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LOI NOI AU

Khoa hoc va cong nghé ngay cang phat trién trén thé gidi. Chiing ta cin trang
bi ki€n thiic khoa hoc k§ thuat va cong nghé cho cong nhan tré, nhitng nguoi
mong mudn dugc hoc tap va nghién ctu d€ tiép tuc su nghiép phat trién nén cong
nghiép Viét Nam.

Dé dédp ting nhu cdu trén, Dy 4n “Tang cudng Kha nang Piao tao Céng
nhin ky thuat tai truong Cao dang Cong nghiép Ha Néi” di duoc thanh lap
va bat dau hoat dong tir ngay 1 thang 4 nam 2000 theo thoa thuan hop tic k¥
thuat gilta hai chinh phi Vi¢t Nam va Nhat Ban. Day la du an hop tdc kj thuat vé
day nghé trén 3 linh vuc: Gia cong kim loai tdm, Diéu khién dién va Gia ¢ong co
khi.

Cuén gido trinh “Céong nghé dot dap CNC” dugc viét vé6i sir hd trg clia
chuyén gia Nhat Ban 1a mét trong nhiing két qua hoat dong cta Duy an.

Gido trinh nay dé cap téi kién thic vé cong nghé gia cong tdm trén may CNC.
Noi dung gido trinh hudng din phuong phép cai dit, si dung phin mém gia
cong, phuong phap lap trinh, thao tic van hanh, bao dudng va xir 1y 161 trén may
dot dap CNC CP1250 cua hang Tailift véi phan mém Cnckad 2002.

Chiing 61 tin chdc rdng cudn gido trinh nay s& ¢6é nhiéu hitu ich khong chi
cho gido vién va hoc sinh trong cdc truong day nghé ma cho ca cong nhan, cin
bo k¥ thuat & cac ¢o sO san xuat.

Maic du rat ¢6 gang, song chic s& khong tranh khéi nhitng thidu sét, chiing toi
rit mong nhan dugce sy gép ¥ xdy dung cua cdc ban déng nghiép va cdc nha

chuyén mén d¢€ gido trinh dugc hoan thién hon.

Théng 2 nam 2005
Du an JICA-HIC

Ban gia c6ng kim loai tam
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PHAN 1: PHAN MEM CNCKAD 2002

CHUONG 1: CAI PAT CNCKAD

Phian nay bao gom nhiing chiic niang cong viéc da dugc mac dinh, nhiing
chic nang nay dugc cai dat trong CneKad va ¢6 lién quan dén diéu kién dac biét
ctia chuong trinh. Vi du, lua chon dé cai dat don vi do nhu mét hoac Inches... C6
nhiing chic nang da dugc thiét 1ap méac dinh trude cho cdc lénh dugc si dung
trong qud trinh gia cong ban v&, qud trinh dot va cat Laze. C6 nhiéu ché do mac
dinh dugc thiét lap trude cho ngudi st dung va thong thudng ché do mac dinh
khong bi thay doi, vi du nhu dung sai lam viéc ctia chuong trinh.

Tat ca cac ché do dugc cai dat trong cdc trang giao dién sau déu c6 thé duoc
mac dinh trong CncKad va két qua cta viée thay doi ché do cai dat tai céc giao
di¢n trén s€ duoc chay trong chuong trinh va tai phan tao chuong trinh ma NC.

Dé truy cap ché do cai dat khdc nhau, st dung danh muc cai dat sau:

Settings |
Settings.,.
Languages. ..
Set Font, .

I. Cai dat (Settings)

C6 hai ché¢ do mac dinh khdc nhau, & d6 c6 thé xac dinh:

- General Defaults. Ch¢ do mac dinh chung (thiét lap hop thoai hién hanh).

- Part Defaults. Che do mac dinh chi tiét (hop thoai xdc dinh tham s6).

Hai loai mac dinh dugc truy cap thong qua cdc hop thoai khac nhau va tuong
doi giong nhau trong nhimng tham s6 cai dat, nhung c¢6 mot su khéc biét
I6n d6 la méac dinh chi tiét gia cong chi xdc dinh ché do mac dinh cho nhiing
phan dang lam viéc hién hanh va s& khong anh hudng t6i qua trinh thuc hién tiép
theo, trong khi dé6 mac dinh chung lai xdc dinh cho céc chi tiét dugc thuc hién
v6i khu vuc chi dinh nay.

St dung cdc thanh khdc nhau dé truy cap nhiing File dugc cai dat.
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UserData | Working Defaults }
Sheet Processing Technology | Reposiion {
Display Machine ] Aute |

Post-Processor Options

Punch And Cut Wamings | DFT Text

Cutting Parameters ] Material
1. Thanh hién thi (Display tab)

Khi hop thoai cai dat duoc md, thanh hién thi luon luon xuat hién & ngay
trang dau tién. Su xuat hién cha trang nay cung véi nhitng lua chon c6 anh huong

khong ddng ké t6i cdc ban v& dugc hién thi trén man hinh:

X
User Data | Working Defaults l Post-Processaor Options i
Sheet Processing Technology ] Reposition } Purch &nd Cut Warmings 1 DFT Text |
Display 1 Machine ] Auto l Cutting Parameters ! Material |
Dimensions - Systern Origin-
?imens.im Type 'IIZIfimerjsion mode L Topleft
- :Z”;on:a‘ b Single " Top-Right
rtical b . |
o (1 O Seial | & BottomeLeft
¥ Dingonal "' " Fiom Base Pont [ =B Right
" Angle L S L T T P ottom-. - )
{" Radus © Tewt Size 12 " [ Black BackGround
 Diameter i !
& [§ i
- gl Cdnow Size 3
" Angleta' |
W Show Amow
r -

DK ] Cancel l A | Help i

Mmoot ol b m monBfa s

Céc phan lua chon & day bao gom nhiing thiét lap mac dinh dugc ding dé bo
sung kich thudc cho chi tiét. Qud trinh bo sung kich thudc sé dugc lam trong thoi
'gian dau khi thuc hién chuong trinh CncKad cting véi nhitng ché do cai dat s¢
duoc sir dung trong phan nay. Do d6 can xac dinh ché do cai dat thich hop theo

nhitng muc da lua chon khi phan 16n ching dugc sir dung thudng xuyén.
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L.1. Kiéu kich thuée (Dimention Type)

Phén nay duoc cai dat kiéu kich thudc mac dinh, n6 sé dugc dua ra trong muc
lva chon Iénh kich thudce (Dimention) ciia phan Draw menu. Trong phian mém
nay kich thude thudmg duge s dung theo hai kiéu ngang (Horizontal) hoac doc
(Vertical).

1.2. Ché d¢6 kich thudc (Dimension mode)

Phan Iua chon nay ding dé cai dat ché d¢ kich thuée mic dinh, né s& duoc
dua ra trong muc lua chon 1énh kich thudc clia phan Draw menu.

Phan nay thudng dugc str dung véi ché do kich thude don (Single).

1.3. Kich thuréc van ban (Text Size)
-+ Day la qua trinh cai dat mac dinh cho kich thuéc van ban.
1.4. Kich thiréc miii tén (Arrow Size)
bay 1a qua trinh cai dat mac dinh cho kich thude mii tén.
1.5. Hién thi miii tén (Show Arrow)

Phan nay s€ xdc dinh ¢6 hién thi kich thuéc ctia miii tén hay khong.
1.6. Hé toa do goc (System Origin)

Lua chon nay ding dé cai dat gia tri cla toa do géc, tai d6 s¢ 1a diém tham
chicu cua hé thong trong pham vi thyc hién ban vaé.

Hé toa do g6c System Origin trong qud trinh tao chuong trinh NC phu thuéc
vao loai may sir dung, che d6 cai dat nay dugc xdc dinh trong file cai dat may va
s€ khong bi anh hudng do cdch xdc dinh & day.

2. Thanh cai dat may (Machine tap)

Thanh nay ding dé xdc dinh viéc cai dat tdm gia cong va loal may. Nhitng
mdc dinh cai dat & day s€ duge sir dung cho cédc phin vi trf trén tdm. N6 thich
hop dé xdc dinh nhiing thong s6 cai dat nay, dic biét néu thudng si dung nhiing
khoang nho giong nhau xung quanh canh t&m. Lua chon ch€ do mac dinh c¢6 lién
quan t6i may duge st dung, & d6 c6 nhiéu ki€u dot hodc mdy laser. Tuy nhién,

c6 the thay d6i cich xdc dinh ché do déi véi timg loai mdy.
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Khi thanh nay dugc chon thi trang sau dugc hién thi:

X
User Data I Working Defaults I Post-Pracessor Options !
Shest Processing T echnology 1 Reposition ] Punch And Cut Warmings ] DFT Test ]
Display Machine i Auto i Cutting Parameters ] Material ]
Machine
P AMEDA / PEGA3ST 581 ]
Sheet = . Part
Offsets e : ey . Distance betwsen Parts |
 From Drigin From End o dx: |15
dx |10 T Lo dv: [15
dy: |130 a4y [10 ; . Start Parts Placement
i ; . From Clamps
Position * (Opposite Clamps
s MNormal - o ek -
- " Rotate k ;
™ Tum Over i !

-~ Report Template: - -

Repoit Language: English i |Choose Template ~]

File Name: [RPT_ENG_PUNCHT.RTF E dit ]

Machine Settings ! Program Functions. ..

[ ok | Cancel Help JI

2.1. May (Machine)

Néu ¢é nhiéu may duoc sut dung, lva chon may mac dinh dugc sit dung tir
danh sach liét ke Machine. Su lua chon nay c6 thé dugc thay doi bat cir khi nao
trong thoi gian v&, bo sung trong CAM va giai doan gia cong cudi.

2.2. Tam (Sheet)

Nhiing lua chon trong phan nay cho phép dat khoang cich khong gia cong

cho cac chi tiét tir cac canh clia tim va n6 s€ dugc su dung trong sudt qua trinh

gla cong.
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2.2.1. Khoang cach khong gia cong (Offset)

Gia tri cua khodng khong gia cong dugc cai dat tr diém goc (0,0) va tir vi tri
két thic phia trén bén phai cta tam.
2.2.2. Vi tri (Position)

Lua chon nay dung dé xdc dinh tam s& duoc st dung nhu thé ndo. Mot s6
ngudi su dung may c6 khuynh hudng cat mot nlra tim roi sau do lat né lai hoac
xoay no va cit not nira con lai.

Céch nay chi ¢6 ¢ ché do cai dat mac dinh nhiing lua chon c6 thé duoc thay
doi bat cii khi nao trong thoi gian tao chuong trinh gia cong.

2.3. Ban mau (Report Template)

Lua chon nay dung dé chon file mau sé dugc sir dung dé tao ra ban file cho

chi tiét can.

Ving hién thi ctia hop thoai cho phép chon mau véi phan 16n 1a phit hop:

Regart Ten-lp’ate ...... SRREEIES S R AR T

Report Language: ~  Epglish | ]Ehuose Terﬁrﬂate | :J

" File Name: [RPTENG_PUNCHIATF  Edt |

2.3.1. Ngon ngir ban mau (Report Language)
C6 thé ¢6 nhiing ban mau bang nhiéu ngon ngit da duoc dat trong PC.
Trong truong hop nhu vay, khi muén ¢6 su chuyén déi gilta cac ngon ngit, kich

Vao nit |Languuge va s€ dugc hién thi v6i mot hop thoai dé chon ngon ngit mong

muon.
2.3.2. Ban danh sach mau (Report Template list)

Khi m¢ danh muc trong phan nay, s¢ nhin thdy tat ca cic mau c6 san trong

cach chon ngon ngir hién hanh.

] Choose Template

B Choose Template
FPT_EMG_Punchl.cem
RET_EMNG_Punchl it
RET_EMNG_Punchl bt o
RF’T__ET‘JG_PLJHCh_Lai-;er.F.;-:t
RPT_EMNG_Punch_Laser rtf

W[BPT_EMG Punch Laser.oem »

h
P

.
sl

- e
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Ghi chi: Chi nhitng mau dugc dat ién theo nhu quy udc s& dugc hién thi

RPT xxx_tén**,

Vi trf "xxx" biéu thi ngoén ngi di chon, va "**" 1a mot trong ba dinh dang

dugc str dung trong CncKad 2002 - RTF, TXT va OEM.
2.3.3. Ban mau hién hanh (Current Report Template)

Phén lua chon nay hién thi cdc mau s& duge sir dung dé tao ra ban file. Mau
c6 thé dugc tao do chinh ngudi st dung, ngudi st dung c6 thé chon va viél tén,
CncKad s sir dung nd dé tao mot ban mau (Report). Tuy nhién, néu khong
mudn dung mau quy udc da ducc dinh trude trong muc ban danh sich mau -

Report Template List, c6 thé sé chon mau & thanh danh muc,
2.3.4. Chinh sita ban mau (Edit Report Template)

Néu 4n nit nay, s& c6 thé chon méu hién hanh,

Viéc lua chon s& dugec md phu thudc vao kiéu méu:

- Mau RTF s&€ dudgc chon vé Microsoft WordPad.

- Mau TXT sé duoc chon v§i Metalix Editor.

- Mau OEM s¢ dugce chon véi DOS Edit.
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2.4. Cai dat may (Machinem Setting)

Phén Iua chon nay cho phép b6 sung, loai bo va lua chon ché do cai dat trong

may.

Machine Settings

X
Machine Path - ez - Parts Path p
i |C:'\METALIX'\MACHINES\ Browse... ‘ ;C:\.METALIXKP\ Browse, . l

- Machines Selection

Manufacturers: Models Description: Selected Machines:
\ o] [ARIES 222 - [TRUMPF 7 240 Sinumeric 3
BALIU ARIES 245 AMADA /VIPROS 367 QUEEN
BERHENS J ARIES 245 Add - |
BOSCHERT ARIES 255 -
BYSTRONIC FEGA 244
DAEWOO PEGA 255
DURMAZLAR PEGA 244 Remove |
EDEL PEGA 245 v
EUROMAC  w] e | »
Machine Parameters . B : : - .
Edit Machire Files :
Current Machine: @moa L1212 [[Em ZMOL ~]

Edit |

- Tunet: lNone [for LASER machines anly) :J _ W Liné Seth';g"s
- D Char, E ¥ ¢ Line Numbers - T
Directives: [ £ it o _I
o Step: ]1

i

" Masimum Line: 100000

first Line: 10
0

Iéancel | J

2.4.1. Puong dan cua may (Machine Path)

Cai dat muc chi dan, & day cdc file may sé hién hanh.
2.4.2. Puong dan cua chi tiét duoc gia cong (Parts Path)

Cai dat muc chi dan, ¢ day cdc file cta chi tiét gia cong s& duge hién thi.
2.4.3. Chon may (Machine Selection)

Lua chon nay cho phép b6 sung hodc loai bo kiéu may da duoc dat tir dau.
Néu bo sung mot mdy s& c6 cach xac dinh nhiing tham s6 khac nhau cho no, dat
trong phan tham s6 may (Machine Parameters).

2.4.4. Tham s6 may (Machine Parameters)

Phan lua chon nay ding dé quan 1y qu4 trinh cai dat cia may:
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- Mam quay - tham khao ki€éu mam quay d¢ lua chon mam quay may su
dung.
- ID Char - mdi loai may c¢é mét chif cdi riéng biét dé nhan biét.

- Directives - chi thich hop véi mdy clta hing Amada.
- Line Setting - phin nay dugc thuc hién khi tao ma NC.
2.4.5. Chon file may (Edit Machine Files)

Tir thanh danh muc cé thé chon nhiing file khdc nhau, file duge chon ¢6 anh
huong dén phuong phédp thuc hién ciia may va chuong trinh NC CncKad se duoc
tao.

2.5. Chiic nang cua chuong trinh (Program Function)

Chic ning cia chuong trinh ¢6 thé duge bd sung, viée bd sung s& duge thuc
hién trong phén tao chuong trinh NC.

2.6. Gia cong chi tiét (Part Processing)

Khoang cach gitia cdc chi tiét duge mac dinh (Distance Between Parts) cho
phép xdc dinh khoéng cdch theo hudng X va Y gifta céc chi tiét dugc gia cong
trén mot tam. Trong nhiéu trudng hop lva chon nay sé bi ghi d¢ bang Iénh cit
thong thuong.

Phan lua chon nhitng chi tiét gia cong dau tién (Start Parts Placement) cho
phép str dung phan phia trén bén phai cua tim bang viéc mac dinh cho céc chi
tiél, thay vao phia dudi bén trdi. Nhing lva chon nay dugce xdc dinh bang hai
muc: From Clamps va Opposite Clamps.

3. Thanh thiét lap ché do tu dong (Auto tap)

Nhitng lua chon trong thanh thiét 1ap ch€ do tu dong c6 lién quan dén phan

chuyén cdc file tir CncKad t6i chuong trinh AutoNest, CncKad s& phan tich

cdc bién va cho phép qua trinh tu dong dugc thuc hién cho 161 khi hoan thanh.
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Khi thanh nay dugc chon, trang sau dugc hién thi:

XJ
User Data ] Working Defaults ] Post-Processor Options l
Shest Processing Technoloay | Repositon | Punch And Cut Warrings | DFT Text ]
Display ] Machine Auta l Cutting Parameters I Material ]
AutoMest- - - — Ay Processing - - - —-
I Mior Allowed W Vald '
Buffer Size ‘11 - MinPart Size ]1 5
s 2 0¥ . CRP L
" OneWay
T TwaWay
% FourWayp

n‘r‘l&'ny

|' 0K I Cancel it Help

3.1. Ché do tu dong (Auto)

Tat ca nhitng lva chon ¢ day c6 lién quan nhu thé nao t6i cdc chi tiét hién
hanh sé duoc nhap vao AutoNest. Nhiing cai dat nay déu da duoc mac dinh va
ching ¢6 thé dugc thay ddi trude khi chuyén chi tiét gia cong t6i phan xir Iy khéc
va s€ dugc xac dinh lai tir AutoNest.

3.1.1. Cho phép doi xirng (Mirror Allowed)

Phan nay xdc dinh cdc chi tié€t dugc doi xing khi chuong trinh tu dong thiét

lap n6 trén tam.
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3.1.2. Kich thudge chi tiét duoc gia cong (Buffer Size)

Xac dinh kich thudc cho chi 1iét ¢an gia cong bang pham vi cua dudng bao,
vGi pham vi dé cdc chi tiét khac khong thé dat trong né.
3.1.3. Huémg gia cong (Direction)

Cho phép xac dinh hudng cén gia cong cliia moét chi ti€t khi n6 duge thiet lap
trén tam.

3.2. Qua trinh gia cong tu dong (Auto Processing)

Néu 6 gid tri (Valid) dugc sit dung, CncKad s€ tyr dong phan tich bién cua
cdc chi tiét duge gia cong va chon chinh xdc kich thude dot hoac cat, sau do
chuong trinh s& thuc hién dot tai cédc vi tri yéu cdu dugc thi€t 1ap trén chi tiét gia
cong (Auto-Punch).

Kich thudc cha chi tiét gia cong nhd nhit (Minimum Part Size) ding dé xac
dinh viing sir dung gia cong nhé nhét cho mot chi tiét, ving nay ¢6 thé dugc coi
nhu mot chi tiét phan nay duge xdc dinh trong phan mac dinh lam viéc
(Working defaults).

4. Tham so cat (Cutting Parameter)

Lua chon tham s& cit cho phép xdc dinh ché€ do mac dinh khi lua chon cat.

10
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Khi thanh nay duoc chon, trang sau dugc hién thi:

User Data | ‘Warking Defaults ] Post-Processor Options ]
Sheet Processing Technalogy 1 Reposition ] Punch And Cut 'Wamings ] DFT Test I
Display | Machine |  Auo Cutting Parameters Material |
Erlstry o | - ~Piercing - -
Poit  [END 7] st Method N ORMAL ~]
Twe  [STRAIGHT Rai o  Gon Sediviid S -
. ' End K Hrie Pk O
. Length ]-‘; ! i [
? N ' a 4 :
. Side _{LEFT ﬂ RS - Position ]BDLIND .:j
o . e
Type iSTH.MGHT ‘:J Beam Diameter IUE
Length ID | Contour Overlap o !
~ Comer CuEliHﬁ St;dé T S SN S S e WAL o AR
i Slow ..... . o I
Mas Angle IE—._ ; Under Radius 0 Cooling -
. 'Distance Before [0 ;
- Loops - : S i - Cooling Time:
Size E_ﬁ“ :Dtslance After 1!] H {G_‘ !
R iy . --'Trave'IG'aE T
Piercing v & Low |20 T Low |15
Cutting 2 ol ) '
: e T Medium W_ " Medium I25_-_
Piercing Ga . :
cing Lap | ]U " High IEU_ " High IE—
) —— SPa - - - (:4 . - " -
Cutting Gap IG ~ EndGap |1U Flapid 1
I—Tl Cancel | ] Help ‘

5. Thanh xac dinh loai vat liéu (Material tap)

Tir thanh nay c6 thé xac dinh loai vat li¢u da duoc cai dat trong phan mém va

do day dugc st dung véi bat cit mot chi tiét mdi nao dugc tao ra.

Khi thanh nay dugc chon, trang sau sé duogc hién thi:
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i ]
UserData ] Warking Defaults I Post-Processor Options |
Sheet Processing Technology ] Reposition ] Punch And Cut Wamings ] DFT Text ]
Display | Machine |  Auto | Cutting Paramsters Material
Material List ;D A1050- :.{
Sheet Type - -~
& N -~ Sheet Thickness 2 -
(e MNormal i ]
" Formed
T legular
. Sheet Database -~ -~
© Material List Thickness
s Atoso- . 2] EditMaterial I |
L asosz _
n_. e o i
3PH _ ~
Material 0 A1050-
Thickness 1 mm
X | ¥ | Quantity Standard Sizes I
* A
[ oK | cancel | Help
i

5.1. Vat liéu mac dinh (Default Material)

Phan nay cho phép xéc dinh loai vat liéu dugc mac dinh. C6 thé chon loai va

chiéu day cta vat liéu tir thanh danh muc va xac dinh ki€u tdm can gia cong.

5.2. Co so dir liéu tam (Sheet Database)

Loai vat lieu duoc quan 1y bang viéc truy cap dit liéu co s& tir thanh nay. De

bé sung mot loai vat licu méi, kich chuot vao niit | Edit Material |, Sau khi an nuit

niy, mot cira s6 danh sach vat liéu s& m& (Material List), & d6 c6 thé thuc hién

nhitng thay déi theo yéu cau.

