STANDARD OPERATING PROCEDURE

SEWD TRIPS VMC

SEWD TRIPS VMC
1. START UP
a) Turn machine breaker on (left side of machine).

b) Push and hold green button beside breaker for 10 seconds .wait for two “clicks” before releasing.

c) Use the jog function on machine to align the x, y, & z axes with the alignment indicators.

d) At the “Enter next command” line on machine control, enter CS and press enter.

e) When the question appears “do you want to go to last position, type N.” for no.


f) Press the jog function key once again in order to move the table in the Y axis its maximum travel towards yourself.  Readout should indicate 8.000 for the Y value.  This will prevent an accidental crash of tooling & bore bar when zeroing the Haas controller.


g) If you have not already turned power on for the Haas controller, do so now.  Screen should display “Por On” indicating that there is power to the servo motor.


h) Press that “cycle start” function on the front panel of Haas controller.  Screen should now display “no ho”


i) Now press “Zero Return” key on front panel of Haas controller.  Jig table will rotate slowly & will stop on its own.  Wait a few seconds until the “running” LED light goes off and then the screen should display “01 P 178.259”.


j) Now press the “zero return key again.  This time jig table will rotate much faster finding its zero position.  When complete the screen should display “01 P 000.000”.


k) You can now load a program.  Before running the program ensure the correct program is selected according to the type of trip casting you will be machining.  

Ensure that you have done a “zero return”, on the Haas controller, to set the 
rotary table back to zero before running the program.


CHANGING THE CUTTING TOOL

l) Tool Removal

i) Ensure you have at least 3-4” of clearance under tool.

ii) Holding tool, push the Tool IN/OUT button on machine controller and tool will eject out of spindle. (Make sure to hold the tool securely as tool is ejected under pressure.)

iii) You can now take the tool and follow the instructions outlined in “setting the tool” to set the insert cartridges on the tool.

m) Tool Install
i) Clean the taper on the cutting tool.(Spindle taper rarely gets dirty but you may want to check it anyhow)

ii) Rotate spindle so that drive dog, marked with the X, is facing you.

iii) Turn the cutting tool so the tool drive dog slot with the “divot” will line up with the spindle drive dog, marked with the X.
iv) With drive dog and slot lined up, push tool up into spindle until it stops.

v) Gently apply upward pressure to tool, and push the Tool IN/OUT button on control. The tool should slip up further into spindle as the button is pushed.  With the release of the button the tool should snap up into position. If it does not seat properly, remove and retry installing tool.  (To avoid a painful pinch make sure your finger is not in-between the tool and the spindle.) 


2. SETTING THE TOOL

a) Ensure small finger dial lock pin is removed and dial is swung back out of the way.

b) Place setting pin (tapered pin on back of jig block) into tapered rotating base, slightly rotate the pin in the base to seat the tapers together.

c) Rotate the assembly and set large dial indicator Bezel to zero. Because the pin is not 100% accurate you will have to find the high and low side of the pin, and split the difference.(This is your zero point)   

d) Remove setting pin and install boring bar. Be sure the drive dog, and taper seat properly into the rotating base.

e) Slowly rotate tool in a clockwise direction so that the insert contacts the dial indicator anvil. Adjust inserts to read zero +/-.0005 on the dial.  Adjust insert size by slightly loosening the cartridge clamp screw and turning setting screw on the side of the cartridge. Tighten clamp screw and “rock” the tool back and forth to confirm the insert is at zero. Use the same procedure to set the other insert.  (Minimal adjustment can be made without loosening the cartridge clamp screw.)

f)  Swing small finger-dial into the tool and lock in position with lock pin. 

g) Again, rotate tool clockwise and read finger dial as it contacts each insert.  Adjust the height of inserts to have .0005-.001 difference.  Adjustments are done by loosening clamp screw slightly and turn jack screw at bottom of insert cartridge, then tighten clamp screw.

h) Check outside bore size of inserts again to ensure nothing has moved after adjusting height.  After installing a new tool in the VMC, check bore size in the casting, using the provided HOLETEST.( Periodically check the accuracy of the hole test using your setting ring)

3. SHUT DOWN

a) Ensure tool is above any obstruction as the machine has to move to its original start position.

b) At the “Enter next command” type HO and press enter.

c) Machine axes will move to the cold start position.

d) Unclamp and remove castings from fixture.  This is done by entering the proper “M” commands for that clamp circuit, (stamped on clamp block of jig) in the MDI screen on the machine control.  Rotate the fixture using the jog key on the Haas controller and do the same for the other clamp circuit.

e) Wash down the fixture and table using coolant wash gun.

f) Turn air valve off to clamping pump.

g) Bleed off pressure using the pressure relief valve.

h) Turn main power breaker off to machine.

i) Turn power off to Haas controller.
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