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Wuhan Huazhong Numerical Control Co., Ltd. ("the company") is China's

medium and high-end CNC system research and industrial base, the first listed
company in China's CNC system industry. The company's technology research
and development which is a national high-tech enterprise is supported by
National CNC System Engineering Technology Research Center of Huazhong
University of Science and Technology.

The company has won two second prizes of national science and technology
progress and seven provincial and ministerial level of first prizes. It is the
strongest technical enterprise in China's CNC system industry.

The company sells nearly 20,000 sets of CNC systems, 100,000 sets of servo
amplifiers and motors, and 2,000 industrial robots every year. The sales of
medium and high-end CNC systems rank first in China.

HNC8 CNC system developed by the company has achieved the word
advanced level in five-axis, multi-channel, high-speed high-precision, intelligent
and other technologies. Its medium and high-end CNC system is mostly used in
China. They have been used in aerospace, machine tool, and auto parts
enterprises such as Shenyang Aviation Industry Corporation, Bochi Machine
Tool Group Co., Ltd and Dongfeng Motor Co., Ltd.
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Product | Matched machinetool|  Basic parameter Features Smart function
) - Supporting NCUC, EtherCAT bus protocol
HNC-808 series performance + Supporting 16,000,000PPR high-precision encoder

HNC-818 series

HNC-848 series
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CNC lathe, machining center

Turning center, high speed
machining center, lathe
mill combo, gantry
machining center, grinder,
horizontal machining
center, glass cutting
machine, high gloss
machine

Five-axis machine, heavy-
duty machine, lathe mill
combo

2-4 axis control
10.4” color LCD screen

2-32 axis control (optional)
2-channel (optional)

8.47 ,12.1” colorLCD
screen

5-32 axis control;
17" color LCD screen

- Supporting high-speed asynchronous

motor\permanent magnet synchronousspindle
motor

* 8000rpm high-speed rigid tapping (permanent

magnet synchronous spindle motor)
Supporting bidirectional 20000 points pitch error
compensation (optional)

. Customization (optional)

Supporting TCP\IP, Ethernet communication
protocols

- High-speed high-precision control
- Max. accelerationrateis 1.8G (3G when linear motoris

mounted)

- Dual channel control (opticnal)

Dual-axis synchronization control

* Full-closed loop control (optical grating, magnetic

grating)

- Supporting bidirectional 20000 points pitch error

compensation

- Auto measurement
« Supporting a variety of sensorinterfaces
* Machine assembly quality analysis software

(optional)

- Customization
+ Touch screen (optional)

+ High-speed high-precision control
+ 5simultaneously controlled axes

5-axis auto calibration

5-axis RTCP function

Large circularinterpolation
Hyperbolicinterpolation
5-axis orientation machining

» Synchronization control

- Error compensation

- Direct drive

+ Intelligent control

- Lathe-mill combination

- Multi-channel control

- Seamless integration of CAM software

* Touch screen

- Backlash elimination for multiple motors

* Big data of CNC machine

tool

- Broken toolinspection
- Machine health protection
* Technological process

optimization

- Mobile terminal NC
* Cloud service
- Temperature compensation



HNC8 Series CNC System

© HNC-808 series

Tailored to popular turning and milling applications

The HNC-808 all-digital bus-type high-grade CNC system
isdesigned formilling and turning processes to meet a
widerange of application needs: from standard milling
machines, simple machining centers, to cycle-controlled
lathes and full-function CNC lathes.

Easy to debug, simple operation

Integrating the debugging functions such as batch
debugging, online diagnosis, machining log, HNC-808 all-
digital bus-type high-grade CNC system offers powerful
facilities for daily operation and program edit, bringing
simplicityinthe userexperience.

© HNC-818 series

Reliable performance, maintenance free

HNC-818isan all-digital bus-type high-grade CNC system
based onoperation panel of up to IP65 protection level
with fewer interfaces. HNC-818 is applied forthe extreme
operating conditions. The fanand the hard diskdon’ t
applytothe HNC-818, and the memory works without
battery, so the control system is completely maintenance
free.

Standard turning and milling functions

With the system software based on the technical process,
HNC-818 is the best choice of standard lathe and milling
machine. HNC-818 can be used on vertical or ordinary
horizontal machining center, mould processing, and
turning center with subspindle, live tool and Y axis.

Easy to operate

With 8.4” /10.4" high resolution color LCD display, HNC-
818 isvery convenient to operate. There are USB and
RJ45 interfaces on the front operation panel for the rapid
and easy data transfer to machine tool.

