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TOOLS:

1-2-3 blocks (1)

Ring Gauge (1)

Calibration Sphere (1 Inch) (1)
Micrometer (1)
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Trunnion (3+2) Calibration

Step 1 — Recalibration Rules & Process Overview
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A If atany timeanew X, Y, orZ
offset is changed in the [TrakMT
Options] screen, or if X, Y, or Z
axis is re-referenced, this entire
calibration procedure must be
completed again.

® This process verifies the control’s
internal kinematic model matches
the machine’s real geometry.

(Step 7) 5-Axis Kinematic
Chain Setup — The
5AXISKINCHAIN program builds
the geometry framework that
links the rotary axes (A, C) to the
linear axes (X, Y, Z).

(Step 8) Horizontal & Vertical
Measuring — The calibration
sphere is probed in both flat and
upright positions to compare
results for alignment.

(Step 11) Skew Check —
Compares both measurements
to ensure the trunnion is aligned
within 0.008".

(Step 12) Correction — The
KIN_CORRECT program
updates the kinematic model
with measured data. (This is the
actual calibration point)
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® (Step 14) Verification — The
process is repeated to confirm
the corrections are applied and
alignment is within spec.

Step 2 — Protect Platter Surface During Calibration Sphere Handling

® Always place a plastic shim between the calibration sphere base and the trunnion platter.
® When removing, disable the magnet first, then lift the sphere straight up

® Never drag the base across the platter surface.
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Step 3 — Probe Calibration

A VMCsi 7 & 10 use 50mm Probe
Stylus for Trunnion Calibration.

® 34080-17_STYLUS-PROBE-
50MM

® |f probe calibration has not been
completed, follow the VMGCsi Probe
Part Option guide to complete the
probe setup. Perform the following
steps:

® Stylus Runout Adjustment —
Ensure the probe stylus is
properly aligned.

® (Calib. Tool: Set Work Offset —
Set the correct work offset using
the calibration tool.

® Calibrate Probe Length —
Measure accurate probe length.

® (Calibrate Probe Diameter —
Measure accurate probe
diameter.
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Step 4 — Find Center Point of Platter (X and Y)

® Set the A-Axis and C-Axis positions to 0.

® Set up the probe at the center of the platter, just below the top surface, as shown in the
screenshot for X & Y axis center offset measurement.

Navigate to [Machine] — [Jog] on MCP — [Meas. Workp] — [Measure 1 Hole].
Set the hole diameter to 1.0 inch.
® Press [Cycle Start], and the probe will measure the hole and find the center.

@ In [Trak Options], input the X and Y values from the probe measurement into the Trunnion
Position section.
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Step 5 — Find Z-Axis Offset Measurement

SIEMENS

TRAK Options. Trunnion MCS position X
Tool Changer:

34 2 Trunnion Table:

Fourth Axis
Fourth axis status: DISABLED Update
Select 4th axis option: DISABLE 4th A
Update
FOURTH AXIS OR TRUNNION POSITION(X, Y & Z) ON TABLE ASTS
Update:
Skimmer
I Update.
i APO
$MN_USER_DATA_HEX[0] 0 To enable the fourth axis or Trunnion:
SON_NUM_AXES_IN_SYSYEM 6 1. Select ENABLE from the ‘4th axis option’ or ‘Trunnion option’ drop-down. ',j\.‘.::"'
$MC_TRAFO_TYPE_1 0 2. PressE-STOP.
Il
SMC_DISPLAY_AXIS[3] 32768 3. Connect power & encoder cables to 4th or 4th and Sth axis motor. e
SMA_CTRLOUT_TYPE[AX4] 1 4. Enter X, Y, and Z axes positions.
$MA_ENC_TYPE[0,AXd] 4 5. Press Update 4th r Update Trunnion vertical soft key.
SMA_REFP_CYCLE NR[AX4] 4 6. Power cycle the machine. e

A| ‘ | ‘ ‘ |m‘ |

® Set up the probe on top of the platter, as shown in the screenshot, for Z-axis offset measurement.

® Navigate to [Machine] — [Jog] on MCP — [Meas. Workp] — Measure Z-Axis Edge (Square
with one arrow).

® Press [Cycle Start], and the probe will measure the Z-axis height of the platter.