12
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5.2.1. Danh muc vat liéu (Material List)

bay la clra s6 dung dé thuc hién nhiing thay déi trong Material Database:

Material List X
Ho Narne Tannage | Density | Clearance|Clearance| Clearance | Machine | Material _A_j
= [Kg/mm2]{[{Griem3]] Min % Best % Max % Name | Class ||
i SPH 40 78 10 15 20 SPH 3]
¥ csus 85 78 15 20 25 C-8Us 1
45 ISUS  is§ 815 - L
L [ S L N 20 =3 ps
|7 SS400- 45 7B 12 18 2 e L)
{5 ISECC 85 .78 15 o s SEGe 10
|5 A-SC 40 78 0 15 20 _ASPC O
{10 COPPER 28 35 8 12 "M TlcopP 2
'l {BRASS 28 35 6 L 18 BRASS 12
5 : | ik S
<] | 13
Pint_|

Dé bo sung mot vat liéu méi, nhap tén ctia né vao phan ghi tén ctia ban thao
dugc ky hiéu bang dau| * |.

Sau do6 nhap tén, ti€p tuc dién vao nhitng phan tréng con lai.

D¢ hi¢u chinh lai nhiing dit liéu hién dang 6, nhan vao muc muon hiéu chinh
va thay d6i noi dung ctia né.

Ghi chii: Phdi biét rang néu thay doi mot vang hay di chuyén t6i mot noi
khdc, su thay d6i vira thyc hién s& duge luu trong co s& dit lidu.

Néu xod nhiing noi d6 va khong thé tao lai dugc ching, ¢6 thé lwu lai nhimng
mac dinh duoc lam theo cach sau:

1) Xoa file: C:\Metalix\Machines\Material. MDB.

2) bong va mo lai CneKad2002.

Sau khi thue hién cdc budc trén, phan mém s€ dat lai ché do co s dit liéu goc,
nhung khong luu nhitng thay dé6i da duoc lam truée do.

Sau d6 bo sung vat liéu can vao viing co s dir licu, trong qud trinh thuc hién

nay can phai xac dinh kich thudc cho né.

13
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5.2.2. Quan ly cac loai vat lieu (Managing the Material Stock)

Sau khi di xdc dinh nhiing loai vat liéu dung cho céc chi tiét can dugc gia
cong, tiép theo cin phai xdc dinh v6i moi vat ligu ¢d loai tam thich hop.

Xac dinh chiéu day thich hgp cho méi loai vat liéu da c6, cing voi sy tuong
thich giit vat liéu, chiéu day va kich thudc tdm gia cong nhu the nao & trong ving
liet ke d6. Dé x4c dinh nhitng thong s6 trén ¢6 hai lua chon:

- Néu kich thudc dung dé xac dinh cho mot tdm, hay nhép kich thudc cta tim
vao cac vung liét ké da dugce danh ddu o trén.

- Néu kich thudc duoc st dung véi nhiing tdm khong thudc bang tiéu chudn,

né sé duoc dua ra tham khdo sau dé bd sung vao muc kich thudc tiéu chuén

(Standard Sizes); dn vao niit | Standard Sizes | va bd sung kich thude méi.

Ghi chi: Khi thir chon mot chiéu day vat liéu, trong muc vat liéu duge mac
dinh (Default Material) ctia hop thoai nay hodc trong hop thoai tham s6 dugc
xé4c dinh (Define Parameters), chi nhiing gid tri da nhap vao muc di li¢u co s§

méi thich hop dé sir dung.

Khi an vao hop thoai Set Sheet and Clamps va nhan vao niit| Select Sheet

trén man hinh s& hién thi cic kich thudc phit hop véi vat liéu va do day cia tdm
hién hanh. Néu trong qua trinh thuc hién chi chon chi¢u day da duge xédc dinh
trong Material Database, khong xé4c dinh kich thudc tim dugc chi dinh thi kich

thudce ticu chuan (Standard Sizes) sé ty dong dugc tai trong phén dif liéu co sé.
5.2.3. Danh muc vat liéu (Material List)
Khu vuc nay hién thi nhitng vat liéu c6 sin tir Sheet Database.

Khi chon vao céc vat liéu khéac nhau, thi khu virc Stock Listing s€ dua ra cac
kich thudc phit hgp cho vat liéu va chiéu day dugc chi dinh.
5.2.4. Chiéu day (Thickness)

Viing nay hién thi chiéu day thich hop c6 san trong dit liéu co 0.

14
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5.2.5. Kich thudc tiéu chuan (Standard Sizes)
Khi bo sung kich thudc tdm vao trong co s& di liéu, c6 thé xdc dinh mot kich
thude tir ngudi s dung hay chon mot trong nhitng kich thudc tiéu chuén tir hop

thoai sau:

_ P Jfroan toon .

oK | Camea |

6. Thanh dir liéu cua nguoi sit dung (User Data tap)

User Data la thong tin ¢6 thé dugc nhap va luu lai ciing véi céc chi tiét duoc
gia cong, thong tin nay ciing dugc dung trong File ché tao. O day c6 thé x4c dinh
tén mac dinh cta chuong trinh. Tat ca nhitng st dung khéc déu c6 lién quan truc
ti€p t6i chuong trinh va ban v& da dugc tao ra, vi vay khong c6 gia tri mac dinh
cho né.

7. Thanh mac dinh ché d¢ 1am viéc (Working Defaults tap)

Ché do cai dat dugc xdc dinh trén trang nay c¢6 anh huéng truc tiép t6i viéc
chuong trinh s€ lua chon cic phuong phdp gia cong khdc nhau trong qud trinh

lam viéc.

15
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et X|
Display ] Machine ) { Auto ] : Cutting Parameters 1 M aterial l
Sheet Processing Technology | Reposition 1 Punch And Cut Warnings ] DFT Text 1
User Data Working Defaults 1 Post-Processor Options }
©Units o - Decimal Digits (mm) _[2
i Metic | ' '
i Tolerance 10.01 5
" Inch RO
' " ; Angle Tolerance. |U-U1
™ Two Letter Tool Definition :
e ' |U.U2
™ This is a shop-floor seat Bulge
{7 Window with drag
™ Manufact with windows font
[V Editor reload Extemaly modified file
Send to Disk : : ;
" Sendto A ;
&+ Send to other location: AN |
- 0K 1 - LCancel . J Sl Help
7.1. Pon vi (Units)

Phan nay diung dé xdc dinh don vi mét hay inch cta h¢ thong do luong s€
duoc st dung trong khi lam viéc. Diéu nay c¢6 thé thay doi khi bat dau mot ban

vé mai.
7.2. Pinh nghia dung cu bang hai chir cai (Two Letter Tool Definition)
Nhitng dung cu dugc xic dinh c6 thé ding mot hoac hai ky hiéu viét tat, nd

phu thudc vao ticu chuan cé lién quan téi vi tri may.

16
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7.3. Day la vi tri ché tao (This is a Shop-floor Seat)

Khi lya chon nay di kiém tra, qud trinh nay ciia CncKad sé duoc coi nhur
dang ¢ tai khu vuc ché tao clia mdy. Véi phan nay, nhitng chifc nang da chon sé
dam béo ¢6 hiéu lyc vé viec quan 1¥ cac dung cy va mam quay (nhiing chifc nang

trén chi cung cap cho cdc Shop-floor Seats).
7.4.Tai lai file dugc hién chinh tir bén ngoai(Reload Externally Modify File)

Phan nay dugc xéc dinh néu Metalix Text Editor tai lai mdt file khi nhap né
trong phan hi¢u chinh, sau khi da thay déi bang mot phuong phdp hiéu chinh

khéac bén ngoai pham vi ctia CncKad.
7.5. Gri t6i dia (Send to Disk)

Lira chon nay cho phép dinh 16 chuong trinh tao ra s& dudc sao chép tu dong

tGi mot dia mém.
(6 hai phuong phdap thuc hién:
- Kich vao Send to A:\ Lua chon va chuong trinh s& dugc chuyén tdi 8 A.
- Nhap mot 6 chi dinh va chon dudng din cho chuong trinh.

7.6. 86 thap phan (Decimal Digits)

Xac dinh ¢6 bao nhiéu con s6 hién thi sau ddu thap phan. Thiét 1ap nay c6 anh
hudmg t6i kich thudc vin ban dwoc hién thi. Con s6 thap phan cang tang lén thi

do chinh xac cang cao.
7.7. Dung sai (Tolerance)

Tham s6 dung sai 1am viéc trong CncKad.
7.8. Dung sai géc (Angle Tolerance)

Tham s6 dung sai géc 1am viée d6i v6i mbi géc trong CncKad.

17
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8. Thanh lua chon qua trinh gia cong (Post-Processor Options tab)

Nhitng luta chon trén trang nay giai quyét viéc cai dat c6 lién quan t6i qua

trinh gia cong cudi (hoac giai doan ma NC dugc tao):

X
Display ! Machine 1 Auto ] Cutting Parameters l Material ]
Sheet Processing Technology I Reposition I Punch And Cut W arminas ] DFT Text ]
User Data ] Working Defaults Post-Processor Options

WV Automatic testing of Cormon Cuts

[CREATE MANUFACT FILE ]

7 Update LASTSET
- Continue Made after Post-Processor -~ -~ =,
& Remain in cnckKad2000 Graphic Creation

" Aun the chckad2000 Simulation

[ ok} camcst | cow | Heo |

8.1. Sir dung ngon ngir lap trinh Macros (Use Macros)

Lua chon nay chi thich hgp v6i mot s6 may. Khi gia cong nhicu chi tiét trén
mot tdém don, chuong trinh ¢6 thé dugc rit ngan lai bang céch su dung ngon ngit
lap trinh Macros hay mot so thuat ngit hoc thay thé. Kiém tra lya chon nay thi
ngon ngif 1ap trinh s€ dugc st dung.

8.2. Kiém tra tu dong céc.dufmg cat (Automatic Testing of Common Cuts)

Dinh ra cach kiém tra cdc dudng cit tai giai doan gia cong cudi.

18
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8.3. Chon cach tao file gia cong (Select Method Creat Process File)

Tir muc nay c6 thé xéc dinh ché do cai dat miac dinh cho viéc tao ra mot file
gia cong. Nhimg lva chon d6 nhu sau:

- Khong tao ra file gia cong.

- Tao file gia cong.

- In filc gia cong.

- Tao va in file gia cong.

8.4. Ché do tiép theo sau qua trinh gia cong cudi (Continue Mode after
Post-Processor)

Hai lua chon nay xac dinh chuong trinh s€ phai thuc hién budc tiép theo sau
khi thuc hi¢n song giai doan gia céng cudi.

Hai lya chon nhu sau:

- Remain in Graphic Creation - Quay tr& lai véi viéc tao d6 hoa.

- Run Simulation - Viéc tao d6 hoa md lai hinh anh da dugc vé va gia cong
trudc nhung viéc mod phong chuong trinh duge tao ra sé dugc tai va ngudi su
dung c6 thé lam mo phong chuong trinh hién hanh.

9. Thanh cong nghé gia cong tim (Sheet Processing Technology tab)

Khi gia cong nhitng tdim day, cdc chi ti€l dot duge chuin bi mot cach thich
hop v6i cac thong s6 gia cong, sir dung phuong phap dot don s€ dan téi viéc tim
c6 thé bi cong (d0 bién dang cha tam phu thudc vao loai thép). Két qua nay trd
nén khé gidi quyét hon khi phuong phdp dot nhiéu chi tiét trén mot tdm duoc sir
dyng. Nguyén nhan nay s€ gay mat do chinh x&c va tao ra va cham giita cac tdm
va may trong qud trinh thuc hién gia céng, két qua 1a gay hu hong t6i ca mdy
moc va ciac dung cu. Hop thoai Sheet Processing Technology cho phép thiét lap

phuong phip CncKad s€ duogc sir dung khi tao ma NC.
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Phuong phép gia cong nhu sau:

User Data l \Warking Defaults | Pos_i-Plccessor Oplons

Display | Machine ] Auto I Cutting Parameters l Material
Sheet Processing Technology | Repostion | PunchAnd CutWamings | DFT Text

Toals' Processing Shategy “Per Tool" Tools

Processing Strateqy: L&

oo
R
Par =] Rize =l
) _  Blue- All Sheet: Red- PerPat
Dpuml‘zatiun Sl!aleg_',' S — .
Starting Comer Optimization Path: ;
Pats: IAulo _:1 [Faslesl :_l :
| R I ~

-

[™ Trin Sheet O

x|

1
l
|

‘ - 0K I Cancel ! tart 1 Help

J

Mic dit ¢6 thé thiét 1ap trinh tu gia cong tit thanh nay, c6 thé hitu ich hon khi

sit dung né dé tao ra trinh tu sau khi da tao dugc mot chi tiét va cai dat hé thong

cac dung cu.
9.1. Phuong phap gia cong cua dung cu (Tool's Process Method)
Chon phuong phap gia cong chinh cho trinh tu dot/ cat.

9.1.1. Tat ca tam (All Sheet)

Thuc hién tat ca cdc 16 dot hay dudng cat trén tdim v4i mdt dung cu va sau do

mdi chuyén sang dung cu ti€p theo.
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9.1.2. Chi tiét gia cong (Part)

Thyc hién tat ca cdc 16 dot ciia mot chi ti€t bang tat ca cdc dung cu thich hop
dugc chon trén mam quay (tit ca nhing dyng cu da chon déu duoc dinh dau
bang mau xanh), va sau d6 chuyén sang chi tiét tiép theo.

Lira chon nay thudng dugc sir dung khi lam viéc véi vat liéu day hay cac mdy
mac da ci. Panh dau nhitng dung cu an toan biang mau xanh chiing sé lam viéc
trén toan bd tdm, con dung cy duge danh dau mau do s& 1am viéc cho méi chi
tiét.

9.1.3. Loai (Stripe)

Thue hién cdc 16 dot bang tat ca cac dung cu thich hop dugc chon trén mam
quay (tat ca nhiing dung cu da chon déu dugc danh dau bang mau xanh). Khi
chon ch€ d6 nay, qud trinh gia cong s& duoc thuc hién theo thit tur cta s6 dung cu
da dugc chon (két thic qué trinh 1am viéc ctia dung cu hién hanh sau dé mdi
chuyén dén loai ti€p theo).

Sir dung lya chon nay cho céc chi tiét v6i nhiéu 16 & dé tdm c6 thé bi cong.
Sau khi hoan thanh xong mot loai thi né ¢6 thé duoc loai bo.

9.2. Dung cu (Tools)

Clra 56 nay hién thi nhitng dung cu dugc sir dung trong qua trinh gia cong chi
ti€t hién hanh.

9.3. Phuong phap téi wu (Optimization Strategy)

Nhimg Iya chon nay c¢6 anh hudng trye ti€p t6i phuong phap thuc hien dot
hoic cat, muc nay duoc chon nhim t6i wu hoa qud trinh thuc hién gia cong.

C6 thé chon nhiing tham s6 dé gia cong chi tiét bing cich cét theo dudng
thang ding hay nim ngang. ..

9.3.1. Goc bat dau thue hién gia cong (Starting Corner)

C6 thé chon goc bt dau dé dat duge sy t6i vu tir:

- Goc phia dudi bén trii.

- Géc phia dudi bén phai.

- G6c phia trén bén trdi.
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- Géc phia trén bén phai.

Ciing c6 thé cai dat lya chon nay tu dong, trong trudng hop d6 CncKad s€ c6
sur lua chon t61 vu nhat.
9.3.2. Hudéng dot toi wu (Optimization Path)

C6 thé chon trinh tu t6i vu dé sur dung ti nhiing Iya chon sau:

» Snake Y:

i/
. ¥
Géc ban dau gia cong
« Snake X: Géc ban dau gia cong

-

-

et
s

« One Way Y:

Gé6c ban dau gia cong
- One Way X:
Géc ban ddu gia cong
-

T il
-

-
—
-
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- Sir dung hudng gia cong t6i wu da duoc xac dinh

Ciing ¢6 thé chon Fastest (nhanh), trong truong hop dé6 CncKad s& chon
nhitng lua chon t61 wu nhat.

9.4. Cat tam (Trim Sheet)

Lua chon nay sir dung dé chia cdc chi tiét tir tim sau khi dot hoac cit ¢6 vi tri
dé giir.

Thiét 1ap 16 dot hoac dudng cat phu thudc vao cach sir dung dung cu duoc lua
chon trong ché do cat tam.

10. Thanh nhap lai vi tri (Reposition tab)

Thiét lap phan Reposition tab dugc ding dé tao ra nhiing vi tri cai dat cia
tdm 6 lién quan t6i ban lam viéc. Nhimng vi tri cai dat nay déu duoc thiét lap mot
cach chinh xac trong ma NC.

Viéc thi€t lap lai cac vi tri dugc thuc hién bing céch di chuyén hé thong tay
kep va dat pittong kep trén tdm dé gilt né tai vi tri thich hop trong khi may thuc
hién thay déi vi tri kep tu dong.

Thanh nay sir dung d€ xdc dinh nhitng vi trf khdc nhau, nhitng vi trf nay duoc
lua chon do ngudi st dung:

Define Parameters: i1} il ag ]
Sheet | AutoMNest | GlobaiCut | Pat | Clamps | UserData |
Sheet Processing T echnology RAeposition ‘ Load/Unload l
Reposition is: P
 Manual & Auto
CQuantity e Max/Min Processing
& Minimum reposition . Maximum at 1st "Grip"
I " Mirumum part breaks & Maximum at Last "Grip"”

1—«—.
:

[ aK I Cancel Help I
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10.1. Thwe hién thay déi vi tri (Reposition is)

Manual Reposition - Lua chon chi duge thuce hién néu viée nhép lai vi tri
duoc thuc hién bing tay vdi lua chon CAM => Reposition. Diéu nay s€ dugc uu
tien cho céch thiét lap lai vi tri va sé khong tam thay déi dén chiing.

Auto Reposition - Khi duge chon lua, CneKad sé thiét lap lai vi tri nhur chi
dinh trong hop thoai, loai bd bit ¢ nhiing xdc dinh thiét 1ap nao da dugc ca dat
trude doé:

10.1.1. Vi tri dugc thiét lap lai nho nhat (Minimum Reposition)

Thuc hién mot s6 cich thict lap lai vi tri dé c6 thé thuc hién dot nhiing vi trf
can. Néu can thié€t, cé thé phan chia qua trinh gia cong ciia mot chi tiét,
10.1.2. S6 lan chia gia cong nho nhat (Minimum Part Breaks)

Trong qua trinh 1am vi¢c ¢S ging thiét 1ap s6 1an thay déi vi trf kep cén thict
ia nho nhat dé khong phai chia qua trinh gia cong thanh nhi¢u phan doi véi mot
s& chi tiét. Diéu nay c6 thé dua dén két qua cé nhiéu hon s6 vi tri thay déi t6i
thiéu ¢6 thé clia qua trinh thuc hién, nhung chic chin & dé méi chi tiét sé duge

gia cong tai vi tri thay déi don.

Vi du: khi ¢6 nhitng chi tiét gia cong phan bo trén moét tam, & d6 né dugec mao
rong & phia bén kia ban va do dé ddi hoi qua trinh phai thuc hién thay dai lai vi
tri, dau tién chuong trinh s& dot toan bo mot phan cua chi tiét duge gia cong sau
d6 nd thuc hién thay ddi vi tri va tiép tuc thuc hién dot nhitng chi ti€t khac. Theo
phuong phdp niy s& c6 két qua sai léch rat nhoé 1l qua trinh thyc hién thay doi vi

-

tri.

10.1.3. Nguoi sir dung xac dinh vi tri can thay déi (User Defined)

Ban thian ngudi van hanh phai xac dinh vi tri kep cdn thay d6i. Néu ngudi van
hanh lua chon vi trf khéng hop 1y hodac qué trinh gia cong cu6i khong thé thue
hién trén toin bo taim do viéc xdc dinh vi trf can thay déi khong ding, né sé bdo
161 va huy bé viéc tao ra NC. Trong mot s6 trudng hop, né sé khong thay doi vi
tri dugc thiét lap do ngudi st dung. Nhitng truong hop d6é duge thdng bdo nhu
sau:
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- Khong cho phép nhap gia tri am.

- Chac chan rang trong vi tri da dugc thay déi truc, mdy phai thuc hién gia
cong dugc tGi diém két thiic cia tam.

11. Nhirng canh bao khi dét va cat (Punch and Cut Warning)

Hop thoai nay xdc dinh khi nhitng canh bio duoc dua ra cé lién quan téi cac
thong s6 duogc thiét 1ap mic dinh nao dé & trén.

Trong tat ca céc trudng hop, khi cidc muc trong hop kiém tra dugc danh dau,
mot canh bdo dugc dua ra va thong bdo t6i ngudi van hanh. Nguoi van hanh sau
d6 c6 thé quyet dinh c¢6 hoac khong gia cong véi qua trinh cit.

Khi cic muc trong hop kiém tra khong duge danh dau, CncKad s& tu mac
dinh cdc che do 1a thich hop va tai d6 ngudi st dung c6 thé thuc hién gia cong
bang qua trinh cit v6i cdc diéu kien thiét 1ap ¢6 thé khong thich hop nhung thong
tin canh béo s& khong hién thi.

Lua chon muc canh béo:

X

User Data ] Working Defaults } Fast-Processor Options
Display } Machine ] Auta ] Cutting Parameters ] M aterial ]
Sheet Pracessing Technology | Reposition Punch And Cut Warnings I DFT Tewt |

- ¥ Warm if Over tonnage
- ¥ Warmn if Punch destioys part .
- ¥ Wamif No station for tacl

¥ wamn if Over travel in'Y

Technologmal L|m|ts e
© ¥ Wain if Punch less than 1.5 taol

V¥ Wain if Punch slep less than lhckness

Manual Heposﬂ‘ron aiia - .
. M Warn if CAM in clamp dead zone

WV Warn if CAM not on the tabls

| oK I Cancel £y Help
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11.1. Canh bao qua tai (Warn if Over tonnage)

Neéu dot, dung cu s& lam viéc trong diéu kién lyc vuot qud tai trong cua may.
11.2. Canh bo néu dot pha hong chi tiét (Warn if Punch destroy part)

Thuc hién qud trinh dot s& phd hong céc chi tiét.
11.3.Canh bao néu khong c6 6 lap dung cu (Warn if No station for tool)

Canh bao nay chi hién thi trong khi tao NC,

Khéong c6 6 1ap nao trén mam quay dé cung cép cho dung cu nay.

11.4. Canh bao néu di chuyén vuot qua giéi han truc Y(Warn if Over travel
inY) '

Canh bdo nay chi hién thi trong khi tao NC.

Dung cu dot sé khong di chuyén dén duge diém nay tir vi trf cia né trén mam
quay.

11.5. Canh bao néu dot nho hon 1,5 1an dung cu (Warn if Punch less than
1,5 tool)

Khi chon ché do dot Nibble hay Crunch nho hon 1.5 lan chi€u dai dung cu.
11.6. Canh bao néu bude dot nho hon chiéu day vat licu (Warn if Punch
step less than thickness)

Canh b4o néu bude dot nhd hon chiéu day cha vat liéu hoac khi dot don, dung
cu nho hon chiéu day vat liéu.

