% fster —xz
—

4, Choose the treatlng pattern

Subsidiary Windows demonstrafesr”the treating pattern 1-8 7, Y axis

.display window display before procéss a pattern press | g | lent
Choose the entrance processing a pattern ' ' -

L | [elx] [rree._1s

: W‘_ — T

Turn out to be the treating pattern interposing

rC 3] kalx] l:'I"'.YPE.-- i-8
[ ] fel¥] |

5. Import the arc radius

Windows subsidiary Windows is demonstrated “importing arc radius Y,
please” demonstrates the radius interposing in the first place, and press

2 Q0 EiIE completed. importing the arc radius

L 1 @L@J RADIUS -

r 30000 | [ | | —_l |

Y
Turn out to be the radius interposing

— II_J (Rt

N 20,000 _|
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Handlé-';a Step- |

6. Import the cutter diameter

Subsidiary Windows display “imports the cutter diameter, please”, Y
Windows demonstrates the cutter diameter interposing in- the first place,

and press f{, : e!-ni!-:-'Be completedﬂimporting the cutter diameter

E—]

Cswk]

: —¢ -
Cutter diameter that the plain interposes -

o] e

7+ Import step~by-step amounts of'Z"axis_”

Subéidiary Windows démonétrates it truns ourt that the treating arc ét

every time interposing is long, and press| oy @ | |'g | fengl Import

the strong point processing an arc every time ; enter arc treating

%) |z sTER

N\

The arc that the plain interposes is long

o0 | folid] [z smer

Process an are:
F-axis that the data expression that subsidiary Windows demonstrates processes |

currently when stopping processing simulates if altitude, pursuing what be
shown. :

TheflatsurfaceprocessingXZ,'XWindowsdemonstratezéta*aXislocation, think

that X display is that ”0.000? ofclock_is_finished in X direction treating, Y
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Handie a step

Windows first two demonstrate the crescent- shaped knife with long handle ring

number of turns , last four demonstrates the crescent—shaped knife with iong
handlerlnggraduatlonnumber,1nd10atethatasforgﬂnce551ngp01ntcurrentiy,
process till being circle graduation’s turn to be OK

If the Flat surface processing YZ , Y Windows demonstrate Y axis location,
think that: the Y axis shows "0.000” o’ clock ; is in ¥

Direction processes the crescent-shaped knife with long handle ring number
" of turns being finished , showing X Windows the first two, last four demonstrates
the erescent—shaped kn1fe with long handle rlng graduat1on number.
The institute shows as follows:

|- ou L-}EJ B 2.500
C '

AUTO
R

Smooth arc processing to enter the following parameters

Processing of choice

Select-précessing mode

Inner / outer sﬁooth arc processing.options (k, Y-gpecific)
X, Y-axis céofdiﬁates of the 1ocatidn of origin

Smooth radius to be processed

Tool diameter

Length of each step Qf'pfocéSsiﬁg

Starting point of view

End perspective

‘ Eiample 1:

Processing side: XY

35
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_ pptions. According to two axes of the three

Processing of Arc -

X, Y-axis origin coérdinates: (20, 30 .
HR&dius: 25 m

Toolldiameterg 20.mm

Stepping in: 0.5 mm

Starting point of_view: 00

The termination point of view: 3600

Pmooth arc processing steps:

L, rocking machine'table; tool aimed at the smooth processing takes place

Etarting point are, each axis cleared..

(—E
[ "wooo] [@[F]

ALTO

P, pressiib | keys to enter smooth arc processing functions.

-YZ.

L
L

j oy

'-button or LT :
keys to select XY, XZ two

3, planar processing options,iaccording_to EEE

planar prdceésing

H by 4:k -, and then chpose from within the arc arc processing or proéessing.

] [P -

14* | 1.E§i  
| Y <)
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Handle a step

5, by '

1| key for the selection of Arc processing, according to the

circular

B, input
It

i

_key for processing. If you choose to face ZX, YZ plane, the

direct input of the coordinates of the origin location of the origin of the XY
.oordinates position refers to the proce551ng smooth arc relative to the center

. position by-0.1 |entl key.

ent

¥ axis coordinates, by key: input Y-axis coordinate value by

key.

I %%.000 | [H 11X | (jfff}i‘??‘l’ébéﬁ

L J@Tﬂ

7, the importation of smooth radius

RADIUS.

"B, input tool diameter 2 '

\.

A radius of the'original settings

(—

0| leny

[ #5000 [elx] [rapis

o

\ .

Tool diameter of the original settings
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S,

' Handle'a:stép

| 5, Step length of ihput D | _Q;':agﬁi; : E#IF;

| [ %0060 | [kalx ] [e pra

C

1l

|

400 [ <l

10, starting point of importation’ @ EﬂXEA,..

\

Stepping of ‘the original ‘seéttings

{; S Eﬂb-rff”"”"

C

1 [&lx]

| 8T, ANG.

