Linear type
A. 1000Mic I/O point(Input/output 0V effective, input use NPN switch)
If input use PNP switch, need match NEWKer special board.
	I/O
	Signal
	inner relay
	Linear type of ATC

	X00
	T01
	
	Magazine motor overload detection

	X01
	T02
	
	spindle tool loosen detection 

	X02
	T03
	
	Lubrication oil level detection

	X03
	T04
	
	Coolant lacking detection

	X04
	T05
	
	Spindle tool tighten detection

	X05
	T06
	
	

	X06
	T07
	
	

	X07
	T08
	
	

	X08
	M36/A0
	
	A axis back-to-zero signal

	X23
	ALM1
	
	Spindle drive alarm

	X24
	ALM2
	
	Coolant motor overload detection

	X25
	M28/C0
	
	C axis back-to-zero signal

	X26
	M24/B0
	
	B axis back-to-zero signal

	X27
	M22
	
	Spindle locating finish/detection for backing to zero position

	X29
	M12
	
	detection of machine door switch,P7=1 in other parameter

	X30
	M14
	
	detection for pressure alarm of compressed air

	X31
	M16
	
	Button for spindle tool loosen remotely, P22=1 in other parameter

	X40
	
	
	

	X41
	
	
	

	X42
	
	
	

	X43
	
	
	

	X44
	
	
	

	X45
	
	
	

	X46
	
	
	input of Stop instruction M01

	X47
	
	
	

	Y00
	M61
	M14
	output of Spindle homing, detection of back-to-zero-enough M22 

	Y01
	M63
	
	

	Y02
	M65
	
	Yellow indicator lamp(stop)

	Y03
	M67
	
	Red indicator lamp(fault)

	Y04
	M69
	
	Green indicator lamp(running)

	Y05
	M71
	
	

	Y06
	M73
	
	

	Y07
	M59
	M50
	M59 Huff

	Y08
	M32
	M51
	Output of Lubricate control

	Y10
	M10
	M49
	Output of loose and tight tool controlling;
Spindle loose tool: Output M10, checking loosing enough T02
Spindle tighten tool: cancel M10, checking tighten enough T05

	Y11
	M08
	M48
	Output of coolant controlling

	Y12
	M05
	M55
	Spindle stop M05

	Y13
	M04
	M54
	Output of spindle CCW controlling

	Y14
	M03
	M53
	Output of spindle CW controlling

	Y15
	M75
	M66
	Output of switching spindle control mode

	Y24
	
	
	

	Y25
	
	
	

	Y26
	
	
	

	Y27
	
	
	

	Y28
	
	
	

	Y29
	
	
	Output signal of rigid tapping enabling

	Y30
	
	
	

