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1. STRUCTURE 
This manual consists of various chapters, each containing several points, paragraphs, etc. Lists may be 
contained in paragraphs. 
 

· The page number is indicated in the top outer corner of the page. 
· The chapter number and title are indicated in the top inner corner of the page. 
· The model of the bar feed system is indicated in the bottom right-hand corner of the page. 

 

 Cross-references 
Each chapter generally contains all of the information related to the description and settings of the devices 
and elements represented therein. 
 
Therefore, if a setting must be made while you are handling the system, please refer to the chapter on the 
device to be set, for example: (see chapter *) or (see point *). 

 Captions 
Whenever possible, the reference numbers contained in the instruction manual are shown with the LNS 
ordering number of the indicated element. 
 
To make it easier to place an order of supplies, a form has been included in the annex at the end of this 
manual. 
 

 Symbols and terminology 
 

 

This sign recommends following the directions very closely avoiding causing an 
incident that could result in injury, damage to the equipment, or data loss. 

  
 

 

This sign indicates that safety measures must be taken to avoid possible electrical 
shocks or mishaps. 

  
 

 

This sign indicates that safety measures must be taken to avoid possible 
fingers/hands crushing. 

  
  

 

The notes stress interesting points or comments, and provide useful advice for 
optimal system operation. 

  
 

 

This sign points out an advice about environmental protection. 
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2. RIGHTS 
All rights reserved. Reproduction, recording or transmission of all, or any portion, of this manual, in any 
form or through any means whatsoever, whether mechanical, photographic, sound or other, without the 
express written authorization of LNS SA, is prohibited. LNS SA disclaims all responsibility for errors which 
may be contained in this manual and the problems which may result therefore. 
 
 
LNS SA and its subsidiaries cannot be made responsible for the debts, losses, expenses, or damage 
incurred, or suffered, by the buyer of this product, or a third party, following an accident, incorrect use, or 
misuse, or stemming from modifications, repairs, or transformations not authorized by LNS SA. 
 
 
LNS SA and its subsidiaries cannot be held responsible for damage and problems arising from the use of 
options and products other than LNS products, or products approved by LNS SA. 
 
 
The names of the products indicated in this manual are registered trademarks. 
 
 
The instructions found in this manual are only for information ; they are subject to change without notice. 
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3. “EC” DECLARATION OF CONFORMITY 
 

   
 

“EC” DECLARATION OF CONFORMITY 
As per annex II A of the directive 2006/42/EC 

 
 

 
We hereby declare that the following machinery is manufactured in compliance with the following 
directives : 

- Machinery Directive: 2006/42/EC 
- Low Voltage Directive: 2014/35/EU 
- EMC Directive: 2014/30/EU 

Manufacturer :  LNS SA 
  Route de Frinvillier 

CH- 2534 Orvin 
Switzerland 

Technical file compiled by :   Plaseco Kurt De Pauw 
  Route de Payerne 11 

CH- 1752 Villars-sur-Glâne 
Switzerland 

Description of the machine   : Automatic bar feeder 

Type   : QUICK LOAD SERVO 80 S2 

Serial number   : see number on official document 
 

The following essential requirements of the machine directive 2006/42/EC are applied and fulfilled  :  1.1.2, 
1.1.3, 1.1.5, 1.1.6, 1.2.1, 1.2.2, 1.2.3, 1.2.4, 1.2.5, 1.2.6, 1.3.1, 1.3.2, 1.3.3, 1.3.4, 1.3.5, 1.3.6, 1.3.7, 1.3.8, 1.3.9, 
1.4.1, 1.4.2, 1.4.3, 1.5.1, 1.5.3, 1.5.4, 1.5.8, 1.5.9, 1.6.2, 1.6.3, 1.7.1, 1.7.2, 1.7.3, 1.7.4. 

The following transposed harmonised standards have been used : 
 
- Concerning the Machinery Directive : 

· EN ISO 12100:2010 : Safety of machinery – Basic concepts & principles, 
· EN ISO 14121-2:2013  : Safety of machinery – Risk assessment, 
· EN ISO 13857:2008  : Safety of machinery – Safety distances to prevent hazard  

   zones being reached by upper and lower limbs, 
· ISO 14120:2002  : Safety of machinery – Conception of movable guards, 
· EN ISO 13850:2008  : Safety of machinery – Emergency stop equipment, 
· EN ISO 13849-1:2008 : Safety of machinery – Safety-related parts of control systems, 
· ISO 14118:2000 : Safety of machinery – Prevention of unexpected start-up, 
· EN 60204-1:2006+A1:2009: Safety of machinery – Electrical equipment of machines, 
· EN ISO 14119:2013 : Safety of machinery – Interlocking devices, 
· EN ISO 4414:2011 : Pneumatic Power – Rules and Safety requirements, 
· CEI 60812:2006 : Safety of machinery – FMECA Analysis, 

- Concerning the Low Voltage Directive : 
· EN 61439-1:2011, EN 61439-2:2011, EN 61439-3:2012 

 : Low-voltage switchgear and control gear assemblies 
- Concerning the EMC Directive :  

· EN 61000-6-4 : Generic emissions standard, Industrial environment 
· EN 61000-6-2 : Generic immunity standard, Industrial environment 

 
Location and date : Stamp and signature : 

 
Orvin, November 28th, 2016 Mrs. Nadia Pellaton 
 Manager Export Department 
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4. SAFETY INSTRUCTIONS 
Only people who know the product and are sufficiently qualified, may install, put the spindle in use, 
maintain and, where necessary, repair. The customer must ensure that the provisions regarding 
internal monitoring, the indication prescribed events, organization of work, staff training is available 
with instructions for assembly. 
All persons who perform work on this machine, must have read and understood the notice 
instructions. LNS disclaim all responsibility for possible accidents or property damage caused 
when safety instructions are not followed : 
 

· Do not handle the equipment without having 
knowledge of the safety instructions and the 
instructions for use. Safety instructions for the 
bar feed system, as well as the CNC lathe, 
must be strictly observed. 

 
· Non-qualified personnel, children, and 

persons under the influence of alcohol or 
medication should not handle the equipment.  

 
· Loose garments, long hair and jewellery can 

be dangerous.   
 
· Do not remove any covers while the bar 

feeder or the machine is under electrical 
power. 

 
· Do not conduct any maintenance operations 

during the automatic cycle.  
 
· Do not grasp moving or rotating objects, or 

nearby elements.  
 
· If certain safety shields or safety covers are 

removed to conduct maintenance, they must 
be reinstalled as soon as the maintenance 
work is completed. 

 
· No servicing should be carried out on the 

interface or inside the electrical cabinet while 
the bar feeder or the lathe is under electrical 
power.  

 
· It is strictly prohibited to jump wire or remove 

circuit breakers, main switches, and 
especially safety switches. 

 
· To avoid any harm to persons, or damage to 

components, use only the indicated points for 
lifting and moving the bar feeder system. No 
one should be near the hanging load, or 
within the operating range of the overhead 
hoist/crane, forklift, or any other means used 
for lifting and transportation. Do not knock the 
bar feeder while moving it as this could 
damage it. 

 
· Do not move the bar feeder while it is 

electrically powered on. 
 

· Do not move the bar feeder while the loading 
magazine is loaded. 

 
 

 · Don’t hit the barfeed when moving it, this 
could result in damages. 

 
· The work area surrounding the bar feed 

system should always be clear of objects and 
well lit. The presence of oil on the ground 
could cause falls; it is important to maintain 
the floor clean on a regular basis. 

 
· Do not place the machine in a damp area and 

make sure that water or oil does not come into 
contact with the electrical equipment. 

 
· Do not open the clamping device (collet or 

chuck) of the lathe manually when the bar 
feeder is in automatic mode (Interface). 

 
· Each time the diameter is changed, also 

adapt spindle reduction tube. The use of 
spindle reduction tubes is highly 
recommended for machining bars with 
diameters smaller than the maximum 
capacity of the spindle. 

 
· Do not attempt to recharge the batteries of 

the PLC. 
 
· For the use and maintenance of the bar 

feeder, use only parts provided by or 
recommended by LNS. 

 
· If it is necessary to move the bar feeder once 

it has been originally installed, do not reinstall 
it before first contacting LNS or its local 
representative. 

 
· The rotating bar should never protrude the 

rear of the lathe spindle. 
 
· The maximum length (max. L) the bar feeder 

system is allowed to load is given by the 
length of the lathe spindle. The bar should 
never extend more than 3 times its diameter 
beyond the lathe clamping device without 
support. 

 
· LNS disclaim all responsibility for possible 

accidents or property damage caused when 
safety instructions are not followed. 
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5. SAFETY DEVICES 

 Description 
The QUICK LOAD SERVO 80 S2 bar feed system has been designed with a focus on maximum safety 
during its handling and complies with all EC requirements. 
 
Safety covers and devices make access to the moving parts of the bar feed system impossible.  
Safety switches keep the bar feed system from operating when these protections are open. 
The design of the switches, as well as their insertion into the bar feed system, makes it practically impossible 
to bypass them. 
 
By pressing the emergency stop button located on the remote control, the functions of the bar feed system 
and the lathe are immediately stopped. 
 
 

The LNS company, or its local representative, may not be held responsible for possible 
accidents or property damage, whether caused directly or not, by any means whatsoever, if 
certain safety devices have not been included. 
 
 

 Security analysis for the correct incorporation 
Before considering assembling the machine, it is necessary to consider the following points: 
 

· Consider security strategies that reduce risks to an acceptable level; 
· Define the tasks required for applications to predict and assess the need of access and / or for the 

approach; 
· Identify sources of risks, including failures and failure modes associated with each task. Risks can 

come from: 
o machine in which the device QUICK LOAD SERVO 80 S2 is integrated; 
o its association with other equipment, 
o eople’s interaction with the machine. 

· Evaluate and assess the risks associated by using the machine QUICK LOAD SERVO 80 S2: 
o programming risks 
o operation risks 
o risks of use 
o maintenance risks 

· Choose methods of protection : 
o the use of protective devices 
o the introduction of signals 
o compliance with safe work procedures 
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 Layout of the safety elements on the bar feeder 
 
 

 
 
 
 

 
 
This sign indicates that safety measures must be taken to avoid possible fingers/hands 
crushing. 
 
 

 
 

Designation Description 
A Main access cover 
B Protection cover for magazine table 
C Emergency stop push button 

SQ10 Safety switch of the main access cover 
SQ11 Safety switch of the protection cover for magazine table 
SQ12 Safety switch of the retraction system 

 
 
  

SQ10 

SQ11 

B 

SQ12 

C 

 

 

A 
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1. CHARACTERISTICS 
 
Note : Depending on the country and the standards in effect, certain technical data, such as the 
power supply, may vary. Please see the technical card delivered with the device. 
 

Weight 820 lbs 370 kg 

Dimensions See following pages 

Retraction travel (X and Z axis) 23.6 in 600 mm 

Minimum diameter (round) 0.236 in 6 mm 

Maximum diameter (round) 3.15 in 80 mm 

Minimum bar stock length 14 in 350 mm 

Maximum bar stock length (Not to exceed spindle length) 63 in 1600 mm 

Maximum weight bar stock 150 lbs 67 kg 

Maximum allowed weight on the loading table 1100 lbs 500 kg 

Main electrical power (Volt) 200 – 480 
50 Hz – 60 Hz 

Maximum current rate (Amps) 1 A 

Pushing force/torque 125 ft-lb 167 Nm 

Maximum feed rate >330 ft/min >100 m/min 

Loading cycle for bar stock 8 – 12 sec. 

Loading cycle for shaft loading 4 – 7 sec. 
 

2. FLOOR PLANS 
The following floor space plans indicate the most frequently used dimensions for placing the bar feed 
system. Details on the dimensions of other parts or elements of the bar feed system will be furnished upon 
request. 
 

Bar feed position Loading side Plan 
left rear A+B 
left front C+D 

 
Both retraction possibilities are displayed. 
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 Loading from the left/rear with longitudinal retraction 
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 Loading from the left/rear with lateral retraction 
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 Loading from the left/front with longitudinal retraction 
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 Loading from the left/front with lateral retraction 
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3. LAYOUT OF THE ELEMENTS 
 
 

 
 

 
 

 

Designation Description 
A Loading magazine 
B Protection cover 
C Slope setting levers 
D Protection cover holding finger 

QS1 Main power switch 
 
 
 
 
  

A 

C 

QS1 

D 

B 
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1. TRANSPORTATION 
 
Please read the safety precautions described at the beginning of this manual before handling 
the following devices. 
 
 

 

 Description 
Depending on its destination, the QUICK LOAD SERVO 80 S2 bar feed system may be delivered either on 
a pallet, or packed in a wooden crate. When sea or air transports it, the second solution is recommended.  
 

 Crate Pallet 
Weight 620 Kg 440 Kg 
Width 1150 mm 1150 mm 
Length 2750mm 2250 mm 
Height 1800 mm According to the centerline height 

 

 Unpacking 
For practical and safety reasons, the bar feed system must be unpacked in a spacious, well-lit location. 
 