11.7. Canh bao néu CAM nam trong ving nguy hiém cua tay kep (Warn if
CAM in clamp dead zone)

Nguy hiém khi thuc hi¢n dot trong viing nguy hi€m cua tay kep.

11.8. Canh biao néu CAM khong & trén ban (Warn if CAM not on the table)

Nguy hiém khi dot ra phia ngoai ban.

I1. Ngon ngit (Languages)

CncKad hé tro ngén ngil cho ngudi sit dung giao dién va cic Iénh nhac:

Tiéng A-rap, Trung quoc, Ha Lan, tiéng Anh, Phap, Ditc, Hy lap, Y, Han
Quéc, Ba Lan, Bé Pao Nha, Nga, Tay Ban Nha, Dai Loan, Théi Lan, Thé Nhi
Ky.
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Khi lya chon nay duogc chon, hop thoai sau duoc hién thi:

IEnglish | ﬂ 2

g - __-DariCE[-:"- |

Tu danh sich liét ké chon ngon ngit theo yéu cau va kich vao nit [OK

glao

dién ngon ngir duge dua vao sit dung bao gém tét ci cdc 1énh nhéc sé xuat hién
trong ngon ngir da chon.
II1. Cai dat phong chir (Font)

Lua chon nay cho phép lua chon phong s& duoc sir dung khi dit kich thuéc va
van ban trén phan do:

S
Font: Font sﬁﬁe:
|T imes Mew Roman |Heguiaf
2#- Times New Foman Fegular
| T TopType Soncino Italic
l‘ Trebuchet M5 Bold
(7 “Yerdana Bold Itafic
(! webdings
(7 “winadings —
P wingdings 2 L]
. Samde el g o e B 7t
|
AaRbnwos 3;
Script; |
|
| Hetrew v ! '
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CHUONG 2: PHUONG PHAP POT
I. Punch CAM

Tur bang nay c6 thé lua chon phuong phap gia cong chi ti€t mot cach thich
hop. C6 hai cach Iua chon: Lua chon dung cu thu cong Add Punch (ngudi lap
trinh lua chon dung cu gia cong cho ting vi tri dot) hoac s dung muc tu dong-

Auto Punch (phan mém tu dong lua chon dung cu cho cac vi tri dot).

Punch CAM ]  Add Panich __;___ En

. Auto Punch'

gy

__fCUrnman Cul:s :
* Directional Punch

1. Lua chon dung cu thu cong (Add Punch)
Cé6 thé kich vao nit Add Punch tr thanh cong cu Common Toolbar. Hop

thoai sau s& hién thi:

Punch Parameters e e xd
i~ Punch Type - =i ey ' L _
1 ginge | Single Type o __._]SINGLE e |

- Nibble Entity o b 7 Pk F'osmanmg [DFFSET ;]

" Nibble Chain

ToolSpacing -~ [OVERLA '
" Nibble Contours ke l P (MM) _":J

| Nibble StatEnd | Ovelep(mm)

" Crunch Contour 5 _"-'Tooi Sequence

e Gnd . e e o
TN v S rUffSB{S“

r Directional Punch 55t l Start |g [ oo e

‘ | Stop/Push Out 1~

| | . l—‘—:} :
_ Change Tool.. I | = e .Usa Tooldata [~ . .
Ir

L ST SO SO s 5% | ROF: it i

1.1. Vi tri dot don (Single)

Lua chon Single khi chi tiét gia cong c6 nhiing vi tri gia cong can lya chon
dung cu mot cach thich hgp nhat. Lua chon Single co6 thé tng dung dot 16 trén

tam hodc thuc hién cat trén duong bién.
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C6 mot s6 phuong phap lua chon cho ban vé gia cong, ¢ thé chon tuy theo
ch& do cat khi can.

Vi tri dot don dugc chon bang cach kich vao nut Single trén ving chia cic
kicu dot.

Kiéu dot don c6 thé dugc chon tir Single Type nhu dugc trinh bay dudi day:
1.1.1. Dot don (single)

Tai day sé chon Single. Khi chon muc don (Single) ban sé yéu cau vi tri dat

ctia chay dot, kich vao vi tri ma ban mudn dat chay dot va vi tri d6 sé duogc gia

@ < Vi tri dot

=7

~

ra

o

cong boi dung cu da lua chon.

Vi tri lua chon

Néu vi tri dot 1a hinh tron dat con trdo gan dudng bién va kich chuot dé xéc
dinh vi tri.

Khi vi trf dot don dugc xdc dinh trén chi tiét, 16 dot duoc xac dinh bang hinh
dang ctia dung cu cung véi cac duong thang gach chéo trén hinh vé.

Néu chon vi tri dot dang tron, bién dot s€ sang va 16 dot sé la vi tri dot. Dung
cu lva chon khong can phai vira ding véi 16 dugc thiét k& dé dot.

Néu chon dudng thang dé dot, viéc lua chon va sap xé&p vi tri dot & trén dudng
thang tuy thudc vao viéc lua chon trong muc vi tri dung cu (Tool Position) trén
hop thoai Punching.

1.1.2. Dot theo duong thang (On line)

Phan nay quy dinh tat ca céc vi tri can dot cing ndm trén mot dudng thang
vGi khoang cach la nhu nhau. Ngudi su dung duoc yéu cau vi tri cia hai bién
dang dot ndm trén cling mot dudng thang, hé thong nay sé ldy géc giita hai diém

v6i khoang cach xdc dinh va tim ra vi tri dot khac c6 cung géc do va cung
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khoang cach. Cac 16 da chon sé dugc dot véi dung cu dot hién hanh. Néu kich
vao nut Auto Tool hé thong sé lua chon cac dung cu thich hgp lay tir thu vién

hoac file dung cu.
Tuy thudc vao ché do diéu khién trén may cla ban ¢6, ma NC c6 thé khéc
nhau vé 1énh. Trong truong hop diéu khién v6i phan mém Fanuc, ma dugc su

dung la G28.

A
- AN
N >
-~ o ~
-~ ‘\ //
L h ‘;}@/
\Ng \-\ s
- 2
~ N, L
@ e
‘-,‘ /I// N
.

1.1.3. Dot theo cung tron (On Arc)

Phan nay quy dinh cho tat c& cac vi tri dot ciia tdm can gia cong cing nam

trén mot chu vi dudng tron vdi goc chia gitra ching bang nhau.

Ngudi lap trinh xac dinh ba diém trén chu vi cia dudong tron, hé thdng nay sé
kiém tra ngay sau dé néu cé nhiéu 16 dot trén cung khoang céch ban kinh. Tat ca
cac 16 da chon sé duoc dot véi dung cu hién hanh. Néu kich vao nit Auto Tool
hé thong s€ tu dong chon cédc dung cu thich hop, ching duoc lay tur thu vién dung
cu.

Tuy thuoc vao ché do diéu khién trén may cua ban ¢6, ma NC s€ khac nhau
vé 1énh. Trong trudong hop hé thong diéu khién v6i phan mém Fanuc, ma duge
si dung l1a G29.
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dot

1.1.4. Dot theo duong bién khép kin (In window)
Lénh nay sir dung dot nhitng dudng bién khép kin dugc chon, né dugc chon

tai muc Usedefine cia window véi diéu kién ching 1a hinh vuéng, hinh tron

hoac 6 van. N&u khong kich vao niit [Auto Tool |, h¢ théng sé& chi dot trén duong

bién d6 bang dung cu dugc lua chon hién hanh. Néu phim nay dugc an thi tit ca
cac duong bién sé c6 dung cu dot thich hop dugc lay tur thu vién dung cu hoac
file dung cu dugc thiét lap.

1.1.5. Dot hoan toan (Punch All)

Lénh nay dung dé dot tat ca cidc dudng bién trén chi tiét gia cong va dot

chung voi dung cu thich hop, khi nit|Auto Tool |dugc kich. Trong ché do khong

tu dong, qua trinh dot chi thuc hién khi cadc duong bién cta chi ti€t va dung cu
dot duoc lua chon thich hgp.
1.1.6. Dot tu do (Punch Free Hand)

Vi phan nay, nguoi st dung ¢6 thé tuy y dot véi dung cu duoc chon hién
hanh v6i bat i vi tri nao trén chi tiét.
1.2. Dot bién chi tiét (Nibble Entity)

Lénh nay dung dé dot kich thudc bién da lva chon. Chon dung cu dé dot, xdc

dinh vi tri cua dung cu trén bién, xac dinh budc dot (n€u can) va kich vao biéu

tugng| OK | d¢ dong hop thoai Punch. Kich vao dudng can dot va kich chi tiét

da chon tir mot diem gan véi diém cudi. Diém cuéi d6 duoc coi nhu diém da lua
chon va sé xac dinh nhu diém bat dau. Néu c6 xac dinh b, khoang cach bu dau

tién s€ 1a diém cudi nay.

31



DU AN JICA - HIC CONG NGHE POT DAP CNC

1.1.5. b6t hoan toan (Punch All)

Lénh nay dung dé dot tat ca ciac duong bién trén chi tiét gia cong va dot

ching vdi dung cu thich hop, khi nit {Auto Tool | duge kich. Trong ché do khong

tu dong, qua trinh dot chi thuc hién khi cac dudng bién cua chi tiét va dung cu
dot duge fua chon thich hop.
1.1.6. Dot tu do (Punch Free Hand)

Vi phan nay, ngudt sir dung ¢6 thé tuy ¥ dot v6i dung cu duge chon hién
hanh v6i bat ci vi tri nao trén chi tiét.
1.2. Pot bién chi tiét (Nibble Entity)

Lénh nay diing dé dot kich thudc bién da lua chon. Chon dung cu dé dot, xdc

dinh vi tri cia dung cu trén bién, xdc dinh budc dét (néu cin) va kich vao biéu

tuong | OK | dé déng hop thoai Punch. Kich vio dudng cdn dot va kich chi tiét

da chon tir mét diém gan véi diém cudi. Piém cudi dé duge coi nhu diém da lua
chon va s& x4c dinh nhu diém bat ddu. Néu ¢6 xdc dinh ba, khoang céch ba dau

tién s& 13 diém cudi nay.
Dot bién voi dung cu

4

Chi tiét dot

'1.3. Dot bién theo chudi (Nibble Chain)

Lénh nay sir dung dung cu dugc chon dé thuc hién dot bién theo chudi déi vai
chi tiét gia cong. Khi sir dung 1énh nay can xac dinh vi tri dau tién va cudi cing
cha chi tiét dot va chi tiét dot phai dugce két ndi tai diém két thiic.

Khi chon dung cu dé cit theo phuong phiap chudi d6i vé6i chi tiét, phai chon
dung cu ¢6 thé cit duge d cac diém c6 goc do khic nhau. C6 nghia 1a néu chon
dung cu hinh chif nhat, dung cu nay phai dat & diém duoc chi dan hoic tai mot

géc thich hop dé thuc hién 1énh cat.
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Chon dung cu dé dot véi viéc xédc dinh vi tri cha dung cu trén chi tiét, x4c

dinh budc dot (néu can) va kich | OK | d€ ddng hop thoai Punch. Xéc dinh vi trf

dau tién va cudi cling ctia chudi chi tiét dot san dé tién hanh dot.
1.4. Dot bién (Nipple Contours)

Day 1a 1¢nh dot céc duong bién déng. Puding bién ¢6 thé tao ra tir cic dudng
thang va dudng tron, diém két thiic chia chi tiét phai duge dot.

Chon dung cu dé dot véi viéc xdc dinh vi tri chia dung cu trén chi tiét, xac

dinh budc dot (néu can) va kich | OK | dé déng hop thoai dot (Punch). Chon

duong bién dot trén chi ti€t va dudng bién s& duge dot.
1.5. Piém bit dau va két thiic ciia dot bién (Nibble Start - End)

Day 1a 1énh dot céc chi ti€t nam trén dudng don khong ducdc két n6i véi nhau,
Chon dung cy d€ dot, xdc dinh vi trf cha dung cy trén chi tiét dot, xéc dinh budc
dot néu can thiét va kich dé déng hop thoai Punch. Chon dudng thing

ddu tién dé dot sau d6 chon dén nhitng duding thang tiép theo, xem hinh sau:

LT LT 11 I

\Dz’iu chi tiét dot

Két thiic chi tiét dot

1.6. Dot bién (Crunch Contour)

Lénh nay dugc thyc hién trén duong bién déng hodc hai diém d6i xing bat

ky. Chen dung cu phit hop cho qué trinh dot, dung cu duge chon phai ¢6 bién

dang hinh chit nhat hogc hinh vuoéng. X4c dinh budc dot va kich vao | OK | ¢é

dong hop thoai dot. Xdc dinh mot trong céc g6e cha bién dé thuc hién dot, chon
khoang cach bén trdi sau d6 chon géc d6i dién d€ xac dinh khoang cdch bén phai
ti€p theo chon khoang céch tir dinh cha bién dot. Viing giita s€ dugce dot.

Kiéu dot 16 hinh chit nhat:
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1.0

X-2.0
Khoang bién khong dot thi hai

Khoang bién khong dot dau

X-1.75,Y-1.0

1.5%

2.0

]

Kiéu dot 16 tron:

1.7. Dot theo day (Grid)

~

ay, vung

t, khi chon lénh n2

do

an

ong d

ong du

th

¢
dot thong qua hop thoai can thuc hién theo trinh tu sau:

Day la 1énh tao day hoac h

“|GRID_X

113

' D*Sta“ce Y

an X.
an Y.

C6 2 lua chon duong dan:

- Puong d
- Puong d
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C6 su khdc nhau giita hai cdch lua chon nay do la huéng cua qua trinh dot.
Tao duong dan:

- Chon dudng dan va chon dung cu dé dot.

- Xac dinh s6 lugng can dot theo hai huéng X va Y.

- Xac dinh khodng céch gitta cdc vi tri dot.

- Khoang cdch phai dugc xdc dinh tir tam ctia vi tri dot nay dén tdm cua vi tri

dot tiep theo.
- Kich vao biéu tuong de déng hop thoai.
- Xac dinh vi tri ca chi tiét dot.

- Budng dan ¢6 thé dugc loai bo biang cach chon vj tri dot dau tién trén dudng
dan.

Huodng dot

T @ @ AN \‘“\‘

77
-

@&

D @5

“"'-Jz") {:
, < RN
) P
d
Huong dot theo truc Y Huoéng dot theo truc X

1.8. Huéng dot (Directional Punch)

C6 thé chon hudng cta vi tri dot bing cach kich vao diém dot dau tién clia chi

tiét (duong thang, cung tron hodc diém) muon dot.

Hudng dot duge thyc hi¢n tir di€m dot ddu tién dén diém cu6i ciing cia chi

tiet dot.
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1.9. Vi tri cba dung cu (Tool Positioning)

P& c6 vi tri dot, cdn phai xdc dinh hai tham s6 sau:

e (Canh dot.

Niit Side button cé thé tim thay én thanh trang thdi (State Bar). Cdc chic
nang duge xdc dinh theo bién dang ¢6 lién he voi duong théng, cung tron hoac
dudng tron dé chon phuong phap dot nhu sau:

- Side: Canh ctia dung cu dot s& dugc dat trén canh ctia chi ti¢t da chon.

- Tip: Tam clia dung cu dot nim trén canh cla chi tiet.

- Auto: Phan mém ty dong dat vi tri ctia dung cu dot trén canh cta chi tiet.
Céc lua chon nay chi dugc kich hoat khi chi ti€t hign hanh da qua phan kiém tra
va chuong trinh biét duoc sy khdc nhau gilta 16 trong va phan lién trén tam kim
loai. |

* Xac dinh géc dot (Index):

Nit Auto Index tu dong xéc dinh gée dot, né c6 thé tim thdy trén thanh
trang thdi (State Bar) va c6 hai ché do:

- ON: Trong trang thdi ndy, dung cu dugc chon hién hanh s€ tw quay dén goc
clia dudng thang (bién dot) duge chon. Qud trinh nay chi d&i véi mdy ¢6 diém
goc Auto Index (diém quay). Thuong chi c6 it & dung cu quay trén mdy, do dé
can phai can than khong ding nhiéu céc 6 dung cu quay hon s6 & dung cu dang
co.

- OFF: Trong trang thdi nay, dung cu s& dugc dat trén ducing thing da chon
tai mot géc duge xac dinh, dung cu duge ldy tir thu vién dung cu dugc 1ap trong

phin mém. Néu géc nay khong dat chinh xdc trén dudng thang da chon thi canh
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bdo s& xudt hién thong bio tGi ngudi van hanh dé ngudi van hanh cé thé loai bd
qua trinh dot hoac tiép tuc.
1.9.1. Khoang dich chuyén ciia chay véi bién dét (Offset)

Phan ndy dung dat khoang céch dich chuyén cia chay véi bién dot tai diém
ké1 thic cua dudng thing. Khoang cich nay dugc xdc dinh bang diém ddu va
di¢m cudi cia phin dich chuyén nidm trong hop thoai dot. Khodng dich chuyén
¢S thé Ja am hoac duong, néu 1a am thi qua trinh dot dugc 1ién hanh tor diém dau
két thic cua dudng thing, néu 1a dwong thi bat diu tir phin pho ra clha dudng
thang.

Cha y:

Gia tri khoang cich dich chuyén ctia chay véi bién dot tha hai (End) duoc
diing dé dot (trong ché do dot don), khi thuc hién cén dat mot gid tri cho khoang
cach nay.

- Nhap gid tri khoang cdch dich chuyén cta chay véi bién dot cé gid trj am ¢é
thé st dung dé tao nhitng diém ndi cyc nho gifta cdc chi tiét.

- Du6i day 1a cédc vi du khédc nhau vé khoang cach dich chuyén cia chay véi

bién dot.

N

i .
ey e,

T ) - ._::.::i

2.3 FL
Khoang ciach dich chuyén cua Khoang cach dich chuyén cua chay
chay véi bién dot co giatri=0 véi bién dot ¢ gia tri = +2.3

2.0

-

|
/’I e ——]

Khoang cach dich chuyén cua
chay véi bién dot cé gia tri = -2
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1.9.2. Piém cudi cia chi tiét dét (Entity’s End)
Vi lua chon nay, tam cua dung cu sé dat & diém két thiic cua dudng thang.

N6 duge thuce hién tu dong véi viée khong can nhap cic thong s6 dau vio.

_c300
\1‘::\_“\,\
x{t;r
PR 1Y

1.9.3. Tiép tuyén vdi diém cuéi ciia dung cu (Tool’s End Tangent)
Sir dung phan nay dé thiét 1ap diém dau mut cha dung cu tiép tuyén véi diém

dau mit cia duong thang, gia tri nay twong duong véi Offset = 0.

1.9.4. Tiép tuyén cua chi tiét tiép theo (Next Entity’s Tangent)
Phan nay s€ dat dung cu tao ti€p tuyén vdi chi ti€t dot gan nhat trong chudi
chi tiét gia cong. Diem két thiic clia chi tiét dot phai duge két néi. Phan nay chi

thich hop cho dudng cong hoac dudng tron.

1.9.5. Dot theo duong tam (Centered)
Luya chon nay dat vi trf dot trén tam clia dudng thang dugc chon. Néu khéng

6 van dé gi & vi tri chon dudng thing, tam vi tri dot s& ludn & trén dudng thing.
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Lua chon vi tri

1.10. Dat dung cu (Tool Spacing)

Lua chon nay ding dé xdc dinh mic d6 dung cu phai géi 1én nhau khi tién
hanh doét bién.
1.10.1. Xac dinh khoang cdch goi giita hai lan dot

Khi miic d6 goi duge xde dinh 1a 0%, dung cu hién hanh sé& tu sép XEp trén
dudng bicn v&i mirc do g6i rat nhd. Néu chon dé dot mot chi tidt véi dung cu dai
hon va chi€u dai gap mot phan hai chiéu dai clia chi tiét thi s& xuat hién canh bio
(vai di€u kién phai c6 su lua chon dau thich hop trong muc Punch and Cut
warning trong hop thoai Setting). An nit OK dé dot chi tiét, an Cancel dé xo4
bé qud trinh thye hién va chi tiét khong duoc gia cong.

Vi du dudi day la mic do goi bang 0%

30.9

~___Khoang cach goi 5.0

Dung cu

o A
Chi tiet dot - 55.0

Qua trinh nay khong canh bdo va dugc gia cong chinh xd4c.

39



DU AN JICA - HIC CONG NGHE BOT DAP CNC

__Khoing cich gdi 40.0

Dung cu d()t

Chi tiét dot .~ .
o # Chitiét dot = 80.0

4
Qud trinh nay s& bdo 161 vi hon mot nira vi tri dot bi gbi lén nhau.

Khi xéc dinh duge mie do g6i v6i ti 1¢ phin tram khac 0, dung cu s& ty goi
lén bing ti 1¢ phan tram d6. Diéu niy c6 thé dugc ding trong qua trinh cat dudng

tron hoic cung tron. Mitc d6 goi 16n s€ tao ra dudng cat phang.

Xem hai vi du sau:

»... Dung cu dot
R

Khoang cach goi khi dot = 0%
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Khoang cach

g0 (%)

Khoang cach géi kht dot = 75%
Chu y:

Néu xdc dinh duge mitc do gdi ¢6 bude tir tam clia 16 dot nay dén tam clia 16
dot ti€p thco nho hon do day cla tdm kim loai thi mdy s& canh béo.

1.10.2. Xac dinh budéc (Step Definition)

Luva chon nay diing dé x4c dinh khoang cich giita cdc tam cla hai vi trf dot
lién ti€p trén mot chu ky dot. Néu khoang cdch nay nhé hon do day cia tdm dot

thi canh bdo sé xuat hién.

Budc dot

e
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1.10.3. Xic dinh chiéu cao diém nhé cua bién dot khi sir dung dung cu tron
(Scallop Definition)
Lua chon nay c¢6 thé chi sit dung khi chon dung cu tron. Diém nho la chiéu

cao kim loai con lai tai vi tri giao nhau giira hai 16 dot lién ti€p clia dung cu tron.

— cua bién dot

4

1.11. Dirng hoac day ra ngoai (Stop or Push out)

Pay la lénh thuc hién trén mdy c6 dudng doc dan phoi trén ban gia cong. Cac
chi tiét da duoc cit trude cua tim c6 thé bi day ra theo duong doc, néu khong
thuc hién diéu nay, phai sit dung 1énh Stop Machine dé thdo bo cic chi tiét sau
gia cong. Vi tri clia duding déc thay doi tir mdy t6i bo phan chita no.