	Y31
	SPEN2
	
	Output signal of Spindle servo enabling


The special interface for parameter settings of linear type tool: Press “Enter” in the main interface and get into the special interface, then press “PgUp” “PgDn” to exchange 
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B. Special linear type ATC
a. Parameter setting: P15=1, P16=128 for the linear type tool
b. Edit the program file of tool change procedure , named ProgramTool and restore it into the controller. The entire process of tool change is controlled by ProgramTool file
Open ProgramTool file by txt or by controller: 
(the color of the words like this, are not the real program, it’s for explain what’s meaning and the real meaning of these procedure work, the black words are for the program) 
STATUSINFO(Z轴回零) ;//Controller will show the information(Z轴回零) 
MOVE(G90,Z0,F#332);//Move to Z0 with F#332 variable in G90
STATUSINFO(主轴定位) ;//Controller will show the information(主轴定位) 
OUT+M14;//output M14 inner relay, the corresponding connection point is M61
PAUS1000;//Delay 1s
WAT+X27; //Wait for X27 effectively
#601=#5080-1;//No.5080 variable is the current tool number, No.601 variable is equal to the current tool number minus 1
#602=#5080-2;//No.5080 variable is the current tool number, and No.602 variable is equal to the current tool number minus 2
#603=#5080-3;
#604=#5080-4;
#605=#5080-5
#606=#5080-6; 
#607=#5080-7;
#608=#5080-8;
#609=#5080-9;
#610=#5080-10;
#611=#5080-11;
#612=#5080-12;
#613=#5080-13;
#614=#5080-14;
#615=#5080-15;
#616=#5080-16;
#617=#5080-17;
#618=#5080-18;
#619=#5080-19;
#620=#5080-20;
IF (#336 EQ 0) THEN #334=0;//When the 336 variable is equal to 0, the 334 variable is equal to 0
ENDIF;
IF (#337 EQ 1) GOTO 1;//If the 337 variable is equal to 1, the program goes to N1
#521=#501+#334
#522=#502+#334
#523=#503+#334
#524=#504+#334
#525=#505+#334
#526=#506+#334
#527=#507+#334
#528=#508+#334
#529=#509+#334
#530=#510+#334
#531=#511+#334
#532=#512+#334
#533=#513+#334
#534=#514+#334
#535=#515+#334
#536=#516+#334
#537=#517+#334
#538=#518+#334
#539=#519+#334
#540=#520+#334
IF (-#601) THEN;//If variable 601 is 0 or negative, execute the next line program of 
ENDIF
MOVE(G90,X#401,Y#521,F#331);//The controller moves with G90 and the absolute coordinate #401 variable in X, the absolute coordinate #521 variable in Y, and the speed follows the F#331 variable
ENDIF;
IF (-#602) THEN;
MOVE(G90,X#402,Y#522,F#331);
ENDIF;
IF (-#603) THEN;
MOVE(G90,X#403,Y#523,F#331);
ENDIF;
IF (-#604) THEN;
MOVE(G90,X#404,Y#524,F#331);
ENDIF;
IF (-#605) THEN
MOVE(G90,X#405,Y#525,F#331);
ENDIF;
IF (-#606) THEN;
MOVE(G90,X#406,Y#526,F#331);
ENDIF;
IF (-#607) THEN;
MOVE(G90,X#407,Y#527,F#331);
ENDIF;
IF (-#608) THEN;
MOVE(G90,X#408,Y#528,F#331);
ENDIF;
IF (-#609) THEN;
MOVE(G90,X#409,Y#529,F#331);