 
Check to see that the lifting capacity of the hoisting crane, or lift truck, is adequate before 
proceeding with the handling of the merchandise. No one should be near the hanging load, 
or within the operating range of the overhead hoist/crane, forklift, or any other means used 
for lifting and transportation. 

 
 
 
1) If the bar feed system is received in a crate, start 

by unscrewing the front panel. 
 
2) Remove the top. 
 
3) Remove the side-walls. 
 
From this point on, the bar feed system is unpacked in the 
same way as when delivered on a pallet. 
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The bar feed system is always delivered as follows : 
 

 
 

 
 
 
 

· Magazine (A) is assembled on the bar feed system. 
 

· The retraction mechanism (B) is supplied partly or completely assembled, depending the moving 
side ordered. 

 
· A feeding pusher is supplied mounted on.  

The additional pushers, are affixed under the loading table.  
 

· The notice instruction and the accessories are delivered in a separate package (C). 
 

· The bar feed system is held on the pallet by bolts and nuts. 
 
 
 
 
Take out the parts, and place them in an easily accessible area for mounting the 
bar feed system. 
 
 
 

A 

B 

C 
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 Preparation for mounting 
For mounting and installing the bar feed system, it is advisable to contact LNS or one of its agents. The 
latter cannot be held responsible for any malfunction resulting from an incorrect installation in which they 
did not take part. 
 
Note: If the eyed screws are not mounted, they should be among the parts in  the separate package 
 
 
· Screw the lifting tool through the upper hole on the main access cover. 

 
· Introduce a strap into the lifting screw, hook it 

to the pulley. Lift the pulley to stretch the strap. 
 

· Lift the bar feed and remove the crate. 
 

· Now the bar feed system can also be moved 
with a lift truck. In this case, place the arms of 
the lift truck underneath the body of the bar 
feed system. 

 
· Move the bar feed system, taking care that it 

remains horizontal, and that no one is nearby 
or under the suspended load. 
Do not knock the bar feed system as you move 
it; this may damage it. 

 
· Place the bar feed system behind the lathe, as 

close as possible, and in an approximate 
alignment with the spindle. For the placement, 
the stationary and mobile space requirements 
for the lathe and bar feed system should be 
taken into account. 

 
 
 
 
 
 
 

 
The distance between the lathe and the bar feed system should not exceed 20 mm. Should 
an obstacle impose a greater distance, contact LNS or their local representative. 
 
 

 
The area around the lathe and bar feed system must be cleared to allow for their maintenance and handling. 
It should also remain clear after the installation is completed. 
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2. MOUNTING 

 Mounting retraction device 
 
 
Please read the safety precautions described at the beginning of this manual before 
handling the following devices. 
 
 
 
Before handling the retraction mechanism, check to see that the interface cables between 
the spindle and the bar feed system are long enough 
 
 

 
When the bar feed system is ordered with longitudinal retraction system, it is already assembled and fixed 
to the machine. 
On delivery, the elements of the lateral retraction mechanism are not assembled on the bar feed system. 
 

A Longitudinal retraction for Left/Rear Load 

B Lateral retraction for Left/Rear Load 

C Longitudinal retraction for Left/Front Load 

D Lateral retraction for Left/Front Load 
 
 
 
 
 
 
 
 

 
 
 

Designation Description 

A 

B 

C 
D 

E 

SQ12 
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A Guiding rails 

B Sliding wheels (not visible) 

C Latches 

D Latch handle 

E Bracket (for lateral or longitudinal retraction) 

SQ12 Retraction system in position switch 
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2.1.1. Installing the retraction mechanism longitudinally: 
 
1. Bring the rails on their correct side. 
 
2. Put the sliding wheels (B) in front of the guiding rails (C). 
 
3. Push the rails (A) under the unit. 
 

 

 
 

 
 
4. Install the cross girders (D) against the rails (A). 
 
5. Use the levelling screws (E) to level the machine. 

 
6. Tighten the locknuts of the levelling screws (E). 
 
7. Proceed to the alignment as indicated on chapter 3 point 2.2. 

 
 

 

B 

C 

A 

D 

E 
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 Adjusting the table height 
 
 

 
 

 
 

 
 

 
 

· Check that the central screw (A) rests on the plate (B). 
 

· Carefully loosen the 8 screws (C). 
 

· Adjust the height of the bar feed system by tightening or loosening the central screw (A). 
 

· When the correct height is reached, tighten the screws (C) and proceed with the alignment of the bar 
feed system. 

C 

B 

A 
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 Alignment 
 
 
Before aligning the bar feed system, check to see that the lathe is stable and, if possible, 
levelled. 
 

 
Reminders: 

· The bar feed system should be placed as close as possible to the lathe spindle. 
· To obtain a perfect alignment, it is advisable to install the largest feeding pusher. 
· If a spindle liner is installed, make sure that its I.D. is larger than the O.D. of the feeding pusher. 
· It is not mandatory that the lateral level of the bar feed system is perfect; just make sure that the 

latter is as straight as possible. 
· The longitudinal level of the bar feed system must be adjusted according  to the level of the lathe, 

even if the lathe lies only over three points and cannot be perfectly levelled.  
Should the level of the bar feed system not correspond to that of the lathe, the feeding pusher  
might touch the inside of the spindle. 

 
Procedure: 
· Place the level on the loading channel. Adjust the level with the screws (A). 
· Lock the feeding pusher manually, and move it behind the lathe spindle. 

 
 

 
 
 

· If necessary, adjust the height, (see preceding page) until the feeding pusher is in the centre of the 
spindle. 

· Simultaneously, proceed with the lateral alignment, by moving the device (with a plastic hammer, for 
example). 

· Move feeding pusher forward, checking its entrance into the spindle. If the feeding pusher deviates, 
check again whether the bar feed system is level. 

· The feeding pusher must be centered at the point of entry, as well as behind the collet of the lathe, 
and should never come into contact with the I.D. of the spindle. 

· When the alignment is considered satisfactory, lock all screw nuts. 
 
Remove the eyed screws and install the plastic caps on the main access cover (the plastic caps should be 
among the parts in  the separate package). 

A 
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3. ANCHORING TO THE GROUND 
Once the bar feed system is in place, and perfectly aligned, it should be anchored to the ground to make it 
stable. To accomplish this, 2 x 2 anchorage points (A) have been provided. 
 
4 anchorage bolts (B) must be furnished by the client (Minimum M 10 x 100 mm (1/2" x 4")).  
1/2" 13-5 anchor bolts come with a new barfeed from LNS. 
 
Once the anchoring bolts are tightened, check the alignment again, and correct it if necessary. 
 

 
 
 

 
 
 
 

 

4. CONNECTING 
Once the bar feed system has been aligned and anchored to the ground, the bar feeder must be connected 
to the interface of the lathe. 
 

· For the electrical connection, please see Chapter 4 : electrics. 
 
 
  

A 
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1. ELECTRICAL EQUIPMENT 
 

 
 
Please read the safety instructions provided at the beginning of this manual before handling 
the following devices. 
 

 
 

 
Particular attention should be given to the handling of electrical elements because of risks 
of electrocution. In case of possible electrical malfunctions, it is advisable to contact LNS 
or their local representative. 
 

 
 

 Description 
This chapter contains all of the elements regarding the electrical circuit of the bar feeder. The electrical 
parts, and groups, which may require a setting, at some time or other, are described herein in detail. 
 
Whenever possible, the article numbers of the elements are shown in tables below each drawing. 
. 
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 Layout of the electrical elements on the bar feed system 
 

 
 
 
 

 
Designation Article No Description 

A 4.869 Remote control station 
B - Control cabinet 

M1 44.0106 Servo motor 
M2 44.0239 Loading table motor (not visible) 
M3 44.0238 Diameter adjustment motor 

QS1 4.242 Main power switch (not visible) 
SQ1 4.391 Loading table lower position switch 
SQ3 4.772 Measuring cell 
SQ4 4.391 Diameter adjustment motor origin (M3) switch 
SQ5 4.391 Servo motor origin switch 

SQ10 4.894 Protection cover safety switch 

SQ11 4.894 Loading magazine cover safety switch 

SQ12 4.894 Retraction system in position switch 
 
 

A 

B 

M1 

M3 

M2 

SQ1 

SQ3 

SQ4 

SQ5 

SQ10 

SQ11 

SQ12 
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2. ELECTRICAL CABINET 

 Layout of the elements in the electrical cabinet 

 
cc

 

 
 

Designation Article No Description 
PCD3 4.917.US Programmable controller PCD3 (PLC) 

FU1-2 

AJ1 

PCD3 

T1 

T2 

K3 

KS 

R
1 

– 
R

5 

QF1 
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AJ1 44.0105 Servo amplifier 400W 
FU1 4.419 Fuse 2 Amps for 24 Vdc (motor M3) 
FU2 4.877 Fuse 4 Amps for 24 Vdc (motor M2) 
K3 4.507 Main contactor 
KS 4.985 Start relay  
C1 4.884 Capacitor 

QF1 4.815 Circuit breaker 4A 
QS1 4.242 Main disconnect switch 

R1-R5 4.925 Interface relay 
T1 4.769 Transformer 1ph 
T2 4.779 Transformer + 24 VDC Power supply 150W 
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 Description of the elements in the cabinet 

2.2.1. Main power switch QS1 
 
 
 
When the main disconnect switch is at O/off, it interrupts the three-phase 
input in the bar feeder control cabinet. 
 
 
 
 
 

2.2.2. Circuit breaker QF1 (4 Amps) 
Circuit breaker QF1 protects the two phases, which power the 
transformer. 
Should the latter require excessive power (>4 A), the breaker 
activates and lever (B) flips down. 
 
The power supply to the transformer is immediately 
interrupted to avoid material damages. 
 
After having located and repaired the problem causing this 
interruption, reset the lever (B) of the circuit breaker. 
 

 
 
 
 
 
 
 

Designation Description 

A Power in connecting terminal 

B Lever on/off 

C Power out connecting terminal 
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2.2.3. Transformers 230 V (T1) and 24 VDC (T2) 
The transformers T1 and T2 power the entire low voltage network of the bar feed system, as well as a 
portion of the interface signals, (see section  INTERFACE in this chapter). 
 
The transformer T1 has an output of 230 Volts which powers the amplifier of the SERVO motor 
 
A fuse installed in a support protects the transformer T1 output. 
 
To replace the fuse: 
1) Unscrew the cap a quarter of a turn to the left. 
2) Remove and replace the fuse with an identical one, and put the cap back. 
 
On the primary side, the transformer accepts a voltage of 200 V – 480 V, 50 Hz/60 Hz. Measure the power 
provided by the lathe. If necessary, adapt the terminal block wiring. 
 
 

 
 
 

Designation Description 
A Primary terminal block 200 V – 480 V, 50 Hz/60 Hz ± 15% 
B Secondary terminal block, 230 V 
C Fuse (3.15 A) 

 
The transformer T2 has an output of 24 VDC and powers the rest of the barfeed. 
 
The transformer T2 output is protected by the fuse FU1 installed in a support in the electrical control cabinet. 
 
Although fuses seldom need replacing, is it advisable to keep some spare ones on hand. 

A 

B 

C 
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2.2.4. Servo amplifier 
The SERVO amplifier enables the programmable controller to control the movements of the motor. 
 
The input values, as well as the position of the pusher carrier, are continuously registered. The values are 
saved by means of a battery, and, therefore, the axes do not need to be placed at zero when the bar feeder 
is powered on. 
 
Although the batteries last for a relatively long time (2-3 years), it is advisable to keep spares on hand. 
When a battery becomes low, the amplifier signals this through a control light. The battery is not 
rechargeable, and must be replaced right away. The replacement must be done while the bar feed system 
is still powered up. The reference for the battery is 44.0107. 
 
Procedure: 
1. Disconnect the connector CN4 (A). 
2. Open the battery compartment (B) according to the procedure below.   

The wires on the extremities of the battery connecting it to the connector are part of the battery. 
3. Fit the new battery inside the support and close it.   

Connect the connector. 
 

 
Used batteries must be disposed of in an ecologically safe manner. 
 
 
 

 
 
 
  

On the front 

A 

B 
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Cover 

Locking clip 

"Click in" to close 

Open the battery compartment. 

Remove the battery from its housing 
and replace. 

Close the battery compartment. 
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2.2.5. Programmable controller (PLC) 
The programmable controller (PLC) continuously scrutinises all data from the remote control, probes, 
switches, cells, interface, etc. 
 
The program loaded into the PLC manages this information. The PLC then distributes the interface signals, 
controls the motors and displays the appropriate messages on the remote control. 
 
 
 

 
 

 
 

Designation Description 
A Battery module in the 3rd slot from the left 

M1 Memory card for parts library files to be stored in 1st slot from the left 
M2 Memory expansion in the second slot from the left 

 
 
 
Battery module: 
Batt: The PLC needs the back-up battery replaced. 
Run: The PLC is in RUN mode. This is the standard mode. 
Halt: The PLC is in HALT mode. Contact your LNS dealer. 
Error: The PLC is in a failure mode. Contact your LNS dealer. 
 
 
M1 slot: 
This is used to store parts library files.  
 