1.12. Sir dung dir liéu dung cu (Use Tool Data)

C6 thé dung bat ky diém dac trung nao ma dung cu cd, vi du dung dung cu

Wilson Wheel Louver.

B 700! Data- F WW04.T.

=
-~ Punch Type -
T Single R
. & Nibble Entity
- C Nibble Chain
£ Nibble Contours
. Nibble Stat-End
| € Crunch Contour
- Grid ?

[T Directional Punch i
[ Whesl Connect

[ T 00k ity
| [FwawoaT

| ChangeToal.. -I?{ 22 ( Use Tooldels - E

PR RIS Sl

. oK I s Cancel 1 ‘
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Kich chudt vao muc Type Properties sé cho phép xéc dinh dugc cac thong
s6 dugc chi dinh cta dung cu nay.

Tool Data- FWWO#.T.:T
Eo!'ﬁnnn- Type F’ﬂ':_perlies ot

ik m

S5 A Canpel i [

Dicu nay c6 nghia 12 méi loai dung cu quay (louver) duoc dat trén chi tiét,

ching ta c6 thé thuc hién cai dat khic nhau.
2. Tu dong chon dung cu dot tai vi tri thiét ké (Auto Punch)

Sir dung chifc nang nay cho phép may tinh tu dong chon dung cu cho tat ca vi
tri dot trén chi ti€t can gia cong. DE thuc hién diéu nay kich vao nit Auto Punch

tur thanh cong cu Common Toolbar.

e e

Auto Punch s€ chi lam viéc trén dudng bién kin trén cac chi tiét, do vay né

yéu cdu chay kiém tra trudc khi chay Auto Punch.
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2.1. Cac thong so cia Auto Punch (Auto Punch Parameters)

Aulo Punch l]plmns : l

Auto Punch Piranalor ] F': %

'_ e Tao{s spacmg de-faults ----
: Mlnlmum tool cwerlap {mm ¥

3.;.Scallopfa:mund tools [rnml:"- i i ID_3 . o a ;

- Cultmg Fonis restristions—— : LA ST
| “Minimurn width:

 Masimurn v'vi'dth:

.Last punt::hsntha mldd[e‘ i
' Never "“"“"‘“J—.ﬁ.lways :
- T Perform crunches 3 SEA e ol
'™ Process extem contours

il 'Mammum cruna:h tool ratio MﬁlhiHelghlL I i

Useloolsiﬂ::arg W,
Usesetupfie

Auto: sé chay Auto Punch cho tét ca cdc chi tiét gia cong.

Single: sé chay Auto Punch cho chi tiét dugc chon.
2.1.1. Mic dinh diém dat dung cu (Tool Spacing Defaults)

Lua chon dia chi dé dua ra tham khao phan cu6i ciing trong phan phu Tool
Spacing:
2.1.1.1. Piém goi dung cu nho nhat (Minimum Tool Overlap)

Chon khoang cich géi gifta cdc vi tri dot trén chi tiét dugc gia cong la nho
nhat dé su dung.
2.1.1.2. Chiéu cao diém nho ctua bién dot khi sit dung dung cu tron (Scallop
for Round Tools)

Nhap chiéu cao diém nho cla bién dot (Scallop) cho nhém dung cu tron.
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2.1.2. Gié6i han cua dung cu cit (Cutting Tools Restrictions)
2.1.2.1. Chiéu rong nhé nhat (Minimum Width)

Khi dét bén ngoai dudng bién, dung cu sir dung khong duge nhd hon chiéu
rong nay.
2.1.2.2, Chiéu rong 16n nhat (Maximum Width)

Khi dot bén ngoar dudng bién, dung cu sir dung khong duge 16n hon chiéu
rong nay. Cdc thong s6 nay duoc st dung dé tranh viéc loai bo vat licu bén
ngoai.

2.1.3. Lua chon dung cu thich hop (Tools select preference)

Pua ra phuong phdp dé lua chon dyng cu va chon chifc ning lya chon gitta

hai cuc theo cic trang thii co ban sau:
2.1.3.1. Sir dung dung cu tot nhat (Best Tools)

Diing nhiéu dung cu dé dat dugc két qua dot 12 tot nhat.
2.1.3.2. Dung cu sir dung mirc t6i thiéu (Minimum Tools)

Lua chon nay duoc sir dung trong cac qud trinh: Kiém tra, muc st dung thich
. . y duc g g q I1E
hop, dung cu dugc su dung lai nhiéu lan, nhiing qud trinh trén ¢4 thé lam giam

hiéu suat cua dyng cu trong qud trinh gia cong.
2.1.4. Lan dot cudi cung tai diém néi (Last Punch in Middle Preference)
Chon phuong phap cho ldn dot cuéi cling tai diém noi.
Never- Khong két thiic dot tai tat ¢ cdc diém néi.
Always — Trong moi trudng hop dat lan dét cudi tai diém néi.
2.1.5. Thuc hién chon bién dot (Perform Crunches Option)
Né&u cho phép, sau méi lan ¢6 the, mdy s€ danh dau phan dot tai bién ngoii.
Vi du:

Phuong phdp dot bién.
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 sussesEsEn

Thuc hién lua chon chi tiét dot:

2.1.6. Gia cong bién ngoai (Process extem contours)

Khi gia cong trén phan mém, chuong trinh s& chon dudng bién ngoai dé dot
(v6i phuong phap nay c6 thé qué trinh gia cong sé khong thuc hién dugc trong
mot sO truong hgp).

2.1.7. Ti 1é dot 16n nhat cua dung cu (Maximum crunch tool ratio)

C6 thé xdc dinh duoc ti 1¢ 16n nhat gitta chiéu rong va chiéu cao cta dung cu,
ty 1& nay duoc st dung cho dot 16 céc chi tiét trén tdim. Trong qua trinh thyc hi¢n
can chi y dén phan thiét 1ap s6 dung cu dot, so lan st dung dung cu dot s€ phu
thudc vao ngudi van hanh chi dinh hodc ché do tu dong clia may tinh todn. Néu
ban mudn d6 1a mot 16 chi dot véi mot dung cu vuong, phan nay can thié€t lap ché
do bang “1”.

2.1.8. Sir dung thu vién dung cu (Use tool library)

Str dung bat ky mot dung cu nao tir thu vién dung cu.
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2.1.9. Sir dung file cai dat (Use setup file)
Chi sir dung dung cu da dugc lya chon trong file cai dat.
2.2. Canh bao qua trinh dét va cat (Punch and Cut Warnings)
Hop thoai sau sé hién thi:
Auto Punch Options

- Auto Punch Paramelers F‘unchﬂmd utWammgs] %

' l“ :Dom)téllaw Gver tﬁhnage SRSl e ds .
. ¥ Donot allow Pmch destroys paft | L
¥ Do not aibw No station for tool
I'“ Do not allow Dver travel i iy

e Technoiogcd LMS TP
| M Donot alow Punch less than 1 Stoal

3 i v Do not allow Pun-:h slep less than thnckness'.

i Han;ai .I-Reposlhcn AR R ‘_
J'_ Do not allow CAM in clamp dead zone %
r‘ Du ot aIIowCAM noton the table 2k

Ado | sinde | Cancel | Hep |

2.2.1. Khong cho phép vuot qua tai trong cia may (Do not allow Over
tonnage)

Khong cho phép dot néu dung cu tién hanh trong diéu kién luc vuot qua tai
trong cua may.
2.2.2. Khong cho phép vi tri dot pﬁé huy chi tiét (Do not allow Punch
destroys part)

Khong cho phép dot néu vi tri dot pha huy chi tiét nao dé.
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2.2.3. Canh bao néu khong cé 6 lip dung cu (Do not allow No station for
tool)

Khong cho phép thiét 1ap vi tri dot néu nhu khong ¢6 da 6 lap dung cu trén
mam quay dé ldp cic dung cu can thiét trong qua trinh d6t nay (phan nay chi
thuc hién dugc trong khi tao NC).

2.2.4. Khong cho phép di chuyén qua truc Y (Do not allow over travel in Y)

Khong cho phép dat vi tri dot néu dung cu khong di chuyén dén duge diem
nay tir vi tri ctia né trén mam quay. |
2.2.5. Khong cho phép dot nhimng chi ti€t c6 kich thuée nho hon 1,5 lan
dung cu (Do not allow Punch less than 1,5 tool)

Khong cho phép dat vi tri dot néu nhu lua chon bién dot nhd hon 1,5 1an so
vdi kich thuée cia dung cu.

2.2.6. Khong cho phép budc vi tri dot dot nho hon chién day coa tam dot
(Do not allow Punch step less than thickness)

Khong cho phép dat vi tri dot néu nhu khoang céch cla bude dot nho hon
chiéu day ciia vat liéu hoac khi dot don, dung cu nhé hon chiéu day cua chi tiét.
2.2.7. Khéng cho phép CAM thuc hién trong vimg nguy hiém (Do not allow
CAM in dead zone)

Khong cho phép dat vi tri dot trong ving nguy hiém cha tay kep (Dead
Z.one).

2.2.8. Khong cho phép CAM nam ngoai ban (Do not allow CAM not on
table)

Khong cho phép dat vi tri dot bén ngoai gidi han cua ban.
3. Xo4 cac vi tri dot (Deleting Punches)

C6 3 cach xod:

- An Alt + F3

- Tt danh muc Edit, chon Delete CAMs
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- Kich vao Delete CAMs tir thanh cong cu Delete Toolbar. AL 1Lk

Chon vi tri d6t mudn xo4:

- A - S€ ty dong chon tat ca céc chi tiét trén ban vé, sau dé cé thé x6a céc chi
ti€t da chon bang cach bam chuét vao chi tiét chon.

- P - Tu dong chon chi tiét dugc chon cudi cling trong lénh trudc.

- W - C6 thé chon bang ciia s6, bang cach dn chuot trdi tai vi tri dau tién, di
chuyén chuot dén vi tri thd hai, clra sé s& rong ra hoac co lai cho phép dat &
quanh vung chi tiét mudn xo4.

Chii y:

Khi xod bang Iénh Window, cdc phan dot can xod phai nim trong dudng bao
ctra s0. Khi chon xong tat ca vi trf dot mudn xod thi 4n phim Enter, vi tri dot sé
duoc xo4.

4. Thiét lap hoac xoa vi tri dot

Khi thuc hién dot bién, ta c6 thé thiét lap thit tu vi tri dot dé vi tri dot dau tién
cta dudng dot ti€p theo nam & di€m ndi. Ta ciing ¢ thé xoa bo thiét 1ap nay dé
trd vé ch€ do thiét lap ban dau.

5. Qua trinh cat (Cuting Operation)

Néu c6 nhiéu chi tiét can gia cong trén mot tam kim loai 16n, dé tiét kiém thoi
gian va vat liéu, ching ta chon qua trinh gia cong cit. C6 nghia 1a vi tri dot duoc
dung dé cat bén ngoai dudng bién ctia mot chi ti€t s& déng thoi cat dudng bién
cua mot chi tiét ké ngay do6 trén tam.

Sau khi chon chitc nang nay, hop thoai sau hién thi:

Common Cuts -

- vettical ——-—ioy ' horizontal e
€ UseRight ~ | € UseTop
@ Useleft € UseBottom

€ None i '

0K Cancel |
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Chon muc cin st dung sau d6 4n | OK | s& xédc dinh dugc do rong cua dung

cu

dung dé cat dudng bién ngoai, gitta khoang cach cuia cic chi ti€t.V4i horizontal
ban c6 thé chon ddy hodc dinh cat néu ching khong giong nhau.

6. Huong dot (Directional Punch)

Hudng cla vi tri dot 1a huéng tién hanh gia cong, hudng d6 c6 theé dugce lua
chon, Piéu nay ¢6 thé duge sir dung theo tiéu chuén kg thuat hodc tiéu chuan t6i
uu.

6.1. Xac dinh huéng dot theo dau don vi s6 (Unit Directional)

Pay 1a lua chon ding dé tao hudng cho vi tri dot.

- Kich vao vi tri dot ma & d6 ban muén tao hudng .

- Con trd X ¢6 mau doé dugc dat & diém bt dau cua qua trinh dot va s€ hoi
“muon dao nguoc hudng cla vi tri dot hay khong”, s€ tra 161 Yes hoac No va hop
thoai s€ dong lai.

- Miii tén mau xanh s& xac dinh huéng ctia vi tri dot trong qué trinh cat. O day
khong t3i wu & chd hudng cit sé thay doi.

C6 thé tiép tuc va chon cdc qua trinh cat khac.
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6.2. Xac dinh huéng dot (Bi Direcsional)

Lua chon nay thay doi hudng dot d€ vi tri dot khong con thuc hién gia cong

theo hudng da duoc chi dinh do phan mém chon.

- Kich vao vi tri dot ma & d6 ban muén gia cong theo huéng da chi dinh,

hudng gia cong ctia vi tri dot s& theo miii tén hién thi.
- An Enter khi d3 chon tat ca qua trinh cat dé thay déi vé khong hudng.
II. Thu muc CAM (CAM Menu)

Danh séch chi ti€t nay dé cap t6i tat ca cac van dé lién quan dén qué trinh gia
cong, tu viéc dat vi tri dot trén ban vé gia cong t6i cach xac dinh bao quat may.

CAM i Tools Settings Help
Cut CAM :
Punch CaM
Shear CAM
Mil CaM

v v v w

(% Ed Offsets
Set Offsets

88 Edit cam E
@E pdd Microloint M
R Set Tool Sequence
5] common cuts - i
(I3 Reposition and TransFormation , |
Push Out (Chute) ; i
AddfRemove Stop Machine. .
Positioning(No CAM)
Optimize
Functions T
Set Sheet and Clamps

1. Thiét lap khodng cich dich chuyén ctia chay trén bién dot (Setting Offset)

Lua chon nay cho phép tao khoang céch dich chuyén cta chay trén bién dot

hoac sita d6i khoang cach dich chuyén d cé.
2. Hiéu chinh khodng cich dich chuyén clia chay trén bién dot (Edit Offset)

Sau khi ¢6 ban v& gia cong céc chi tiét va dat vi tri dot trén do, lua chon nay

cho phép c6 vi tri dot cu thé bing cich x4c dinh Offset cho né.
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Chon lua chon nay tir menu va kich vao vi tri dot can sira doi Offset, hop

thoai sau s& hién thi:

Updating fos

Uiisel me i

| - O ]__ ]

Tim Offset phut hgp va kich vao OK.

3. bat khoang cach dich chuyén ciia chay trén bién dot (Set Offset)

Véi lua chon nay, ddu tién phai xdc dinh khoang cach dich chuyén clia chay
sau do kich vao vi tri dot.

4. Pat toan bo Offset (Set All the Offset)

Lua chon nay cho phép thay déi khoang cach dich chuyén cua chay da dugc
xac dinh trude d6. Vi du, néu xac dinh c6 5 vi tri dot vo1 mot khoang cach dich
chuyén ctia chiy trén bién dot “- 57 va sau d6 muén thay doi toan bo khoang
cach dich chuyén cta chay v6i bién dot sang “- 2,57, luva chon nay dugc lam
cung véi mot 1énh.

Sau khi lua chon xong, hop thoai sau s& hién thi:

Upiating Ofse

i~ Offset From -~

o [ Cancel

Old: La kich thudc cii ctia khoang cach dich chuyén cua chay.

New: Kich thuéc méi chia khodng cich dich chuyén ctia chay dugc nhap vao.

Néu xdc dinh Old 12 0 n6 s& déi tat ca cdc khoang cach dich chuyén ctia chay
“y6i bién dot tai vi tri dot vé khong (khong c6 bdt cit mot khoang céach dich

chuyén ctia chay vdi bién dot nao dugc dat).
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5. Hiéu chinh CAM (Edit CAM)
Lua chon nay dung dé stra d6i khoang cach dich chuyén ctia chay véi bién dot
truGe cua vi tri dot, sau khi chon tir menu CAM, kich vao vi tri dot muén dat va

hop thoai sau s€é mao:

x|
. Punch Type — _
| Single E Single Type
P O Mundde Bk Tool Positioning ICENTEHED L]

Tool Spacing [CNE RALAP (%) :_l
Overlap (%) |CI
i Tool Sequence 1 0

[

4
: ' Teweh Temde
e

'._

_ DuechnnalPumh l_'— L e ]__"'-_:]
| [fa7es § Stop/Push Ot [~ | ] |
| :

|_ChangeToaI 3 II : Use Tool data l‘“'

oK | Cancel 1 ___ PRI

Hop thoai trén, tat ca thong so cua vi tri dot déu khong hién thi trong khi lua
chon kiéu dot don, khong thé thay déi Punch Type nhung tit cd qué trinh thuc
hién déu c6 thé nging lai.

6. Bo sung diém néi nho (Add Micro Joint)

Lua chon nay duoc chon bang cach kich vao nit tir Edit Toolbar. Diém noi

nho 1a phan vat liéu khong bi cat, né n6i giita cac chi tiét khac nhau trén tam chi

tiét don dé tranh tinh trang chiing bi roi trén may.

C6 hai lua chon cho phan bo sung diém ndi nho:
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6.1. Piém khong dot (MicroJoint)

MicroJoint

 Wire B O Microloint |

i
- Width: ;_“— | Width: I
_ i 2 l|
, Spm PDSItlﬂn ...... i i " ]
: : & At Hit Boundary

Ve At Snap Point

¢~ At Specific Dis!ance: '
(from Entity's start)

i UK Ca,_m[._._. i

Phan nay cho phép bé sung phan ndi tai ciac diém duoc chi dinh trén dudng
bién dot, d6 12 mot doan thang c6 kich thue duge chi dinh khong bi cat nam
trén duong bién dot,tuong tu phan Offset nam trong hop thoai Punc Parameters
dé thay déi diém nho trén bé mat ctia bién dot. Vi du sau hién thi mot chi tiét ma
ca hai dau c6 b6 sung phan néi t6i ching, hop thoai Cam Edit hién thi két qua

cua cac thong s6 Offset.

|

BRI

tdit Punch: On Entlty
i F'urn::hType T L (AR ;
. o ol : St Tige b
i 9 Nibtrle Entily © | ToolPostioning _ |OFFSET |
ek oy Tool Spacing - [oveRLaP MM) ~]
Oveilap {l;rrni :_. F‘ . .
~ Tool Sequence lg_~
i R E.._'.I‘:,‘_ e e
i Start I,z ol T ‘ ]g
| End o e - !
Pl At cBe o
: AT AT U ¢ ST -I[;._ i
StopPishOut [~ g s
. UseTooldata I .| I i
I 0K I ' Cancel I B A AP TR

Véi khoang céach dich chuyén clia chay véi bién dot, nhap s6 am sé tao ra
phan nai trong khi s6 duong tao ra qua trinh goi gitta cac vi tri dot trén cing mot

chi tiét.



DU AN JICA - HIC CONG NGHE DOT DAP CNC

6.2. Phan noi (Wire)

!\--'licroJoint

2 )

frr—— Y N S L]

* RO Wue T II' f" Mlc:r&léunl.
j o Width; I i Width I Cl
i SDIII F'Usillﬂn : e | i

' % AtHit Boundary

" AtSnap Point

'~ AtSpeciic Distance —— |
L [fmm Enntys start) Ij"""‘ 5

Lua chon nay ciing cho phép bé sung phan néi, nhung & day c6 thé tao phan
nodi ¢ gifta chi ti€t. Thuc hién bang cach phan loai qua trinh dot trén hai chi tiét
vdi phén noi gitta ching. Split Position dung dé xac dinh vi tri ctia phan néi.

Vi du sau hién thi phan ngi, cdch thyc hién phan n6i kidu Wire dugc thuc
hién bang cich trén, hop thoai CAM Edit hién thi két qua ctia cdc thong so

khoang céach dich chuyén ctia chay véi bién dot.

¢ Punch Type — —**—N, T 2 T —_—
@ Single | SegeType . JaNGLE ]
L€ Wb frsy 00| ToolPostioning  [OFFSET _ ~]
; e | ToolSpacng [OVERLAP (%) |
e : : _[_Jvélap £
! L8 i :: Tool Sequence
I DiectonalPunch ~ Statt[i5 1T '

A Took =~ M-_ ‘ SR End : IE-—_

REB55 - "~ Stop/PushOut I~

 UseTooldata 1™ . |

Frrow} Pty |

Change Todl.. |

Nhu hinh trén, chi tiét bay gio dugc gia cong véi hai vi trf dot riéng biét.
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7. Thiét lap thi tu dung cu gia cong (Set Tool Sequence)

Khi gia cong nhiéu 16 dot trén tdm vat liéu véi cung dung cu nhung khong
muon tat ca cac 16 dot dugc gia cong lién ti€p (vi du: mudn ap dung hai phuong
phédp t6i wu khac nhau dé dot v6i cung dung cu nhung trén hai viing khic nhau
trén mot tam vat liéu), trong trudng hop nay cé thé xac dinh ting nhém dung cu
nhu nhém 1, nhom 2... khi d6 méi vung sé dugc gia cong lién ti€p voi cac dung
cu khac nhau.

Vi du: v6i mot chi tiét nao d6 duge dot véi ba dung cu, xem vung co lién quan

cua hop thoai Used Tools sau:

IR R e T

Bang mot két qua cta viéc lua chon toi vu, qua trinh dot sé phai chia theo

tuan tu khac.

Statons| O | CurentTool | Seq | A4S | Hits ToolOpt| 9PAmze Bn] i
153 [~ 'RO30 : 1

245 [~ RE50590 1

258 [~ RE655 321 1

153 [~ RO3D -2 N

s o S et i ST

==t e R S B

i i e e :

o T i

8. Lénh cat (Common Cuts)
Lua chon nay cho phép gia cong hai chi ti€t ké nhau bang céch st dung mot

trong hai 1énh Cut/Punch.

Common Cuts:" : x|

E_ Veﬂica|‘-""""“—"":"“_ T horizmtd“.m.h..._.__,_. RSk

L UseRight " UseTop '

(O Useleft | | € UseBottom

| @ None L Npne
[ ok ] cance |

Khi chon 1énh nay c6 thé st dung hodc khong st dung hudng gia cong theo
phuong doc, ngang, st dung ca hai huéng.
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8.1. Gia cong theo truc Y (Vertical)

Dung Common Cuts d¢ tién hanh gia cong hai chi tiét ké nhau trén truc Y.

| I | N | O | I T

1 1I | i | il II || | 1l ]| .
1 - L I I I I . | [ | 1 LT
{ R N N
- \\\\ - AN - &
i i N
1l 1l 1l 1 1 | 1 1l | I | I | S | | II i I LT

8.2. Gia cong theo truc X (Horizontal)

Dang Common Cuts dé ti€n hanh gia cong hai chi tiét ké nhau trén truc X.

| I
1L 1[ 1l 1 1 I I 1 i il Il Il | | 1 1
‘\% 1 \\q
1 &\\ 1 [ \\
3 A i
| | | - 1 11 I T —- i 1 1l 1l 1 1 1
Q N
T N [ N
i NN I N
- N =
| SR | M| B | | IO | NN | [ = LI T 1T 1T 171
8.3. Vidu vé Iénh cit (Common Cuts)
Ban c6 thé chon None cho ca hai huéng.
[1 I 1 | | L1 1 T | ]

T TT 17
%
%

7

|

1t 17
L7,
v
il

»j/
7
7

I TT T7
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Hodac ¢6 thé dung ca hai hudng.