® Apply the platter offset correction using the formula: Measured Z Offset + (-0.2)
@ For Example: (-20.44) + (-0.2) = (-20.64)

@ 0.2 accounts for the platter offset relative to the A-axis center of rotation.

@ In [Trak Options], input the updated Z-axis measurement with the applied platter offset
correction.
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Step 6 — Verify Required Licenses

Door unlocked and opened - Operator Message - DE2.DBX321.0

Licensing: All options.

B additional 1 axisispindle

d ration mode
6FC5800-0BCO0-0Yx0
Additional 1 channel
6FC5800-0BC10-0Yx0
Add. 2 Mbyte CNC user memory
6FC5800-0BDO0-0YXD

dditional PLC user memory
6FC5800-0BD10-0Yx0
Simulated motor encoder
6FC5800-0BD30-0Yx0
Cagging torque compensation for 1 axisispindle
6FC5800-0BDS0-0YxD
Protect MyMachine [3D Primitives, 1add. channel
6FC5800-0BECQ-0Yx0
Protect MyMachine [Open, 1 additional channel
6FC5800-0BF00-0Yx0
Protect MyMachine 13D STL, 1 additional channel
6FC5800-0BGO0-0YxX0
| = |[safety Integrated - axisispindle

| AECSA00.0RKNN.OVAN

Search  » Sort

Exp.lcense de
tequitemer nt o ot

saredlag
rosticy dats

iSHEcRN ol Bl Sl SRl = S S Bl G il o
SRR CEE SRS NS NS SIS Bl c Bl S

i Net- arr .
s v [ e [@ e | | | |>'l G e 2 e e | W | e o | > ]

Duagrowes

® Navigate to [Setup] — [Page 2] — [Licenses] — [All Options].

® Confirm the following licenses are active before running the 5-Axis Loader program:
® 2-axis test license: 6FC5800-0BA00-0Yx0

® 5-axis machining package: 6FC5800-0BS43-0Y X0
® Kinematics measuring license: 6FC5800-0BP18-0Yx0

® |f the licenses are not enabled, you will get Error 61099: Block 994 Internal Cycle Error when
trying to run 5AXISKINCHAIN in Step 7.
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Step 7 — Run 5 Axis Loader Program

® Set Manufacture Password.

510008 *+ Feed not enabled - Operator Message - DB2.DBX311.0

Lengt = @ Goto [Program Directory] —

A\ ©1Part programs 09/12125 3:18:12PM

©3Subprograms DIR 0911125 11:06:29 PM Nl = Work P|ece e

| |- B Workpieces DIR 09111125 11:06:29 PM
S4TH_AXIS_TESTS DIR 09111125 11:06:29 PM
* CIEXAMPLE WPD 09111125 11:06:29 PM TRUNN ION TEST PROG
= EINON_STD_TEST_PROG DIR 09111125 11:06:29 PM Brecute - —
SP)_TEMP WPD 09111125 11:06:29 PM
+ E3SIEMENS_TEST_PROG DIR 09111125 11:06:29 PM New >
©STD_SETUP_PROG DIR 09111125 11:06:29 PM [ ] Run the 5AX|SK| NCHA'N prog ram
- STEMP WPD 09111125 11:13:10PM Open
S TRUNNION_TEST_PROG DIR 09111125 11:06:29 PM .
SAXISKINCHAIN MPF 13518 08118125 4:58:32PM Wark f romt h IS fO | d er.
8 A_CURRENT_TEST MPF 82 08118125  4:58:32PM
C_CURRENT_TEST MPF 85 081825  4:58:32PM o
1 KIN_CORRECT_GCODE_SWIVEL MPF 315 0818125 4:58:32PM
B KIN_MEAS_GCODE_SWIVEL MPF 315 08/18/25  4:58:32PM P o Press [cycle Start] to execute the
POLE_ANGLE_C MPF 7344 0818125 4:58:32PM
8 RUNSAXIS_EXPERT_DEPLOY MPF 7272 0818125 4:58:32PM : :
o wizs s program and set up the kinematic
NCIWorkpieces/ TRUNNION_TEST_PROG.DIR Free: 9.2 M8 z .
chain.
B ‘ [ UsB ‘m_ DNC ‘ ¢ 11UsB_ToP: ‘ ¢ 1uss_sor: ‘ '_‘r_NomovKDrvr‘
® Press [Reset PO] to apply the new

offsets. Press [OK] to continue
through the warnings. The machine
will reboot.