5000 1 kp
X |

11, the end

The starting point of the original settings

[ oow ] @] xl 5T ANG

- T oo ||<;t|*f

point of impbrtation 13  ,§ﬂ1 ;_ ﬁ(!-

The termination pbint'df the original settings’
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Handle a step

END. ANG

l 550,000 | [ |_
 E—

12, the word of the show_such as m

%000 ] f&lx] w0, . ... .1
[ s | kalv]

13, will show zero—axis machine tools. R which is the starting point for

processing. @ ‘according to a processing show. Machine Tool Show then moved

to zero axis. Repeat operations to complete all processing is completed
processing.

';.Slant processing -

Features: JCS900-2AE/3AE English tips to: provide a significant number of
processing automatically calculate slope processing function, the operator can
type the following parameters '

Plane processing options (LY, YZ, for the slant processing XZ plane)

Slant angle (in the XY plané and the ¥-axis slant that positive angle in the
¥Z plane with the Y-axis slant that positive angle)

ANGLE

\fter soveral significant input parameters Table hypbtenuse will he
automatically calculate the location of each point, the operator by or
@ option processing serlal number, and then turning tool processing to the
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. press ﬂﬁ; ;Eo

two axes of the plane showed that the value of 0.000 for all locations

 Example: processing as shown slant AB, parameter settings are as fqllows

Plane Processing: XZ

Slant angle:_450

Each processing slant length: 1,8

Handle a step

'1 machine tool spindle tilt table 450, rocking machine processing workstatlons

attheslant—Astart the X- axlscleared theZ*axlscieared Inthenormalshow,

[ dow I l_

” :
2, E:S“be the processing function will be inclined to enter perameter input,
by éﬁft direct access to the state processing

I | j felx] LINE;-KY
[ Jklx] N\

“The-af jginal sgttihes KY plana pr06e55|ng

3, the pr009531ng of choice-
l(ﬁ”iﬁ? by lerit| and then choose XZ plane into. the next step “input bevel

angle” —
Note: XY plane by L::

Select XZ plar_:f?ﬂ

J options

plane-by choice

4D




Handle & step -

1 f@lx] [aveiz

.l i :._;GLQQQZJ,EEEZEJ

U, slope-angle inpﬁtJ

i Deputy window display ”Pleaée enter slant angle of the” Y-axis settings of the

original slant angle._Followed button. 4 _ 5 _?ﬂxz

1 ‘ 1—\H‘J:F$:. od
200000 ¥ 7]

The .slant angie of the original settings

ANGLE

‘[47 @é¥ddU'J
_l . |

5, each input processing slant length

Deputy window display the “Z-axis stepper type of” Y-axis stepper set by the

Tel[«][2] |ent

original volume. Followed by

*::;;iz SIE?‘

%, processing slant
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-Handle a step .

Deputy window display the 3. 600”totheX“axislathetoolprocessing and Z-axis

Ishowed that 1. 100flnlshedprocesslngtheflrstp01nt followedbytheproce581ng

54:;1 ‘of " some

. ' o R
1B, proce551ng has been completed accordlng to the state show that Eierto_

7, by ' or | _Ddi-n'ts ‘in the :int_e'r-switch

return to normel

Note: For two-axis digital form, ne Z- axis 1nsta11at10n, use ﬁ:F or‘fi} to the

" Faxis position in the 51mulat10n

step

1, set in the internal functions of the Z-axis settings of Central Boring

1, before the first workpiece machining at the slant of theZ-axis positioﬁ‘of

the -starting point, then Z-axis location is set to *0.000”

13, in the process, the Z-axis of window display a high degree of simulation,

that the current cease processing laboratories, Z-axis height, if processing

- KZ plane, the X-axis shows that X-axis position, when X shown as ”0.000”, X.
" direction processing finished.processing, and Y-axis shews that the two previous

ring a few boring, boring after four Central show that the scale of the current

" lprocessing,  processing -of the’ 01rcle to the calibration can be

4; if the processing YZ plane, the Y-axis shows ‘that Y-axis position, when Y

- ghown as “0.000%, in the Y-axis direction of processing completed, -the two

brevious X—axis shows that ring a few. boring, boring. show after four Central
calibration few, said that for the current. processing; processing can scaie to
the ring : o

Tn slant process,_the operator can temporarlly left by'IBNi‘

function to return to normal .

slope processing

KY7~axis, to check a few bexes marked the calculation of the posi{ion;;

TAN| and

fthen returned to slant processing functions
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The basic parameter settings

A plus or minus direction switch
Features: You can fine—tuning the direction of the axis of plus or minus

FCSO00-2AE/3AE cases by entering key parameter settings

According to ﬂ_{} ”X DIR +’, and then switch the direction |E0Y

4:L_ can choose according to X-axis or Y axis, switching direction

ce

According to e

Second, SDM coordinates input mode switch

After entering the basie parameters, according to choose to go to ﬁi? '4:5
“SDM. MODE. 0” click ent| switch.