- e (o

1t Ii I{Q 1 1 I Il IL 1 1l & 1i Il 1l I Il I 1 }
1 AN T N i N\
i N N1

| — | % O W | | I \11\ gl\N | | D R | T ‘\l
R N A
i i N

) I | | I | ) N | I | B T T [T T T T T |_,____}L.__1L__1

9. Thay déi vi tri tay kep (Reposition)

Tuy thudc vao mdy, kich thudc ban mdy va kich thudc clia tam, mdy s€ phai

thay ddi vi tri kep khi dung tdm c6 kich thuée dai hon

ban may. Mot nguyén

nhan khac dian dén viéc thay déi vi tri 1a khi mudn thuc hién vi tri dot trong ving

nguy hiém (Dead Zone) cla tay kep.

Thong thudng, viéc b sung di liéu trong qua trinh

gia cong phat sinh khi

thuc hién thay déi vi tri kep dugc thuc hién bang céc 1énh tu dong, do vay danh

sach lua chon sé khong dugc st dung. Chi dung lua chon nay khi mudn ghi de

lén ching va xdc dinh 1énh lam thay déi vi tri.

Khi nhap lénh thay d4i vi tri bang tay, hop thoai sau s€ hién thi.

Sheet Trasformation - xed
. Typé ! sive Total: Head Pos. He.ad Pos. _
pa. _ X ¥
b NOREE £ =
2 | Reposition and Head Position - - I
by User | 1109 | 1109 1109 662
e R S R
Head Position by Postproc. - 418 1929 : -
New ' [~ ' SetCAMstoCurent | Delowe oK
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9.1. Khoang an toan cia tay kep (Clamp Avoidance)

Cho phép xédc dinh vi trf cua cdc chi tiét sé dugc gia cong trong viing tay kep.
Lua chon nay cho phép gia cong véi hé théng 16 theo diy trén toan b tdm hoac
nhiéu chi tiét trén mot tdm don, d¢ dien tich tdm duoc dung t6i un nhat bing
cdch dot viing xung quanh va khodng giita cua hai tay kep (cac vung nay phai
nam ngoai viing nguy hiém), ngoai ving dién tich trén, cic ving khic khong st
dung dugc.

Lua chon nay duoc tién hanh tu dong ngay sau khi st dung vi tri CAM (rén
viing kep duge sit dung. Trong sudt qud trinh tao chuong trinh NC, phan bd sung
dit liéu cua qud trinh gia cong s€ tinh todn vi tri dit liéu, kich thuéc dung cu, dir
liéu viing nguy hi€ém va chuong trinh duge xay dung trén vi tri thay ddi 12 ¢én
thiét, khong gay nguy hiém cho tay kep.

SG vi tri thay doi trén chuong trinh dugc xdc dinh & mot s& bo phan:

- Kich thude ban mdy.

- Kich thuéc tdm vat liéu.

- Kich thude viing nguy hiém (Dead Zone).

Néu tdm duge chon nhé hon hodc bang kich thudc ban mdy thi chi ¢6 mot
hogc hai vi tri thay ddi. Néu tdm rong hon ban thi ¢6 hai vi tri thay déi trd 1én.

Khi dung cu da duge chon (trong khi dang thuc hién qué trinh dot), viing
Dead Zone s& duge mo6 ta véi bieu tugng duge tao trén man hinh bang mét hinh
chit nhit mau xanh bao quanh tay kep.

Trong khi chuong trinh 1am viéc va tinh todn dé xac dinh vi tri chuyén dich sé
tr dong thém vao mot s6 di€ém ma & dé ngudi st dung can phai than trong khi sir
dung phén lya chon nay. Hi€u va sit dung céc diém dé, né mang tinh chat quyét
dinh 61 sy thanh cong cia viée tinh todn khoang cdch véi tay kep, né duoe thuc
hién bang quy trinh gia cong cudi.

Nguyén tac co ban ctia tat ca cdc mdy dot dap déu ¢é chung nhitng dic diém

Saul:
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* Diém dot sé dugc thuc hién ngoai viing nguy hiém cia tay kep sau do sé
thyc hi¢n ti€p qud trinh dot tai vung kep dau tién khi may da thuc hi¢n chuyén vi
tri kep 161 mot vi tri khac va tiép tuce thuc hién cho t&i gan vi tri kep mdi hodc tai
diém cudi cha tam.

®* Vi tri cua tay kep duge xac dinh bang khoang cach gitta tam ctia n6 t6i canh
trai cua tam.

* Ving nguy hiém dugc xdc dinh theo chiéu rong tir vi trf sit dung dung cu téi
tay kep. |

* Kich thudc tam nho nhdt sir dung véi mdy hai tay kep gdp 3,5 1an dién tich
vling an loan va may c¢6 ba tay kep gip 5,5 lan.

9.2. Tw dong thay doi vi tri cho tAm c6 kich thudc nho (Automatic
Reposition for Small Sheet)

Nhu di duoc néi & trén, kich thuée nho nhat cia tam duge st dung cho qud
trinh dot bang 3,5 ldn dién tich ving nguy hiém. Véi tdm nho hon, thi can phai
cd phuong phap khac.

Vi tri ban d4u cia ca hai tay kep ndm trén canh phai ctia tdm va bén canh trai
thuc hién qua trinh gia cong, sau khi hoan thanh qua trinh gia cong, ¢4 hai ban
kep cling di chuyén sang canh trdi va canh phai thuc hién ti€p qua trinh gia cong.

Phuong phdp niy c6 thé xuit hién nhitng han ché sau:

- Phan két néi Dead Zone sé bao phu it hon mot nira tAm.

- Khoang cdch thay déi vi tri 16n nhdt s& nhd hon khodng céch tir canh phai
cua tdm dén canh trdi cha ban.

Gia tr1 duge dat nhu sau:

- Kich thude ban: 1250

- Ving nguy hiém: 200

- Kich thuée tam: 600
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V1 tri du dinh:

Vitri ~ | Bankep 1 Ban kep 2 Viing gia cong
‘Ban dau 1400 540 0 — 300
Sau khi thay déi |60 200 300 - 600

Vi tri thay d6i trong trudng hop niy sé mang gia tri am: - 340

Can chd y rang vi tri ban dau cta cdc tay kep do ngudi van hanh diéu chinh,
ho c6 the dat ching gan nhau, véi két qua vi tri chuyén kep nho nhung lai mat di
tinh on dinh clia tim hoac ching & xa chi tiét duoc gia cong (dui Vl‘mg gi6i han
dugc dé cap ¢ trén), v6i vi tri chuyén kep 16n nhung ¢6 do cung ving 16n hon.
9.3. Bo sung vi tri chuyén dich tay kep (Adding Reposition)

C6 the b6 sung vi tri chuyén dich kep vao bing cich kich nit New, danh muc
sau s€ hién thi:

New es - o Foook

TS Reposition bv User Auto Head Domtnon 7

;@@, ¢ Reposition and Head Position by User : - {

g}@ ¢ Reposition by Post-Processor, Head Position by User g

[ e | SR SN | P ~oT F S e L P | T L |

Phén lya chon nay sit dung d€ xéc dinh vi tri can thay ddi cla tay kep truéc
khi qua trinh dot duge thuc hién. Sau khi thay déi vi tri tay kep cdn phai thuc
hién qua trinh gia cong cudi trén NC.

9.4. bat CAM dén vi tri hién hanh (Set CAM to Current Position)

Cho phép dat vi tri dot ban chon dé xéc dinh vi trf thay déi cua tay kep.
10. Bo phan thoat phoi dot (PushOut)

Chuc nang nay c6 trong may duoc trang bi dudng truot trén ban, phan vat licu
cat bo sé duge chuyén ra ngoai theo dudng trugt nay, tranh phai st dung lénh
Stop Machine va chuyén phoi dot ra ngoai bang tay. Vi tri ctia dudng truot khac
nhau tuy theo loai may.

Bo sung thém thudc tinh ndy (i qud trinh dot dang hién hanh, kich vao vi tri
dot da xdc dinh dé chuyén sang Push Out. Vi tri dot sé dugc ddnh ddu bing mau

xanh, cling c6 thé chon chic nang nay dé dat cho 1énh Stop Machine.
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Kich vao lua chon nay va hop thoai sau sé hién thi:

Push Qut

Tope. ]PUSHUUTDNCENTEH ﬂ

MDdE AR e :n. ; P ; ;"User DEflﬂe Movement
¥ Open . i 1™ Move & o |
v .Last hit oh.céhter S r Open chute, then move g
I Open chute theis oo hil ¥ Reduce speed for movement ]
™ Head w Raduced Speed | LOW ] |
Bin number: o ey —“PmElﬂh;smmw‘:_.-:::'_--“
|0 I i .SaveAs z

; wl ———d

Load from

. .._.DK. Came‘ 1

10.1. Loai duong truot (Chute type)

Chon vi tri cia dudng truot két hgp véi dau dot trén may.

Kiém tra mot s lua chon can thiét lap trong Push Out.
10.2. Mat nghiéng ctia duong truot (PushOut Profile)

C6 thé Load mot cau hinh dang hién hanh (tir pull down menu) va Save vao
hé thong hién cd, c6 thé chon tén file dang hién hanh tit menu Pull - down hoac
nhap tén mai trén hop thoai Edit.

Mait nghiéng duoc luu giit riéng biét cho mdi may, khong thé st dung mat
nghiéng ctia mdy nay trén mdy khac (c6 thé tao ra mot mat nghiéng méi) nhung
¢ thé cho mat nghiéng clia mdy khac c6 cung tén.

Khi chon qua trinh dot c6 Push Out, né s€ dugc tién hanh sau khi dot.

11. B6 sung hoac loai bo ché do ding may (Add or Remove Stop Machine)

Chitc nang bé sung hoac chuyén trang thdi Stop Machine dugc xdc dinh ti
qué trinh thuc hién dot cu thé. DE thuc hién, chon lua chon nay va kich vao vi tri

dot ban muon dé ché do thuc hién & trang thai Stop hoac loai bo trang théi Stop.
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12. Vi tri khong dot trong CAM (No CAM)

No CAM c¢6 nghia la mdy s€ di t6i hé toa do cta vi tri dot duge chon nhung vi

tri dugc chon sé khong dot khi chuong trinh dang chay.

D¢ tao No CAM, kich vao vi tri dot muén thay déi. Vi tri dot s& bi loai bo va

q

dau X s€ xuat hién o vi tri cua né.

// A \\

Lénh nay c6 tic dung dwa mdy tdi vi tri ndm ngang cua chi tiét dugc lua chon
tham chi ngay ca khi khong ¢6 vi tri nao dugc dot trén chi tiét d6, vi du khi ban
muon tranh vi tri kep.

13. Phuong phap toi uu (Optimization)

Phén lya chon nay cho phép nguéi sir dung chon phén Iua chon t6i wu hod qué
trinh dot trong khi thuc hién gia cong. Véi cic chi tiét thong thuong, chuong
trinh s& thuc hién t6i wu hoa tuy theo cac tiéu chuin sau:

* Di chuyén ban mdy véi budc tién nhd nhat cho phép giita cc bude cat.
* Di chuyén ban mdy véi budc tién nho nhat cho phép giita vi tri dot cudi

cung cua dung cu trudc va vi tri dot dau tién cta dung cu dugc chon tiép theo

trong qua trinh gia cong.
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Sau khi chon phan lua chon nay, hop thoai sau sé duoc hién thi:

- Strategy—~ -~~~ - Start Point

. " Closest i | T BottomLeft o '
| € Snskex | | T BotomRight
| SnakeY | | € Toplet

& Auto | | € TopRight

| | | & Defauk

| oK 3 _ Ca'nce_l_ | g |

13.1 Chon phuong phap gia cong (The Strategy Options)

Lua chon nay cho phép chon phuong an s€ duoc st dung khi da thuc hién to1
uu hoa.

13.1.1. Két thuc (Closest)

Két thuc qud trinh gia cong dé tao gia mot chuong trinh tdi wu hoé tuy theo su
di chuyén nho nhat gitta méi lan dot.
13.1.2 Di chuyén trén truc X (Snake X)

Sé tao ra di chuyén tién va Ii trén truc X.
13.1.3. Di chuyén trén truc Y (Snake Y)

Sé tao ra di chuyén lén va xuéng trén truc Y.
13.1.4. Tu déng kiém tra (Auto)

C6 3 phuong 4n kiém tra khéac nhau va mét phuong 4an chon nhanh.
13.2. Cac lura chon ban dau (Start Select)

Cho phép xac dinh chuong trinh khoi dong trén gdc cua tim duoc gia cong.
Lua chon Default (mac dinh) sé duoc sir dung, phan da duoc chi dinh thiét lap
trong file MDI.

Vi tri mac dinh duogc xac dinh tai géc cua tam, goc d6 dugce khép kin dén vi
tri dau khi tam dugc dua vao.

Sau khi chon phuong phadp va diém bat dau, kich vao nit OK dé thuc hién

qua trinh t6i uvu hod gia cong.
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Sau khi thiet 1ap qud trinh t6i wu hod, ¢6 thé nhin thdy thi tu cha vi tri dot

bang cdch kich vao nit [Order by List | trén hop thoai Used Tools.

14. Xac dinh cac chitc nang (Defining Function)

Cédc chic nang dugc the hién qua cdc 1énh duoc chi dinh trong cdc may, cac
Iénh d6 ¢6 thé duge chén vao trong phan ma NC tai mot vi tri duge chi dinh nao
do. Ma va so cua gid tri ham trong cdc mdy la khac nhau. Trong trudng hop mot
may dot dap co hoc s€ ¢6 it kha nang hon mot may dot dap thuy luc.

Céc lénh dugc chi dinh d6 c6 theé dugc két hgp véi vi tri dot duge chi dinh,
dung cu hoac chuong trinh.

14.1 Chirc nang dot hoac cat (Punch or Cut Function)
Chiic nang nay dugce bo sung ngay lap tiic trudc hoac sau khi dot:
- Kich vao vi tri dot mudn bé sung thém chitc nang.

- Hop thoai sau sé hién thi:

Functions for Selected P

PUNCRACUE FUNCHORS - ~ommrmeie e e et e e e oo

 PrePunch: [NONE

=

. Pre-Punch: ]NDNE ﬂ
| =

=l

- Post-Punch: I NONE
. Post-Punch: I NONE

¥ [jK oy e Cama ]

- Bang cdch kich chugt vao danh sich drop - down c¢6 thé chon chic nang dé

bo sung vao chuong trinh.
- Chon cdc l1énh mu6n bo sung, c¢6 thé bé sung hai lan trude (Pre - Punch) va
hai lan sau (Post - Punch).
14.2. Xac dinh chirc nang ctia dung cu (Defining Tool Function)
Lénh nay ding bo sung thém chiic nang vao dung cu.
Lua chon nay dugc tai tir hop thoai Used Tools. Tir d6, chon dung cu mudn

bo sung, phan chon nay dugc ti tir danh sich dung cu. C6 thé 14y truc ti€p tir

hop thoai Used Tools bang céch kich chuét vao biéu tuong .
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Trong hop thoai, chon dung cu muén bo sung va kich vao nit [Tool Function

hop thoai sau sé hién thi:

Tool Functions:

Choose functions for TookRO 5.5

Before Tool:
Before Tool:
After Tool:
After Tool:

Before every Punch with this Tool: INUNE

Belore every Punch with this Toak [NDNE

After every Punch with this Tool
After every Punch with this Tool:

In Tool Change:
In Tool Change:

x|

- |NONE ]

|NONE ~]

- [none =

[NONE -]

|

-

{NONE ~|

- |NONE ~|

|NONE =

~ [NONE ~|
IT“_ Cancel | :

Kich vao danh sach Drop - Down hién thi chitc nang, cdc chiic nang d6 c6 thé

duoc bd sung vao chuong trinh. Chon 1énh mudn bd sung, c6 thé bo sung hai

chiic nang cho moéi phan chon sau:

- Before Tool: Trudc khi chon dung cu.

- After Tool: Sau khi chon dung cu.

- Before every Punch with this Took: Trugc mai lan dot.

- After every Punch with this Took: Sau méi lan dot.

- In Tool Change: Khi thay déi mot dung cu khac.

Sau khi x4c dinh chic nang, kich vao nit | OK

hop thoai dung cu st dung sé

hién thi va dung cu tiép theo dugc chon s& c6 chit F ¢6 nghia la dung cu nay da

dugc bo sung thém chic nang.

C6 thé bo sung chiic nang da dugc mac dinh cho mot dung cu, trong mot sO

chuong trinh, né luén luén dugc tim thdy v6i nhiing chitc nang duoc chi dinh.
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14.3. Xac dinh chirc nang cua chuong trinh (Defining Program Function)

Lénh nay cung cip cho nguoi st dung phéan lua chon diung dé dat lénh cua
mady dugc chi dinh tai diém bét dau hoac két thic ctia chuong trinh.

Sau khi chon lua chon nay, hop thoai sau s€ hién thi:

Progra

m Functions for this Par

Pre-Program |NONE
. Pre-Program INUNE
Post-ProglamlNDNE
Pnsl-F‘rogramlNDNE

m Cancel |

Tu hop thoai nay c6 thé xac dinh cic chic nang s€ duoc thuc hién trudc hoac
sau chuong trinh.

15. Thiét lap kich thuéc cia tam dot va tay kep (Set Sheet and Clamps)

Thong s6 dugc xdc dinh thong qua hop thoai nay s& duoc thiét 1ap. Sau khi

thiét lap, chi tiét dugc tao sé duoc gia cong.

Hop thoai nay ciing ¢6 thé dugc truy nhap bing cich 4n vao nit Set Sheet,

Clamp tr Common Toolbar.

Hop thoai sau s& hién thi:

2|61] 28] Flx| axlins

15.1. Cac thong so cua tam vat liéu (Sheet Parameters)

Cac thong s6 trén thanh nay c6 lién quan dén tdm vat liéu va cic chi tiét gia
cong s€ dugc dat trén tdm nay, kich vao cdc thanh khac dé xem noéi dung cua

chuing.
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Define Parameters 5 : ..’5.1
Sheet Processing Technalogy ; Heuosikioﬁ' ] ; Load/Unload ]
Sheet I Auto Mest ! Global Cut I Part l Clamps 1 User Data {
Sheel e o i e Bt e g e e bty 1
SheetSu:e. sl
| %1250 v [1 50 Select Sheet ]
; Number of Parts:
X ,1 Y:I1 ¥ 11_——— Total: [-_
Set Sheet=Part ]
; _O[fsEtS' b et . 1t i e
‘ From Qrigin From End
- &[0 dx: jﬂ
Sheet Thickness ]1 - 1
Material List
1 A5052- ]
i Sheet Type —~ - Position- -~ ¢ i~ Start Parts Placement - -y :
| & Normal % Normal ' ?F From Clamps ;
8 " Formed i f" Rotate | |¢ Dpposite Clamps o ; i _
(€ Inegular | TunOver || X
ok ] cencel | Hep |

15.1.1. Kich thudc tam (Sheet Size)

Trén ving Sheet Size, xac dinh kich thudc cta tam vat li¢u theo truc X va Y.

S6 chi tiét duoc gia cong sé ¢6 thé duoc phan bo va dieu chinh trén tam.

15.1.2. Sé chi tiet (Number of Parts)

C6 thé thiét 1ap bang tay s6 chi tiét can gia cong trén tam theo hai cach:

- Nhép chubi s6 theo truc X va Y, so chi ti€t s dugc nhap vao véi s6 16n nhat,

so chi tiét 16n nhat phai pht hop trén tam vat li¢u hién hanh.

- Thay doi kich thudc cua tam vat liéu.
15.1.3. Chon tam vat liéu (Select Sheet)

C6 thé chon kich thudc tim vat liéu theo tiéu chuin bang cach kich vao

Select Sheet.
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Hop thoai sau s& hién thi va ¢6 thé chon chudi so:

Select Sheet. =

i oK l Cancel

15.1.4. Dat Sheet = Part

Kich vao Set Sheet = Part sé tao ra tim ¢6 kich thude giong nhu chi tiét duoc

gia cong. Néu dung lya chon nay, ban phai quan tam dén vi trf cta kep.
15.1.5. Khoang cich dich chuyén cia chay trén bién dot (Offset)

Cic thong s6 dung dé xdc dinh khoang cdch dich chuyén clia chay trén bién

dot.
15.1.6. Chon vat liéu (Material Choice)
Lua chon vit li¢u cho tdm cén gia cong.

Vit li¢u trong danh muc duoc 1ay tir viing dit liéu ctia no.

15.2. Thanh tay kep (Clamps tab)

Néu mdy di chuyen tay kep, ban c6 thé xdc dinh vi tri ctia ching & bang sau:
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Define Parameters =%,

Sheet Proceszsing Technology i Load/Linload
Sheet | AutaMest | GlobalCut | Part Clamps l Liser Data

Clamp Co-ords
st Clamp [557_' .

j2nd 843 i
| ]-I-“-‘---‘-—"—-'
Vo Head C e
kb 00h i !:.
| i
Max Used Clamps
[alC 1 -1

{ DK.‘“.W—I_ Cancel ; Help

15.2.1. Vung kep (Clamp Co-ords)

Thong thudong, khi dat mot kich thudc méi cla tam trén truc X, tay kep tu
dong thiét lap gia tri yéu cau tuy theo mdy hién hanh.

C6 thé doi gia tri trén bang cach kich chuot hoac nhap gia tri trong hop thoai
nay.

CncKad sé khong cho phép ban dat ching trong vi tri ma & ddy khong thé
xac dinh dugc vi trf trén mdy nhung c6 thé chon bat ky vi tri thich hop nao néu
muon, cdc vi tri sé tu dong thay doi theo trang thai sau.
15.2.1.1. Lam viéc trong ving nguy hiém (Dead Zone)

Trong truong hop nay, CncKad sé thuc hién tao ra mét chuong trinh NC co
ban trén vi trf hién hanh cla tay kep va néu thanh cong s& khong thay doi vi tri
clia tay kep. Tuy nhién né€u khong thanh cong, CncKad s€ thiét lap vi tri mdi
cho tay kep.