® |f Error 12550 appears, navigate to
[Setup] — [Machine Data] —
[General MD] and confirm the
following values are set correctly:

® N18866
$MN_MM_NUM_KIN_TRAFOS
=1

® N18880
$MN_MM_MAXNUM_KIN_CHAI
N_ELEM = 20
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Trunnion (3+2) Calibration

Step 8 — Horizontal Kinematic Measuring Set-Up
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Set Manufacture Password.

Ensure the A-Axis and C-Axis
positions are set to 0.

Position the ball of the calibration
sphere at the 3 o’clock position (X-
positive direction) on the C-axis
(rotary) as shown in the picture.

Place the probe approximately at
the center of the ball and about 4”
above it.

Set the work offset from the [T, S,
M] screen for all axes at this point.

Navigate to the [Work Offset
(WO)] menu and select G55 as the
active work offset.

Use the [Set Actual Position]
function to store the measured
positionas X=0,Y=0,Z=0.

If the probe tip fails to follow the
calibration sphere correctly when
the A-axis rotates, repeat Steps 4,
5, and 6. Pay close attention to
Step 5 (Z-axis offset calculation).

Page 10 of 16


https://trakmtsupport.dozuki.com/Guide/Setting+Manufacturer+Password/224

Trunnion (3+2) Calibration Guide ID: 256 - Draft: 2025-10-24

Step 9 — Run Kinematic Measuring Program
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0.000
0.000
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0,000
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0,000
0.000
0.000
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® Open [Program Manager] and navigate to [Trunnion Directory].

® Select KIN_MEAS_ GCODE_SWIVEL from the work directory.

® |n Cycle9960, set Kinematic to Meas. Only.

® Using a micrometer, verify the calibration sphere diameter is 1.000 inch.
® Enter 1.000 into the program field for sphere size.

® Run the program to execute the kinematic measurement cycle. (Must be in Manufacture Level
Access)

@ If you run into Error 61426: Block N699065; Some of the active offsets does not equal zero-error
code: %

@ Go to [Offsets] — [Work Offsets] and make sure no offset is applied to G55.
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Step 10 — Vertical Kinematic Measuring Set-Up

A VMCsi 7 & 10 use 50mm Probe
Stylus for Trunnion Calibration.

® Position the calibration sphere with
a magnetic base vertically at the 3
o’clock position (X-positive
direction).

® Repeat Step 8 and 9 to run the
kinematic measuring cycle again.

HG.WED/MERS
Erog: L_D] /RIN_MERS_G!

1 i Time: 16:26:13
Results measure: Kinematic measure complete /CYCLES960
Variant AR=10400

asuri 2

Time: 16:39:10
atic measure complete /CYCLESSE0
¢ S_MVARm10400

i

Sunino| e Everytime
KIN_MEAS_GCODE_SWIVEL is

executed, a new entry is added to

1] -0.06106 0.02828

. e 0.06235 0.02326

0.00000 270 . 0000 270. 00000 0.04300 0.00105
Difference of vector before: nce of vector before: ¥ [in] Z [in

CORR_A_OFFSET 0.00082 0.00260%
CORR_C_OFFSET 0.00026 9.10807

Resulcs:

ference of vector: X [in] ¥ [4n] T [in)
R_h_CFFSET 0.93013 -0.00351 -0.0861¢

CORR_C_OFFSET -0.87761 0.00968 9.10046 | 31  coma_c_oeeser -0.87778 0.00266 2.10847
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the MEAS_KIN_SWIV_DAY4 file.
New entries added to the bottom.

® This can be found in [Program
Manager] — [Workpieces] —
[Kin Testing] —
[MEAS_KIN_SWIV_DAY4]

® Compare measured results from
both horizontal and vertical
calibration sphere placements.

@ The image shows a side-by-side
comparison of the horizontal and
vertical measurement results.

® Check the "Difference of
measure" section in both results.
The values, highlighted in the red
box, should be within 0.008” (8
thou, not eight-tenths) of each
other to confirm proper alignment
and eliminate skew.