M2 slot: 
This slot is used by a flash (blue) card as memory expansion. Do not remove the flash card unless instructed 
by LNS. 
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2.2.6. PLC inputs/outputs 
 

Inputs Outputs 

Input Des. Description Output Des. Description 

I16 K8 Emergency stop control circuit O48 KA1 Loading table "up" (M2) 
I17 SQ10 Main access cover safety switch O49 KA2 Loading table "down" (M2) 

I18 SQ11 Loading table cover safety 
switch O50 M3 Diameter change reference 

(M3) 
I19 SQ12 Retraction device safety switch O51 M3 Diameter change (M3) 

I20 - Not in use O52 K10 Servo motor or  
K3 

I21 - Not in use O53 - Not in use 
I22 - Not in use O54 - Not in use 
I23 - Not in use O55 KS Start relay 

I24 SQ1 Loading table down position 
switch - - Not in use 

I25 SQ3 Measuring cell - - Not in use 

I26 SQ4 Diameter change motor 
reference - - Not in use 

I27 SQ5 Pusher carrier home position 
switch - - Not in use 

I28 - Not in use - - Not in use 
I29 - Not in use - - Not in use 
I30 - Not in use - - Not in use 
I31 M3 Diameter change motor - - Not in use 

Interface 
I40 A1 Clamping signal from the lathe O56 R1 Relay bar feed alarm 
I41 A2 Lathe in AUTO-Cycle O57 R2 Relay loading cycle finish 
I42 A3 Start loading signal O58 R3 Relay end of bar 
I43 A4 Part feed out signal (option) O59 R4 Relay automatic mode 
I44 AX1 Programmable interface input O60 RX1 Programmable interface output 
I45 AX2 Programmable interface input O61 RX2 Programmable interface output 
I46 AX3 Programmable interface input O62 RX3 Programmable interface output 
I47 AX4 Programmable interface input O63 RX4 Programmable interface output 
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3. INTERFACE 
 
Before connecting, check to make sure that the voltage of the bar feed system 
corresponds to the one provided by the lathe. The voltage of the bar feed system is 
indicated on the identification plate. Only LNS (or certified) technician is authorized to 
modify the interface or parameter system. 

 Description 
The interface cable(s), between the bar feed system and the lathe is (are) provided by LNS. 
 
Although an example of an interface diagram is provided, the diagram for the interface corresponding to 
your device, essential when making the electrical connection, is located inside the electrical cabinet. 
 
When making connections, ensure that the cables are long enough to allow the entire travel of the retraction 
system (600 mm). 

 
 
Should the interface instructions not be observed during the setting into operation, the 
damaged elements as well as the resulting damages are not covered by warranty. 
 
 

 Connections 

3.2.1. Power supply 
Voltage:   200-480 V, 50/60 Hz + Ground (± 10%) 
Maximum current:  3 A 
 
In the case where the voltage supplied by the lathe does not match that provided for the barfeed, the 
transformer T1 must be adapted. 
 
The LNS bar feed systems are equipped with their own thermal protection systems (breakers, thermal 
relays and fuses, etc.). The power supply for the bar feed system should be connected to the output of a 
breaker mounted in the electrical control box of the lathe (10 A max.). 
 
For the wiring inside the lathe, the section of the cables should be at least 1.5 mm2 (AWG 16). 

3.2.2. Signals from the lathe to the barfeed system 
Always refer to the electrical diagrams shipped with the bar feed system and placed in the electrical cabinet. 
Although an example of an interface diagram is provided, the diagram for the interface corresponding to 
your device, essential when making the electrical connection, is located inside the electrical cabinet. 
 
a) 24 V dc power supply 
Corresponds to the +24 V of the bar feed system. This power shall be used to connect the signals from the 
lathe to the PLC. 
 
· All signals from the lathe to the PLC shall be powered by the +24 V dc of the bar feed system. 
· All signals from the bar feed system to the lathe shall be powered by the +24 V dc of the lathe. 
 
For the other types of connections, please contact LNS S.A. or their local representative. 
 
b) "EMERGENCY STOP" signal of lathe XT8-XT9 
This signal is part of a safety link (Emergency Stop circuit) of the bar feed system. XT8-XT9 corresponds 
to the Emergency Stop signal of the lathe. If the circuit is open, the bar feed system will go into an 
Emergency Stop mode. 
 
When the lathe is in an Emergency Stop mode, or if the safety line of the bar feed system is interrupted, an 
alarm will go off and the R1 relay of the bar feed system will be triggered (see description of the R1 relay, 
below). 
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c) Lathe clamp signal (PLC input A1) 
This signal is for checking the mode of the lathe clamping device (open), and is mainly used for the feeding 
of a part, which takes place each time the clamp opens. 

 
For safety reasons, wire a normally open contact, coming from the signal of the lathe clamp. 
A clamp open signal must be selected. 
 
 

 
d) Lathe in automatic cycle (PLC input A2) 
This signal indicates that the lathe is in automatic cycle. 
 
e) Load command (PLC input A3) 
Should the lathe be equipped with a sub-spindle or the lathe is of twin spindle type, should the part require 
multiple feeds, this signal will be used as a load command from the lathe. 
 
For safety reasons, and to prevent collisions between the part being transferred to the second spindle and 
the newly loaded bar stock when there is a simultaneous loading, the lathe must control the loading of a 
new bar. 
 
f) Feeding pusher control (PLC input A4) 
This signal orders the forward movement of the feeding pusher and the bar, independently of the mode of 
the lathe clamp. 

 
As long as this signal is present, the signal of the foot switch to open and close the clamping 
device of the lathe must be locked. The lathe should not start up in automatic cycle as long 
as the clamping device does not grip the bar. 
 

3.2.3. Signals from the bar feeder to the lathe 
 
a) R1 alarm relay 
When the bar feed system is in normal operation, the R1 relay signal is energized. In the event of an alarm 
or break in the emergency stop circuit, this relay is de-energized. 
 
For safety reasons, this signal should bring to a stop all of the axis movements of the lathe as well as the 
rotation of the spindle. 

 
 
When the bar feed system is in alarm mode, the feeding pusher control signal should also de-energize. 
 
 
 

b) R2 start and stop of the lathe 
Either: - Confirmation of the feeding pusher forward command 
And/or - Confirmation of the loading of a new bar 
 
After the loading and positioning of the new bar on the lathe spindle, relay R2 confirms the end of the 
loading cycle or the part feed out. 

 
 
The operational cycle of relay R2 (pulsed, latched, etc.) is controlled by Services parameters. 
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c) R3 end of bar signal relay 
When the feeding pusher reaches the End of Bar position, relay R3 energizes. This signal is used to indicate 
to the lathe that there is not enough material left to make another part. The CNC must jump into a sub-
program to allow the remnant to be dejected. 

 
 
The operational cycle of relay R3 (pulsed, latched, etc.) is controlled by Services parameters. 
 
 
 

 
d) R4 automatic mode relay 
This signal is present as soon as the bar feed system is in automatic cycle (Aut + Start). 
 
 
e) Emergency stop button of the bar feed system (EM1-EM2) 
When the Emergency Stop button is pressed, the contact opens. The lathe must be in Emergency Stop 
mode, and the feeding pusher signal from the lathe must turn off. Two normally closed contacts of the 
Emergency Stop button are available for connection in the Emergency Stop circuit of the lathe. 

3.2.4. Options 
The options described below are an integral part of the standard equipment of the LNS bar feed systems. 
 
These signals, however, are not required for the proper operation of the devices, or the safety locking for 
protecting persons and materials. The options are available only to optimize production conditions. 
 
 
a) R5 auxiliary end of bar relay 
This signal may be used to reduce the length of the remnant in case the remnants exceed the maximum 
admissible length for the parts catcher of the lathe or its chip conveyor. Relay R5 energizes as soon as the 
feeding pusher reaches the programmed position. 
 
 
b) R6 bar stock magazine empty relay 
Contact of relay R6 (optional). Relay R6 engages after verification of the presence of a bar during the 
loading cycle of a new bar. 
 

3.2.5. Recapitulation of safety instructions related to the interface 
 
· The lathe foot switch for opening the lathe clamping device should not be operational during the 

automatic cycle of the lathe. 
 
· The lathe pedal should not be operational as long as the feeding pusher feed command signal is 

present. 
 
· Whenever possible, it is advisable to interlock lock the manual command for opening the lathe 

clamping device while the feeding pusher command signal is on. 
 
· If the lathe is in the Emergency Stop mode, the bar feed system must also be under the Emergency 

Stop mode, and vice-versa. 
 
· If the bar feed system generates an alarm, the lathe must go into alarm mode. The feeding pusher 

feed command signal must go off, the spindle axis and rotation must stop. 
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1. LOADING MAGAZINE 
 
 
Please read the safety precautions described at the beginning of this manual before handling 
the following devices. 
 
 

 Description 
Placed to the side of the QUICK LOAD SERVO 80 S2 bar feed system, the loading magazine, 650 mm deep, 
can receive bars of various lengths, between 350 mm and 1600 mm. 
 
To facilitate the moving of the bars on the magazine table, the latter is equipped with a grate on which the bars 
are placed. If, however, certain bars (i.e. profiled bars) cannot slide, the slope can be increased via an axle 
located under the table. If, on the other hand, bars with small diameters overlap, then the slope can or must be 
reduced. 
 
A protection grid impedes access to the loading table during the automatic cycle. In manual mode, the grid, 
mounted onto hinges, can be lifted, and thus allows the operator to conduct the necessary maintenance 
operations. 
 
 
 
In no case should a rotating bar extend past 
the rear of the lathe spindle. The lathe spindle 
gives the maximum length the bar feed system 
can load. The bar may not extend more than 
three times its diameter beyond the front of the 
lathe clamping device without support. A 
limiter makes it possible to set the maximum 
bar length on the table. 
 
 
 
 
When they are on the loading table, stopping fingers laid out on an axle holds the bars. The position of the 
fingers is set automatically when the loading diameter is entered into the bar feed system parameters. 
 

 
 
Don not introduce finger/hand into loading zone of the stock bars or under the loading magazine 
to avoid crushing risk for fingers/hands. 
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 Layout of the elements 
 

 
 

Designation Description 

A Loading magazine 

B Protection cover 

C Slope setting levers 

SQ11 Loading table cover safety switch 
 
 
 

B 

C 
SQ11 
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 Slope of the magazine table 
 
When profiled bar stock is loaded, and the bars 
do not slide easily, the slope of the table may be 
increased.  
 
A reference mark (A) indicates two positions: 
one position for round bars and another of 
greater slope, for profiled bars. 
 
 
 
Lifting the loading magazine and moving the 
locking leg (B) on the notches of the loading 
magazine will vary the slope. 

A 

B 
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 Limiters 

1.4.1. Rear Limiter 
 
The magazine of the QUICK LOAD SERVO 80 S2 bar feed system can simultaneously accept bars of various 
lengths, from 350 mm to 1600 mm. 
 
 
The maximum length (max. L.) of the lathe 
spindle determines the length of bar stock that 
may be loaded. It is strictly prohibited to run a 
bar that extends past the rear of the lathe 
spindle. The bar may not extend more than 
three times its diameter beyond the front of the 
lathe clamping device without support. 
 
 
 
 
The bars are kept in place by two limiters. The 
first one stationary (A), is located to the front, and 
is an integral part of the loading table. The second 
one (B), movable, is located on the table and 
fastened with screws. 
 
1. Measure the length of the spindle from 

the rear to the front face of the clamping 
device. 

 
2. Lift the protection grid. Undo the lock 

screws holding the rear limiter in place. 
 
3. Place the limiter at the measured 

distance (L.max.) by measuring from the 
front limiter. Tighten the lock screws. 

 
4. Apply the self-adhesive marker on the 

loading table. This marker will serve, in 
the future, to set the position of the limiter 
without having to measure the length of 
the spindle each time. 

 
5. This allows the loading pusher to 

advance at great speed up to the rear 
limiter, and then to slow down to avoid a 
collision at the time it comes into contact 
with the bar. Moreover, if the bar loaded 
is too long, the bar feed system notices it 
when measuring it and stops the loading 
cycle. 

 
 

 
Input the maximum length (L.max.) in the Service parameters. Only LNS or its representative is 
allowed to change this value in the parameter. 
 
 

 

A 

B 
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1.4.2. Loading variable bars 
Although the QUICK LOAD SERVO 80 S2 bar feed system can load bars of various lengths it is advisable to 
place them on the loading table in order of decreasing length, and to center them (A) between the limiters so 
that they do not go side-ways (B). 
 

 
 

1.4.3. Loading constant bars 
QUICK LOAD SERVO 80 S2 may also be used as a loading magazine for piston rods, axles, or forged parts. 

 
A corresponding interface, however, is required if one wishes to attain minimum loading times. 
These possibilities should be studied beforehand and discussed with the manufacturer of the 
lathe or the Distribution Company. 
 

 
 
 
 
Manipulate with precaution the bars to be loaded to avoid crushing risk for fingers/hands. 
 
 

 
When the parts are of the same length, it is possible to move the rear limiter to decrease the loading time. 
 