Diéu nay c6 nghia la vi trf d6 s& dugc thay doi (néu can) trong sudt pham vi
hoat dong ctia Post Procesing, su thay doi s& khong xay ra trong su6t qud trinh

ti€n hanh vé va gia cong.
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15.2.1.2. Thay doi kich thuéc tam theo truc X (Changing the Sheet Size in X)
Trong trudng hop nay, CncKad s€ tinh todn lai theo vi tri yéu cau cho kich
thudc mdi va thuc hién dat vi tri tay kep theo né (viéc thay doi sé duoc thuc hién
ngay lap tuc).
15.2.1.3. Thay doi may (Changing the Machine)
Trong trudong hop nay, vi tri cua tay kep sé chi dugc chinh stra néu can thiét.
Néu muon dat tay kep theo vi tri yéu cau clia may mdi ¢6 thé thay déi kich
thudc cua tdm theo truc X va vi tri s& dugc tinh toan lai.
15.2.2. Str dung so ban kep 16n nhat (Max User Clamp)
C6 thé chon s tay kep dé sir dung, néu mdy cho phép lam di¢u dé. Vi du, néu
mdy 6 3 tay kep c6 thé chon dudi drop — down sau day:
o =]
.3
Néu chon ALL, s6 tay kep I6n nhat sé duoc sir dung.
15.3. Thanh cat (Global Cut tab)

Cac thong so trén hop thoai nay dugc giai thich trén thanh thong so cit
(Cutting Parameters) ctia hop thoai Settings. Su khdc nhau 14 hop thoai nay
dung dé cai dat cdc thong s cho cdc chi tiét hién hanh dang 1am viéc.

15.4. Thanh tu dong lap (Auto Nest tab)

Cac thong s6 trén hop thoai nay duoc giai thich trén thanh Auto ctia hop thoai
Setting. Su khéac nhau la hop thoai nay dung dé cai dat cdc thong s6 cho céc chi
ti€t hién hanh dang dugc thyc hién dot do ché do dot tu dong hoac nguoi su
dung. ‘

15.5. Thanh dir liéu cua nguoi str dung (User Data tab)

Dit li¢u clia ngudi sir dung 1a thong tin ¢6 thé luu lai bing file va ding khi tao
mot dang ché tao (Manufacture Form). Thong tin nay khong bat budc va c6 thé
thém vao tai bat ¢t vi tri nao ctia ban vé va file NC dugc tao trong qué trinh gia

cong.
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15.6. Thanh cong nghé gia cong tam (Sheet Proccessing Technology Tab)
Pay la thanh lam viéc vé6i toan bo cdc phuong phéap dé s dung trong khi tao

cac chi tiét.

Define Parameters

x|

Sheet ] Auto Nest i Global Cut 1 Part } Clamps i User Data ]
Sheet Processing Technology | Aepastion | Load/Unload |

Tools' Processing St.ralew oot - :
il + -
. Piocessing Strategy: : FET j 1
: e |
[All'Sheet =] ~
| i . !
B R e e o e
i ) Starting Carner Optimization Path:
| Parts |Aulo 3 iFasIest _:J
| vertical Cuts: fAuto =] [Fastest ~|
© horizortal Cuts fruto >l [Fastest ~]
| T s At L B ;
™ Trim Sheet I

= I Cancel | Help |

15.6.1. Phuong phap gia cong cua dung cu (Tool’s Processing Strategy)

Tir hop thoai nay c6 thé thiét lap phuong phdp gia cong cho CncKad, n6 s€
dugc sir dung khi tao ma NC. C6 thé lva chon cach phan loai hinh ddng dot cha
cac dung cu khac nhau.
15.6.1.1. Thuc hién gia cong trén toan bo tam (All Sheet Processing)

Thuc hién qué trinh dot trén toan bo tdm v4i mot dung cu nao do va sau do di
chuyén dén dung cu ti€p theo.
15.6.1.2. Gia cong chi tiét (Part Processing)

Thuc hién qua trinh gia cong trén mot chi ti€t véi tat ca dung cu va sau khi
két thic qud trinh gia cong s& chuyén tdi chi tiét tiép theo (phuong phdp nay
thich hop su dung khi lam viéc vai vat licu day hoac may cu). 0 day c6 su nguy
hiém 16n khi mdy c6 su ¢6 trong nhic¢u truong hop, tai moét so chi tiét da hoan
thanh. Khi dau hiéu ctia dung cu la mau xanh - ching s¢ lam viéc trén toan bo

tam, dung cu mau do sé lam viéc trén tung chi tiét.
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15.6.1.3. Phan loai qua trinh gia cong (Stripe Processing)

Thuc hién qua trinh dot véi tat ca cac dung cu (c6 trong thuc té, tat ca dung
cu mau xanh) trén céc chi ti€t can gia cong thudc tdm vat liéu hién hanh va sau
d6 tién hanh phan loai. Sau khi hoan thanh viéc phan loai, né cé thé duoc loai bo.

Chui y:

Lua chon nay sé khong lam viéc trén phan lap ghép
15.6.2. Phuong phap toi uu (Optimization Strategy)

- Staring Conner: Thiét 1ap diém ma & dé su t6i vu hod huéng gia cong duoc
bat dau.

- Optimization Path: Thiét lap ki€u t6i vu hoa: Snake X, One way Y, User
Defined...

15.7. Thanh chi tiét (Part tab)

Thanh nay dugc phan loai nhu sau:

Define Parameters

o SR
Sheet Processing Technalogy | -+ Reposiion | Load/Unload
Sheet | AuoNest | GobaiCut  Pat | Clamps | Thickness |
~ Pﬂ'l e e o e £ R P R Moy o
| PatSize - Nurnber nIPaﬂs:F_—'—— i
x = Nurber of Holes: [778 |
; ' lere : - Entlig -~ |
| Distance between Parts Lines [33
wf ke
dy: 15 | Cicles IEEO"‘_:
.Eats'ny F_— Point Ig__l
PR £ L TS0 PN LB 1T
i 1~ Entligg -+~ |
. e e
S e DR
. e TR 2 .Eicl_es[n.——;;!'
gt ;2 : i
Gy [ ; MIO :
[ ok ] coame | hep

Chi ti€t dugc chia ra hai phan nhu sau:
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15.7.1. Phan chi tiét gia cong (Part Section)

Cung cap thong tin v€ cdc chi tiét trén ban vé - s6 va kiéu cia bién dang dot,
cho phép xac dinh khoang cdch gitta cic chi tiét trén tam.

Parts in Geometry c6 quan hé v6i kha nang clia ngudi st dung dé c6 thé st

dung tdm c¢6 kich thudc 16n nhit bang viéc xdc dinh s6 lugng chi tiét, n6 dugc

chay nhu mot chi tiét don.

.

|

A~ L4 7 - - ~ ] A A # - P ~tt # : 9
Két qua cua qua trinh nay cé thé tao ra nhiéu céc vi tri ndi cé hiéu qua cao -

CncKad coi ca hai nhu mot chi tiét don va khi mé rong tdm, 1am nhiéu chi tiét
va sir dung céc lénh cit, can phai tao ra cic vi tri néi.

Khi sir dung qua trinh dé phai xac dinh viing bién dang cta chi ti€t gia cong
(Parts in Geometry), mit khic chuong trinh s& khong thé cung cdp tdng s6 cic
chi ti€t mot cach chudn x4c cé trén tam.

15.7.2. Phan tam (Sheet Section)

CncKad-2002 cho phép kha nang dat chi tiét gia cdng trong phan ché do tdm
(Sheet Mode). Khi si dung lua chon nay phdi thay d6i pham vi hinh hoc cia chi
tiét gia cong (Parts in Geometry), lap lai dén khi nao s6 lugng cac chi tiét gia
cong trén tdm dugc dém chuan xéc.

15.8. Thanh thay doi vi tri (Reposition tap)

Tir thanh nay ban c6 thé thiét 1ap céc thong s6 Reposition s& duogc sir dung

khi qué trinh théng bdo gia cong tao ma NC cho céc chi tiét:
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Define Parameters G
Sheet ] Auto Nest i Global Cut I Part ] Clamps I Uset Data

Sheet Processing Technology - Reposition 1 7 Loaddiinkad
i Rofobition jas gt ot ifiop g st B S S e e iy
ll L Manual ; 5t I :
I~ Qluantity e _------_—--; P e PG s _‘
! & Minimum reposition 1€ Maximum at Tst "Grip" |
;I € Minimum part breaks ‘ Il « M'auinuh_ atLast "Grip"
. - R NI T oot e
H 1
A B 1
oo

[Tl_ Cancel ! “ Help I

15.8.1. Di chuyén vi tri bang tay (Manual Reposition)

Lua chon nay chi c6 thé sir dung khi da xdc dinh vi tri thay déi bang tay, v6i
lua chon CAM => Reposition. Diéu nay s& dem lai quyén uu tién cho viéc thay
d6i vi tri da thuc hién va s& khong 1am thay déi ching.

15.8.2. Di chuyén vi tri tu dong (Auto Reposition)

Khi chon Iya chon nay, Cnckad s& thiét 1ap vi trf di chuyén nhu da chi dinh
trén hop thoai, qua trinh nay dugc thuc hién béng céch ghi dé lén bat ky mot vi
tri nao trudc dé c6 thé thiét lap:
15.8.2.1. So vi tri thay déi (Quantity of Reposition)

- Minimum Reposition: Tao mot s6 vi tri ¢6 thé thay ddi dé lam trong qua
trinh gia cong. Néu cén thiét, chia ra thanh timg phan chi tiét gia cong.

- Minimum Part Breaks: Co ging thiét lap khozing cach nho nhat cta vi tri di
chuyén can thiét dé khong phai thuc hién chia qué trinh gia cong thanh céc qua

trinh gia cong nho, diéu nay c6 thé mang lai két qua nhiéu hon s6 nhd nhit clia
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vi tri thay déi c6 thé nhung s& dam bao rdng mdi chi tiét dugc gia cong trén ting

vi tri thay do6i don.

Define Parameters Phi ot =~ X
Sheet } Auto Nest i Slohal Cut I Part ] Cl&rnps I User Data |
Sheet Processing Technalogy i Reposition Load/Unload
. - Sheet Lnarﬁng b e '-. Sheet Unloading- T .,.A. ki

{

LosdigMode  [VANUAL <] | EUnIDadthdde [ﬁml
Pin I'I 'IIE ‘ ~Giza ____.___..:._'.__;_: :
kg ' '

SheetMcasg[ing ml { I.X !a-__. | i : |
| i~ Correction———=

S,

Theo bang nay, cic lua chon chi ding cho may c6 ché& do lap hoac thio tu

dong.
15.9. Chinh sira tam gia cong (Correction for Processed Sheet)

Néu trong qua trinh gia cong c6 su thay ddi kich thudc clia tdm, c6 thé canh
cua tdim khong ty vao chét dinh vi nam tai canh ctia ban. Trong trudong hop théo
phoi s phai bu su chénh léch nay.

Kich thudc ctia tam gia cong (Size of Procssing Sheet): Sau khi tam da duogc
gia cong, n6 thudong nhd hon hinh dang khi bat ddu. Ché do thao phoi tu dong
duoc thuc hién khi da biét kich thudc méi trén.

I11. Bang dung cu (Tools Menu)

Bang nay cho phép stra doi, nhap dung cu dot trong file set-up:
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Tacj.s“
: Edlt Tonls lerary T 2
USed tools .. u L h_
i _ Tnol Hle L o
?' i el Z,:.:. SN
_— Turret Setups -

1. File dung cu (Tool File)
Lua chon nay dung dé xdc dinh dung cu méi.
Trudc khi tién hanh cong viéc can chu y:
- Xem Tool Definication.
- Hudng bién hinh ngoai cua dung cu trong User Defined Tools.
- Dam bao xem xét k§ quy luat tao tén cua cac file dung cu.
1.1. Chi dinh dung cu (Tool Definition)
C6 nhicu loai dung cu, méi loai dugc xdc dinh bang hinh dang ctia n6 hoac
xac dinh bang thong s6 chi dinh.
Dué6i day la vi du xac dinh bang thong so:
1.1.1. Dung cu dot tron (Circular Tool)
Pugc xac dinh: RO 20.

20 la duong kinh cua dudng tron.

1.1.2. Dung cu do6t hinh chir nhat (Rectangular Tool)
Duoc xac dinh: RE 40 15 30
40 1a chiéu dai, 15 la chiéu rong va 30° 1a do nghiéng ctia hinh chit nhat, néu

khong xac dinh géc thi né duoc coi 1a 0°.
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00

1.1.3. Dung cu dot hinh vuéng (Square Tool)
Duoc xac dinh: SQ 40 15
40 1a d6 dai cla canh, 15° 12 d6 nghiéng cha hinh vuéng, néu khong xac dinh

géc thi né duge coi 12 0°.

Thong thudng géc trdi chia hinh 1a 0° hodc 45°.
1.1.4. Dung cu dot hinh ¢ van (Oval Tool)
Hinh 6 van 13 hinh chif nhat véi hai nlra hinh tron & hai dau.
Pugc xac dinh: OB 40 15
40 1a chiéu dai, 15 1a chiéu rong.

C6 thé xac dinh do nghiéng ctia hinh la OB 40 15.

40

"
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1.1.5. Dung cu dét hinh chit D (D Shape Tool)

Dugc tao bdi dudng tron bi cit, hinh D sé dugc xac dinh vi tri trén chi tiét gia
cong bang mat phiang chiéu bing.

Pugce xac dinh: SD 40 35

40 12 dudng kinh, 35 la chiéu réng do dugc tir mot canh ctia hinh chidu dén
canh ti€p tuyén véi dudng tron song song véi canh trén.

C6 thé dat d6 nghiéng cho hinh D nhu sau: SD 40 35 45

!

40
35

'

1.1.6. Dung cu dét c6 bién dang hai D (Double D Shape Tool)

Dung cu ¢6 bién dang hai D 1a dudng tron duge cét hai cung d6i nhau va né
dugc xdc dinh vi tri trén chi tiét gia cong bang mat phing chi€u bing nhu & dudi.

bugce xac dinh: DD 40 35

40 la dudng kinh, 35 1a chiéu rong do dugc tir hai dudng thing d6i nhau.

C6 thé dat do nghiéng cho hinh DD nhu sau: SD 40 35 45,

35 40
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1.1.7. Dung cu dot tao ban kinh géc (Corner Radius Tool)

Chi y&u duogc diing cho gia cong cic dudng bién dang ngoai.

Puogc xdc dinh: CR 3,5 20 20 6 6

3,5 1a dudng kinh bién ngoai, 20 12 46 dai dudng ngang, 20 la do dal dudng
thang diing, 6 la do day cét theo chiéu ngang va 6 1a do day cét theo chicu thang
ding.

e 20 ——

T
pia

1.1.8. Dung cu ducc chi dinh do ngudi sit dung (User Defined Tools)

Lura chon nay cho phép xdc dinh dung cu dugc chi dinh, cdc thong s6 clha né
khong diéu chinh trén thu vien dung cu (Tool Library). B¢ lam duoc diéu nay,
ngudi sit dung phai thyc hién nhimng thi tuc dugc thong béo dudi day, trong vi du

ndy s& tao ra mot dung cu c¢6 bién dang dot hinh tam gi4c.
Thu tuc nay s& dugc thyc hién theo ba budc sau:
1.1.8.1. Tao bién dang dét cia dung cu (Creating the Outline of the Tool)

Cong viéc tién hanh ddu tién cla viéc tao dung cu mdi Ja vé hinh dang cla

dung cu nhu cdc chi tiét thong thudng trén ban ve:
® M4 phdn méi, tao tén cho dung cu va luu vao mot folder

Chu ¥: Khi dat tén khong c6 dau céch.
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: Savm]:_gmmom T Jemem

‘18 5ts06. dft p-3 TapSB-rnB DFT
{8% TapS4-m4.dft

&% Tap52-m25.DFT

&% Tap53-m3.DFT

o= Tap56-mé.DFT

{ &% Tap55-mS.DFT

Filenama ]tnangIeZDDFT T [ Bave

'Save astypre ]DranF.le ra - ~]  cancet |

@ Xac dinh kich thudc cia dung cu méi, xdc dinh kich thudc dé bién dang
duoc tao c6 kich thudc phu hop véi dung cu can sir dung. Trong vi du nay s€ tao
ra mot tam gidc can vdéi chiéu dai hai canh 1a 10mm, chiéu cao 1a 20mm, tuong

ung vGi dung cu méi sé la X=10, Y=20.

GE"EFH I User Dalai

File Nam |c \Me:aua\P\TauL DFTs\mangleleDFT

.t

| < Pat Sl.ze B ;‘:Shéel Type'-;-.-" ~ Poxlttm Ay Nl

e f o e
i

B 1 C Fomed |l  Rotate |

r;-l - v o

|Y 20 A 1(‘luegdar S | C TunQver |
'Mat_q_;at ]u S92 SPC ~]

 Shee Thckness: m
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® V& dudng bién ngoai cta dung cu bang cach kich vao nit Line va kich vao

diém nhu hinh sau:

1 3

@ Xod dudng khong can thiét, hoan thanh dudng bién ngoai cha dung cu

"‘“-.“I

o

1.1.8.2. Di chuyén tam cta dung cu (Moving the Tool's center)

Dé di chuyén tam cha dung cu dén toa dé (0, 0) ching ta xéac dinh diém tam
dau tién véi Help Lines va sau d6 di chuyén nd, néu tai bat ky vi tri nao trén
dudng bao ngoai clia dung cu khong rd rang thi kich vao mit Redraw Fas

® Kich vao nit Two Point Help Line (vé dudng thiang tir hai di€ém) va kich

vao céic diém sau:
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@ Kich vao nit Move Selected Entities (chon chi tiét di chuyén) va chon
Move Absolute (I¢nh di chuyén tuyét doi).
loxdaslan | T

Sl A bsolute

¥ Relative

r—

® Kich vao niit | A |sau d6 an Enter, toan bo cdc dudng thang sé sang. Kich
gan véi diém giao nhau ctia Help Lines dé thiét lap diém can chuyén t6i diém
tham khao (Reference Point) cta lénh di chuyén. Toan bo dung cu ¢6 mau xanh

va bat ddu di chuyén cing con tro.

® An vao thanh Space va hop thoai sau s& hién thi:

'XPb;;.: 8.0.02

YPDS

__SelectRefPoint |

Nhap toa do (0, 0) cho vi tri X (X Pos) va vi tri (Y Pos) sau d6 kich nit/Apply

Dung cu dugc hién thi véi tam dat tai toa do (0, 0).
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Chii y:

An Enter dé xac nhan su di chuyén.

® Xoa cac dudng tro gidp va kich , dung cu bay gid dugc hién thi nhu

sau:
|
|
LA
® Luu file

1.1.8.3. B6 sung dung cu méi vao thu vién dung cu (Add New Tool to Tool

Library)

@ Tir danh muc dung cu chon file dung cu (menu Tools select Tool File)

e _Se.ttz'l‘_rgé e
Edil:'f'Tauls"Lib_rary_ S W

= Use-dtmfs ok

:Tur:re't"_w'ét"dps e
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@ Hop thoai sau s&é mo:

Tool ﬁle TP i s % _o_j_;.g
Savein: | JMACHINES | J - @ ¥ .,.

: ;__I Manufact _‘l 5pti25 b ] Spti12.t _] Sptl21

: _]th t ] G38x8.t _HJSptIEB t __']Ftlzz ¥
_QQuadro -d.t =] G38xB-90.t ] Sptio7.t ] FEIS.
A Trid.t 2] Gang-6.t _‘15pt|01 t ] FHs0,|
A Microj.t ] FH10.t _‘thI91 t ] Conn--
- ;‘;ﬁ_sm{zz.t A Spti20.t I_____‘__'lFtISD k _] RS-4-0 |

| =] spti11.t #]Ibm.t | __‘|5|t11 t _]Banan '
Filé-r'lc;l.!:‘ﬁé':'.' Ed | B - | =L : \56\38: 1
Save as type |Tool Fa!e [" I | | _‘j Gén.celﬂ

Chu y:

Tén cta dung cu méi gidng nhu tén dugc dat trong DFT va nd sé duoc luu vao
folder. Kich nit Save dé€ luu dung cu mdi.

® Tiép theo phai Iuva chon bién dang dugc tao bang cich sir dung CncKad
cho vi tri dot v6i dung cu méi — Tool Reference Line. Kich vao mot trong cic
phan cta bién dang trén, n6 s€ hién thi mau do va sau mot khoang thoi gian nd

s€ hién thi mau xanh.

Chit y:
Néu dung cu c6 nhiéu dudng vién thi kich vao tat ca cdc duong d6 bing céch

an Enter dé xdc nhan lai dudng da chon va hop thoai sau hién thi:
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Tool Data- F triangle20. chy %
Common I Wiy ;
ToolN [ Tomm: 712

Comment

uanuty

Allowed e " Toolk 1 ]
" Argjes [0.90.180.270 _] q | :

2 L Add tool to library 1 ' Cancel I

Kich vao |Add tool to library | dung cu sé dugc bo sung vao thu vién dung cu.

C6 thé kiém tra dung cu méi dugc bo sung vao:
Kich vao phan lua chon dung cu (Tool Selection) trén thanh trang théi (State
Bar) va tir dién dung cu (Tool Library) mé ra, chon thanh F va di chuyén muc

dé tim dung cu mdi:

Tool Selecting

Taol Library ]

Too [F trangle20.T
Ro |Re |sa -Joe F Jecm Jso joo B |}

Allowed - Tools

ook ., _!”*“gtes Quertty _Comment
F TAPS:! Mﬁ T 0 90 180,2?0

"'090130270 NEN
080,180,270
" 0890180270 @ 1
B T R e—

-F TR14 T 1 u?a'c? 1§0 2?0

F TAPSE MET

.(Wﬂson Raﬂlng Shear
=(Wilson Relllng R|b ] P 0

]
. 1
e — '6.963é’ob?'ﬁ“'f”"'i'"

' i
e 090180 2?0 o

Print - | ' : .  Delete Tool |
Mok ] cancet | Hep |
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Trong su dung, khi lua chon phan trén cho qué trinh gia cong, hop thoai sau

s€ hién thi va yéu cau xac nhan lai lua chon cho Tool Reference Line:

Tool Reference Line ¢ & & Gl o X

Select the 'T ool Reference Line"

i';-'=: Lires 1 I_ Mest Line>»> '

R | ':'e_j:ar_.cel- 4 L

Tuong ty, sau khi dung cu dugc chon, né sé hién thi trén thanh trang thai

(State Bar) v6i duong thang chi dan bién dot (Tool Reference Line) sing do.

