Step 3 - Enable the 4th axis.

Note: This step can only be performed if the software is not connected to the CNC machine
To reconfigure VR Milling V5 to enable the 4th axis you need to change the following

options:

1. From the pulldown menu select "Setup" then "Setup Machine Parameters”
2. Enter the password. The default password is "denny".
3. The 'Machine Properties Editor' window will open. The current machine your

software is configured for is highlighted red in the list.
Click on 'Machine Capability' in the list

4. Type a 1in the box next to 'V axis - A,B,C(1,2 or 3)' to activate the 4th axis
option as circled red below.

5. Click the [Close] button to exit.

Machine Properties Editor

= X MILLERS A | Machine Capability

+- %, MICROROUTER |Masimum Cut Depth |20

+ ¥ MICROROUTER PRO T

+- % MICROROUTER COMPacT | | TravelX |

w1 ¥ NOVAMILL Travel Y+ o

+- % NOVAMILL PRO Tia el E

+ % TRITON (3333

+ % TRITONFPRO b

+ % TRIAC Travel - |0

+- ¥ TRIAC YME [T iavely [-a00

+ % MICROMILL s (a2

+ ¥ MAXIROUTER Ll

- B MICROROUTER VERTICAL | Travel Iv- |-9339
B Post Process | Cutter Cormpenzation ¥
;: :lz:::al High 5 peed Machining Iv
Y# Feed Table Size ¥ [1000
T spinde Table Size Y =00
1 M achine Capability TebliCie 2 |‘ISD
B4 Tool Change .
5 Auta Tool Changs | Under Inspection r
= Communications Feed Pat v
;1—4 ::guta’ﬂutput Devices |Speed Pat I
M M3 Real Machine dvailabl ¥
T ME 'ExpandArcs r
M3 M

M13 T
E i I s -ABC(1 2. |1
M1 ~ | | Iv Home Swi
3 | #
Change Password

Page 22 4th axis programmable rotary fixture training



Step 3 - Enable the 4th axis.

Program Pozition bd:
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The angle the 4th axis has rotated to is A 0.000° [£

displayed in the 4th axis display at the bottom
of the control panel.

Status: Feady

Prog: F:0 mm/min /51000 RPH
Actual: F:0 mm/rin 5:1000 RPM

A Offset button

It is possible to set the work offset for the A axis (Rotary axis). This is not normally
necessary because the billet will be rotated through 360 degrees during the program so the
angle from which it starts is irrelevant.

There may be times where you want to start from a specifc angle for example when using a
rectangular billet. In cases like that jog the 4th axis fixture to the required angle and click the
[A Offset] button to set the angle you would like to start from.

Note: When the machine is powered off the angle the 4th Axis is currently in becomes zero
the next time the machine is powered on. This can be used to set the A offset. By jogging
the 4th axis to the desired angle and then turning the machine off and back on the 4th axis
position becomes zero meaning the A offset does not need to be set.
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