HNC-808D

HNC-8180

© HNC-848 series

Stylish, reliable performance

Aiming atthe global high-grade CNC control system, the
company developed HNC-848 high-grade all-digital bus
type system HNC-848 adopts the modular, open
architecture, NC and MPC structure of dual CPU module,
and 17" LED LCD.

Interface template switching function

The use of HNC-848 scripting technology allows HNC8 to
have many functions that the traditional CNC system
does not have, including skin replacement and multi-
language. In consideration the user's habits, HNC8 HM|
system provides a variety of interface templates, users
can click tothe familiarinterface style, reducing the
learning curve.

Usability integration technology

Thetraditional numerical control system is control-
based,and HNC-848 is mainly for management. From
control to management, the system integration reaches a
new height. HMI can integrate local scripts, local dynamic
libraries, native applications, and cloud applications
with avariety of integration methods and less difficulties.

Highly open

The openness of CNC system is mainly reflected in four
aspects: hardware openness, kernel openness,
functional openness, and ecological openness. The
openness of HNC-848 system hardware is reflected in
hardware replaceability; the openness of kernel is
reflected intheintegration of IEC61131PLC editingtool;
the functional opennessis reflected in HMI, users can
develop custom function modules; the ecological
openness is reflected in cloud services. The CNC system
can make full use of cloud resources.
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HSV-180U all digital bus—type
AC servo amplifier unit

HSV-180U All digital bus-type AC servo amplifier

Series HSV-180U, a new all-digital AC server amplifier
unit developed by Wuhan Huazhong Numerical
Control Co., Ltd., is applied mainly to the
precision/response sensitive area.

With NCUC bus protocol of self-owned intellectual
property, HSV-180U exchanges data with NC devices
through its high-speed industrial ethernet bus
interface. Its high-resolution absolute encoder
interface can be connected to various of encoders
such as composite incremental encoder, sine cosine
encoder, and all digital absolute encoder, with the
position feedback resolution up to 23-bit. It supports
the dual encoderinterface by which full-closed loop
controlisimplemented.

There are eight types for series HSV-180U, with the
maximum power output of power circuit reaching
100KW, greatly widening the power output range of
servo amplifiers.

HSV-160U All digital bus-type AC servo amplifier

Series HSV-160U, a new all-digital AC server amplifier
unit developed by Wuhan Huazhong Numerical
ControlCo., Ltd.,isapplied mainly to the
precision/response sensitive area.
WithNCUCbusprotocolofself-owned intellectual property,
HSV-160U exchanges data with NC devices through its

HSV-160U all digital bus—type
AC servo amplifier unit

HSV-150E all digital bus—type
serva amplifier unit

high-speed industrial ethernet bus interface. Its high-
resolution absolute encoderinterface can be
connected to various of encoders such as composite
incremental encoder, sine cosine encoder, and all
digital absolute encoder, with the position feedback
resolution up to 23-hit. it supports the dual encoder
interface by which full-closed loop controlis
implemented.

There arefour specifications for series HSV-160U;: HSV-
160U-20A, HSV-160U-30A, HSV-160U-50A HSV-160U-
T5A, with the maximum power output of power circuit
reaching 5.5KW.

HSV-150E All digital bus-type servo amplifier

HSV-150E full digital bus servo amplifieris the latest
highly functionally serve amplifier with high
performance. Itsvarious 10 interfaces satisfy any 1/0
needs, and the advanced vibration suppression
function brings a qualitative leap of performance. It
supports EtherCAT, CAN and other communication
protocols toachieve EtherCAT and CANopen
communication functions; with the built-in GUI user-
friendly debug software [Huashu servo], user can easily
complete parameter settings within a few minutes;

almost any feedback types are supported such as rotary

or linear AC servo motors, rotary or linear DC servo
motors; its power ranges from 200W to 90kW.

Servo motor

LBB motor DD motor

Gz DC motor

Spindle motar

ST series AC permanent magnetic synchronous

servo motor

ST series AC permanent magnet synchronous servo
motors are widely used in various industries such as
machinery, textile, printing, packaging and
automation. They are the first choice for the executive
component of CNC systems and automatic control
devices.

The motor uses high-resolution encoders, low torque
ripple, high installation precision; the highest speed
can be reached with perfect maximum ratio of torque to
inertia and high acceleration torque based on field
weakening; high protection level IP65, encoder shock-
absorbinginstallation and triple overload capability
enables the motor highly accurate, highly dynamic,
reliable, and maintenance-free.
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GK motor GM7 spindle motor

DD motor Linear motor

R-GK9 series AC permanent magnetic servo motor

The AC servo system formed by the R-GK9 series AC
servo motorand servo amplifier unit can be widely
used in machine tools, textiles, printing, building
materials and other fields.

