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The PMC program design and debugging process are introduced with the processing center of the

magazine as a platform.The operation and debugging process of the hat type chopper FANUS system are A SCAEE AR EE

discussed from three aspects:the switch axis emergency stop signal,unloading the armed gang status bl
indicator debugging and rotation axis position detection debugging.It is pointed out that PMC for CNC b PME

machine tools improve the work efficiency with good stability and easy debugging. _
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