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First of all, thank you for your love and support to Yaxing products.

WD**-118 turret adopts non-contact signal transmission, rough positioning by
pin, precise positioning of double-end teeth, cam locking, simple structure, light and
reliable. A maximum of 8 tools can be installed, which can meet the turning needs of
general complex parts. Compared with the ordinary square tool post, the tool change
time is shorter. An auxiliary tool holder can be selected to further expand the use of
the machine tool.

This manual describes the precautions for the installation, debugging, use and
maintenance of the turret. Please read this manual carefully before use, and operate
according to the manual, so as to eliminate the inconvenience caused and make the
tool holder perform its due performance. Your production brings convenience and
benefits.

Our company is not responsible for any damage to the machine or parts
and personal injury caused by the operation not in accordance with the

requirements of this manual.
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This series of turret is one of the core components of economical CNC lathes, which can
ensure that the workpiece can automatically complete the machining processes of outer circle,
inner hole, end face, thread, groove, etc. through one clamping. It is suitable for machine tools,

home appliances, automobiles, and bearings. , Gears, metallurgy and other industries.
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4 FiARZSHE / Technical Parameters
#H IR} [E)/Tool change time | g-ff | T % AL

] =1 (s) ) o I o 1
7=/ Model s B | PO - WE |
45° | 60° | 360° Nm) | (mm) i (W) &

WD#*x-118(6132) 1.4 1.5 4 30 <0.005 +77 120 40

WD#*x-118(6140) 1.4 1.5 4 30 <0.005 +7” 120 44

5 4MER~F/Dimensions

2 /Model H h A B C D E E1 F G K
WD6*-118(6132) | 78 13 | 160 | 224 | 140 | 200 | 10 10 | 185 | 140 | 92
WDS*-118(6132) | 78 13 | 160 | 224 | 140 | 200 | 10 10 | 185 | 140 | 92
WD6*-118(6140) | 78 24 | 160 | 224 | 140 | 200 | 10 10 | 185 | 140 | 92

45 /Model N P L L1 hi h2 D1 D2 ®3 | JI S
WD6*-118(6132) | 55 3 305 | 67 | 201 | 118 | 11 | 248 | 311 | 20 | 155
WD8*-118(6132) | 55 3 305 | 67 | 201 | 118 | 11 | 279 | 338 | 20 | 155
WD6*-118(6140) | 55 3 305 | 67 | 201 | 118 | 11 | 248 | 326 | 25 | 155
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Note: The special order tool holder requirements are the same as the technical contract

6 BNEWFE/Action flow
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Start-----Motor rotates forward----The system receives the signal of the required tool
position----The motor rotates forward and stops, and the reverse starts----Reverse lock time is

up----The motor is powered off ----Lock signal detection, tool number verification----End

7 S ViBH/ Electrical description

7.1 JIZMESHE: 0 (15 854L50dk) /Turret signal interface (15-pin hole plug)

Bl 1| 2] 3] 4 5 6 | 71819 | 10 | 1112|1314 15
THEE | T1 | T2 | T3 | T4 | T5 | T6 | T7 | TS | OV | +24V
gt || B E | B | g | % || K| g 4

7.2 JIZEENLERE O (4 8548 Wi E 43k ) /Turret motor line interface (4-pin aviation plug)
5] 1 |23 [4
Theg | PE | U | V | W
g | wgk

7.3 Ui /Description

7.3.1 IEAL (BB 55 MBI, IBEFE, ZESENSTA IS EH—1R
IREORAEST LA G| s N\ TAL ISR Bl —RB ORI 5]

7.3.1 Positive (locking) signal: sent by the micro switch, low level is effective, this signal is
separately led out of the plug by a gray wire on the six-station turret; on the eight-station
turret, A black wire is led out separately from the plug.



7.3.2 KWL RAJFRA, MM E R IEES R, ot oy NPN B E H 5, fICHE-F
B, mRBE R 25mA, {HH RN DC24V.

7.3.2 Signaling board: use switch type, unipolar Hall sensor to send signals, its output is NPN
type normally open output, low level is effective, maximum rated output current is 25mA, and
the power supply is DC24V.

