rf
// UCCNC M6 macro — 12 allasos esernydtar (B tengelyes)

/7 Javitasok:

// - CurrentTool==0 nem hiba (normalis indulaskor)

// - Egységes eszkbztartomany: 1..12

/¢ - B tengely kiosztas: 360/12 = 30° lépés (ToolBOffsetDeg korrekcidval)

/4 - Logikus sorrend: ha van aktualis szerszam - ledobds a CURRENT fészeknél,
/f  majd felvetel a NEW fészeknel

// FIGYELEM: elészér "Tn" ENTER, majd "ME"! (megbizhatébb Newtool olvasas)

iy

// DEMOBAN/VALOS GEPEN ELOSZOR LEGBEN TESZTELD!
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/i GEP / I/0 PARAMETEREK (ELLENORIZD!)

§ij scccccccccsccc=s

const int MaxToolNum = 12; /12 allasos tar

const double ToolBOffsetDeg = 0.0: // Ha a 8° nem a T1 tengelye, itt tudsz eltolast adni (+eldre / -wvissza fokban)

// Pneumatika / I/0 (ellendrizd a port/pin kiosztast!)

int ToolUnclampPort = 2; // "Unclamp/Release"” kimenet PORT
int ToolUnclampPin = 14; // "Unclamp/Release" kimenet PIN
// Clamp = Unclamp kimenet kikapcsolasa (Clroutpin)

// (opcionalis) Port/PIN pl. porelszivdhoz:
int DustCollectorPort 3
int DustCollectorPin 1;

double SafeZ

double ToolDown
double ToolUp

double ¥ToolChangePos
double ¥ToolDockPos
double DustCollectorY

6.0
-1.

// Ha hasznalsz kiztes emelést
3 /Y megkbzelités (G53)

!

// B TENGELY — FESZKEK SZOGEI (30°/fészek)
jii ecccccccceccccee

doublel] ToolB = new double[MaxToolNum + 11:
double bstep = 360.0 / MaxToolNum; // 30.8
ToolBlB] = 0.0; // park (ha hasznalnad)

for (int 1 = 1; 1 == MaxToolNum; i++)

{
ToolB[1] = ToolBOffsetDeg + bstep * (1 - 1);
b
[l s=sccss=ssssceec
/4 ALLAPOTLEKERDEZES
{ff ccccccssssssccec

exec.Getnewtool();
exec.Getcurrenttool();

int Newtool
int Currenttool

if (Newtool == -1) return;

if (Currenttool < 0 || Currenttool > MaxToolNum) Currenttool = 0;

if (Newtool = 1 || Newtool = MaxToolNum) { MessageBox.Show("The TOOL # must be 1 -
if (Newtool == Currenttool) return;

if(lexec.GetLED(S6) || 'exec.GetLED(57) || 'exec.GetLED(58) || 'exec.GetLED(60))

{

MessageBox.Show ("4 gép nincs homingolva. Végezz HOME-ot, majd M&!");
exec.Stop();
return;

/

// ELOKESZITES

Jff cccccccscscssccs
double Xoriginalpos
double Yoriginalpos

exec.GetXmachpos();
exec.GetYmachpos();

exec.Stopspin();
exec.Code( "GOO GS3 Z" + Safel);
while (exec.IsMoving(}) {}

exec.Setoutpin(DustCollectorPort, DustCollectorPin);

double SpindleSpeed = 0.0;
do
{
exec.Wait(s0);:
SpindleSpeed = Convert.ToDouble(AS3.Getfield(B70));

while (SpindleSpeed > 0.1);

-0.5; // Biztonsagl G53 Z (gépl koordinata!) — felette nem dtkézdl
-5.339;  // G53 Z a ledobas/felvétel magassaghoz (pont a kdpnal)
8

-11.6913; // Y dokkolasi/rafutasi pozicid (G53, lassu eldtolassal)
0.154; // (ha kell, pl. porelszivd kihlzds/Utbgetés pozicid)

" + MaxToolNum); exec.Stop(); return; }



1T (LUrrentTool = u)

exec.Code("GOD G53 B" + ToolB[Currenttooll);
while (exec.IsMoving()) {}
exec.Code("GOD GS3 Y" + YToolChangePos);
while (exec.IsMoving()) {}
exec.Code("GO0 G53 Z" + ToolDown);
while (exec.IsMoving(}) {}
exec.Code("GO1 F30 G53 ¥" + YToolDockPos);
while (exec.IsMoving(}) {}
exec.Code("GO4 PD.5");
while (exec.IsMoving()) {}
exec.Setoutpin{ToolUnclampPort, ToolUnclampPin):
exec.Code("GD4 PD.5");
while (exec.IsMoving()) {}
exec.Code("GO1 F10 G53 Z" + (ToolDown + 0.10));
while (exec.IsMoving()) {}
exec.Clroutpin(ToolUnclampPort, ToolUnclampPin);
exec.Code("GO4 PO.2");
while (exec.IsMoving(}) {}
exec.Code ("GOO G53 Z" + SafeZ):
while (exec.IsMoving()) {}
exec.Code("GOD G53 ¥" + YToolChangePos);
while (exec.IsMoving()}) {}

}

jij ecccccccccscccec

exec.Code("GOO G53 B" + ToolB[Newtooll);

while (exec.IsMoving(}) {}

exec.Code{ "GOO G53 ¥" + YToolChangePos);

while (exec.IsMoving())} {}

exec.Code( "GOO G353 Z" + ToolDown);

while (exec.IsMoving(}) {}

exec.Code("GOL1 F30 G53 Y" + YToolDockPos):
while (exec.IsMoving()) {}

exec.Code("GO4 PO.5");

while (exec.IsMoving(}} {}
exec.Setoutpin(ToolUnclampPort, ToolUnclampPin);
exec.Code("GD4 PO.3");

while (exec.IsMoving(}) {}

exec.Code("GO1 F10 G53 Z" + (ToolDown - 0.085));
while (exec.IsMoving()) {}
exec.Clroutpin{ToolUnclampPort, ToolUnclampPin):
exec.Code("GO4 PO.3"):

while (exec.IsMoving()) {}

exec.Code( "GOO GS3 Z" + SafeZ);

while (exec.IsMoving()) {}

exec.Code( "GOO G53 Y" + YToolChangePos);

while (exec.IsMoving(}) {}

Jff ccccccsscscsscee

// VISSZATERES

Jff cecccccsscsccscce

exec.Code( "GOO G53 X" + Xoriginalpos + " ¥" + Yoriginalpos):
while (exec.IsMoving()) {}

exec.Code("G49");

exec.Walt(10a);

while (exec.IsMoving(}} {}

if (l!exec.Ismacrostopped())

{
exec.Setcurrenttool (Newtool);
exec.Code("G43 H" + Newtool):
exec.Wait(100);
while (exec.IsMoving(}) {}

}

else

{

exec.StopWithDeccel();
MessageBox.Show("Tool change was interrupted by user!");