1. Lift the protection cover. 
 
2. Place a bar on the loading table, leaning against the front limiter. 
 
3. Move the rear limiter to 1 mm behind the bar.   

Check that the limiter is parallel by rolling the bar on the table. 
 
4. Tighten the lock screws. 
 
5. Close the protection cover. 
 
6. A parameter must be changed, see chapter 7 
 
To facilitate the moving of the bars on the magazine table, the latter is equipped with a grate on which the bars 
are placed. If, however, certain bars (i.e. profiled bars) cannot slide, the slope can be increased via an axle 
located under the table. If, on the other hand, bars with small diameters overlap, then the slope can or must be 
reduced. 
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1.4.4. Loading of profiled bars 
According to the profile of the bars to be loaded, some settings and some optional accessories are necessary. 
Please contact your LNS agent. 
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2. PUSHER CARRIER 
 
Please read the safety precautions described at the beginning of this manual before handling the 
following devices. 

 Description 
An AC Mitsubishi motor drives the carrier for the feeding pusher and the loading pusher, with a built-in absolute 
encoder. 
 
By means of a timing belt, the SERVO motor starts drives the carrier. While the loading pusher is advancing 
towards the spindle, the feeding pusher remains stationary. When the carrier returns to its home position, the 
feeding pusher is locked, which, at that point, is attached to the carrier. 
 
The locking/unlocking mechanism of the feeding pusher depends on the loading table position : 

1. Loading channel in loading position (upper position) 
The loading pusher faces the spindle, the feeding pusher is not locked. 

2. Loading channel in working position (lower position) 
The feeding pusher faces the spindle, the feeding pusher is locked onto the carrier. 

 
The length of the feeding pushers is unvarying and does not depend on the length of the spindle.  
To load tubes, profiled bars or short bars, optional accessories may be installed. Please contact your local LNS 
representative. 

 Layout of the elements 
 

 
 

Designation Article Nr Description 
A 020.05.404D Carrier 
B 020.05.424B Loading pusher 
C  Feeding pusher 
D 020.005.433 Linear unit 

E 11.1550 Notched belt 
F 020.02.314D Rolling bearing 

M1 44.0106 Servo motor 
SQ5 4.391 Carrier home position switch 

C 

M1 

B 

F 

A 

SQ5 

D 

E 
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3. LOADING PUSHER 
Contrary to the feeding pusher, the loading pusher (B) does not need to be replaced when the bar diameter 
changes. 
Same-length bars may be loaded directly with a loading pusher without using the feeding pusher. To do this, a 
special extended loading pusher, available as an option, is required. Selected parameters must then be chosen; 
see Chapter 7. 
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4. FEEDING PUSHER 

 Description 
Three feeding pushers are necessary to cover the entire range of the QUICK LOAD SERVO 80 S2 barfeed 
system. Each pusher has a defined range of operation : 
 

Pusher diameter Diameter Range 

**6 mm (1/4") 6 mm - 15 mm (1/4" - 1/2") 

12 mm (1/2") 16 mm - 27 mm (>2/3" - 1") 

20 mm (3/4") 28 mm - 80 mm (>1" - 3") 
 
* This ordering number corresponds to the complete pusher, with all of the elements indicated below. 
When a feeding pusher is ordered for the first time, use this number. 
 
** 2 extra roller supports, intended to bolster the support of bars of small diameter, are furnished with  the 
6 mm diameter pushers. Their placement on the loading table will be determined by the length of the bars to 
be loaded. 
 

 Layout of the elements 
 
 

 
 

 
 
 

Des. 
6 (1/4") 12 (1/2”) 20 (3/4”) 

Desc. 
Ordering Nr Ordering Nr Ordering Nr 

A 020.011.044 020.011.054 020.011.064 Pusher rod 

E 020.11.094D/6 020.11.094D/12 020.11.094D/20 Guide bushing 

     
 
 

A 

E 
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 Pusher Replacement 
 
Bring the loading channel into working mode position 
(down position), then place the bar feed system into the 
STOP mode (remote station). 
 
Advance the carrier (A) so that the bayonet system (B) of 
the pusher (C) is visible. 
 
Press the bayonet's finger (B) toward the front of the bar 
feeder, then turn the finger a ¼ of a turn clockwise. The 
finger (B) must stay locked in forward position. 
 
Pull the pusher (C) towards the bar feeder front to extract 
it form the carrier (A). 
 
Pull the white bush on the front guiding towards the bar 
feeder rear to extract it and take the pusher (C) out of the 
bar feed. 
 
 
 
Disassemble the bayonet system (B) of the pusher by pushing 
out the crossing shaft (D). 
 
Assemble the bayonet system (B) on the new pusher (C) with 
the corresponding shaft (D). Put the corresponding white bush 
on the pusher (C). 
 
 
 
 
 
Insert the pusher front into the bar feed pusher exit and 
the bayonet system (B) into the carrier. 
 
When the bayonet system (B) is in place in the carrier, turn 
the finger ¼ of a turn back (counter-clockwise). The finger 
(B) must stay locked in rear position and the pusher must 
be totally locked into the carrier (A). 
 
Slide the white bush towards the bar feed front (C) to fix it 
into the bearing. 
 
Available pushers: 
 

Bar ø [mm] Pusher ø [mm] 
6…15 Ø 6 
16…27 Ø 12 
28…80 Ø 20 

A 

B 

D 

C 

A 

B 

B 



CHAPTER 5: GENERAL DESCRIPTION 55 

 QUICK LOAD SERVO 80 S2 

 Tubing 
With regard to loading the tubing, standard feeding pushers 
may be used as long as the inside diameter of the tubes is 
smaller than the outside diameter of the pushers. 
If this is not the case, caps (A) to be installed into the tubes 
(B) must be manufactured. 
 
For the caps to stay in place while the bar is rotating, they 
should befitted with an O-Ring. 
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5. RETRACTION 
 
 
Please read the safety precautions described at the beginning of this manual before handling 
the following devices. 
 
 

 
 
Before handling the retraction mechanism, check to see that the interface cables between the 
spindle and the bar feed system are long enough 
 
 

 Description 
When a lathe is equipped with a bar feed system, certain elements (motors, spindle reduction tubes, etc.) 
become inaccessible, and sometimes it is difficult, or even impossible, to proceed with their maintenance. 
 
To facilitate these tasks, the QUICK LOAD SERVO 80 S2 is equipped with a retraction system, which allows 
the operator to move the bar feeder. 
 
The retraction mechanism may be assembled as necessary, to ensure longitudinal or lateral movement. 
 

 
 
 
The retraction mechanism may be assembled as necessary, to ensure longitudinal or lateral movement. 
 

A Longitudinal retraction for Left/Rear Load 

B Lateral retraction for Left/Rear Load 

C Longitudinal retraction for Left/Front Load 

D Lateral retraction for Left/Front Load 
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 Layout of the elements 
 

 
 

 
 
 

Designation Description 

A Guiding rails 

B Sliding wheels 

C Latch handle 

D Bracket (for lateral or longitudinal retraction) 

SQ12 Retraction system in position switch 
 

 Use of the retraction 
Mounted onto four sliding wheels (B), the bar feed system slides on two cylindrical rails (A) that keep it aligned 
when it is in operational position. In this position, the bar feed system is fastened by two solid hooks (C). 
 
A safety switch (SQ12) impedes any handling as long as the bar feed system is not in operational position. 
 
 

A B C 

D 

SQ12 
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6. SHAFT LOADING KIT (OPTION) 
 
Please read the safety precautions described at the beginning of this manual before handling 
the following devices. 
 
 

 Description 
This option allows the loading of shafts already machined to a defined, constant length. The shaft is directly 
positioned into the spindle by a shaft loading pusher replacing the loading pusher. 
 
A limiter on the bar magazine protects from loading shafts of wrong length, avoiding a crash in the bar feed 
and into the lathe's spindle. 
 
The diameter selection fingers might be replaced also by the adjustable ones, and their position must be 
adapted to the loaded shaft length. 

 Layout of the elements 

 
Designation Description 

A Limiter 
B Shaft loading pusher 
C Adjustable finger 
D Guiding plate 

 
 
This option is completed by choosing the V guide bar : 
- Standard V 
- Optional "Extension 120 °" in extended performance and his protective cover (see option, 
V-extension Kit 120 °). 
 

A 

B 

C 

D 
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7. ADDITIONAL SHAFT LOADING PUSHER (OPTION) 
 
Please read the safety precautions described at the beginning of this manual before handling 
the following devices. 
 
 

 Description 
In combination with the shaft loading kit, an additional shaft loading pusher allows loading shafts of different 
length. 

 Layout of the elements 

 
 
 
 

Designation Description 
A Shaft loading pusher 

 

 “One shot” shaft loading 
 
In this work mode, the feeding pusher is not used. An extended loading pusher controls the loading. 
When the loading table is in low position, the manual functions are disabled. For this type of work, the End of 
bar position does not require a particular setting. 
 
Lmin=100mm 
 

 
 
The extended loading pusher is delivered as an option. The assembly and setting directions are 
enclosed with the product. 
 
 

 
  

A 
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8. V-EXTENSION KIT 120° (OPTION) 
 
Please read the safety precautions described at the beginning of this manual before handling 
the following devices. 
 
 

 

 Description 
This option extends the guiding length of 150 up to 300 mm, by mounting an extension V to the front of the bar 
feed; this way, this extension remains completely aligned to the guiding axis of the bar stock. 
 
A front protection cover protects the working gap between the lathe and the bar feed. 

 Layout of the elements 

 
 
 
 

Designation Description Part number 
A Extension V 020.013.033B 
B Front protection cover 020.13.071 

 

B 

A 
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9. FRONT PROTECTION COVER (OPTION) 
 
Please read the safety precautions described at the beginning of this manual before handling 
the following devices. 
 
 

 

 Description 
In the case the bar feed cannot be mounted very close to the lathe, an adjustable (150 to 300 mm) front 
protection cover protects the working gap between the lathe and the bar feed. 

 Layout of the elements 

 
 
 
 

Designation Description 
A Front protection cover 

 

A 
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10. ORIENTATION KIT FOR SQUARE STOCKS (OPTION) 
 
Please read the safety precautions described at the beginning of this manual before handling 
the following devices. 
 
 

 

 Description 
A system mounted at the front exit of the bar feed allows an accurate orientation of square bar stocks to 90°, 
making the positioning of the bar stock easier into the clamping device of the lathe. 
 
The limiter prevents the bars from falling directly onto the orientation kit, and allows the bars to rotate and be 
correctly oriented when pushed forward. 

 Layout of the elements 

 
 
 

Designation Description Part Number 
A Orientation part 020.13.112 
B Limiter 020.13.123B 

 
 
 
This option limits the maximum bar stock length to 1555 mm. 
 
 

 
 

B 

A 
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11. SOFTWARE OPTIONS 
 
Please read the safety precautions described at the beginning of this manual before handling 
the following devices. 
 
 

 Loading with part counter (for sub-spindle equipped lathe) 
During the feeding with a sub-spindle, the LNS bar feed is equipped with a part counter, allowing it to continue 
to manage the bar stock loading. 
 

 Pre-loading shafts into a non rotating spindle liner 
This application allows the loading of the next shaft into a non rotating spindle liner while the current shaft is 
still being machined. 

 
 
Note: For safety reasons, this application must be unlocked with a specific code. 
 
 
 

 Remnant optimisation 
This function is used to machine the remnant (when the remaining bar stock is too short to allow a new part 
machining) to optimise its output, or to cut it in several parts to facilitate the evacuation. Following parameters 
are used in this case: 
- Auxiliary end of bar; 
- Overall feeding length to machine the remnant; 
- Number of clamping device openings to machine the remnant. 
 

 Deep end stop 
When this function is activated, the pusher is used as a mechanical stop behind the clamping device, allowing 
an accurate manual positioning of parts. When the clamping device is closed, the pusher reverses to avoid any 
contact with the rotating part (see chapter 6 "Operation"). 
 

 Customised function for machining centers 
This application is used to load bar stocks in a machining center, in a non-rotating spindle. In this case, the 
loading pusher is used to feed the material, then the feeding pusher takes over the feeding. 

 
 
Note: For safety reasons, this application must be unlocked with a specific code. 
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OPERATION 
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1. POWERING UP 
 

 
Please read the safety instructions provided at the beginning of this manual before handling 
the following devices. 
 
 

 
The motor of the QUICK LOAD SERVO 80 S2 bar feed system is equipped with a built-in absolute encoder 
that continuously controls the position of the carrier. 
 
When the bar feed system is powered down or there is a power failure, this position is kept in the memory 
by the PLC. 
 
When powering up, the value saved is immediately taken into account, thus avoiding any input from the 
beginning. The status parameters saved in the PLC prior to powering down are then checked by the PLC 
which analyses them. The latter then gives the operator access only to those handling operations, which 
should be undertaken. 
 
This chapter shows the various functions of the bar feed system and indicates how to access them. 
 
The conditions to be fulfilled to proceed with the handling are systematically displayed on the screen, and, 
therefore, are not reproduced in this manual. 
 