733 ERiHFH: HL CNC RGEERTIMMANG T E BT A R, SN ERi e, 72
DC24V HIJE F#F 1.5k Q, 1/2w HiFH.

7.3.3 Pull-up resistor: Some CNC systems require that the tool position input signal is active at
high level. At this time, a pull-up resistor should be added. Use a 1.5KQ, 1/2W resistor under a
DC24V power supply.

7.3.4 FFR)F = F I /Special precautions
7.3.41 VB IINE S IEAL (B 5L 5HIFEIE. AR,

7.3.4.1 Do not short-circuit the tool position signal wire and the positive position (locked)
signal wire with the positive and negative poles of the power supply.

7.3.4.2 AgET PO AL Sk

7.3.4.2 Do not plug in or pull out the signal panel plug when power is on.

7.3.4.3 JREEAE 5 G LA P (R4 1) R I Bk BOR FH H R R AR R
7.3.4.3 When soldering the signal wire, use a well-grounded electric soldering iron or use the
residual heat of the electric soldering iron to solder.

7.3.4.4 (EASHT Bt A Hh P AR R A F s BORUE IR

7.3.4.4 It is strictly forbidden to exceed the rated voltage or rated current during use or testing.

8 B/ B/Timing diagram
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E/R R REE{E R /Hall transmitter truth table

JIRE (1 ]2]3 (45|67 8
T1 1/0,0]0]O0 070 0
T2 0O(1/0|0[0]O0) 0 0
T3 00| 10000 0
T4 0|0 |O0|1T]|]0]0]0 0
T8 0,0|0]|]0]|O0 |00 1




9 Z3 5ifik/Installation and commissioning

9.1 Z%&: HARMM VISR ENR EMB LIRSS, HFHEREBE R &HEL. &)
BETHURMENR EAIEAE, BifEs TR0, 18 23R,

9.1 Installation: first measure the actual size of the turret installation surface to the machine
spindle, and grind the backing plate to the required thickness. Place the turret at a suitable
position on the carriage of the machine tool, align the mounting surface of the boring tool
holder, and tighten the mounting screws.

9.2 Wik: MREZEREL, WE, N NEE =BT 25 B, & )58 H
JE AN, NALRIDIWTHYR, SOTA TG IR TSRS N AR R B, TR A
AL .

9.2 Debugging: Wire according to requirements and run with power. At this time, pay attention
to whether the phase sequence of the three-phase power supply is correct. If the turret does
not turn after powering on, you should cut off the power immediately, change the phase
sequence and try again. The turret should be flexible and relaxed during operation, without
abnormal sound and misalignment.

10 {FH 5441878 /Use and maintenance
10.1 ) B S FEHAFRAN AL E DT, RET HREANEEARS),

10.1 The relative position of each component has been adjusted when leaving the factory, and
should not be changed at will without the consent of the manufacturer.

10.2 B SGEH B A H Bl e ahi, WA 7RIS, 1506 syl B AR 40
UK N B0, RAa AT

10.2 If the turret is used for other purposes or needs to be modified, it should be approved by
the manufacturer, otherwise the company will not be responsible for damage to the machine
or parts and personal injury.

10.3 JJZRHHLRH =40 Ac380ov HiJ, TAETT AR TARRI, JIZRIEATIE, &or8hHT]
DA 6 Pk, 1522 B L.

10.3 The turret motor adopts three-phase AC380V power supply, and the working mode is
short-time work. When the turret is running, the number of tool changes per minute should
not exceed 6 times, otherwise the motor will be burned out.

10.4 %I F BRI ]y 0.8 ~1 #b o [ A% i BRI 1] 152 B 1 G 2 A R ATLIR T 3 &0 1T 43 2
R, SOEEEE I T W B A I A R AR BE . R G TIRIEHIE E#EEY T 1%
PAR:SSiORGRTEEEN IR

10.4 The reversal locking time of the turret is 0.8 to 1 second. Setting the reverse locking time
too long will cause the motor temperature to rise too high and damage the motor, and setting
the reverse locking time too short will make the cutter head unable to be fully locked. The
accurate locking time of the turret is indicated on the certificate of each turret.