The motor provides: high speed (6000rpm or even
9000rpm); high-precision (torquerippleis as low as
0.3%); high density (torque density isincreased by over
20%, smaller size); high density magnetic optimization
design with a high volume ferromagnetic material
density structure.



Y Vel HURZHONG

Series servo motor

Features of HNC8 Intelligent CNC System

I More Precise—Better Machining Precision

High-speed and high-precision basic control algorithm
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-High resolution encoder
-Low torque fluctuation
-High installation precision (flange and axis)

Highly dynamic

- Perfect maximum ratio of torque to inertia

-High acceleration torque based on field
weakening, can reach to the maximum speed

Reliable and durable

-High protective level IP65 (amplifier-side
flange Ip67)

- Shockproof, have to do with thedamping
installation of encoder

*Three times overload

- There is no battery on the absolute encoder

Series LDD motor completely meets the high-precision,
high-speed, and high-dynamic requirements for drilling-
tapping center.

- Support 24-bit\26-bit high-resolution encoder
motors and linear motors. By configuring higher
resolution (24-bitand higher) encoder motor,
linear motor, grating scale, and DD motor, servo
amplifier realizes more accurate interpolation
speed and acceleration, which improves the
surface quality of the parts and precision.

Low-order spline fitting

Processing optimization technology based on double code control

Throughtheoriginal “double code control” technology,the “G-code” (firstcode) of
traditional CNC machining and the intelligentcontrol “i-code” (second code) of multi-
objective optimization processing run simultaneously to achieve the goals for CNC
machinining: high quality, high efficiency, reliability, safety and low consumption.

High-order spline fitting

Parts Single code mode

Double code control

Variable curvature

High-speed nano interpolation algorithm

Comparison of chromatograms and

processing of typical parts



3D surface processing based on  “double code control”

Before optimization:
some cutting marks
on concave ‘

Tmlnid3s

Optimal
processing control

“minkis

Ajenb asejing

Common
processing control

Tminlts

Y

Short Processing time

High resolution encoder

After optimization:
no cutting marks
on concave

Underthe same processing efficiency,
the surface finish can be improved
effectively; underthe same
processing surface quality, the
processing time can be significantly
reduced, and both the processing
efficiency and the quality can be
increased,

Low voltage LMDD series and high voltage HMDD series motors are equipped with 16,000,000
resolution photoelectric encoders toimprove the processing accuracy and finish.

i s
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Thermal error compensation based on temperature sensor

HNC8 intelligent CNC system supportsthe thermal error compensation technology with sensor, and
high-precision temperature sensoris selected toreduce the warm-up time, realizing processing after
booting, and improving machine tool utilization.

Actual temperature

Lead screw and spindle compensation
thermal-deformatian (temperature T) T z

fooex

. —| ‘

| e The actual error data is calculated
i =p
| ¥ i 1| .
3t f based on the machine actual

i
{

temperature and calibrated

= E = "j temperature/error table.
F : (\_‘;/
Temperature sensor 1075/1076

The most commonly used Pt100 and KTY84
temperature sensors are supported. Real-time
temperature detection with measurement accuracy of
+/-0.5% isrealized, temperature measurement ranges
from -40°C to 240°C, and system display resolution is
0.1°C. Thetime forwarming up and cooling down is
effectively reduced, and the stability of the machining
accuracyisensured.

Comparison of movement on 2 {mm) before and
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The lead screw deformation curve during warming up is different from that during cooling down,
therefore, different compensation datais used for warming and cooling times to increase the
compensation precision of machine tool.



How to increase
machining efficiency?
Increase the cutting
speed in low load

Reduce the cutting
speed in high load
areas, balance the

dareas,
tool load.
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Evaluation result:

The total optimization efficiency is
expected to be 4.4% for this G code
Suggestion:

It is suggested to use process
optimization software for
optimization.

X Program tlock

V2.0 process evaluation Evaluate during processing to calculate optimization efficiency

-nl--llllt -_i_-___.lllll_l

Process parameter optimization Qutput 2nd processing code

Abter op

Time

Frogmm fiack

Instruction comain of spindle cumrent Teal path for roughing
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Matching High-performance Linear Motor

With high-performance linear maotor, HNC8 bus system meets the

requirements of mirror finishing and high precision mold processing

Mirror finishing Graphite mold processing, Sum machining precision

Highly synchronous NCUC2.0 fieldbus

TokPrevy s

=i

O 0000 3613V
D 8640

B %5400 2449

AT AET V

The highly synchronous NCUC2.0 fieldbus
realizes real-time data exchange read and
write without delay, and ensures strong
real-time performance. High
synchronization is guaranteed by the

crystal calibration based on the intra- D et |
frame delay of frame transmission. Reference clock | Max. synchronization
time difference
B & e b & [ Em

Synchronization time difference is 16ns at maximum.