Given that the handling may vary depending on the status and configuration of the bar feed system, a 
standard procedure cannot always be described. 
 
 
 
 
 
To power up the bar feed system, turn (1) the switch handle to the 
right, to the Ion position. 
 
To power down, turn the switch to the left, to the 0off position. 
 
The main switch can be locked with a padlock. This way, it is 
impossible to turn the bar feed system on. 
 
Push (2) the locking mechanism and insert (3) the padlock into the 
opening. Lock the padlock. 
 
 
 
 
 

2. POWERING DOWN  
 
Before handling the bar feeder, stop the lathe at the 
end of part cycle ! 
 
 

When powering off the barfeed, make sure the pusher is in reference 
position, table in lower position, and no bar stock is present in the 
guiding element. 
 
To power down, turn the switch to the left, to the 0off position. 
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3. REMOTE CONTROL 
The ergonomic and user-friendly remote control with a clear built-in display facilitates the handling of the 
bar feed system. Depending on the sequence under way, the bar feed system gives access only to those 
functions which are available, thus avoiding any incorrect handling, and reducing the access time to the 
necessary functions. 
 
The display reads, continuously and clearly, the status of the bar feed system and the production, allowing 
one to verify at all times the functions, diagnostics, error signals, or their analysis. The most recent error 
signals are saved in a register and can be recalled to establish the diagnostics. 
 
The remote control has five distinct segments, namely: display (A), function keys (B), directional keys (C), 
STOP button (D), and the emergency button (E). 
 
 
 

 
 
 
 

A 

B 

D 

C 

E 
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 Display 
The liquid crystal display provides the operator with all the necessary data, both for handling the bar feed 
system and for maintenance. 
 
· The upper portion of the display has eleven lines and is reserved for the reading of text. 

Error messages are usually displayed with their diagnostics. 
 
· The lower portion of the display is reserved for the display of icons. The icons indicate to the 

operator which functions are attributed to keys F1 through F4. 
 
The icons available are the following: 
 

Icon Signification  Icon Signification 

 

 
Referencing position 

 

ENTER Confirm 

 

 
Switch to automatic mode 

 

START Start sequence 

 

 
Stop after machining one bar stock 

 

SET Set up 

 

 
Switch to manual mode 

 

ESC Escape 

FWD >> Pusher forward (picture may be 
reversed) 

 
PAGE 

UP Return to previous menu 

<< REW Pusher reverse (picture may be 
reversed) 

 
PAGE 
DOWN Jump to next menu 

TOP 
CUT 

Automatic Top-Cut positioning in manual 
mode 

  

 

Load a bar in the guiding channel. 
 

 

 
Raise the loading table 

  

 

Confirm that the bar has been extracted 
manually from the guide channel 
 

 

 
Lower the loading table 

  

 
Validate 

 
TEACH 

IN Teach data 
  

 
Cancel 

 

 
Offset correction 

  

 
Increment data in offset correction mode 

 

 
Setup menu 

  

 
Decrement data in offset correction mode 
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 Function keys F1 - F4 
These keys are located right below the display. The functions attributed to them are indicated on the display 
by icons. 
 
As the operator advances in the handling, the functions of the keys are automatically reattributed to 
correspond to the circumstance and availability of the bar feed system. 

 Left / right / up / down keys 
These keys allow entering values (bar stock diameter, part length, etc.) or parameters. 

 Emergency stop button 
When a dangerous situation arises, pressing the emergency stop switch interrupts immediately all bar feed 
system and lathe functions (if interface is wired accordingly). 
 
To cancel the alarm, release the switch by rotating its red knob counter-clockwise, then press [STOP]. 

 STOP key 
The STOP key allows interrupting the sequence under way. 
 
Important: the automatic cycle of the lathe must first be interrupted. 
 
By pressing the STOP key, allows to exit the setting mode, regardless of the level reached, and to return 
to the work screen. 

 
 
The STOP key is not an emergency button, and cannot be interpreted as such. For 
emergency cases, always use the emergency button located on the top of the remote 
control. 
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4. LATHE MECHANICAL SETUP 

 Clamping method 
 
Collets 
 
There are different kinds of collets that are more or less effective: 
 
 

a) Simple cone collet 
The bar is held over about 350 degrees, over a 
length from 0.5 to 7 times the diameter. 
 
Efficiency : good to very good 

 
 

b) Bi-conical collet 
Clamping over 1 or 2 x 350 degrees, over an 
approximate length of 1.2 times the diameter. 
 
Efficiency : very good to excellent 

 
 

c) Double cone collet 
The double cone clamp has the great advantage 
of holding the bar at two points separated by 
about 1.5 the diameter, with a clamping 2 times 
350 degrees over about 0.5 times the diameter. 
 
Efficiency : excellent 

 
 
3-jaws chuck 
 
With this type of clamping, one should be very careful given that in many cases the bar is held only at three 
points, thereby greatly increasing the risk of vibration. 
 
Frequent errors and possibilities for improving the effectiveness of the clamping grip. 
 
 

a) Hard grips 
 
 
Wrong : 
The radius of the grip is greater than the radius of 
the bar.  
The jaws press against only 3 points at 120 
degrees. 
 
 
 
 
 
Correct : 
Modify the centres of the jaws to obtain 2 times 6 
support clamping points at 60 degrees.  
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b) Soft grips 

 
 
 
Wrong : 
The radius of the jaws is greater than the radius of 
the bar. 
The jaws press against only three points at 120 
degrees. 
 
 
 
 
 
Correct : 
Modify the centres of the jaws to obtain 2 times 6 
support clamping points at 60 degrees. 

 
 
 
 
 

 Lathe – barfeed adaptation 

4.2.1. Spindle reduction tubes 
 
The efficiency of the bar guiding while in rotation in the lathe is determined by the clearance between the 
spindle bore and the rotating bar. The greater the clearance is, the more frequent the vibrations are. 
 
Using reduction tubes helps to decrease this clearance. Guiding is thus improved, but, in addition, the 
insertion of the bar into the clamping device of the lathe is made much easier. 
 
The inside diameter of the reduction tubes should be chosen in terms of the diameter of the bar (Ø of the 
bar + 1 mm), but should always be larger than that of the diameter of the feeding pusher. 
 

 
 
For inserting and removing the spindle reductions, move the bar feed system using the retraction device 
(see CHAPTER 5, RETRACTION for further information). 
 
Spindle reduction tubes are available from LNS, upon request. 
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5. SETTINGS 
 

 
Please read the safety instructions provided at the beginning of this manual before 
handling the following devices. 
 
 

 

 Description 
The QUICK LOAD SERVO 80 S2 has several parameters and functions allowing the operator to configure 
it so that it adapts as closely as possible to the lathe on which it is installed, as well as to the production 
mode under way. 
 
The position of the flag, or the quantity of material left to be machine, can be known at any time by checking 
the remote control. 
 
The pushing torque of the motor is automatically selected according to the bar stock diameter. 
 
The height of the loading table and the slope of the loading fingers are also automatically set. 
 
When hexagonal or squares bars must be loaded, the servo motor intelligently manages the loading into 
the lathe. 
 
This section indicates the activating and setting procedures for these functions. 
 
A few simple operations are necessary to prepare the device to handle another range of diameters. 
 
The set-up must be modified when following parameters change: 
 
· Bar stock diameter 
· Bar stock shape 
· Part length 
 
 
The procedures to be followed are explained in this chapter and will be presented as concrete examples, 
whenever possible. 
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 Access to the functions 
By pressing the [SET] key (icon  ), it is possible to access the setup functions, no matter what cycle the 
bar feed is in (automatic sequence, manual sequence, etc.). 

 
To modify these parameters, the bar feed must be in STOP mode. To validate some values 
or parameters, hold the [ENTER] key until the icon disappears. 
 

 
 
Part setup 

 
Allows to define the parameters and values of the part, like: 

· Bar stock shape (round, hex, square, other) 
· Bar stock diameter 
· Overall part length to feed 
· Number of clamping device openings 
· Reverse distance of the pusher after feeding 
· Overall part length for the auxiliary part (remnant machining) 

 
 
Application setup 

 
Allows to set quickly the working mode by selecting the desired application. 
Following working modes are always available: 
 

1. Feed with turret 
2. Feed without turret 
3. Misc. functions (Dry Run, etc.) 

 
Depending on the unlocked features and on the lathe, following modes may be 
available: 

 
4. Sub-spindle 
5. Shaft loading 
6. etc. 

 
 
Position / torque 
 

 
Quick access to the following position and torque values: 

· End of bar 
· Top cut 
· Auxiliary end of bar 
· Torque for the bar stock loading 
· Torque for the part feeding 

 
 
Misc. functions 

 
Allows the access to specific settings like: 

· Language 
· Measure unit 
· Reference 

 
 
Service 
 

 
Reserved for maintenance to LNS technicians and for unlocking features / 
displays. 
 

 

MAIN MENU [@] 
1:PART SETUP 
2:APPLICATION SETUP 
3:POSITION/TORQUE 
4:MISC. FUNCTIONS 
5:SERVICE 

PART 
SETUP 

APPLICATION 
SETUP 

POSITION 
TORQUE 

MISC. 
FUNCTIONS 

SERVICE 
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5.2.1. Part setup 
All handling, adjustments, and settings that need to be done on the bar feed system for executing a part 
are included in the start-up. This section presents a brief explanation of the start-up parameters of the bar 
feed system. The start-up settings for the bar feed system are explained through the use of practical 
examples. 
 

 Loading of 
 
Selection of parameters 2, 3, 4 : 

· during the bar feed cycle, the bar feed system will try 
several times (for a duration of 2 minutes) to 
introduce the bar in the clamping device. The 
accuracy of positioning is also provided by a 
procedure designed specifically for profiled bars. 

· the setting of the loading table and of the fingers 
changes. This setting is automatically done by motor 
M3. 

 
As soon as parameter 1 is selected, the M3 motor 
automatically repositions the table and the fingers in 
standard position. 
 
 
New stock diameter 
 
It is important, at each change in start-up, that the 
diameter of the new bars that the bar feed system 
will load is updated in the parameters. Doing this 
allows the adjustment of the height of the loading 
table and of the settings of the bar magazine 
loading fingers. These two settings are driven by 
the remote control. The PLC can, therefore, take 
this into account and adapt the torque of the 
pushers. A greater precision in positioning can 
thus be guaranteed. Moreover, small diameter 
bars will not bend under the pressure of the 
pusher 
 
Round:  outer diameter 
Hexagonal / square:  diameter across flats 
 
 
 
Overall part length 
 
In some cases (depending on 
the configuration of the lathe), 
the QUICK LOAD SERVO 65 
is accurate enough (0.2mm) 
to proceed with the bar feed 
when the clamping device is 
opened. Thus, the use of the 
turret stopper is no longer 
necessary, shortening 
noticeably the loading time 
and at the same time, freeing 
a tool position on the turret. 
 
The total length of the part  (Lt) 
includes the length of the piece to be machined (Lp) and the 
thickness of the cut off tool (C). 

 
 
 

MATERIAL SHAPE: [@] 
1:ROUND 
2:HEXAGONAL 
3:SQUARE 
4:OTHERS 
 

BAR STOCK 
DIAMETER 

 
[@@.@]MM 

 
     ESC  ENTER 

DIMENSION ACROSS 
FLATS: 

 
[@@.@]MM 

 
     ESC  ENTER 

TOTAL PART FEED 
OUT LENGTH: 

 
[@@@@.@]MM 

 
     ESC  ENTER 
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Number of clamping device openings to machine the part 
When there is multiple openings 
required to machine a piece (1 and 
2), interface conflicts can occur 
during the bar feed. If for instance, 
the bar feed is controlled by the 
clamping device signal, it might 
occur when the piece is not 
finished.  
It is important that the bar feed 
system keeps track on the number 
of openings of the clamping device 
during the machining of the piece.  
 
For this type of machining, the lathe 
controls the feed-out of the piece. 
 
Top-cut position 
During the loading cycle, the bar is automatically loaded and positioned 
into the spindle, outside the clamping device of the lathe (chuck or 
actuator). This positioning corresponds to a value (Z)programmed by the 
operator, which is equal to the distance between the measuring cell and 
the position of the material in the lathe clamping device. 
 
Pusher reverse distance after feeding 
In production cycle, each time the clamping device of the lathe closes, 
the feeding pusher moves backwards so as not to come into contact with 
the rotating bar. The value of the reverse distance is set at 4 mm at the 
factory. 
 
1. Default value (4 mm) 
2. Outside of the spindle 
3. Enter the desired value 
 
Optional auxiliary end of bar (option) 
When machining remnants (A) that are rather long, a second mode of 
production for machining the rest of the stock can be selected 
(depending on the capabilities of the lathe). 
 
Part feed out length after aux. EOB (option) 
When machining remnants (A) of 
significant length, a second mode of 
production may be selected to 
machine the remainder of the stock 
(depending on the capabilities of the 
lathe). The lathe starts a second 
machining program and 
manufactures shorter parts. Like the 
previous parameter, this parameter 
indicates the total length of piece bar 
feed but in this instance, for the 
second machining (Lt2).The length of 
the bar feed includes the length of the piece to be machined and the 
thickness of the cut off tool. 
 