10.5 @& TJ R R TIEER, NS EORRE I8 HE P, AZIE R K Im A
10.5 When installing tools and turrets, try to keep the weight of the cutter head balanced, and
avoid excessive unbalanced load.

10.6 A3 H B & InyEdie i — vk, iU FETE Mg S 150 VG46.
10.6 The lubricating oil should be filled at least once a day. It is recommended to use the
lubricating oil grade: ISO VG46.

10.7 B HTAES R G, DA T2 EREE . AHEIREEEFE T8, JRE I8 BIRBE .
10.7 After the daily work, the iron filings, coolant, etc. on the turret must be cleaned up, and
anti-rust oil should be applied to the knife head.

10.8 IEH TAEER, RN TIZRSRIT: 2 H TN, &A% TI5RT, ¥B&F1E
VeTF, (ESHR KNS g G, PR 2R R A .

10.8 In normal workloads, the knife holder should be disassembled every quarter; when
working all day, the turret should be disassembled every month, all parts should be cleaned,
and a proper amount of grease should be applied to the bearings and gears, and then the
turret should be installed. And reset.

11 #5223 /Removal and installation

11.1 58K /Structure diagram
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11.2 ¥FEIF /Disassembly sequence

11.2.1 #IRFPR TG & 10, KE 9 &AM EL 8.

11.2.1 Remove the rear cover 10, the signal wheel 9 and the signal plate 8 in order.

11.2.2 FIHFE 1, e EeiRil 6, BHEHE 7.

11.2.2 Open the cover 1, unscrew the set screw 6, and exit the rear sleeve 7.

11.2.3 fie£1847 5, BHIERE 4.

11.2.3 Unscrew the screw 5 and exit the nut 4.

11.2.4 HftERdr 5 13, #FE5H 13, JI8 160 P 14 KREESE 15, BUHIRES 2.
A ihEe 3 il

11.2.4 Tap the main shaft 13 with a copper rod, remove the main shaft 13, the cutter head 16,
the protective cover 14, and the back plate 15, take out the worm gear 2, the right cam 3 and
the bearing.

11.2.5 1T HENL MR 12 K HEPL 11.

11.2.5 Remove the motor mounting plate 12 and the motor 11.

11.2.6 #f FEAMHR 17, BUHTA 18,
11.2.6 Remove the positioning block 17 and take out the top plate 18.

11.2.7 MR WA 19, 1B HIWRFF 19 Kk 20,
11.2.7 Knock the worm 19 with a copper rod to withdraw the worm 19 and gear 20.

11.3 ZEREIRT FZFE TR . /Assembly sequence

Assemble in the reverse order of disassembly.
11.4 JE = FHi/Precautions

11.4.1 HREPI AL T FAANALE, RECH R bRC A BN S A4
11.4.1 The relative position of the parts should be noted when disassembling, and each part
should be installed according to the marked position during assembly.

11.4.2 FEHRED . 1EW S e B, N7 ik & AR AR IR, BAE AT AT AR 2 %
T TR

11.4.2 In the process of disassembly, cleaning and installation, all parts should be prevented
from being bumped or damaged, and each part should be carefully checked for damage or
damage before installation.

11.4.3 SMCHMTFANE T A 48, HTFH R4 R & TS T, BAAEShEAL EiE
15 I -

11.4.3 Carefully clean all parts before assembling, clean all parts with dry compressed air, and
grease the transmission parts.



11.4.4 ZAENEORFE & TG, Ui AR KA.
11.4.4 Keep all parts clean during installation to prevent foreign matter and dust from being

brought in.

11.4.5 R3E 5 57 BN VR T AR AL I N & = T .

11.4.5 Before trial operation, add proper amount of lubricating oil from the pressure oil cup.

11.4.6 KNG NAE JIREUE N %, M EES 575 M —2.
11.4.6 The signal plate should be adjusted when the cutter head is locked so that its output
signal is consistent with the cutter number plate.

11.4.7 & [ RRECAE T ZRAEH TN o ) 8 A BA B0 o RIS
11.4.7 Properly adjust the signal wheel so that the turret is not in place or the overshoot is too
large when changing the tool.