High-speed, high-precision, and high-rigidity drive control technology

Notch filter
Using hardware current loop, notch filter, S {2m {2 18" ] ] BERER
overmodulation, field weakening, etc.,the g™ 21z 5 | L]
5, € € o 1€ o | Broo { Srom B/ A SN
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servo control stiffness and response are 8w 1S w0 {Se0 50w 1
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2 ) 50 - 500 | :
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sampling point
With hardware current loop, the current tracking is better,
and the current fluctuation is smaller.
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Typical cases for high—-speed high—precision application

Comparison test for high-speed mold processing
with foreign high-grade system

Machine health protection

"Triathlon" health self-test and health assessment
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High precision finishing to achieve a high gloss surface

The processed surface quality
meets customer requirements

Comparison test for high-speed mold
processing with foreign high-grade systam

Recently, this machine often
makes abnormal noises, and
the processing quality does

not seem as good as before.

| don’'t know where the problem lies?

"Triathlon" health self-test and health assessment function

The electrocardiogram of the machine tool is obtained from
the self-test of machine tool, the change of the machine
health index is checked, and the health condition of the
machine tool is evaluated. According to the evaluation, the
machine tool is timely maintained for the healthy
operation. At the same time, based on the horizontal
comparison between health of machine tools with the
same amplifier and motor, the consistency of assembly and
debugging is guaranteed.
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Health assessment: According to the changes in
the health index of the machine tool
components, the health status of the machine
tool is evaluated and the machine tool is
repaired in time to effectively ensure the healthy
operation.
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Harizontal comparison: By comparing the
health of machines with the same amplifier
and motor, you can analyze the difference of
the machine tools to ensure the consistency
of machine tool assembly and debugging.

Case 1 Current curves of X-axis position and X-axis feed motor

Movement on positive X
I I

Without
lubrication|

Related to installation of protective covering

Movement on negative X
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The maintenance personnel initially determined that it
was a relay problem. After replacing the relay, the
problem still exists. Change base of ¥2.7 to that of ¥3.0
and continue to check the cause of the problem. After the
¥3.0 and Y2.7 relay bases are exchanged, the magazine
can CCW rotate normally. Therefore, the original base of
Y2.7is faulty.

Magazine health index drops

Case 3 Horizontal comparison of machine health indexes

Horizontal comparison of machine health index

Machine No. X axis Y axis Z axis Spindle =~ Magazine Machine
DO1 0.953 0.954 0.921 0.976 0.942 0.9492
| D02 | 0.933 0.969 0.963 0.955 0.954 0.9548
| Dpo3 | 0.95 0.934 0.952 0.944 0.96 0.948
| D04 | 0.9 0.929 0.944 0.936 0.955 0.9328
| Dos | 0.979 0.974 0.984 0.954 0.977 0.9736
| D06 | 0.978 0.973 0.978 0.945 0.977 0.9702
D07 0.948 0.958 0.964 0.949 0.962 0.9562
D08 0.977 0.968 0.963 0.89 0.762 0.912
[ D09 | 0.957 0.968 0.971 0.883 0.96 0.9478
| D10 | 0.972 0.98 0.953 0.987 0.98 0.9744
| b1 | 0.956 0.941 0.956 0.907 0.8144
| D12 | 0.93 0.952 0.953 0.951 0.98 0.9532
| D13 | 0.962 0.9 0.937 0.974 0.971 0.9488
| D14 | 0.96 0.965 0.965 0.94 0.968 0.9596
D15 0.985 0.976 0.976 0.954 0.892 0.9566
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More Intelligent—More Intelligent
Workshop Dispatch and Management

Intelligent tool life management

Avariety of tool life management methods improves the rationality and accuracy of
intelligent management of tool life, and effectively extends tool life.

_ Big data drive
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Traditional method

Broken tool detection function

If it is not found in time that
the tool is broken during
processing, the subsequent
processing will be affected,
which annoys users for a
long time.

