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XR20-W tracking modes within
RotaryXL

Overview

An explanation of the different tracking mode settings within Renishaw RotaryXL.

During a test, axis movement is controlled by the part program, visiting each target in the
run sequence and dwelling at each target position for a sufficient duration for the software to
measure the error.

The XR20-W has two distinctive methods of moving between these target points;

¢ Using either the ‘auto feedrate detection’ (default) which calculates the feedrate during the
overrun or a user defined ‘manual feedrate’ to counter rotate the axis under test once a
target point has been captured.

» ‘Positional tracking’ of the movement of the axis under test by monitoring the signal
strength of the laser.

The modes available under the ‘test’ tab in the tracking menu are described below.

Auto feedrate detection (default)

The XR20-W system can determine the velocity of the machine under test automatically during
the machine overrun move at the beginning of the test. To allow the feedrate to be automatically
determined an overrun move of at least 10 degrees should be specified. The maximum feedrate
of this mode is 10 rpm.

If, during this move, the software is unable to determine the velocity of the machine it will display
a warning message and the following steps should be tried;

* Ensure the overrun feedrate is equal to the feedrate used during the test

* Increase the angle of the overrun move to allow the machine to reach the
programmed feedrate

¢ Decrease the programmed machine feedrate by modifying the part program
e Manually enter the feedrate into the software using the mode below

Manual feedrate

This mode allows the user to manually define the feedrate that has been used in the part
program. This feature is especially useful in a situation where there has been difficulty in
automatically calculating the feedrate during the over run. The maximum feedrate of this mode is
10 rpm.

Position tracking

This setting allows the user to perform data capture in situations such as manual movement
of the axis under test where the feedrate is not a constant. It works by monitoring the signal
strength of the laser and indexing the optic in 10 degree steps to optimise the signal.

The dwell period in this mode should be approximately 4 seconds if the default short-term
averaging is used and the default measurement period of 1 second selected.

This mode should be used if the user is experiencing problems with either of the above tracking
modes during more conventional test conditions.

Positional tracking has a maximum feedrate of 3 rpm.
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About Renishaw

Renishaw is an established world leader in engineering technologies, with a strong history of innovation in product development
and manufacturing. Since its formation in 1973, the company has supplied leading-edge products that increase process
productivity, improve product quality and deliver cost-effective automation solutions.

A worldwide network of subsidiary companies and distributors provides exceptional service and support for its customers.

Products include:

¢ Additive manufacturing, vacuum casting, and injection moulding technologies for design, prototyping, and production applications
* Advanced material technologies with a variety of applications in multiple fields

¢ Dental CAD/CAM scanning and milling systems and supply of dental structures

* Encoder systems for high accuracy linear, angle and rotary position feedback

¢ Fixturing for CMMs (co-ordinate measuring machines) and gauging systems

¢ Gauging systems for comparative measurement of machined parts

¢ High speed laser measurement and surveying systems for use in extreme environments

¢ Laser and ballbar systems for performance measurement and calibration of machines

* Medical devices for neurosurgical applications

* Probe systems and software for job set-up, tool setting and inspection on CNC machine tools
¢ Raman spectroscopy systems for non-destructive material analysis

* Sensor systems and software for measurement on CMMs

e Styli for CMM and machine tool probe applications

For worldwide contact details, please visit our main website at www.renishaw.com/contact
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