“Ftiangle20 T |

1.2. Dat tén cho cac file dung cu (Names for tool files)

Cac dung cu khéac nhau thi ¢6 céc tén file khac nhau.
1.2.1. Pinh dang dung cu (Forming Tools)

Dung dinh dang FTL < dd >

Vidu: FTL27. T

Sau con s6 ¢6 the ¢6 vai thong tin lién quan... cho qua trinh dinh dang dung
cu, dicu d6 dugc dung truéc mot M4 Tapping: FTL54 — PreM4.T.
1.2.2. Loai dung cu (Tapping Tools)

Str dung dé xac dinh lai tén cia cic dung cu.
1.2.2.1. Loai dung cu loai MM (MMTapping Tools)

TAP52 - M2

TAP53 - M3
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TAP54 — M4
TAP55 — M5
TAP56 - M6
TAPS58 — M8

1.2.2.2. Loai dung cu quay Wilson (Wilson Wheel Tools)

WWOI - Wilson Rolling Shear.
WWO01 - Wilson Rolling Rib.
WWOI1 - Wilson Rolling Offset.
WWO01 - Wilson Rolling Louver.
WWO1 - Wilson Rolling Pincher.
2. Stra déi trong thu vién dung cu (Edit Tools Library)

V6i hop thoai nay ban c6 thé truy cap va stra doi trong Tool Library.

AT T el |

e

Tool Selecting o et x|

Tool Library 1
~Cursor

X 31321 Tool . [5030 Add?udluﬁhlary] 53
Y. 99123 B i g e T - e
Lungiger—erieciom ) RO 3 ' RE sa ]:UB l o 1 CR ‘ SD ] DD l_B s l
‘Mode = CAM | - ; i - T hies

‘Sheet=ON

: Allowed  Tools :
- Toot Angles ~ Quantity  ~ Comment

T o T
ST T ]

e e I 5 IS

S e

i e
1
1
1
1

_ | st oI R S W
: 4 i : 7 A

. se3 - - 0000
SQ30 | : .

RO 16 (1) A~ — T TR

SQ7 45 (1) : PO e R e e i e, Dam Togd
RE 405 (1) | 8 e it
0B705 (1) TR = T e e
RE 254 (1) ' el ok PG G RS | _Corcst | Hoe |

RORM

causresy
g nr:

! P Pt
- pooco oo o0 oo DED-O?‘?%
i R AR

3. Bo sung dung cu (Add a Tool)

C6 thé bé sung mot dung cu bang cach viét tén cua nd trong ving Tool va an

Enter, kich vao nit [Add Tool to library | hoac kich vao nit OK.

C6 thé 1am hién thi hop thoai sau va bd sung cac thong s6 cho dung cu méi.
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Tool D

ata SQ 34? _

Eommon] : _ LAY i
ToolN % | | Tann _|_5§:44': 
Camment ' i |

Adowed It ' oo T
A - L

[ Addtooltolibrary | cancel |

Dung cu méi hién thi trén géc trai ctia man hinh.
3.1. Xoa bo dung cu (Deleting a Tool)

Chon dung cu muo6n xoa va kich vao nut . Sau d6 xuat hién thong
tin xac nhan dung cu can xod, dung cu sé dugc xo4 tir thu vién ctia né.
3.2. In noi dung trong thu vién (Printing Library)

Kich vao nut va toan bo ndi dung trong thu vién sé duogc gui t6i may in.
4. Dung cu duoc sir dung (Used Tools)

M hop thoai dung cu st dung (Used Tools), trén hop thoai sé hién thi toan

bo dung cu hién c6 dugc phuc vu cho qua trinh gla coOng cac ch1 tiét trén tam.

|
Used tools I 1 _ :
Change Tool Tool Dat uantity: ]'4 |
nge Too 1 D@a I . q Y !
[ P Lock: Auto | ‘Optimize |M|nrruze Tool *
|_Stations station} . Curent Tool [\I Saq ilndez! Hrts Tooﬂp{ Path Hotahnn Submutnel chhons I |
8 sl SORERA FTE : : o ‘
_105 ) f“ R‘TB‘!B
36 [~ R30590
114 [ R3xs ' 1] |
+|
f s ; TurretSelups---- Bt i s Bty I
Delete Tool Order by List | i i
I - y J : T UseSetup ™ Use Current NC r th
Make Optimization | “ Tool Functions. . I _ g |
OicerbyMouse | {[No'sETUP =] Rehssign Stations| | ]

oK - “ Cancel | uiak. J Help J
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4.1. Thiét lap vi tri cho dung cu (Setting Station of Tool)

C6 hai cach=xac dinh vi tri cia mot dung cu:

- Néu ban biét s6 vi tri yéu cau thi kich vao vi tri 6 cua dung cu dé, di chuyén
chuing trén bang trinh tu téi vi tri can, kich chudt 1an hai.

- Néu muédn chon tir danh sach vi tri, kich vao vung vi tri cua dung cu va di

chuyén miii tén tai hop thoai 2T, e nay danh sach vi tri va dung cu duoc

chi dinh cling hién thi:

szllam le:lci:cla(n; - Current Tool i Seq ?.udl:x% H“Sj S;?i
200 @ ROT o ; A7 v
105 r~ sai12 v
260 DR RESOEEE (R LA O gl
Station | Setup Tuoi[ lls.ed Tool l Size T -~
Y Kl S i L ]
= —— :
e = - - -
sl LT : -
TR - - "
=g e - -
| 30'11_'_'_ I ; : ; :

Chon vi tri theo ¥ muon va qua trinh chon dugc thuc hién trong hop thoai.
4.2. Thi tu dot (Odring the Punch)

Sau khi xdc dinh cédc vi tri dot, ban cé thé sap xép theo thd tu nhap vao dé
chuén bi tién hanh gia cong.

banh dau mot trong s6 dung cu c6 trong hdp thoai va kich vao mot trong
nhiing muc sau:

- Thuc hién tuan tu theo danh sich (Order by List): Lap lai thi tu gia cong
vGi danh sach ctia qua trinh gia cong bién duogc xac dinh theo cac dung cu.

- Thuc hién tuan tu bang chuot (Order by Mouse): Qua trinh lap lai thi
gia cong dugc hién thi trén chi tiét dugc gia cong.
4.2.1. Lap thit tu theo danh sach (Ordering by List)

Céc chi tiét sé duoc hién thi v6i danh sdch clia qué trinh gia cong cdc bién
cung dung cu da chon.
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Ld

|
ii
o
. |
(1]
009000
o9

Cancell i :

Di chuyén trén danh sach, méi mot bién dot khi dugc chon s& sing. Dé
thay doi tha tu cta qud trinh gia cong can danh dau s6 cta bién dugc chon sau

d6 di chuyén né lén hay xuéng trén danh sich bing mii tén. Khi két thic di

chuyén, kich vao nit [PON€| 4¢ quan sit su thay daéi do.

4.2.2. Lap thit tu dot bang chuot (Ordering by Mouse)

Sau khi kich vao nit nay, trén phan mém hién thi chi ti€t va bién dot dugc gia
cong bang dung cu duge danh ddu va so thi tu gia cong.

D¢ xdc dinh thi tu gia cong, kich vao bién muén gia cong dau tién sau dé
kich tiép vao bién thi hai...

Sau khi nhap xong thi tu bién can dot, quay trg lai hop thoai trude.
4.3. Phan loai theo 6 dung cu (Sorting by Station)

C6 thé phan loai dung cu st dung dé ra cong cdc chi tiét bang chinh cic 6

chita ching, bing céch kich vao nit [Station | Dung cu s duge phan loai theo
mot thi€t k& tuan tu dé vong quay mam quay la nho nhat, dung cu cat dugc xac
dinh trude sau d6 dén dung cu gan né nhét va qua trinh trén duoc thuc hién lién
tuc cho t61 khi két thic chuong trinh.

4.4. Phan loai theo kié¢u (Sorting by Type)

C6 thé phén loai dung cu theo kiéu clia chiing bang cach kich chuot vao niit

91



DU AN JICA - HIC CONG NGHE DPOT DAP CNC

[Current Tool | Cic dung cu dugc phan theo nhém: hinh tron, hinh chit nhat

(bao gom dung cu hinh vuéng)... Trong mo6i nhom cac dung cu duoc sap xép
theo kich c& cua ching.
4.5. Khoa vi tri (Locking Station)
C6 thé khod hodc khong khod tat ci cdc vi tri bing cdch kich vio nuit 5] |
4.6. Lua chon toi uu (Optimization Options)
Phan nay dung dé xdac dinh phuong phap ap dung t6i uu cho méi dung cu

riéng biét, kich vao thanh Optimization Strategy:

Tool Data-R 505

Common  Optimization St_;a_lé.gy__.
€ Global optimization

X g 'Toul'--Sp'ecific oplimi?atwn

'; Staflhﬁg Comer Optimization

' Auto _ﬂ {Féstesl _:1
Stripe w%dth‘ﬂ . oy

| : . Ea.ncel. l

C6 thé chon thanh tdi uu tong thé (Global Optimization), trong trudng hop
nay céac thong s6 duoc xdc dinh cho tung chi tiét hoac chi dinh dung cu toi uu

(Tool — Specific Optimization):
C6 c6 hai thong s6 dé xdc dinh phuong phap:
- Goc bat dau (Starting Corner)
- T61 wu (Optimization)

Véi méi lua chon da thuc hién, né s€ hién thi tuorig dng véi mot bicu tugng

trong phan danh siach ghi dung cu trén hop thoai Used Tool:
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%4 -r‘ REAGSE6 " R T S
w0 REW0 B 100l Data- RE 40 5.9 e +| S
219 k l""' RE 855 N
e e Commun Dptlrmzahcm Stralegy g
- Glohal ophrnlzahon
Delete Toal 0 Tool Specmc optrmlzatwn
. Starting Comer O plinN2atiot.
Make Optimization g I& : g — 3
S i |Auto / ] .:
Sort Tools - Stipe whlh:lr_ s
Help
0K * Cancel
NN RNNAANNT \'\\\\\\ &
264

210 r‘ REd0D

[« >

N/

Tnnf Data- RE 40 5 90

219 [ RESSS
f.' Global opllmlzahon .
DeleteToﬁ! T Tool - Specnhc optmzallnn ;
: s e fi H
Make Optimization 1 Dptmizstion iz
Snake Y :_]
Sort Tools I : E
. : ..\¢|p
bt SRR 1 - Cancel ] _ _

Sau khi ket thuc viéc x4c dinh tat ca cdc dung cu (c6 thé sir dung muc t6i vu
cho mot s6 hoac toan bo dung cu) sé nhin thay su thay doi biéu tuong cho médi

trinh tu gia cong cua dung cu.
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Used tools] ; S
Change Tool J [ ToolData | quantity: ]8 _ et
Lack Auto Optimize § Tool {Minimize  Tool
Stations station  Current Tool Seq Index Hits Path | Opt JRotation Subroutine Functions
[M0s [ RO15 : B Vv '
S W e PRI R
256 [ RE283 a2 plol e
284 [~ RE4D590 2 w3l ﬂ
210 [~ RE402 1 = +
B8 T REss TS B v lm
1 SRR
- ke —Tunet Setups: e
Delete Tool Order by List =
I . I :iﬂ Use Setup [~ Use Curent NC e ':xlt:sls
i Tool Functions... { : ,
SonTooks | oy Wi | - {BFZ3000.5ET ~] Ressign Stations| |
oK 1 Cancel i ..... its ‘ Help J

5. Cai dat 6 dung cu trén mam quay (Turret Setup)

Lua chon nay cho phép tao mot mam quay vdi cac 0 dung cu mdi hoac sua
déi mot mam quay véi cdac 6 dung cu da cé. Sau d6 kich vao lua chon nay hop
thoai sau sé hién thi:

Turret Selups 'P' AHADA / PEGABBB

i Machlne
S_e!eci the M achme

201

LASTSET.PET

Machme _' !

R
1 Selecl Setup flle
; rLAbTSET PET

MdzEmtroosFunc Fue1 Addfl‘lrea!e M 1

5.1. Tao file dung cu méi (New Setup)
Add/ Create New

- Kich vao nut

- Pat tén cho file dung cu méi, tén cta file tuy chon, néu khong can thi€t phai
tao mot file méi thi khong nén tao, sau d6 thiét lap mac dinh giong nhu dac

diem cua may ID...
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- Chon file dung cu méi tir menu dudi va kich vio nuit Edit} hop thoai sau s&
hién thi:

|' Station Tool Functions Type Size Rk

T m . Al 128-318
2 202 N LT 3M.8-508
3 103 N 16-127 -
4 204 N 16-127
5 305 N 16-127
8 106 M 125-318
7 307 N 128-313
8 108 N 128-3713
9 309 N 128-18
10 110 N 128-318
"o N 128-318
12 12 N 16-127
13 213 N 16-127
14 314 N - 1B-127
15 s N Al 89.0-1143
16 216 N - 3E-508
17 17 M - 16-127
18 218 N : 16-127
19 39 N 16-127
20 120 N 128-318
21 21 N 128.318
22 o122 N 128-313
23 323 N 128-318
24 124 N - - 128-318
25 s Y ) . _ 12R.21 R LI

Insert Row ’ Delete Row(s] I Print ]

] Save ] Cancel I

- bé xdc dinh dung cu mot cich chinh xdc tai ting 8, kich vao vung Tool cua

0 nay, hop thoai Tool Selecting s& m& v c6 thé chon chu6i dung cu.

- Sau khi sap x&p xong dung cu t6i cdc 6, ¢6 thé xdc dinh ti€p chic nang ctia
ching bing cach kich vao ving Function va hop thoai Tool Function duoc hién
thi, qud trinh lya chon chic niang c6 thé bit dau.

- Sau khi thuc hién xong qua trinh xdc dinh dung cu, kich vao nit Save dé luu
lai.

5.2. Lua chon file cai dat hién hanh

D¢ lua chon cai dat da 6, ding danh muc drop-down dé tim file mong muon

va kich vao '
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Can phai chd ¥y mdi may s€ c6 ché€ do cai dat mam quay riéng do dé néu tao
ra mot file cai dat méi trong loai may khéc s€ khong c6 duong truy cap vao file

nay.

5.3. Lua chon file chitc nang dung cu (Tool Func)

C6 thé stra déi file ToolFunc.VET bing céch kich vao Add/Edit Tool

Function, hop thoai sau hién thi:

ToolFunc.YET i FrmEna T i
| station Tool Functions Type Size N
1 A [ c2 ] . =
2 A ; C 22
3 A c22
a4 c24
5 A C26
8 =N c28 .
7 A c23
B 4 S c3
g - c32
10 -1 C35
1 4 cd
12 4 caz
13 A c45
14 4 cas
15 A cs
16 B €55
17 | cB
18 4 cB5
19 -1 c7
20 -1 7S
21 - S cs
22 A c82
23 4 ¢85 . R
24 -1 c9 = = - :
BE 4 - q - . - i o . B :-1
Insert Row t Delete How(s] J Print ]
| Save l Cancel ‘

Bang nay gom c6 5 file:

File Station nén dat ¢ dinh & -1, ¢6 nghia la dung cu c6 thé xdc dinh & bat ky
trang thai nao trén mam quay cta may

- Tai ving Tool - tén ctia dung cu cho trong bang dudi, ¢6 the dién vao viing
nay bing cich kich chuot vao ving xdc dinh, bang Iya chon dung cu (Tool

Selection) duoc kich hoat va c6 thé chon chudi dung cu:
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Tool Library 1 :

C R Ja= Jo JF X ]D  IL . I O |

Allowed Tools

Tool: Angles Quantity  Comment:
R e e
e . BT B e e e
RETEE—

e
e

IRE 2675 — ==
e

RE254. 70
iasshetes
Eas—
RE283
RE305

-DC .;ﬁ <

Print : | | . .- Delete Tool ‘
| oK ] Cancel | | Help [

- Vung lua chon chiic nang Funtion - ¢6 thé chon chubi chiic nang giong nhu

P

cach lua chon dung cu.

Tool Functions: S i e 4 x|

Choose functions for Tool:C 4.2

Before Tool {NONE ~]
Before Took {NONE ~]
After Tool: _ INDNE _ E]

After Tool:

|

Before every Punch with tHis Tool i NONE ﬂ
Before every Punch with this Took  |NONE -l
After every Punch with this Toof ' ]NDNE ﬂ
After every Punch with this Took JnONE |
In Tool Change: e <]
In Tool Change: _ 1NDNE E‘ .

Cancel ]
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- Sau khi thuc hién xong qué trinh x4c dinh dung cu, kich vao nit Save|dé luu

lai.

- Sau khi da xdc dinh dugc cic dung cu, st dung cach chon chic nang dé bo

sung vao chuong trinh NC.
IV. Tao chuong trinh NC
1. Tao chuong trinh (Program Creating)

Ngay sau khi két thic viéc sip x€p thi ty dot cho cdc chi tiél trén ban ve va
tat ca cac van dé can cai dat da dugce xac dinh, phai san sang thuc hién giai doan
cudi cling cba phan mé& rong chuong trinh. Trong gial doan nay, CncKad s€ doc
cac hinh anh, & dé ¢6 thé cit va thay déi ching trong mot chuong trinh, nguii
diéu khién phai hi¢u dugc ngodn nglt cia may. Cé mét vai giat doan can thuc hi¢n
trude khi (61 giai doan gia ¢ong cac vi tri, tai day chuong trinh da dugc tao.

Trong qué trinh gia cong cudi (Post Procesing) bao gom mot chudi nhicu chi
tiét duoc dot. Phan nay duge lam theo mot chudi cdc budc tuan ty va két qua
cudi cliing 1a chuong trinh ¢6 thé duge mod phong hoac gui vao trong may.

1.1. Giai doan 1 cua NC

Tu File Menu, chon Post Procesing hodc kich vao nit Post Procesing trén

Common Toolbar.

Néu giit phim CTRL hoic kich vao ndt NC qua trinh gia cong s€ bo qua giai

doan | - 4 va chuyén thang dén giai doan 5.
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Mat khac hop thoai sau s& dugc hién thi:

Uses Data o

(223344
" ny First Pigmct

 [Lev Lepkin

L o .:ﬁ Tlainmg Part
- Oider Numbei |0S8764BC
ﬁcvi'm{{\!u:gigﬁ‘]' “Ia

5 This is Ihe exeicised training part

Dt liéu s dung nhap day du vao Manufacture File.

Sau khi dién xong thi kich niit| Next

1.2. Giai doan 2 cua NC

Trong giai doan nay ngudi st dung c6 thé chon mdy (néu nhu c¢é nhiéu may)
dé tao chuong trinh.

settings

Select the Machne:

Machne:

.tﬂqek ! .Ne.ui( I

Sau khi ket thic chon loai may kich nit| Next
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1.3. Giai doan 3 cua NC |

Trong giai doan nay hop thoai Used Tools hién thi cho phép nguoi st dung
thiét lap cac dung cu theo thit tu, dung cu dugc xédc dinh theo vi tri clia 6 dung
cu.

Used tools

C'h.eirga Tuol. i ] \ i’ooib:ala 1 2

. quanwl‘ ok

‘Minimize | Tool | Function
‘Hotation ¢ Subroutine | s

- Stations sLt:Dti;-. . Cunent Tool - i Seqfrn:;;} Hits. . é;" Jgghme

RE28390 .
OB705 ) - T

By
1k

g
ST

it g - Ture Setupn i
- T UseSewp T UseCunentNC 7 NC

Make Optimization: |~ TooiFuncions. | 7 | _ i _ T
[ st o o [NewSETUPVET 7] ReAssignStations|

¢ Back MNexty 1 Cancel’ | i .Halp

Dé chuyén sang giai doan ti€p theo, kich vao nut| Next
1.4. Giai doan 4 cua NC

Day la hop thoai cu6i cung trude khi thuc hién ma hoéa chuong trinh. Trong

hop thoai nay ngudi st dung c6 thé cai dat cac lua chon khac nhau dong thoi qué
trinh ma hod dugc thuc hién.

s e
I Automalio testing of Common Cuts . .,

.IW—.:' ;

; Prog.&jr'r Nurber:
|CREATE MANUFACT FILE =

- T Update LASTSET
- Conlinue Mode after Past-Processor sy
" € Remain in cncKad2000 Graphic Creation
| @ Runthe cncKad2000Simstion
: i f:_Il::\l‘d‘etcIimkF'\P:arwch_‘lulutial\.‘i:n:elil.\-’NE‘. :

- <Back Frish | Cancel Help
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- Use Macros (Sub routines): Lua chon nay cho phép véi mot s6 may. Khi
thuc hién gia cong nhiéu chi tiét trén mot tém don, chuong trinh ¢6 thé duocrt
ngan bang cach dung lénh Macro hozc bing mot vai thuat nglt Sub - Routines.

- Program Number: O day ngudi st dung c6 thé xdc dinh s6 chuong trinh
mac dinh.

- Manufacture File Creation Options (Iva chon cich tao file gia cong): Tur
danh sich dudi day ngudi sir dung c6 thé dat mac dinh cho viéc tao file gia cong,
lua chon nay duoc dua ra nhu sau:

e Khong tao file gia cong.

¢ Tao file gia cong.

e In file gia cong.

e Tao va in file gia cong.
1.5. Giai doan nam cua NC

Cua s6 mdi s€ mo ra.

Pot processing

NN M W NN NI N N N RN MR M B R RN R R A R W NN S A AR

:cm,h d?’GDEI Dpt:rmzma Puost- F'rcu:es\m W3.05 for AM ‘-\Déﬂ

N A A L S B0 SR 000 2 TR 1 AN 30 B 54 S0 2 LT B A A S AN NN N M

: -Loadlr‘g E: \m\p'ﬂ.autu punch'\l DFT
. Target file: E:\m\p\auto-punch\LENC
. [zererating NC body

Tool (B0.2)
Uptimizing Parts Order (Horizortal)  [Honzontal]
Manufact File E:\m\p\auto-punch’ Erf has been created.
NC File E:\mi\phauto-punch\LEMNC has been created.
----End of Post Processing----—

-éIIIIllllllIIIIIIIII]IIIIIIII
) i ‘.\’“ .‘f I L
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Day chinh 14 giai doan ma hoa. Trong giai doan nay ¢6 thé hoi cac cau hoi
khdc nhau ¢6 lién quan dén mdy, an phim Enter dé dat gid tri mac dinh, néu ¢6

van d¢ vé tay kep hodc dung cu can xem chi ¥ & trang nay.

Néu vi trf dot ndm trong ving nguy hiém va lua chon pham vi gia cong tai
viing nguy hiém cua tay kep dugc kich hoat, ¢6 thé thuc hién hra chon qué trinh
dot thir khi ¢6 ving nguy hiém clia tay kep hoac tiép tuc kich hoat qua trinh dot

khi khong ¢6 ving nguy hiém ctia tay kep.

Néu yéu cau in file gia cong, phai chuin bi mdy in va khi yéu cau in can an
mot phim bat ky.