¥ | _ Broken [ b e ——
(A

-

Workpiece

Broken tool detection function. Supporting the broken tool detection

When tool is broken, it stops the for tap and drill.
processing and relevant alarm is Tap: 2/d3/d4
issued. Drill: 3/4/5mm



Full life cycle machine load chart

By segmenting the lead screw of each axis according to the actual position of the machine tool, the load of
the section where each segment is located is counted. The state of the lead screw can be evaluated based
on statistics.
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sectionl section2 section3 section = r‘ E:
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P; error
JE'SZ'; S Terse ar Simulation display and evaluation of the screw
status using the CNC system interface and
corresponding algorithms.
iNC-Cloud
Machine manufacturer User Controller manufacturer
View Device maintenance Tracking management

Production

state

Data support

= - |

Mobile end

statistics

message
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Remote operation and maintenance of equipment

Online fault repair service,

iNC-Cloud has efficient remote i F-;‘mvilde uselrs With iNC-Cloud timely notify customer service
equipment operation and ¥ BESRTURNG SOTUHONS ) engineers to follow up

maintenance system
Regular maintenance-
Provide customized
maintenance plans for equipment

Predict potential risks of failure
of equipment and components

Multi-QR-code aided management

iNC-Cloud provides multi-QR-code aided management service,
supports production data to extract and transmit by scanning QR
code, and assists equipment production management and remote
operation and maintenance, improving user experience.

Upload the machined

[=] 'z =] B [m] workpiece counts data
S - 37 ¥ Upload the historical
m:‘ = alarm data
L
OR code OR code Upload the debugging
for workpiece counts for historical alarm . s = data

IE! E_ %ﬁ Upload the fault
EIE%. =i

QR code QR code

for fault diagnosis  for machine debugging

Various equipment access

iNC-Cloud supports multi-device access
modes, including NB-1oT, 4G, and scanning
QR codes. Users can choose the most
reasonable implementation plan according
to the actual situation to balance application
requirements and costs.

6E6E

Factory manager

. . . (administrator)
Multi—-QR-code aided management b e
iNC-Cloud provides multi-level rights management, which [_|_I
assigns different operation rights to different users in the same ¢ @ Workshop manager
user group to ensure the secure management of industrial L

equipment and the data.
Operator



Guideline

Step 1: Download and install APP
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todownload and install.

Users can search for "CNC Cloud Manager"
inApple App Store, Huawei App Store, etc.

HEEMRIE
B ERERR

o conaus

R Then
rivip i

- CADN B E

= Visit www.hznce.cn to enter the web version of INC-Cloud.

CNC system function list \

e: Standard *: Optional —:

HURZHONG

HUMERICAL CONTROL

Not optional

v " HNC-808 HNC-818 HMNC-848
Item Specification v = 7 =

System control
Maximum number of simuliansously 4 3 D g 9
controlled axes in channel
Maximum number of feed axes 4 3 5 32 32
Maximurr iber of spindles
H}.—.jx.:m.ur 1 nuUmoer o spinaies n 2 2 4 4 4
channal
Mumber of PMC control axes 1 1 3 32 32

Standard 1 1 1 1 1
Mumber of channels

Maximum 1 2 2 10 10

Standard 1 1 1 1 1
Spindle/channel

Maximurm 2 2 2 4 4
— B— Standard 3 2 3 5 4
Feed axis/channel

Maximurm 4 b 9 9 9

Aaxi n number of axes n
Maximum numby r of axes n 3 3 8 20 20
simultaneous motion
Maximum number ol feed axes 4 3 9 64 64
Maximum number of simultanecusly 3 i 4 g 3
controlled axes/channel
Mumber of input/output points at g ARon | aae/4n
g ot 128/128 2048/2048 4096/4096

ThI'F.:{-.! h:il: c axes: X, Y, Z;. i ® _ ® @ _
; : additional axes: U, V. W, A B, C
Axis name (single channel)
Two basic axes: X, Z; e e i = ®
additional axes: Y, U, V,W, A, B, C
; : One or two characters plus number
Axis name (multi-channel) ; ! — —

SISyt RS the first must be a character, e.g. X1 b bt e
Gantry axis synchronization — — +* [ ] [ ]
Tangent synchronization cantrol = = * * *
Basic axis coupling control = — * * *
Electronic gear box = = * e *
Linear chart = — * * *
Inclined axis control = - * * *
Minimum input unit mmdeg inch s 10" | 10"
Metric/Inch G20/G21 [ ] [ ] @ [ ] [ ]
Pulse unit input G222 ® [ ] [ ] ® ®
Machine lock [ ] 7] o ] [ ]
Emergency stop [ ] @ [ ] -] (]
Owertravel L L L ] @ L
Spatial protection area Praviding protection for workpiece and tool - — * e *
Software limit ® a ] @ [ ]
Dynamic axis release/capiure G101/G102 = = * @ (]
Synchronization between channels | G104.0~G104.7 — — * ® [ ]




®: Standard *: Optional —: Notoptional
e - HNC-808 ~ HNC-818 HMNC-848
ltem | Specification e N Fe o

Auto

Single block

JOG

Incremental

MDI

Multi-black MD|

Any line

Breakpoint

Rerun

Tool retraction

G106

Retraction in tapping

Dry run

Reference point return

Floating zero

Setting reference point manually

Handwheel feed

Handwheel feedrate override

*1 310 %100 % 1000

e o e @ o X

Manual handwheel interrupt

®@ o o0 ® @ X% % ® ® o o o & 8 8 0

Three—dimensional anti-collision

*‘lii..............

