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INTRODUCTION

This guide will explain how to remove radial movement of turret when clamping and unclamping.
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Step 1 — Visual Demonstration of Movement

@ This shows slight angular
movement of the turret when it
clamps and unclamps to move to
the next station.

Step 2 — Checking Q-Axis Angle

@ Removing tools from the turret is

— oo o [ not necessary for re-referencing
ARSI
L # Reset B . NC/MPF/OPENHOUSE/RD_OPEN_HOUSE 2023 the turret'
MCS Position [inch] ]
2.7172 e

o MZ1 109788 o0 ® Set Manufacture Password.

MC1 359.964¢ 0-00%%22
Sy 1] i ® Index turret to Position 1.

—| ® Go to [Machine], On the MCP,
press [JOG] and [REF POINT].

e leecsa T-FINISHING TOOL_.016 F=0.0000 §1-0 o Read the ang|e reported for MQ‘]_
o | | | | | | - | this is your Q-axis.
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@ The Q-axis represents the degree
of rotation of the turret. At Position
1, the greater the Q-axis angle is
from zero, the more radial
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movement there is when clamping
and unclamping. Position 1 should
be nearly or at zero.

Step 3 — Identify PLC Type

@ This determines which DB address
SIEMENS SINUMERIK ONE e/ to use In Step 4

Version data
__7ISINUMERIK ONE

e e 8 @ AIILTY and LTY-S machines are

Basic PLC program 06.15.00.01.001

PLC user program E N _ P LC
System extensions 3 O n eW

(OEM applications
User
ardware

® On the control, go to [Diagnostics]
05.XX.XX - New-PLC )
01.XX.XX - Old-PLC — [Version].

« .| ® Locate the PLC User Program
i version.

o - EE ® |f version starts with 05.XX.XX, it
is New-PLC.

| Alarm Mes-
‘A list ’Ql sages

& Alarm NCIPLC
Ell log ‘-"J variab.

ﬁ Remote
diag.

® |[f version starts with 01.XX.XX, it
is Old-PLC.
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Step 4 — Reference Turret Axis

SIEMENS

DB34.DBX4.7

DB63.DBX121.2
DB9002.DBX588.0

SINUMERIK ONE

Change

Step 5 — Confirm Results and Finish

Go to [Diagnostic] — [NC/PLC
Variable]

In an empty row under Variable,
enter the proper bit:

@ Old-PLC — DB34.DBX4.7
@ New-PLC — DB37.DBX4.7

Set the Format to [B].

REQUEST FRONT DOOR OPEN 0
1345 REQUEST FRONT DOOR CLOSE e
138.1 REMOTE CYCLE STOP 0 a
138.3 REMOTE CYCLE START 0
139.2 FRONT DOOR OPFN SWITCH 0 £ On the MCP press both [JOG] and
b
FEFEEETES B e |mes Iy v | > ] 2

[REF POINT].

Press [Change], enter 1, then
press [Input] — [OK]

The bit will toggle back to 0
automatically.

While still at Position 1, verify MQ1

= now reads 0.0°.
“ 7 Reset NC/MPF/OPENHOUSE/RD_OPEN_HOUSE_2023
MCS Position [inch] Feed/override
2.7172 U.UOOUinch/;r(;in/r: L
e somwoimain Jog the turret to several positions.
MC1 359.9640 000%%(_2
lo Moi 0.000° | el Confirm radial movement during
E— clamping/unclamping is gone.
B Power cycle the machine to
complete the reset.
| | | | | -
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