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Programming LFV Mode 1
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Which Axes has LFV:

Machine s1 $2

L220-VII X1,71 X2,22
L220-X X1,71 N/A
L220-XIl X1,71 N/A

Only 2 axes can be programmed at once
i.e.X1,Z1o0rZ1, 72 etc...

Adjust LFV if:

e Chips do NOT BREAK; increase
Q-value by 0.1 at a time

e Chips are TOO LONG; increase
D-value, recommend value for D
are:
0.25,0.5,0.75, 1.5, 2.5, 3.5

State spindle speed and direction before LFV. The LFV may change the
RPM.

State G99 before LFV

G165 P1 Q1.5 D1.5 = LFV Mode 1 on
e P=Model
e Q= Oscillation rate
e D =Oscillation Frequency
\ibration frequency

T (number of waves) per rolalion D/_\
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; Air-cutting
Axis feed
distance | Traj&ctgry for the secand ZOnes
spindle retation

Vibration rate Q x Feed rajd F

Trajectory forthe ~ 77T

ﬁrs'b‘s’pind-le rotation

' ' 180° ' ' 350"
Spindle phase

E setting range 0.01-2.5
D setting range 0.1-6.0

Starting value
Q=1.5
D=1.5
MAX feed for Mode 1 F0.04 per/rev

,VO = LFV halt, LFV is turned off for current line. If the feed rate has been
changed when using ,V0 the feed rate for LFV will need stating again.

GO can be used at any time while LFV is active.
All CAN CYCLES can be used with LFV apart for THREADING cycles.

G165 PO = LFV off