Interpolation Function

*x @& o o o o o

MNano interpolation [ ] [ ] & * *
Rapid traverse positioning GO0 (linear interpolation) [ ] [ ] ® [ ] [ ]
Unidirectional positioning 1 G60 [ ] [ ] [ ] @ [ ]
Exact stop mode | GB1 [ ] [ ] L] ® L]
Cutting mode | Ges s e e e °
Exact stop G089 [ ] [ ] [ ] [ ] [ ]
Linear interpolation GO [ ] [ ] ® [ [ ]
Circular interpolation G02/G03 (three coordinate planes) [ ] [ ] ® e L
;[nr;;er;;;j;rr;‘::mmnal circular G024 o . * ® -
Dwell G04 | @ [ ] ® e e
Pglgcooranate interpolation _G12IG13 - — L ]
Cylindrical interpolation G071 e o = L]
Imaginary axis specifying Go7 [ ] ® [ ] <)
e | 4 | - . o | -
Threading G32/G33 = L} = = =]
Multi-thread cutting 332/G33 = = * | = = °
Unequal-lead thread cutting G32/G33 - — ! s = *

e: Standard *: Optional —:

HUAZ

NUMERICAL CONTROL

Not optional

e ; HMNC-808 HNC-818 HNC-848
ltem Specification —r - = T
Circular thread cutting G35.2/G35.3 — — = = *
Tapping (334 [ ] [ ] L ® @
Semi-following tapping G34.1 = — * * *
Skip G31 @ P ® L ®
EGB axis skip G31.8 = = = * *
Reference point return G28 L ] [ [ ] ® @
Return from reference point G29 @ @ ] @ ®
Reference point return check G27 * * * * *
The secand, third, and forth 30 * * * * *
reference point return
High-speed high-precision mode G05.1 = — * ® ==
Read-ahead contral GO8 — — * [ ] =
NURBS interpolation GO0B.3/NURBS — = * ® =

Feed function

Rapid traverse feedrate 999999 mm/min at maximum L ] [ ] [ ] [ ] [ ]
Rapid traverss avarride 0%, 256%, 50%, 100% ® [ ] ® L ] ®
Feed per minute G94 ® @ ® ® ®
Feed per revolution 595 [ ] [ ] ® ® L]
Inverse time feed G93 = = * * *
Inverse time feed mode 1,2, 3 G93.1/G93.2/G23.3 — * *
2;;;1;\;@ acceleration deceleration ® ® ® ® °®
Feedrate limit ® ® ® ® ®
JOG override Oto120% [ ] [ [ ] [ ] [ ]
Circular radius speed clamping [ ] * L ] [ ] *
Automatic deceleration at corner L] I * [ ] [ ] *

Program input

Block skip L ] [ ] ® | [ ] L ]
Maximum programmed size +nine digits { £ 99999 999mm) ® [} | [ ] I [ ] 4]
Program number O plus 7 digits 0 plus 31 digits

Block number M plus ten digits [ ] [ ] [ ] [ ] [ ]
Absolute/lncremental programming | G90/G9H | & » ® = [ ] [ ]
Diameter/radius programming BE36/G37 — [ ] [ — ®
Plane selection G17/G18/G19 () & 2 e e
Rotary axis programming _. ] o [ ] [ ] [ ]
Rotary axis eycle function = =] [ ] [ ] [ ] L
Paolar coordinate programming nput | G15/G16 * — -] [ ] o
Local workpiece coordinate system | Gs2 ( ] [ ] [ ] [ ] [ ]
:i?;i?iigﬁe coordinate systam G54 to G59 . : -._ : S ; S PS
Machine coordinate system G53 -] =l [ ] [ ] ®




e: Standard *: Optional —:

HUAZ

NUMERICAL CONTROL

Not optional

o Standard *: Optional —: Mot optional

e . | HNC-808 | HNC-818 HNC-848

[tem Spec:flcatlon T S Ml T

Workpiece coordinate system setting] G92 L ] [ ] * | ] [ ]
E | hesRaRe From G54.1 to G54.60, In total of 60 - - = ° ®
Angular programming input — [ ] e - ®
Chamfierffillet input . = ® ® = ®
Programmable data input G10/G 11 [ ] [ ] [ ] [ ] e
Subprogram call Allowing 8 nesting levals [] [ ] [ ] [ ] [}
User macro program ® ® [ ] [ ] ®
-I__ocal_variahlé cn;_macro progra; | #0 to #49 (current channel) . [ ] ) ® ®
Global variable of macro program #50 to #1099 (current channel}) ® [ ] [ ] ® [ ]
Nen-modal calling subprogram G65 == = [ ] ] ®
Interrupt—type user subprogram MOs/MaT — tE * * *
Coordinate system rotation G68/GET [ ] L] ® ] ®
Zoom | G50/G51 [ ] [ ] ® [ ] o
Mirror image . G24/G25 [ ] ! @ [ ] @ [ ]
Dialog programming Input = e * @ ®
Free contour programming = — * * *

Process cycle

Drilling cycle

G73: High-speead deep hole drilling
G74: Reverse tapping cycle

G76: Fine boring cycle

G81. Centre hole drilling cycle

G83: Deep hole drilling cycle

GB4: Tapping cycle

G85 G86, GBY: Boring cycle

G877, Back boring cycle

G88: Manual boring cycle

Drilling style

G70; circumferential hole drilling

G71: Circular hole drilling

G79: Angular straight hole drilling

G181: Chess type hole drilling

Milling cycle

G181: Grooves located on a circle (type 1)

G182: Grooves localed on a circle (lype 2)

(3183 Circumferential groove

G184: Rectangular pocket

G185: Round pocket

G186 End face milling

5188: Rectangular boss

G189: Round boss

* k(% % (% (% | * |(® @ O 90 | e

=5

e i [ HNC-B08 HNC-818 HMNC-848
Iltem Specification v e =1 1
G80: Inner (outer) diameter cutting - [ ] — — ®
G81:End face cutling — [ ] — = [ ]
Simple turning cycle GB82: Threading - _l = = [ ]
G74: End face deep hale drilling — [} — == [ ]
G75: Quter diamster grooving = [ ] = == ®
IG?‘I: Inner {outer) diameter rough turning 5 ® - = Iy
multiple repetitive cycle
Complex turning cycle G72: End face rough turning multiple o ® i . Y
repetitive cycle
373: Closed turning multiple repetitive cycle — [ ] — — [ ]
G76: Threading multiple repetitive cycle — [ ] - L ]
G160: Workpiece probe Calibration — o * * *
G161: Workpiece cantour measurement — — * +* -
Workpiece measurement eycle G162: End face measurement = = * | * *
G163: Workpiece alignmentin plane = = | * | * *
G183:Workmecealignmen!mthrc—:e— L _ ‘ * ‘ * *
dimensional space
G164: Cornar measurament = — | * | * *
G150: Tool probe calibration - — | * | * *
Tool measurement cycle Gi151: Tool length measurement — — * | * *
G152: Tool radius measurement = = * | * *
Manual measurement cycle Need the support of dialeg programming = — * ‘ * *
User-defined cycle LISERDEF.CYC file modification L ® | e | L @
Auxiliary function M plus 4 digits [ ] [ ] [ ] [ ] [ ]
Grouping of auxiliary function = = * * *
The second auxiliary function ?O;'?SZL::S AU TV B SR 29 * * * * *
MST lock [ ] @ @ ® ®
Multiple M codes in a single line Up to 4 M codes can be specified. ® @ L] ® L
Spindle speed control S plus 5 digits : [ ] 2 L3 @ @
Constant circumferential speed GOB/GOT = & - — @
cantrol -
Spindle speed override 0-120% [ ] [ ] [ ] ® ®
Spindle speed fluctuation detection — — [ ] [ ]
Cutting chatter suppressing — = = * 'A:
Spindle synchronization control = — * * *
Multi-spindle control - — * * *