Number of clamping device openings after aux. EOB (option) 
Like the previous parameter, this parameter indicates the number of 
times the clamping device will open during the machining of the piece, 
but in this case, for the second machining. 

  

  NUMBER OF CLAMPING 
   DEVICE OPENINGS 
   FOR OVERALL PART 
     LENGTH: [@] 
 
 
 
      ESC  ENTER 

PUSHER REVERSING 
DISTANCE: [@] 

 
1:DEFAULT VALUE 
2:OUTSIDE SPINDLE 
3:OTHER VALUE 

 
      ESC  ENTER 

OPTIONNAL AUXILIARY 
END OF BAR : @ 

 
 

1:RELAY R5 
2:RELAY R6 
 
      ESC  ENTER 

PART FEED OUT LENGTH 
AFTER AUX. EOB 

 
[@@@@.@]MM 

 
 
 

      ESC  ENTER 

  NUMBER OF CLAMPING 
   DEVICE OPENINGS 
   FOR OVERALL PART 
     LENGTH AFTER 
   AUX. END OF BAR: 
         [@] 
 
      ESC  ENTER 

TOP-CUT POSITION: 
 

[@@@@]MM 
 
 
 
 
      ESC  ENTER 
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Auxiliary end of bar position (option) 
 
Depending on the lathe and its interface, the auxiliary end of  bar may 
be used in several ways, for example, to control the opening and the 
closing of an additional steady rest in the lathe. The setting is identical 
to the End of bar signal. 
 
 
 
 
 
Loading flag position 
This parameter allows to adapt another loading flag, and set it s length 
accordingly. 
 
 
 
 
 
 
 
Loading of random / equal length bar stocks (option) 
Selecting the equal length parameter allows the bar feeder to spare 
time at the new bar loading. 
 
When the bar stocks have an equal length and this parameter is 
selected, the bar feeder measures the first bar length. The second bar 
stock is no longer measured; the loading flag moves forward at high 
rate to the rear of the bar stock, reducing the bar stock loading. 
 
 
 
Loading with fixed spindle liner installed (option) 
When a fixed spindle liner is installed in the spindle, a new bar stock 
can be loaded during the machining of the current bar stock. 
 

· The bar feeder positions the bar stock in the spindle liner and 
waits for loading signal with the pusher already behind the 
bar stock. 

· Once the signal activated, the pusher positions the new bar 
stock into the clamping device and pushes out the remnant. 

· When the bar stock is in position, the cycle restarts. 

 
 
 

AUXILIARY END OF 
BAR POSITION: 

 
      [@@@@]MM 
 
 
 
      ESC  ENTER 

LOADING OF BAR STOCK 
[@] 

 
1:RANDOM LENGTH 
2:EQUAL LENGTH 
 

 
      ESC  ENTER 
 

LOADING WITH FIXED 
SPINDLE LINER 
INSTALLED: 

[@] 
1:NO 
2:YES 
 
      ESC  ENTER 

LOADING FLAG 
POSITION: 

 
[@@@@.@]MM 

 
 
 
      ESC  ENTER 
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5.2.2. Application setup 
 

 
 

Loading with turret 
 
This parameter determines 
whether the lathe or the bar feed 
will control the positioning of the 
part. 
 
 
Additional parameters: 
 
a) The turret is parked in position:  

the turret travels to the point the bar stock will be pushed to 
and waits that the bar feed has pushed the material to this 
point. 

b) The turret is moving to position:  
The turret comes to the bar stock end; the bar feed starts 
pushing against the turret. Then, the turret moves to the 
desired feeding length, the bar feed still maintaining the bar 
stock pressure against the turret. 

 
Loading without turret 
 
The bar feed drives the feeding cycle. When the clamping 
device opens, the bar feed pushes the bar stock according to 
the parameter "overall part length" value. The bar feed is not 
able to drive the feeding cycle if the machining process 
requires several clamping device openings. 
 
 
 
 

Dry Run 
 
This function allows the lathe to run without the bar feeder, ex. : hand loading pieces, etc. 
 
 
Shaft loading (option) 
 
In this work mode, the feeding pusher is not used. An extended loading pusher controls the loading. 
When the loading table is in low position, the manual functions are disabled. For this type of work, the 
End of bar position does not require a particular setting. 
 
 
Pusher is used as mechanical stop in the spindle of the lathe (option) 
 
When pieces are loaded manually (without the bar feeder), the pusher can be used as a mechanical 
stop in the spindle of the lathe and is generally located behind the clamping device to ease the 
positioning of the pieces in the clamping device. 
 
To enable this machining mode, the interface signals are inhibited. When the clamping device is closed, 
the pusher moves backward to avoid contact with the rotating bar. 
 
 
Control part feed out (option) 
 
This parameter is used to deactivate the M function receipt of the turret if this function is not used in the 
lathe interface. In this case, a timer can be used to give the receipt. 

 

APPLICATION PRM[@] 
1:WITH TURRET 
2:WITHOUT TURRET 
 
 
     ESC  ENTER 

WITH TURRET: 
[@] 

1:PARKED IN POSITION 
2:MOVING TO POSITION 

 
     ESC  ENTER 

PART FEED OUT: 
[@] 
 

1:WITH M-FUNCTION 
2:WITHOUT M-FUNCTION 

 
     ESC  ENTER 
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5.2.3. Position / torque 
 

 

End of bar position 
The end of bar position determines the moment when the bar feed 
enters the loading cycle. 
 
Usually, the end of bar position is adjusted as closely as possible 
behind the clamping system of the lathe (approximately 5 mm or a 
1/4" behind the chuck jaws or collet pads).This will provide 
minimum bar stock remnant. 
 
Regardless of the length of the bars, or parts, the end of bar position 
is always the same. In very special cases, a different end of bar 
setting needs to be selected. 
 
The length of the remnant may vary: 
· The minimum remnant length (Min) is obtained when the 

feeding pusher is just behind the clamping device while the last 
part is being machined. 

· The maximum remnant length (Max) is obtained when there is 
not enough material for machining an additional 
part (Lp - 1 mm). 

Maximum remnant length = Lp - 1mm + Min 
 
Top-cut position 
During the loading cycle, the bar is automatically loaded and 
positioned into the spindle, outside the clamping device of the lathe 
(chuck or actuator).  
 
This positioning corresponds to a value (Z)programmed by the 
operator, which is equal to the distance between the measuring cell 
and the position of the material in the lathe clamping device. 
 
With this system, the setting is the same for any bar length. 
 
Auxiliary end of bar position (option) 
Depending on the lathe and its interface, the auxiliary end of  bar 
may be used in several ways, for example, to control the opening 
and the closing of an additional steady rest in the lathe. The setting 
is identical to the End of bar signal. 
 
 
 
Torque rate during high feed rate (%) 
Depending on the diameter of the bar, the bar feed system will 
automatically select an appropriate pushing torque and speed. The 
operator may modify this selection if necessary. When the material 
to be loaded has a high specific weight, the torque must be 
significant. The contrary applies if the specific weight of the bars is 
low. 
 
 
Pusher torque rate during part feed out (%) 
Same principle as above. 

       POSITION 
  END OF BAR SIGNAL: 
 
      [@@@@]MM 
 
 
 
      ESC  ENTER 

AUXILIARY END OF 
BAR POSITION: 

 
      [@@@@]MM 
 
 
 
      ESC  ENTER 

TORQUE RATE DURING 
HIGH FEED RATE 

ACCORDING TO BAR 
DIAMETER: 

 
[@@]% 

 
      ESC  ENTER 

TOP-CUT POSITION 
 

[@@@@]MM 
 
 
 
 
      ESC  ENTER 

PUSHER TORQUE RATE 
DURING PART FEED OUT 
AND ACCORDING TO 

BAR STOCK DIAMETER: 
 

[@@]% 
 
      ESC  ENTER 
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5.2.4. Miscellaneous functions 
 

 

 
 
Language selection 
 
This parameter allows to adapt the language in which the 
messages will appear, depending on the country of destination of 
the bar feed system (for practical reason, it is not necessary to stop 
the bar feeder to select a language). 
 
 
 
 
Unit of measure (millimetres / inches) 
 
This parameter defines whether the measures will be indicated in 
millimetres or in inches. 
 
 
 
 
 
Request for reference point 
 
This operation allow the bar feed system to find the original position 
of the servo motor and the parameters when and if these have been 
lost. 
 
 
 
 
 
Clamping mode reversed 
 
When the clamping device is changed from a collet to a chuck with 
jaws, the clamping signal may need to be reversed. Note that some 
lathes automatically reverse the signal. 
 
 
 
 
 
Time for clamping device to close 
 
This is the time it takes for the clamping device to be physically 
closed. The majority of CNC lathes are equipped with confirmation 
switches to provide this signal. The time is set at a default value of 
zero seconds. 
 
 
 
 
Time for clamping device to open 
 
In the case of a clamping device with jaws, some time may be 
provided to prevent any movement before the clamping device is 
completely open. 
 
 

 

    LANGUAGE: [@] 
1:FRANÇAIS 
2:ENGLISH 
3:DEUTSCH 
4:ITALIANO 
5:ESPANOL 
 
      ESC  ENTER 

      REQUEST FOR 
   REFERENCE POINT: 
         [@] 
 
1:NO 
2:YES 
 
      ESC  ENTER 

CLAMPING MODE 
REVERSED: [@] 

 
1:NO 
2:YES 
 
 
      ESC  ENTER 

UNIT OF MEASURE: 
[@] 

 
1:MM (METRIC) 
2:INCHES 
 
 
      ESC  ENTER 

TIME FOR CLAMPING 
DEVICE TO CLOSE: 

 
[@.@]SEC. 

 
 
 
      ESC  ENTER 

TIME FOR CLAMPING 
DEVICE TO OPEN: 

 
[@.@]SEC. 

 
 
 
      ESC  ENTER 
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5.2.5. Service 
 
The service parameters allow to configure the barfeed system in ist environment and to adapt the interface 
connected tot he lathe. 
 
These parameters are protected with a password, because only LNS (or certified) technician is authorized 
to modify them. 
 
 

 
 
 

 
Parameter access 

 
Define and modify the settings of the machine. There are 3 categories of 
parameters: 

· Bar feeder 
· Interface 
· Applications 
 

 
Unlock 

 
Enable / disable settings or applications by use of the barfeed: 
 

1. Signal inversion of the clamping device 
2. length of the introducer 

 
 
depending on the turn functions and features unlocked on the barfeed, following 
applications are available: 
 

1. Working with sub spindle 
2. Fast loading of blanks 
3. etc. 

 
 
Special functions 
 

 
Access to various functions: 

· Working mode (exhibition, simulation, etc.) 
· Workshop configuration 
 

 
Parameter 
masking 
 

 
Allows to hide or show some menus if they are not useful to the operator.  
 

 
  
 

SERVICE PARAMETERS 
[@] 

1:BAE FEEDER SETUP 
2:INTERFACE 
3:SPECIAL FUNCTIONS 
4:PARAMETER MASKING 

PARAMETER ACCESS 
[@] 

 
1:BAR FEEDER 
2:INTERFACE 
3:APPLICATIONS 

UNLOCK 
[@] 

 
1:PARAMETERS 
2:FUNCTIONS 

SPECIAL 
FUNCTIONS 

PARAMETER 
MASKING 



CHAPTER 6: OPERATION 81 

 QUICK LOAD SERVO 80 S2 

6. AUTOMATIC CYCLE 

 Bar feeder movement sequences 
 

Sequence 
no. Movement 

0 Stop mode and manual functions 

1 Production cycle. 

2 Loading start.  
The pusher returns back to home position. 

3 Diameter selection start. 

4 The loading table starts moving up 

5 The loading flag moves to the bar stock rear. 

6 The loading flag pushes the bar stock under the measuring cell SQ3 

7 Calculation 

8 The loading flag pushes the bar stock behind the clamping device. 

9 The loading flag pushes the bar stock to the EOB or to the top cut position. 

10 Production cycle with loading table in upper position. 

11 The loading flag moves back to home position. 

12 The loading table starts moving down. 

13 The pusher moves to the bar stock rear. 
14 The pusher moves the bar stock behind the clamping device. 

15 The pusher positions the bar stock in top cut position 

16 In top cut position. 
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7. END OF BAR POSITION 

 Description 
The end of bar position determines the moment when the bar 
feed enters the loading cycle. 
 
Usually, the end of bar position is adjusted as closely as possible 
behind the clamping system of the lathe (approximately 5 mm or 
a 1/4" behind the chuck jaws or collet pads). 
 
This will provide minimum bar stock remnant. 
 
Regardless of the length of the bars, or parts, the end of bar 
position is always the same.  
 
In very special cases, a different end of bar setting needs to be 
selected. 
 
The length of the remnant may vary : 
 
· The minimum remnant length (Min) is obtained when the 

feeding pusher is just behind the clamping device while the 
last part is being machined. 

 
· The maximum remnant length (Max) is obtained when there 

is not enough material for machining an additional part (Lp 
- 1 mm). 