12 5 W#k&E K HERR /Common faults and troubleshooting

HPE I 5

Failure phenomenon

A RE R A

Possible Causes

HEBR T3 7%

elimination method

HLAL S A 3BT 4L A )
1k

The motor does not start
or the turret does not

1 HEHL=AR AP
2) HLJE R AR

1) The phase sequence of

the

three-phase power supply of the motor is

connected reversely

1) ST EPOTWT FYs, R EL = AH F R
LT

2) FL YR LR T S A

1)Cut off the power immediately, adjust
the phase sequence of the motor's

The cutter head keeps
running continuously or
a certain tool position of
the cutter head keeps

running

1) Power failure of the signalling board

2) The signal line of a certain tool position

of the signal board is in poor contact

3) Short circuit or open circuit of a certain

Hall element
4) Magnetic steel poles are reversed

5) No signal between magnet and Hall

element

operate ] three-phase power line; 2)use it after
2) The power supply voltage is low .
the power supply voltage is normal
DIF N E G, Rk WA s s i 2
B
1) v L IR 2) K AR R IEL R R4S
2) KWL TIALE T8 AA B 3) K A1 EE IR TG A R % AR AL 2 1
3) JEEE R U I B iR EH
JIEGE SIS AMEET] | 4) WANTEA A) A RGN REAR 77 17)
BHETIRAMT 5) WS ER TGS 5) 5 #i A A

1) Remove the back cover, and check
whether the power supply voltage of
the signal board is normal 2) Check
whether the relevant wiring of the
machine tool is in good condition

3) Check whether the Hall element
circuit and welding place are normal

4) Adjust the magnetic steel pole
direction

5) Replace the message board




TIFBIAE
The cutter head is not
locked tightly

1) JIZERNLI L () AN

2) JIZREALIE PO e fub s FE Al AN R

3) BB AE 5 R I F B S e P 4%

1) The reversal time of the turret motor is
not enough

2) Poor contact of the forward and
reverse contactor of the turret motor

3) Turn off the motor reversal contactor
with the turret locking signal

1) F TGRS e B K I 1)

)k BRI LS T R 4T

3)A B AL IR AH DA% i R 7 2 15 11

ANBE T BB A5 5 1 1) S e 1 i
1) Reset the reversing lock time of the
turret

2) Check whether the wiring of the
machine tool is good

3) Check whether the relevant control
program of the machine tool is correct,
and the reversal contactor cannot be

controlled by the turret locking signal

J) 4TI A B B
MK

The cutter head is not in
place or the overshoot is
too large when changing

DWEAN AL BAE B & J7 [m) AR 8 R o R
I EPNE]

2) JIBRSERIRR R, R TI R B ALIE R
LB S TH AR 1A AN B SE I

1) The position of the magnet is too front
or too far behind the Hall element in
the circumferential direction

2) In the turret control program, insert a

1) EE R IR oA S AN TR A A7 &
Q2R MIBRAE TIZE L IEFe %
1E5 T BB e T4k 2 1) R SE I
1) Adjust the relative position between
the Hall element and the magnet

2) Modify the program to delete the
delay between the stop of the tool post

the tool motor's forward rotation and the start
long delay between the forward stop
of the tool post motor's reverse
of the turret motor and the start of ]
) rotation
the reverse rotation
TR I AR IR | 1 JIERAE % 1) 55 = ke A A B
38 2> JIHLJE E AN A2 LR R A 2)[f] 7 B 7 HL B 4 TTAT

Waves appear on the
machined surface of the

workpiece

1) The cutter head is not fully locked
2) The tool is not firmly fixed or the tool
shaft is too thin

1) According to the third inspection
process
2) Fix the tool or replace the tool holder

13 R K ALF /Scrap processing
13.1 K JJZE N P v AR A R 2 BRI R0 b PR A A

13.1 Drain the lubricating oil in the turret and dispose of it in accordance with the local

resource recovery a nd

disposal methods.

13.2 JJBRE AL RTT, BTG iE o T .

13.2 Disassemble the parts of the turret and clean the oil stains.

13.3 B EEMHDEK,
13.3 Classify the parts.

13.4 4 I8 24 Hb 0 V5 [ b 3 70 v A 3 B [T A o

13.4 Dispose or recycle in accordance with local resource recovery treatment methods.