ENDIF;
IF (-#610) THEN;
MOVE(G90,X#410,Y#530,F#331);
ENDIF;
IF (-#611) THEN;
MOVE(G90,X#411,Y#531,F#331);
ENDIF;
IF (-#612) THEN;
MOVE(G90,X#412,Y#532,F#331);
ENDIF;
IF (-#613) THEN;
MOVE(G90,X#413,Y#533,F#331);
ENDIF;
IF (-#614) THEN;
MOVE(G90,X#414,Y#534,F#331);
ENDIF;
IF (-#615) THEN
MOVE(G90,X#415,Y#535,F#331);
ENDIF;
IF (-#616) THEN;
MOVE(G90,X#416,Y#536,F#331);
ENDIF;
IF (-#617) THEN;
MOVE(G90,X#417,Y#537,F#331);
ENDIF;
IF (-#618) THEN;
MOVE(G90,X#418,Y#538,F#331);
ENDIF;
IF (-#619) THEN;
MOVE(G90,X#419,Y#539,F#331);
ENDIF;
IF (-#620) THEN;
MOVE(G90,X#420,Y#540,F#331);
ENDIF;
GOTO 5
N1
#421=#401+#334
#422=#402+#334
#423=#403+#334
#424=#404+#334
#425=#405+#334
#426=#406+#334
#427=#407+#334
#428=#408+#334
#429=#409+#334
#430=#410+#334
#431=#411+#334
#432=#412+#334
#433=#413+#334
#434=#414+#334
#435=#415+#334
#436=#416+#334
#437=#417+#334
#438=#418+#334
#439=#419+#334
#440=#420+#334
IF (-#601) THEN;
MOVE(G90,X#421,Y#501,F#331);
ENDIF;
IF (-#602) THEN;
MOVE(G90,X#422,Y#502,F#331);
ENDIF;
IF (-#603) THEN;
MOVE(G90,X#423,Y#503,F#331);
ENDIF;
IF (-#604) THEN;
MOVE(G90,X#424,Y#504,F#331);
ENDIF;
IF (-#605) THEN
MOVE(G90,X#425,Y#505,F#331);
ENDIF;
IF (-#606) THEN;
MOVE(G90,X#426,Y#506,F#331);
ENDIF;
IF (-#607) THEN;
MOVE(G90,X#427,Y#507,F#331);
ENDIF;
IF (-#608) THEN;
MOVE(G90,X#428,Y#508,F#331);
ENDIF;
IF (-#609) THEN;
MOVE(G90,X#429,Y#509,F#331);
ENDIF;
IF (-#610) THEN;
MOVE(G90,X#430,Y#510,F#331);
ENDIF;
IF (-#611) THEN;
MOVE(G90,X#431,Y#511,F#331);
ENDIF;
IF (-#612) THEN;
MOVE(G90,X#432,Y#512,F#331);
ENDIF;
IF (-#613) THEN;
MOVE(G90,X#433,Y#513,F#331);
ENDIF;
IF (-#614) THEN;
MOVE(G90,X#434,Y#514,F#331);
ENDIF;
IF (-#615) THEN
MOVE(G90,X#435,Y#515,F#331);
ENDIF;
IF (-#616) THEN;
MOVE(G90,X#436,Y#516,F#331);
ENDIF;
IF (-#617) THEN;
MOVE(G90,X#437,Y#517,F#331);
ENDIF;
IF (-#618) THEN;
MOVE(G90,X#438,Y#518,F#331);
ENDIF;
IF (-#619) THEN;
MOVE(G90,X#439,Y#519,F#331);
ENDIF;
IF (-#620) THEN;
MOVE(G90,X#440,Y#520,F#331);
ENDIF;
N5
STATUSINFO(Z轴上升至安全高度);//The controller will show (Z轴上升至安全高度), this procedure means Z axis will raise up to the safety height
MOVE(G90,Z#321,F#332);
IF (#336EQ1) GOTO 10;//If #336 variable is equal to 1, the program goes to N10
STATUSINFO(Z轴下降归刀);//The controller will show (Z轴下降归刀), this procedure means Z axis will fall down and put back tool
MOVE(G90,Z#322,F#333);// fall down to the height of the tool holder
ENDIF;
GOTO 20
N10
IF(#337EQ1) GOTO 11;// 判断是否为X轴刀
STATUSINFO(移动至卡扣前)
STATUSINFO (Move to before the chuck)
STATUSINFO(Z轴下降)
STATUSINFO (Z axis down)
MOVE(G90,Z#322,F#333);下降到卡扣水平
MOVE(G90,Z#322,F#333); drop to the chuck level
STATUSINFO(归刀中)
STATUSINFO (returning to the tool)
MOVE(G91,Y#335,F#333);移动至卡扣内
MOVE(G91,Y#335,F#333); Move to the chuck
ENDIF;
GOTO 20
N11
STATUSINFO(移动至卡扣前); 判断为卡扣刀具且为Y轴刀