e HURZHONG

NUMERICAL CONTROL

e: Standard *: Optional —: Notoptional e Standard *: Optional —: MNotoptional
= 3 HNC-808 HNC-818 HNC-848 S ; HNC-808 HNC-818 HMNC-848
1 = ol .= | ot ke _ edne _ FINL 03U
ltem ‘ Specification S = G Item | Specification R 7 e
Tool function/Tool compensation function Setting/Display
Spindle orientation @ = n _. i [ ] @ CNC state display ® ® ® ® °
Spindle positioning —— — e a ® -
! ! 1 Clock display [ ] ® @ [ ] ®
C/8 switching CTOS STOC == == * =) @ 1 3
! Current pasition display [ ] [ ] @ [ ] o
Rigid tappin @ [ ] @ [ ] ®
2 i ! ] Parameter setting & ® @ & [
Tool function T plus 4 digits ® ® ° ® ® Alarm display ® ® [ [ ®
Number of tool compensation 100 | 500 ‘ 1000 Fault histary = = [ ] [ ] ®
s o areAls \ Operation history = = * * *
e I L el e | e | e —
Machining information display Wf’k'”g“me-”Umbemfma‘:h'”e”-ﬂa”3~ ® ° ° ® ™
Tool wear compensation @ ® e (] ® BiG.
: : - Feedrate display F value display ® & [ ] [ ] [ ]
Tool length compensation | G49/G43/Ga4 ® [ ] o [ ] @
T Spindle speed display S value display [ ] [ ] @ [ ] [ ]
Tool management 51 [ ] ® [ ] @
Tool magazine management - - +* L ] S T code display ® ® ® b ®
[ Current programmed path display ® ® [ ] ®
Autornatic measurameant of tool length - = * * * T
o T Ladder editing software s 5 L L ] [ ]
Automatic compensation of toal radius — = * * * = ;
Online ladder modification = &5 ® ® ®
Tool life management | = = * [ ] @ Online monitoring laddar - - P P P
[ tict fiseti = o * * :
Automatic tool offset input ‘ * Program preview » _ ® ® ®
Spatial length compensation | - - - L ® Servo adjustment intarface — — * * *
Feature coordinate system ‘ — - [ ] [ ] Three—dimensional solid dynamic - s = * *
T simulation
Inclined surface machinin G68.1 - - - L ® :
# | — - Multi-language Simplified Chinese ® ® ® ® ®
Axial control of tool G531 == - = ] ® N
‘ | English * * * * *
5-axis machining e = = — ® @
’ v | Al Muki=lavel permissian af tata Four levels: basic, machine manufacturer, ° ° ® ° ®
= mon v i i
: Online help ® ® | ® ® ]
Backlash compensation ® [ ] [ ] [ ] ® i t
Animated navigation | — — * @ @
Pitch error compensation ® [ ] [ ] ® ) I
———— ! Monitor picture ot oscilloscope | Real-time sampling output ® [ ® | ® ®
Thermal error compensation _ * | * * | ® ! bt External input/output monitoring L I &
) [ display |
Deflection error compensation = = * [ ] ® - f 1
Macro variable monitoring [ ] ® [ ] | L ] e
Spatial error compensation | = ! — * | L] | L ] 1
: Data, such as the inte | ister of CNC,
Starage of part program [ A00M A00M A00M Multi-channel combination display — — ° ® ®
Foreground programming ®o | & Y ® ® Data import/export fmgc;it_gr exporl of files such as parameter ® ® ® ® ®
an
Background programming = - ® | @ @ =
- Function upgrade registration [ ] [ ] [ ] ® ®
Program protection * * [ ] ‘ [ ] | ® - — —
3 g Ii I [ ] [ ] e ( ]
Dialogic pragramming = = %* ® ® Qmme upgrade of system version L ] . B 5 4z
Pragram index ® ® e ® ® Feature caardinate system satting 20 == = = [ ] [




e: Standard %: Optional —: Notoptional

e ; | HNC-808 HMC-818 HNC-848
Item . Specification e - Rt
Resolution: 12—hit
Spindle control and encoder interface | Output valtage: DAGto 10V or - 10V to +10V| @ [ ] [ ] [ ] ®
Differential reception of sguare wave
User 1/O Can extent 4096/4096 at most e [ ] @ [ ] [
Dimension of display unit 10.4" color display ‘8,4"; 121 colar display.! 17" color display
Resolution of display unit 540 x 480 | BDD x 800 | 1024 x 768
Standard PC keyboard interface o [ ] [ ] ® L]
DNGC unit * * :
RS232 interface [ ] @ o [ ] o
USB interface ([ ] @ [ ] e [
CF card interface [ ] @ @ [ @
10MB/100MB adaptive speed
Ethernetinterface Supporting NT/NOVELL network * * * * *
Supporting file transfer via network
Manual pulse generator (TTL level input)
Manual pulse generator Coaordinate select, override selact * * ik % =
Emergency stop button, MPG activation
button [
Input terminal board Support NPN and PNF 20-way switch * * * * *
Cutput terminal board Support NPM 16-way switch * * * * *




	01.jpg
	02.jpg
	03.jpg
	04.jpg
	05.jpg
	06.jpg
	07.jpg
	08.jpg
	09.jpg
	10.jpg
	11.jpg
	12.jpg
	13.jpg
	14.jpg
	15.jpg
	16.jpg