When SDM medel 707, input data for the actual value
- When SDM model for the “17, contrary to input data for a few
Third, set up in Central Botring

Boring ring of the main function in the R and slant processing, the principal
bf the two—axis digital simulation settings Z-axis Z-axis height of boring ring

7-axis milling machine with boring ring of a circle of 5 mm according to
ent— | § [T *ent

i. according to Deputy window 4:9 until a “Z DIAL”

et

2. the main window by - Y-axis settings of the original Z-axis of Central

Boring, vice window display the “Z DIAL”

ce

Note: If the input error may withdraw from the ., enter it again
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Advanced users

A senior user settings

1, according to JCS900-2AE/2AC entered the parameter settlngs accordlng to
choose

. “SET PARA”

2, and then the right of the |E€NT| metres character display window will show
"PASSWORD” ' ' ~

3, press 3 2 1 1 |

Second, the resolution settings

fter entering advanced users based on user conf iguration requirements from the
roduction home settings, users must not lose chaos on chaos, otherwise prevented
ormal use. Functional disorder caused by the software must be sent back to the
anufacturers to set up, otherwise no warranty.

1, in the senior user sett mgs, the characters of the display window metres tips
- ent- "All resolution settmgs. and our digital form can be

carried out separately for each axis resolution settings.
2, when enterlng resolution settings, the X, Y-axis show such ag “0. 00500.” At

by -, the X~axis display window flashes on ﬁl or {} bhond cycle

choose a different resolution, and then selected the current Resolution en? .
Showing no window immediately, it means that the action has been completed.

Note: IT you want to set the two—axis resolution, select a shaft after not

61'113_ » but that on-demand changes in the resolution of several

directly by

el
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key axis of the home such as

Three, linear compensation
Foatures: JCS900-2AE/3AE  English  tips - provide linear compensation, in

hocordance with the actual value of the processing and observation of the error
hetween the value of compensation amendments.

- Example: access to advanced users, according to choose to go to

“X. LIN. COMP” and then click 0L ompensation after the axial under standard
bralue, observation error correction value compensation, in accordance with the
right features tips window English “STANDARD”, then the right input

3] o] [of=]0]5 ey

rwindow displays "OBSERVED”, enter the observations you want and then click ent
TCS900-248/3A-English tips digital system will automatically compensation, the
final '

withdrawal by e

Fourth, the total system —r

Showing access to the system — the total by et bond, English Show: STRART---
AIT--. M waiting for a few seconds after the show revert to the word “CLR SDM, *
‘ caid that at this time the total-system has been completed.
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" Fault Analysis and Processing
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Fault

Analyze the causes

Approach

Do not show

1, missed good power

2, a tributary of 110 V power
supply voltage is not within
the scope of = 220V

1, power line inspection
plug and socket
Interpolation is strong,
whether good contact.

2, inspection of a
significant form of
insurance is good.

3, tests whether the input
voltage 110 ¥~ 220V range.

Shell Charged

1, grounding bad

2,220 V power leakage

1, machine tool bed with a
few significant leader —
Connectivity, and power
requirements of the earth
The same.

2, wachine Chuangjiao such
as plastic mats, the
ground power supply must
be linked to good ground,
or else they atfect
low-pressure sensors
operating power
inconvenient..

3,220 V power leakage,
speed electrician
requested formal
inspection, there are
still problems such as
Please contact with the
manufacturers of the
service. '

4, please do not access
FireWire 380 V Power Zomne,
to avoid burn a few
significant power or form
factors of imsecurity,
affecting the operator’ s

personal safety.

Fault

Analyze“the causes

Approach __J
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1%, Y window

display

- confusion,

numerical No
laws, no

‘Table may be in pewer a few
bad contact,

Affected by the power
disruption '

1 Own—one.

‘operating the trip, please

.| of-way.

please contact manufacturers.

1; & few tables in the

power-down and then re-opened,
a few significant forms can be
automatically scans of their

2, if the first step is not -

refer to the specification

. .

3,‘if=the_néxt step is still
tnable to rule out the:
possibility of the service, -

Table axis of a
significant
number do not
count

1, grating~foot table with
severa] significant contact
is good. '
2, no grating signal output
device. ' :

3, check optical
grating—foot body, feet
first is the normal
installation, whether users
limit themselves
demolished, rendering the
first reading by ultra-foot
trip'Penghuai bedy.

4, a few tables in the axis
counting problems.

Another axis grating and see
whether they can change their
normal count, if transplanted
to normal after a device is the
root counting device
malfunction. Customers are
requested to speed the above
issues and service companies
associated with the
Department,
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Table count
several
significant .
errors that
distance and the
actual digtance
inconsistent

1,.machihe tool accufaéy
Guide bad.

2, machine tool running teo
fast.

3, sub—grating device

installation requirements
of the parallel device did
not adjust_well, whether on
Connecting Plate ministries
firmly installed.

4, ‘the grating set foot
resolution inconsistent

with the actual resolution.

5, linear error
compensation value is not
get up correctly.

6, grating bad feet, and
missed a few.

1, maintenance or transfer
Machine Tool Guide is space.

2. reducing the speed.

3, reload grating feet firmly
ministries to install on

‘Connecting Plate.

4, set the correct resolution.

5, set the correct value of the
linear error compensation.

6, repair or replacement of
optical grating.

49