 
Maximum remnant length = Lp - 1 mm + Min 
 

 Setting 
 
 
Before handling the bar feeder, stop the lathe at the end of part cycle ! 
 
 

 
 

 
1 

 

 
[STOP] 

 

 
Press the key [STOP]. 

 
2 

 

 
 

 
Enter the main menu. 

 
3 

 

 
 

 
 

 
[ENTER] 

 

 
Enter the menu "positions / torques". 
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4 
 

 
[SET] 

 
Press the key corresponding to the icon [SET]. 
 
Depending on which sequence the bar feed is in when the parameter is selected, the 
available functions and icons can change : 
 

Conditions Available functions 
By offset correction By teaching 

- Loading table down 
- No bar stock in the loading 

channel 
Icon [+/-] Icon [TEACH IN] 

- Loading with extended loading 
pusher Icon [+/-] --- 

 
Setting by offset correction:  jump to point 5 
Setting by teach in:  jump to point 6 
 

 
5 

 

 
[+/-] 

 
[+/-] By offset correction: 

· Press the key corresponding to the icon [+/-]. 
· The current end of bar position (Z) is displayed. 
· Enter with the direction keys the correction to insert, and press the [+] icon 

to add the value, or the icon [-] to subtract it. The new value is stored. 
· To exit the end of bar set mode, press the key attributed to the icon [ESC]. 

 
Jump to point 7. 

 
6 

 

 
[TEACH IN] 

 

 
[FWD] 

 

 
[ENTER] 

 

 
[TEACH IN] By teaching: 

· Press the key attributed to the icon [TEACH IN]. The display shows the 
current end of bar position. 

· Press the key [FWD] and advance the pusher to the desired position (see 
previous page). 

· To validate the new end of bar position, keep [ENTER] pressed until the 
icon disappears. 

 

 
7 

 

 
[ESC] 

 
or 
 

 
[STOP] 

 

 
To exit the set mode, press the keys [ESC] or [STOP]. 
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8. TOP-CUT POSITION 

 Description 
During the loading cycle, the bar is automatically loaded and 
positioned into the spindle, outside the clamping device of the 
lathe (chuck or actuator). 
 
This positioning corresponds to a value (Z) programmed by the 
operator, which is equal to the distance between the measuring 
cell and the position of the material in the lathe clamping device. 
 
With this system, the setting is the same for any bar length. 

 Setting 
 
 
Before handling the bar feeder, stop the lathe at the end of part cycle ! 
 
 

 
 

1 
 

 
[STOP] 

 

 
Press the key [STOP]. 

 
2 

 

 
 

 
Enter the main menu. 

 
3 

 

 
 

 
 

 
[ENTER] 

 

 
Enter the menu "positions / torques". 

 
4 

 

 
[PG DOWN] 

 

 
Go to the screen "top cut position". 

 
5 

 

 
[SET] 

 
Press the key corresponding to the icon [SET]. 
 
Depending on which sequence the bar feed is in when the parameter is selected, the 
available functions and icons can change : 
 

Conditions Available functions 
By offset correction Teach in 

- Loading table down 
- No bar stock in the loading 

channel 
Icon [+/-] Icon [TEACH IN] 

- Loading with extended loading 
pusher Icon [+/-] --- 

 
By offset correction:  jump to point 6 
By teach in:  jump to point 7 
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6 

 

 
[+/-] 

 
[+/-] By offset correction: 

· Press the key attributed to the icon [+/-].  
The current top-cut position (Z) is displayed. 

· Enter with the direction keys the correction to insert, and press the [+] icon 
to add the value, or the icon [-] to subtract it. The new value is stored. 

· To exit the top-cut position set mode, press the key attributed to the icon 
[ESC]. 

 
Jump to point 8. 
 

 
7 

 

 
[TEACH IN] 

 

 
[START] 

 

 
[FWD] 

 

 
[ENTER] 

 

 
[TEACH IN] By teaching: 

· Press the key attributed to the icon [TEACH IN]. 
· Press the key attributed to the icon [START]. 
· The loading channel raises and grasps a bar as it passes by. The feeding 

pusher inserts the bar into the lathe spindle. The feeding pusher returns to 
its reference position. The loading channel goes down. The feeding pusher 
is now facing the spindle. 

· Press the key [FWD] and advance the bar stock to the desired position 
(see previous page). 

· To validate the new top cut position, keep [ENTER] pressed until the icon 
disappears. 

 

 
8 

 

 
[ESC] 

 
or 
 

 
[STOP] 

 
To exit the set mode, press the keys [ESC] or [STOP]. 
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9. REQUEST FOR REFERENCE POINT 
 
This function allows for locating the points of origin of the bar-feed system (positioning) 
 

 
 
Before handling the bar feeder, stop the lathe at the end of part cycle. 
 
 

 
 

1 
 

 
[STOP] 

 

 
Press the key [STOP]. 

 
2 

 

 
 

 
Enter the main menu. 

 
3 

 

 
 

 
 

 
 

 
[ENTER] 

 

 
Enter the menu "Misc. applications". 

 
4 

 

 
[PG DOWN] 

 

 
Go to the screen "Request for reference point". 

 
5 

 

 
[BAS] 

 

 
Press the [ARROW DOWN] for the selected mode. 

6  

 
[ENTER] 

 

 
Press the key corresponding to the icon [ENTER]. 

 
7 

 

 
[ESC] 

 
ou 

 

 
[STOP] 

 
To exit the set mode, press the keys [ESC] or [STOP]. 
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10. APPLICATION SETUP 
This machine allows the quick and easy selection of preconfigured applications. 
 
Following working modes are always available: 
 

1. Feeding with turret 
2. Feeding without turret 
3. Miscellaneous functions (Dry Run, etc.) 
 

 
Additionally, depending on the lathe and the unlocked functions, following working modes may be available: 

 
4. Work with sub-spindle 
5. One shot shaft loading 

 
 

 
Following examples describe how to set a simple application. Depending on the unlocked 
options, several additional parameters may be added to end the setup. 
 
 

 
Working example with feeding with turret, moving to position 
 

1 
 

 

Enter the main menu. 

 
2 

 

 
 

 
[ENTER] 

 

 
Main menu: 
 
Enter the menu "application setup". 

 
3 

 

 
[ENTER] 

 

 
Application setup menu: 
 
Select the working mode "feed with turret" (default). 

 
4 

 

 
[ENTER] 

 

 
Application setup menu: turret management: 
 
Select the parameter "moving to position" (default) 
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11. SETTINGS RELATED TO MACHINED PARTS 

 Parameter settings 
 
 
Following examples describe how to set a simple application. Depending on the unlocked 
options, several additional parameters may be added to end the setup.  
 

 
For other profiles than round, hex or square, please contact your local LNS representative. 
 

 Example 1: round bars 
 

Bar profile round 
Bar diameter 20.0 mm 
Length of pieces to be machined 55.0 mm 
Thickness of the cut off tool 2.0 mm 

 
Conditions: 

· The loading table is in low position 
· 2 bars of the new diameter are on the loading table 
· Bar feeder in STOP mode 

 
a) Parameters 
 
 

1 
 

 

Enter the main menu. 

 
2 

 

 
[ENTER] 

 

 
Main menu: 
 
Enter the menu "part setup" (default – see value between [ ]). 

 
3 

 

 
[ENTER] 

 

 
Part setup menu - profile: 
 
Select the parameter "round" (default – see value between [ ]). 

 
4 

 

 
[left/right] 

 

 
[up/down] 

 

 
[ENTER] 

 

 
[ENTER] 

 

 
Part setup menu – Bar stock diameter 
 
To change the value, press any direction key. A cursor is displayed under the first 
digit. 
 

   to modify the cursor position 
 

   to modify the digit selection 
 
To store the value, press the key corresponding to the icon [ENTER]. 
 
Jump to the next screen by pressing the key corresponding to the icon [ENTER]. 
 
 
Note: the procedure can be interrupted at anytime by pressing the key 

corresponding to the icon [ESC]. 
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5 

 

 
[left/right] 

 

 
[up/down] 

 

 
[ENTER] 

 

 
[ENTER] 

 

 
Part setup – Overall part length 
 
To change the value, press any direction key. A cursor is displayed under the first 
digit. 
 

   to modify the cursor position 
 

   to modify the digit selection 
 
To store the value, press the key corresponding to the icon [ENTER]. 
 
Jump to the next screen by pressing the key corresponding to the icon [ENTER]. 
 
 
Note: the procedure can be interrupted at anytime by pressing the key 
corresponding to the icon [ESC]. 
 

 
6 

 

 
[up/down] 

 

 
[ENTER] 

 

 
Part setup menu – Number of clamping device openings 
 
To change the value, press on the up or down direction key (see the value displayed 
between [ ]). 
 

  to add a clamping device opening 
 

  to remove a clamping device opening 
 
To store the value, press the key corresponding to the icon [ENTER]. 
 
 
Note: the procedure can be interrupted at anytime by pressing the key 
corresponding to the icon [ESC]. 
 

 
7 

 

 
[ESC] 

 
or 
 

 
[STOP] 

 
To exit the setup mode, press the key [ESC] or [STOP]. 

 
 
b) Mechanical settings: 
 

· Install the 12 mm diameter pusher; 
· If the stock is tubing, install the special adapter; 
· Check that the table and the loading fingers are in the "Round bars" position. 
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 Example 2: hexagonal bars 
 

Bar profile hexagonal 
Bar diameter 50.0 mm 
Length of pieces to be machined 37.0 mm 
Thickness of the cut off tool 2.0 mm 

 
 
Conditions: 

· The loading table is in low position 
· 2 bars of the new diameter are on the loading table 
· Bar feeder in STOP mode 

 
 
a) Parameters 
 
 
 

1 
 

 

Enter the main menu. 

 
2 

 

 
[ENTER] 

 

 
Main menu: 
 
Enter the menu "part setup" (default – see value between [ ]). 

 
3 

 

 
 

 
[ENTER] 

 

 
Part setup menu - profile: 
 
Select the parameter "hexagonal" (see value between [ ]). 

 
4 

 

 
[left/right] 

 

 
[up/down] 

 

 
[ENTER] 

 

 
[ENTER] 

 

 
Part setup menu – Bar stock diameter 
 
To change the value, press any direction key. A cursor is displayed under the first 
digit. 
 

   to modify the cursor position 
 

   to modify the digit selection 
 
To store the value, press the key corresponding to the icon [ENTER]. 
 
Jump to the next screen by pressing the key corresponding to the icon [ENTER]. 
 
 
Note: the procedure can be interrupted at anytime by pressing the key 

corresponding to the icon [ESC]. 
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5 

 

 
[left/right] 

 

 
[up/down] 

 

 
[ENTER] 

 

 
[ENTER] 

 

 
Part setup – Overall part length 
 
To change the value, press any direction key. A cursor is displayed under the first 
digit. 
 

   to modify the cursor position 
 

   to modify the digit selection 
 
To store the value, press the key corresponding to the icon [ENTER]. 
 
Jump to the next screen by pressing the key corresponding to the icon [ENTER]. 
 
 
Note: the procedure can be interrupted at anytime by pressing the key 
corresponding to the icon [ESC]. 
 

 
6 

 

 
[up/down] 

 

 
[ENTER] 

 

 
Part setup menu – Number of clamping device openings 
 
To change the value, press on the up or down direction key (see the value displayed 
between [ ]). 
 

  to add a clamping device opening 
 

  to remove a clamping device opening 
 
To store the value, press the key corresponding to the icon [ENTER]. 
 
 
Note: the procedure can be interrupted at anytime by pressing the key 
corresponding to the icon [ESC]. 
 

 
7 

 

 
[ESC] 

 
or 
 

 
[STOP] 

 
To exit the setup mode, press the key [ESC] or [STOP]. 

 
 
b) Mechanical settings: 
 

· Install the 20 mm diameter pusher; 
· If the stock is tubing, install the special adapter; 
· Check that the table and the loading fingers are in the "Round bars" position; 
· Check the procedure for profiled bars. 
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 Example 3: square bars 
 

Bar profile square 
Bar diameter 40.0 mm 
Length of pieces to be machined 58.0 mm 
Thickness of the cut off tool 2.0 mm 

 
 
Conditions: 

· The loading table is in low position 
· 2 bars of the new diameter are on the loading table 
· Bar feeder in STOP mode 

 
 
a) Parameters 
 
 
 

1 
 

 

Enter the main menu. 

 
2 

 

 
[ENTER] 

 

 
Main menu: 
 
Enter the menu "part setup" (default). 

 
3 

 

 
 

 
[ENTER] 

 

 
Part setup menu - profile: 
 
Select the parameter "square". 

 
4 

 

 
[left/right] 

 

 
[up/down] 

 

 
[ENTER] 

 

 
[ENTER] 

 

 
Part setup menu – Bar stock diameter 
 
To change the value, press any direction key. A cursor is displayed under the first 
digit. 
 

   to modify the cursor position 
 

   to modify the digit selection 
 
To store the value, press the key corresponding to the icon [ENTER]. 
 
Jump to the next screen by pressing the key corresponding to the icon [ENTER]. 
 