STATUSINFO (before moving to the chuck); judged as a chuck tool and a Y axis tool
STATUSINFO(The Z axis decline)
MOVE(G90,Z#322,F#333);下降到卡扣水平
MOVE(G90,Z#322,F#333); fall down to the chuck
STATUSINFO(归刀中)
STATUSINFO (returning to the tool)
MOVE(G91,X#335,F#333);移动至卡扣内
MOVE(G91,X#335,F#333); move to the chuck
ENDIF;
N20 
STATUSINFO(松刀中)
STATUSINFO (loosing the tool)
OUT+M49;//输出M49内部继电器，对应接线点为+M10
OUT+M49;//output M49 inner relay, the corresponding connection point is +M10
WAT+X01;//等待X01有效  
WAT+X01;//Wait for X01 to be valid
STATUSINFO(Z轴上升至安全高度)
STATUSINFO (Z axis rises to a safe height)
MOVE(G90,Z#323,F#333);
STATUSINFO(充气中)
STATUSINFO (inflating)
OUT+Y26;
PAUS#338;
OUT-Y26;
#700=TAIM;//TAIM表示目标刀号
#700=TAIM;//TAIM means the target tool number
#701=#700-1;
#702=#700-2;
#703=#700-3;
#704=#700-4;
#705=#700-5;
#706=#700-6;
#707=#700-7;
#708=#700-8;
#709=#700-9;
#710=#700-10;
#711=#700-11;
#712=#700-12;
#713=#700-13;
#714=#700-14;
#715=#700-15;
#716=#700-16;
#717=#700-17;
#718=#700-18;
#719=#700-19;
#720=#700-20;刀具判断
#720=#700-20; Tool judgment
IF (-#701) THEN;
MOVE(G90,X#401,Y#501,F#331);
ENDIF;
IF (-#702) THEN;
MOVE(G90,X#402,Y#502,F#331);
ENDIF;
IF (-#703) THEN;
MOVE(G90,X#403,Y#503,F#331);
ENDIF;
IF (-#704) THEN;
MOVE(G90,X#404,Y#504,F#331);
ENDIF;
IF (-#705) THEN
MOVE(G90,X#405,Y#505,F#331);
ENDIF;
IF (-#706) THEN;
MOVE(G90,X#406,Y#506,F#331);
ENDIF;
IF (-#707) THEN;
MOVE(G90,X#407,Y#507,F#331);
ENDIF;
IF (-#708) THEN;
MOVE(G90,X#408,Y#508,F#331);
ENDIF;
IF (-#709) THEN;
MOVE(G90,X#409,Y#509,F#331);
ENDIF;
IF (-#710) THEN;
MOVE(G90,X#410,Y#510,F#331);
ENDIF;
IF (-#711) THEN;
MOVE(G90,X#411,Y#511,F#331);
ENDIF;
IF (-#712) THEN;
MOVE(G90,X#412,Y#512,F#331);
ENDIF;
IF (-#713) THEN;
MOVE(G90,X#413,Y#513,F#331);
ENDIF;
IF (-#714) THEN;
MOVE(G90,X#414,Y#514,F#331);
ENDIF;
IF (-#715) THEN
MOVE(G90,X#415,Y#515,F#331);
ENDIF;
IF (-#716) THEN;
MOVE(G90,X#416,Y#516,F#331);
ENDIF;
IF (-#717) THEN;
MOVE(G90,X#417,Y#517,F#331);
ENDIF;
IF (-#718) THEN;
MOVE(G90,X#418,Y#518,F#331);
ENDIF;
IF (-#719) THEN;
MOVE(G90,X#419,Y#519,F#331);
ENDIF;
IF (-#720) THEN;
MOVE(G90,X#420,Y#520,F#331);
ENDIF;
STATUSINFO(Z轴下降抓刀)
STATUSINFO (Z axis falling down and grab the tool)
MOVE(G90,Z#322,F#333);
STATUSINFO(抓刀中)
STATUSINFO (grabbing tool)
OUT-M49;
WAT+X04;
IF (-#336) THEN GOTO 31;
IF (+#337) THEN GOTO 30; 若为X轴卡扣刀具
IF (+#337) THEN GOTO 30; If it is X axis chuck tool
STATUSINFO(移出刀具)
STATUSINFO (remove tool)
MOVE(G91,Y#334,F#333);移出刀具
MOVE(G91,Y#334,F#333); remove the tool
ENDIF
GOTO 31
N30 STATUSINFO(移出刀具);若为Y轴卡扣刀具
N30 STATUSINFO (moving out the tool); if it is a Y axis chuck tool
MOVE(G91,X#334,F#333);移出刀具
MOVE(G91,X#334,F#333); remove the tool
ENDIF;
N31 STATUSINFO(Z轴上升至安全高度)
N31 STATUSINFO (Z axis rises to a safe height)
MOVE(G90,Z#323,F#333);
RETURN