® |f any value exceeds 0.008”, the
alignment is incorrect. Restart the
calibration and verify your setup.
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Step 12 — Run Kinematic Correction Program

NCWKS/KIN_TESTINGIKIN_CORRECT_GCODE_SWIVEL

MRD .. Stop: MO/M1 active
Position [inch] Dist-to-go TFS TABLE AC  [5] [)

Calibrate X -0.0096 0.0000 T  30_PROBE 20.2337
e = oo L7.4077 |
Positioning ~ paraxial Y 0.0046 0.0000 - '
&
. 07500 z 0.0574 0.0000 0S8k
DFA 0.1000 A . ple 0.0000
TSA 1.0000 ' 000° i ind Auslary
i functions
Meas.-ments 1 &
Rotary axis A dukc
s 45.000 * Timel
i
AE 45,000 * S AS_KI_SNIV_DAYA.TXT")8 .
AN 3 ,0,45,0,210,3,0,0.1,01,1,1,1,0,10 Program
(o] 0.000 ° level
aA 45.000 °
Rotaty axis (c
(<3 0.000 ° + Act. values
CE 270.000 MCS
current access level is 100 low o . P
T . 3 - Simu- - Ex-
L v g v (B O s w|ila s >N > Il

@ Only continue on Step 12 if skew from Step 14 was within 0.008”
® Select the "KIN_CORRECT_GCODE_SWIVEL" program from the work directory.
® |n Cycle9960, set Kinematic to "Correct" if it is currently set to "Meas. Only".

@ Using a micrometer, measure the diameter (in inches) of the calibration sphere to confirm its size.
The sphere should be 1 inch.

® Run the program as performed in Step 14 with the calibration sphere vertically standing up.
® After the program completes, message (62315) will pop up.

® Press [NC Start], all kinematic data will be overwritten.
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Step 13 — Vertical Kinematic Measuring Set-Up

A VMCsi 7 & 10 use 50mm Probe
Stylus for Trunnion Calibration.

® Position the calibration sphere with
a magnetic base vertically at the 3
o’clock position (X-positive
direction).

® Repeat Step 9 to run the kinematic
measuring cycle again.

@ Measuring Cycle, not Correction
Cycle.

® Navigate to [Program Manager]
— [Workpieces] — [Kin Testing]
— [MEAS_KIN_SWIV_DAY{4]

® Compare results from both vertical
measurement and vertical
correction.

® Check the "Difference of vector
before" section in both results. The
values, highlighted in the red box,
should be within 0.008” of each
other to confirm proper alignment
and eliminate skew.

® |f any value exceeds 0.008”, the
alignment is incorrect. Restart the
calibration and verify your setup.
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Step 15 — Backup Manufacturer Archive

A Generate archive L g
(Al data of this machine (backup) o) L NO( i
Machine-specific data backup PLC
Drives
vl HMI -

(O Data for a machine series (setup)

Data backup without individual machine data (e.g. without compensations, part programs and cycles, network addresses). When this System settings
archive is read in, the previously selected are deleted.

OFactory settings of this machine (original)

Data backup of the delivery state of the machine
L | —
| Local drive . |NCExtend Option P12/P75IP77 not set

Read in archive N
Storage path ArchivesIManufacturer

— Archive name Backup_NPDHS_2022:06-17.P) INCH Tl
nge

storage path

Oselect archive
Created by

Comment

B

| Caution: this operation causes PLCto go to the STOP operating state

EIE BCHTACN LI

archive

® Press [E-Stop].
® Go to [Setup] — [2nd Page] — [Setup Archive] — [All data of this machine] — [Ok]

® (1) Make sure all boxes are checked.

® (2) Select the [Archive name] data field. Name the file: Backup_NPDHS-YYYY-MM-
DD_TRUNNION_ENABLED. Press [OK].

@ Note: YYYY-MM-DD is the current date (e.g., June 26, 2023, is written as 2023-06-26 in the
archive name).

@ The default storage path should be [Archives/Manufacturer]. If the storage path is anything
other than the default, change it by pressing [Change storage path] — [Archive/Manufacturer]

— [OK].

A\ Please send copy of updated archive to TRAKMT Support.
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