 
Note: the procedure can be interrupted at anytime by pressing the key 

corresponding to the icon [ESC]. 
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5 

 

 
[left/right] 

 

 
[up/down] 

 

 
[ENTER] 

 

 
[ENTER] 

 

 
Part setup – Overall part length 
 
To change the value, press any direction key. A cursor is displayed under the first 
digit. 
 

   to modify the cursor position 
 

   to modify the digit selection 
 
To store the value, press the key corresponding to the icon [ENTER]. 
 
Jump to the next screen by pressing the key corresponding to the icon [ENTER]. 
 
 
Note: the procedure can be interrupted at anytime by pressing the key 
corresponding to the icon [ESC]. 
 

 
6 

 

 
[up/down] 

 

 
[ENTER] 

 

 
Part setup menu – Number of clamping device openings 
 
To change the value, press on the up or down direction key (see the value displayed 
between [ ]). 
 

  to add a clamping device opening 
 

  to remove a clamping device opening 
 
To store the value, press the key corresponding to the icon [ENTER]. 
 
 
Note: the procedure can be interrupted at anytime by pressing the key 
corresponding to the icon [ESC]. 
 

 
7 

 

 
[ESC] 

 
or 
 

 
[STOP] 

 
To exit the setup mode, press the key [ESC] or [STOP]. 

 
b) Mechanical settings: 
 

· Install the 20 mm diameter pusher; 
· If the stock is tubing, install the special adapter; 
· Check that the table and the loading fingers are in the "Square bars" position; 
· Check the procedure for profiled bars. 
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MAINTENANCE 
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1. MAINTENANCE 
 

 
Please read the safety instructions provided at the beginning of this manual before handling 
the following devices. 
 
 

 Batteries 
In the event of a power failure, a backup battery saves the data contained in the SERVO amplifier. It is 
possible that with time this battery will slowly drain; in this case a message will be displayed on the remote 
control. The battery must be replaced as soon as possible with a battery of the same type. 

 
 
Switching power off when the message “Battery low” could lead to loss of parameters. Don’t 
switch the power until the battery has been replaced. 
 
 

 Cleaning 
As with any vehicle, machinery, or device, regular cleaning of your bar feed system can only serve to 
improve its operation and prolong its useful life. 
For cleaning on the outside, use a soft cloth and a regular detergent, for the inside, use a cloth or a brush. 
However, make sure that the rollers and parts made of synthetic materials do not come into contact with 
these products. 
The use of compressed air for cleaning is not advisable, because particles could become lodged in sensitive 
areas and impede the proper operation of the bar feed system. 
 

 
At no time should solvents, such as acetone, or diluents be used for cleaning the bar feed 
system. At no time should cleaning products come into contact with electrical components. 
 
 

 Spare parts 
Without the written consent of LNS SA, no addition or modification of the machine or spare parts 
can be undertaken.  
 
LNS SA assumes no responsibility when using spare parts which were not provided by LNS SA. 
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1. SPECIFICATIONS 

 Description 
The following items represent the requirements of the LNS Parts Library. 

 

PLC Model: SAIA®, PCD3 M5340 
 
Firmware: 1.24.25 or later 
 
Software Version: 020.200 
 
Software Number: 0.02 or later 
 
Memory Module (Slot M1): SAIA®, PCD7.R550M04 
 
File System: SAIA® File System (SFS) 
 
Maximum Number of Parts: 500 
 
Naming Convention (Numeric): 1-99999999  
 
Note: For the FTP connection, a minimum Cat5e crossover cable is required. 
 

2. FUNCTIONS 

 Description 
The following items represent the applicable functions of the LNS Parts Library. 

 
ADD PART (F3-ADD): If part exists there will be a prompt to overwrite 
 
DELETE PART (F4-DEL): Part must exist and not be the active part 
 
LOAD PART (F1-LOAD): Loads the selected part into current memory 
 
File Type: Saves only the Part file (Example: PART00000001…PART99999999) 
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3. ADDING PARTS 

 Description 
Adding parts to the library requires a few simple steps.  Once the process is complete, a copy of the 
current parameters will be stored out to the memory module under a given name (numeric).  This part can 
then be recalled (Loaded) when needed, after which all associated parameters will be restored as the 
current parameters.   
 

 Procedure 
Step 1:  Adapt all the necessary parameters for a given setup.  This includes any parameters 

related to: 
- Part Setup; 

- Application Setup; 

- Positions / Torques 

- Etc… 

Note: Since the Parts Library is located in the Part Setup menu, it is recommended to 
modify all parameters first. Parts can only be added if the bar feed is in “stop mode” and 
the loading table is in its lower position. 

 

Step 2:  Navigate to the last page of the Part Setup menu. 

 

 

 

 

 

  

Step 3: Press the up arrow key to enter the Parts Library.  

 

 
 
 
 
 
 
 
 
Step 4:  Press the F3 key (ADD). Use the up / down / left / right arrow keys to enter a Part 

Number.  Once the part number has been established, press the F3 (ENTER) to save the 
file.  The Total Parts value will increase by one when the PLC has finished saving the file 
on the memory module. 

 

 

 
 
 
 
 
 
 
 
 

PARTS LIBRARY 
 

ACTIVE PART [       #] 
 
TOTAL PARTS [       #] 
       
 
     ESC   ENTER    

PARTS LIBRARY 
 

ACTIVE PART [       #] 
 
TOTAL PARTS [       #] 
       
 
LOAD   ESC   ADD   DEL   

 
 
  ENTER PART NUMBER      
 
       ######## 
 
 
     ESC   ENTER    
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Note: When attempting to save a part which already exists, a prompt will be displayed to confirm that 
the intent is to overwrite the existing parameter settings of that part. 

 
 
 
 
 
 
 
 
 
 
  
Pressing F1 will overwrite the part. Pressing F4 will abort the operation and NOT overwrite the part. 
 

4. LOADING / DELETING PARTS  

 Description 
Loading and deleting parts from the library requires a few simple steps.  When loading a part file, the PLC 
retrieves all the parameters associated to the part file and sets them as the current values.  When deleting 
parts from the library, the part file located on the memory module is permanently erased. Parts can only be 
loaded and deleted if the bar feed is in “stop mode” and the loading table is in its lower position.  

 

Step 1:  Navigate to the last page of the Part Setup menu. 

 

 

 

 

 

  

Step 2: Press the up arrow key to enter the Parts Library.  

 

 
 
 
 
 
 
 
Step 3:  Press the F1 key (LOAD). Use the up / down / left / right arrow keys to enter a Part 

Number.  Once the part number has been established, press the F3 (ENTER).   

 

 

 
 
 
 
 

 
Note: When attempting to load a part, a prompt will be displayed to confirm that the intent is to load the 

part.  

 
 
     PART EXISTNG!             
      OVERWRITE? 
       
 

                   X   

PARTS LIBRARY 
 

ACTIVE PART [       #] 
 
TOTAL PARTS [       #] 
       
 
     ESC   ENTER    

PARTS LIBRARY 
 

ACTIVE PART [       #] 
 
TOTAL PARTS [       #] 
       
 
LOAD   ESC   ADD   DEL   

 
 
  ENTER PART NUMBER      
 
       ######## 
 
 
     ESC   ENTER    
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Step 4:  A prompted will now appear asking for the confirmation that the correct changeover 

components have been installed.  

 This includes (but not limited to): 

· Bar feed pusher 

· All special bar feed application adaptations 

· Machine tool spindle liner 

· Machine tool clamping configuration 

· Etc. 

  
 
 
 
 
 
 
 
 
Pressing F1 will load the part. Pressing F4 will abort the operation and NOT load the part. 
 
Important! Pressing the F1 key is a confirmation that both the bar feed and machine tool are properly 

configured to manufacture the specified program. Serious personal and machine damage 
is possible if the bar feed and machine tool are not properly configured! 

 

 Deleting Parts 
 
Step 1:  Navigate to the last page of the Part Setup menu. 

 

 

 

 

 

  

Step 2: Press the up arrow key to enter the Parts Library.  

 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

PARTS LIBRARY 
 

ACTIVE PART [       #] 
 
TOTAL PARTS [       #] 
       
 
     ESC   ENTER    

PARTS LIBRARY 
 

ACTIVE PART [       #] 
 
TOTAL PARTS [       #] 
       
 
LOAD   ESC   ADD   DEL   

 
        CONFIRM 
  CORRECT CHANGEOVER 
      COMPONENTS 
     ARE INSTALLED 
 

                   X   
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Step 3:  Press the F4 key (DEL). Use the up / down / left / right arrow keys to enter a Part 

Number.  Once the part number has been established, press the F3 (ENTER)..  

 

 

 
 
 
 
 
 
 
Step 4:  A prompted will now appear asking for confirmation to delete the part. 
 
 
 
 
 
 
 

 

 

  Pressing F1 will delete the part. Pressing F4 will abort the operation and NOT delete 
the part. 

 

5. ADDITIONAL INFORMATION 

 START-UP 
When the bar feed is powered on with the “M1” memory card installed and properly configured the following 
screen will appear before the bar feed is functional. 
 
 
 
 
 
 
 
 
 
 
 
 
 
Initializing the Parts Library - is a memory re-allocation process of the “M1” memory card. When a program 
is deleted from the Parts Library the memory allocated to that program is not released and is still considered 
used. The re-allocation process restores the previously used memory to free memory. 
 
This process is performed each time power is cycled to the bar feed. 
 
 
 

 

 

 

 
 
     CONFIRM PART 
       DELETION? 
       
 

                   X   

 
 
  ENTER PART NUMBER      
 
       ######## 
 
 
     ESC   ENTER    
 

 
 
     INITIALIZING 
 
    PARTS LIBRARY… 
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6. FTP (Parts Library Backup) 

 Description 
 

The files saved in the Parts Library can be accessed for backup purpose using an FTP Client software. 
This example uses FileZilla to access the saved files. 

 Accessing the files 
It is necessary to know the IP address of the PLC in order to access the files located on the memory card 
in slot M1 of the PLC. (Example: 192.168.10.197, default). Use the following information to setup FileZilla. 

 

Host:  IP Address (Example: 192.168.10.197) 

Username: part 

Password: library 

Port:  N/A 

 

 Backup 
 

There are two files which must remain on the card in order for the Parts Library to function: 

1. PART00000000.DAT (contains the active and total part count) 

2. CONFIG.DAT 

Neither of these files is usable by the operator but must be located on the card. 
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To create a backup copy, simply select the desired file or files and drag them to the directory which they 
will be stored. 

 

The files are stored at the following location on the M1 memory card: /M1_FLASH/PART 

 Closing the FTP session 
When closing the FTP session it is important to use the disconnect function of the FTP Client. This closes 
the session on the PLC.  

If the disconnect function is not used the FTP session on the PLC is not closed and remains open. This can 
create problems if try to reconnect without power cycling the PLC.  
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1. ORDERING FORM 
 

This form should be photocopied, duly filled out, and returned to your retailer or nearest LNS agent 
 
 
Company name: 
 
 
Person in charge: 
 
 
Address: 
 
 
ZIP:    City: 
 
 
Country: 
 
 
Phone: 
 
 
Fax: 
 
 
Type of device: 
 
 
Serial number: 
 
 

Qty. Ordering no. Description 

   

   

   

   

   

   

   

 
 
Expected delivery: 
 
 
Location and date: 
 
 
 
Signature and stamp of the company: 
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2. PROGRAMMING EXAMPLE 
 

 MAIN PROGRAM 
 

   

N... ”M” CODE “LATHE IN AUTOMATIC 
CYCLE” 
 

   

N... SPINDLE STOP 
 

   

N... COOLANT OFF 
 

   

N... TURRET TO FEED IN POSITION 
 

   

N... COLLET OPEN 
 

   

N... TURRET TO FEED OUT POSITION 
 

   

N... END OF BAR CHECK 
(PROGRAM JUMP)  > 
 

 > SUB-PROGRAM 

N... CLOSE COLLET 
 

 N... TURRET HOME 
 

N... CLEAR TURRET 
 

 ... “M”CODE (DWELL/LOAD) 
 

N...  
 

 N... CLOSE COLLET 
 

   N... START SPINDLE 
 

 PART PROGRAM  N... COLLANT ON 
 

N... X, Z, G, F, T, S, M, ... 
 

 N... TOP CUT MATERIAL 
 

N... MACHINE PART 
 

 N...  

N... PARTS CATCHER IN (IF AVAILABLE) 
 

 N...  

N... CUT OFF 
 

 N... END OF SUB-PROGRAM 
 

N... PARTS CATCHER OFF (IF 
AVAILABLE) 
 

 < (RETURN TO MAIN PROGRAM) 

N...  
 

   

N...  
 

   

N... X, Z, G, F, T, S, M, ... 
 

   

N...  
 

   

N... END OF PROGRAM (LOOP) 
 

   

 
 
Important: The above is an example only. Programming may change according to the interface 
between the lathe and the bar feed. 
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3. LNS ADDRESSES & CONTACTS 
 
 

LNS Europe : www.lns-europe.com 

LNS America : www.lns-america.com 

LNS Asia : www.lns-asia.com 

 