Néu nhu qud trinh gia cong khong duge tao chuong trinh hoac ¢é vin deé vé vi

tri, tai day sé nhan duoc thong tin va 1y do cua viéc khong tao duge chuong trinh.

OK

Sau khi kiém tra thong tin duge canh bao, an niit dé md chuong trinh mo

phong.
1.6. Mé phdng va stra d6i ma NC

Phin nay ducgc chia thanh hai phan v6i chuong trinh chay mo phong va
SIMW2000. Chuong trinh mo6 phong 1a moét module riéng biét cia phan mém
CncKad2000 va c6 thé duoc chay riéng tit chuong trinh chinh. Vi vay chuong
trinh moé phong duge tai trong Window riéng va viéc tao dd hoa trong
CncKad2000 ¢6 thé duge mé lai trong Window chinh.

Sau khi da thuc hién gia cong vi tri hoac khi chuong trinh mé phong dugce lua

chon tir danh sich file trong CneKad2000, phong Window sau duge tai:
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Két qua cua viéc ma hod dua ra d6 hoa mo phong qua trinh gia cong duoc
hién thi bén trdi chia man hinh. Mot vai phuong phap thay doi tin hiéu da ma hoa
dugc hién thi bén phai man hinh, khi chon phén nay dit liéu s& dugc chinh sta lai
va thé hién két qua ngay sau d6 trén dé hoa. Phan dudi giai thich céc lua chon
trén va cach chay mot chuong trinh mo6 phong nhu thé nao:

1.7. Chay chuong trinh mo phong

Ngay sau khi ma NC va d6 hoa cla chi tiét gia cong c¢6 trén man hinh mo
phong, chuong trinh mo phong c6 thé bat dau chay. Néu khong c6 file nao tai
xuong khi nhap chuong trinh mo phong, ¢6 thé tai file tir lva chon Load trong
danh muc file.

Xdc dinh t6¢ do mo6 phong bang cach dat toc do tai thanh truot dudi véi mot

gid tri phi hgp. Téc do nay c6 thé xdc dinh dugc trude khi chay chuong trinh

hodc gitta qud trinh mo phong trong chwong trinh:
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Kéo chuot truot sang bén trai img v4i toc do thiap hon con sang bén phai la
toc do cao hon.

Néu thuc hién gia céng trong qué trinh mo6 phong két hop véi viée thay déi vi
tri cua thanh truot van 16¢ dén nhitng vi tri khdc nhau, t6c do dat lai s€ dugce thuce
hién ngay sau khi k&t thiic mé phong dudng thing hién hanh.

Xdc dinh mot vai ché do chay khac duge giai thich nhu sau:

Kich chudt vao nit | Run | chuong trinh s€ bat diu chay véi 16¢ do duoc xic

dinh va ¢é thé nén xem ma cua ting dudng thang khi sdng va con tro trén dé hoa

cua mdi 1an gia cong.
Thong tin vé& dung cu duoc st dung, vi trf 6 dung cu va con ird ¢6 the nhin
thady & bén tral man hinh.

Méi khi tam dimg chuong trinh 4n nut Run | o2 muén ding chuong trinh

chay, thuc hién an nuit |Quit Run

Thoi gian chay chuong trinh s& hién thi phia trén mén hinh | Job - Time: 0:33 |

1.8. Nguyén 1¥ man hinh moé phong (Simulation Screen Element)

Phan nay giai thich cdc lua chon khac nhau, n6 ¢6 thé duge thigt 1ap tir thanh
trang thdi Status - Bar & beén (rdi man hinh. Trén thanh nay ngudi sit dung ¢6 thé
14y dugc cdc thong tin lién quan dén cdc dudng thing hién hanh trén man hinh
mo phong.

|SmaE = None _ I

Tunl -OFF __|
Line =OFF |
Swp =ON |
OBS =OFF |
- Cursor .

- X: gan2a
LY -25416

Program
¥ 000
Y 000

- Line
22

. Station
a

R305
- Nidt Clamp: Lua chon niy ¢6 thé cho phép bédo 161 hoac khong bdo 161 khi

viing nguy hiém cua tay kep nam trong pham vi dét.
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Khi &n nit Clamp & trang thai OFF, mo phong qua trinh chay khong ¢ tam
ding khi dung cy d6t lam viéc trong pham vi vliing nguy hiém cva tay kep. Tuy
nhién néu dung cy lam anh hudng dén tay kep, thong bio 16i s& dugc dua ra va
chuong trinh s€ tam dimg qué trinh chay.

Khi Clamp ¢ trang thai ON, qud trinh mé phong dirng lai tai moi thoi diem
khi dung cu dot lam viée trong ving nguy hiém cla tay kep. C6 thé dung cu
khong gay nguy hiém cho tay kep nhung vin xuét hién canh bio dé thong bio
rang dung cu dang 1am viéc trong viing nguy hiém ciia tay kep. Dé ti¢p tuc qud
trinh mo phong, 4n niit @

- Nit OBS: day la Iénh thay déi ché do ON, OFF cia phén lua chon chite ning

nhdy khoi, lua chon chic nang nhay khéi la nit ¢6 hiu hét trén cdc mdy va cho
phép chuong trinh bo qua hoic tién hanh cdc dong lénh ¢6 hai gach chéo trude
no...

Y 527

X 78

// G72X6 .5Y564.5

/1 G66I8.J180.P-5.K8.T217 (R5.5.)

/1 G72X253.5Y564.5

G66I8.J0.P5.KS8.

Kht nit OBS & trang thdi ON cic dong lénh c6 hai gach chéo trude néd sé
duogc bd qua.

Khi nit OBS ¢ trang thai OFF cdc dong 1énh ¢4 hai gach chéo trudc né sé
dugc tién hanh.

Trong khi qud trinh chuong trinh mé phéng dang chay, trén man hinh mo
phong hién thi cic trang théi gia cong chuong trinh:

- Hé toa d6 con tré: Pugc hién thi bdi hé toa do hién hanh ctia con trd trén nita
man hinh mo phoéng.

- He toa do chuong trinh: H¢ toa do ciia vi tri hién hanh trong chuong trinh

xudt hién trén tam vat licu.
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- S& dudng: Hién thi s6 dudng hién hanh trong mi hoa.

- $6 6 dung cu can trong chuong trinh: Hién thi s6 & dung cy hién hanh dugc
dung trong chuong trinh.

- Thoi gian lam viéc: Day 1a thoi gian can d¢ tao chuong trinh trén mdy. Thoi
gian dugc hién thi s& khdc nhau trén cdc may, trong hau hét cic trudng hgp
lugng thoi gian dugc ddnh gia rat chinh xdc. Thoi gian nay dé tinh toan chuyén
dong cua cac truc X va Y cho qud trinh dot don va qua trinh dot bién, t6c do
quay clia mam ga 6 dung cu, su thay doi vi tri dung cy trong mam quay, thoi
gian thay déi vi tri va dung cu dot...

1.9. Sira déi ma (Edit Code)
M3 NC hién thi & bén phéi cia man hinh mé phong ¢é the sira va d6 hoa s& ty

dong cap nhat dit lieu dé tuong dng véi su thay déi trén ma.

Thanh dung cu sita ddi (Edit Toolbar) Slwigle] chi dugc kich hoat khi
ngudi su dung kich chudt vao ma NC trén man hinh.

Ngudi sir dung c6 thé chon duding sira doi va an Enter dé thay doi dudng hién
tal.

Cic lénh stra ddi bao gém:
1.9.1. Chen thém dong lénh (Insert New Line)

Pat con tro trén dong 1énh muén cheén thém lénh maéi trude khi kich vao nut.

Insert Line

1.9.2. Xoa dong lénh (Delete Line)

Dit con trd trén dong 1énh muon xod va kich vao | Delete Line

1.9.3. Chén lénh G (Insert G Code)

Dit con tré & vi trf mudn cheén 1énh G va kich vao nit mau ¢6 thé nhap chudi
1énh G trén hop thoai. Khi nhap xong thi kich vao nat OK.
1.9.4. Panh dau dong lénh can cat (Mark a Cut)

An vao it =2 khi muén xem vi tf cét dong 1énh hién tai, con tro xuat hién

trén canh dé hoa clia min hinh s& nhay dén dong 1énh cén cat.
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Ciing c6 the chi danh ddu dong 1énh cin cit twong tng vé6i vi trf cat, mat khac
mot hop thoai 161 sé€ duoc dua ra.
1.9.5. Tim dong lénh

Nguoi sit dung cé thé tim vi trf trén chuong trinh bing cich kich vao vi tri cat
trén vang dé hoa clia man hinh mo phéng va dong 1énh twong Ung clia ma sé
sang. C6 thé kich vao dong lénh va nhin thady vi tri cét tuong ¥ng véi nd.

2. Phu luc
2.1. File van ban (File Report)
2.1.1. Giéi thiéu

File nay cung cdp cdc théng tin vé cic chi tiét gia cong dugc tao trong
CncKad.

Cé thé ding méu van ban ¢ trong CneKad hoic ¢6 thé tr tao ra. D€ tao ra
mau riéng phai tim hicu qua 3 trang thai sau:

- Tao méau

- Loai bd 161

- Kiém tra bing CncKad

Trong cac trang sau s€ st dung moét vai khdi niém quan trong dé tao ra mot
mau tot.

- Plaintext: Dinh dang néi dung file chi chifa vin ban trong mot phong don
khi xem stra doi céc file, Window s& cung cdp hai hinh thiic sita déi 1a Notepad
va DOS Edit.

- DPOC: dinh dang bang cich ding MS Word dé tao tai liéu m2 & d6 ¢6 chia
ndi dung dugc mo phong dudi dang hinh anh va phong. Khi xem file véi cic
hinh thifc sira d6i s& nhin thdy mot s6 Iugng 16n cau sai ngit phap véi mot vai van
ban khong thay déi nam rai ric giita né.

- RTF: dinh dang thong thuong duge sir dung bing viéc slra déi van ban d€ tao
ra mot tai litu ma ¢ dé néi dung dugc mod phong dusi dang cdc hinh anh va
phong, nhung néu xem file v6i hinh thic sira déi ban s& nhin thdy cdc ma van

ban cho biét Iam thé€ nao dé hién thi tai licu.
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- Attribute (cung cdp): Cac thong s6 va diéu kién gia c¢ong cia mot chi tict
dugc thue hién mot cich tudn ty nhu kich thude, vat liéu cua chi tiét gia cong,
ngudi thiét k€, dung cu duge st dung cho qué trinh gia cong nhu thé nao. ..

- Token (mi théng bdo): Chudi céc chit va s6 dugc bit dau bang @ khong
chita dau cdch va phai ¢ dau cdch sau ching. Méi ddu hi¢u 13 duy nhit va mo ta
cic dic tinh cu the cta cdc chi tct.

- Post Process (qud trinh gia cong cudi): Luu mot so do thi€t k& cua chi tiét
trén mau DFT va tai n6 vao file NC dé ¢6 thé chuyén vao mdy. Trong sudt qua
trinh thuyc hién chuong trinh gia cong, CncKad ludén theo doéi cac thude tinh ¢é
tinh chdt thay doi cia cic chi tiet va moi dic trung duge luu lai nhu mot su thay
déi, c6 thé truy nhap va hién thi mau dugc tao.

- Template (man): File nay trong Plaintext hoac RTF dinh dang ndi dung tai
liéu diing dé hien thi thong tin cac chi i€t gia cong.

2.1.2. Cac loai mau
Thong thuong mau bao gom cdc cap dugc md ta theo cac dac tinh sau:
S6 ban vé: @ DRAWNUM
Hoac

Tén tuy y: @CUST

Trude khi bat dau tao cac mau phai phan loal theo dinh dang can, thudng cé
hai loai mau:

- Plaintext: Rdt dé dé tao va hiéu chinh nhung giGi han vé phong va hinh anh
ctia do hoa lam cho mau nay khong dep.

- RTF: ¢6 thé tao rat nhiéu méu dep v6i mau sac khic nhau va ¢ do sang dac
lrung. ..

2.1.3. Tao mau
Trude khi 1ien hanh, cong viéc ddu tién phai phan loai cdc dac trung cha chi

tiét mudn hién thi va tao ban v phdc trén gidy.
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2.1.3.1. Tén mau

Véi bit ci kicu mau ndo dugc tao s& phai ¢6 mot tén ducc quy udc nao dé va
phdi dugc sap x€p theo mot thir ty dé 6 thé cho phép CNC Kad duoc sir dung
mot cdch day du nhat.

Mau thuc hién dinh dang tén chit nhu sau:

RPT _xxx _tén*.

O day:

“xxx” biéu thi ngon ngll, st dung ba chit ddu tién ciia tén tiéng Anh trong
ngon ngit duge chon- POR ticng B6 dao nha, SPA — tiéng Tay ban nha..

* 1a mot trong 3 dinh dang duge sir dung trong CncKad - RTF, TXT hoac
OEM.

N6 ¢6 thé 1a hudng dé tao ra cdc tén mau khac nhau nhung néu tién hanh diéu
nay, CncKad s& khong thé tu dong cép nhat né trong thanh Machine ctia hop
thoai Setting. Do vay can tim ki€m nhiing phan thich hop nam trong Drafting va
Nesting Manual.
2.1.3.2. Tao mau dic trung

® Mg phan sira doi, trong phin nay t6t nhit 1A md phan sta déi loai van ban
dugc ma hoa nhu Notepad.

@ Kieu nim trong thudc tinh da duge chon, khoang trong cho phép sau thuoc
tinh nay ¢6 trong ma thong bdo. C6 thé st dung gach chan dé thuc hién mo ta
thudc tinh.

® Sau mdi lan thuoc tinh duge viét thanh ma thong bdo pht hop, phai ddm
bdo chac chan ¢6 mot khoang trong tu do trude né. Trong mbi ma thong bao phai
xdc dinh mot kich thuée nao d6 cua khoang trong tur do sau nd, dé tao ra mot
pham vi gid tri cua thudc tinh.

@ Kich ¢& phai duge xdc dinh theo céc mi thong bdo khac nhau - thdi gian
ma thong bdo... can phai ¢é nam ky tu (MM:SS), nguoce fai trong méi lan mo ta
ma thong bao s€ can phai chén thém mét vai tir khoang 30 -70 ky tu. Khi thiét k&

mau, n6 dugc thuc hién mot cdch chuan xac dé ¢6 thé mo ta kich thude dinh sir
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dung cho tiing ma thong bdo dé c6 thé biét duoc trong thoi gian ti€p theo khong
vi pham tGi viéc chén qué nhiéu ky tu trong khoang trong ctia no.

® Luu mau vao folder Machine cua CncKad.

File name: '|temp1atei :J e ‘Bave
Save as ype. - ‘F!ich Text Format (RTF) _‘_'_] : o Cancel
ALy Word for Windows 6.0 '

U , )

Unicode Text Document

® Kiém tra dau hi¢u tai mot khoang trong nho nhat trong qua trinh gia cong
va mot khoang nho nhat theo sau no.

@ Sau d6 chuyén dén noi dung Testing your Template
2.1.3.3. Tao mau RTF

® Mo Word.

@ V& mau két hop véi cic dac trung da chon, c6 thé diing cdc mau khic nhau
phong va ¢ khac nhau. Khi vé bang trinh bay khong dugc dep.

® Sau khi v€ cac dac trung kém theo cac dau hiéu...

@ Luu mau vao folder cia Machine, dam bao da duoc luu vao file RTF.

® Md mau voi WordPad va luu lai.

® M6 mau trén dic trung sta doi.

@ Bo qua tai licu dam bao moi dau hi¢u theo sau khoang trong. Khong thé
tién hanh cong viéc nay trén WordPad nhu noi dung dinh dang ctia nhiéu ma an
chi hién thi trén vin ban ma hoa.

Luu tai liéu.

2.1.4. Kiém tra mau

Mo CncKad va vao Settings/ Settings/ Machine.

Trén Report Template kich vao Menu Dropdown va chon mau mai.

M& ban vé vira tao trudc do va chay Post Processor bang cach an va gii

o

phim CTLR va kich vao nit NC trén Common Toolbar.
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Sau qud trinh bo sung, vao File/Print Preview va chon Manufature Report

trén hop thoai Print Mode.

Clra s6 mdi hién thi Manufacture Report dé tién hanh kiém tra mau.

bBam bao cdc gid tri & vi tri phit hop, day la diéu duge chi dinh quan trong véi

mau RTF.

2.1.4.1. Nhirng su co thuong gap

® Gid tri dac trung khong hién thi trén bdo cdo. Do phan giai cia miu va vi

tri khoang trong trudc dau hiéu bi gidn doan.

@ Déu hi¢u clia cdc thudc tinh hién thi thay cho cdc gi tri ciia né. Do phan
gidi clia mau trén phan stra d6i van ban ma hod va vi tri khoang tréng trude dau

hicu bi gidn doan.

® Trén mau RTF ¢6 6 thudc tinh nhay trén bang.

@ Trén cac mau ma hod tat ca cdc dong va doan nim ngoai vi tri.

2.2. Tao chirc nang méi

2.2.1. Tao chitc nang mai

Tu cung moét menu drop - down chon file MDL ctia may.

Machine Settings

Mach:nc Paih

i~ Machines Selection -~ e

Blowm l ||: \ME mux\P\

 Parts Path-

. Selected Machines:

Manufacturers: Models Description:
e igllgs 222 ii WHITNEY /7 WHITNEY
5 245 AMADA / PEGA 255
BYSTRONIC ARIES 24511 Add > ! AMADA /LC2415 !
FINNPOWER ARIES 255 AMADA /VIFRDS |
L‘;fD PEGA 244 ; |
STRIPPIT PEGA 255 - i
TRUMPF  |PEGA 384 Remove . ] |
HACO PEGA 245
KOMATSU -] |PEGa 357 =~
- Machine Parameters e e B R R e R e e
: ; .~ Edit Machine Files- !
Curtert Machine:  [AMADA /VIPROS 367 QUEEN | [VIPR3670.MDL

58VI.TRT

MATERIALLST

=3

| j Tumet |58 stations with 4 Auto Index (VIPROS) FUNCTION LT

o _ : - ltooLue

| iIDCher [V ] o LImNiTNe i
: o HUNITLVNG 1
. Directives: I;_gg\_,\,_._:,;._ " = ,ﬂ . f
i i H e !

| Maximum Line:
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File ctia chuong trinh s& md ra va c6 thé viét theo chic nang mdi, st dung

dinh dang sau:

B Metalix Editor - [C:\METALIX\MAC ik L S =10] x|
W8 Flle” Eft Windowe 7ol mlh o Lo e T el Sl
BEE&G & =8 v v &

/N 161 - 199 (RESERVED FOR OTHER MACHINES) -_‘_'!

/M 200 Lubrication ON

M212

G004 X0.5

/N 210 (USER-DEFINED FUNCTIONS 200-2239)
[4] |
Ln 476, Col 1

o

Ngudi st dung xédc dinh chic nang trong khoang 200 - 229 véi bat ky mot so
nao thudc dai trén déu co the st dung.
2.2.2. Pua ra chitc nang moi

T cing mot menu drop - down chon file MDL cta may.

Tén cua file khac nhau tuy theo may - thuong la tén mdy _ tén. MDL va kich
vao Edit dé soan thao.

Trong file nay phai dung dinh dang sau:

B Metalix Editor - [C:\METALIX\MACHINES WIBE S A . =loix
@ Fle- Bdit -Window- r il oo e e el
E Gg E}é%é E 7=l aﬂi‘::¥‘.?tj : : . ;

/N 161 - 199 {(RESERVED FOR OTHER MACHINES) Z'

/N 200 Lubrication ON

M212

GO4 ¥0.5

=

/N 210 (USER-DEFINED FUNCTIONS 200-229) v

Ln 476, Col 1 -. oL

Dong / N id_ number s& duoc chuyén vao NC.
2.2.3. Dung chirc nang mdi trong lénh
Vi du chén chiic nang can su dung trudc moi vi tri dot véi mot dung cu SQ 10:

Trong hop thoai Used Tools, dinh dau chudi dung cu.
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x|
LUsec toola I
Charge T ool ! Trol Deta I cquantiy ]9
~ .| Lock : T f CAuto | { Ogtimize  Minmze Tod :
Slaticns i QIﬁﬂl[‘n: Currers Teal Seq *r‘deh! His l'mlﬂrt? Path - Rotation “xlil‘!r‘ullf'P' Furciens
Toh - Rafe s = R
- r roe ~
102 r RO I8 2 W
[; tad ! ™ A 0 iv *1
108 - sato S e -
2K i ¢!
23 - rEos : W :
12 ' 5015. - '~ i
i ! LS 3 :
Delete Todl | Crder by List | [ Pt Sk i 1
T UseSeup [ Use CumenthNC [ il !
Wake Uctimization ] Tool Funciiens. . I ? 1
: . e 3 e e !
Order b Mouse i ] I 10 SCTUP ™ RedAsign Statnml |
ok J[Cancel ] s | Hen |

Tool Function

Kich vao

va hop thoai sau hién thi:

L ool Functions:
Choose functions for TookS0 10

[x

Before Toal: | NONE -v]

Before Tool: |NDNE _'__]

After T ool |none =l

After T aol. [NONE v
=]

L

Before every Punch with this T ool iLubncatm ON
1007 iNUNC

na
After every Punch vaith this T ool _H—E
After every Punch with this Taol [MONE =l
In Tool Change: [NONE ]
In Tool Change: [NONE ~]

[ ok ] Cancel |

Xdc dinh khi nao muén st dung chic nang nay kich vao |OK|,

C6 thé nhin thay két qua cheén sau khi tao ma NC.
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T I e,

47 | H19.85Y75,

|y .

%‘ 49 M212 i

158 leoaxos a\
51 [%29.95YB0.T10B(SQ 10 ) wwesfB Zumom e Nhap SQ10
527 T2 s

153 - |Go4x0s
o4 K14 95V 65,

PPN FCWEE

i :: ::;1;2){05 % Swr dung chiic nang
AL trude moi lan dot
Y7 T S
58 looaxos
B0 |%o038v20
61 w212 K
il62 lonex0s }
63 |X15985
AedT M2 y
o e
EB |¥17495¥35
{87 M2 k
o8 Jonaxos §
B
SHTTMEATTTTT

1711 lopaxos 4

72 x158.95v80.

73 |G72H119.95Y75,

74 |GEBISD J1580.P20.K50.T202(SQ 30)

75 |X11495¥102 5TME(RES0S5)

Nhu quan sat, dong lénh dugc viét trén file MDL va duge gia cong trén moi
dung cu SQ.
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PHAN 2: SUDUNG MAY POT DAP CP 1250
CHUONG 3: CAU HINH VA CHUC NANG CAC NUT BIEU KHIEN
CUA MAY
I. Théng tin chung vé toan bé hé thong

1. Thong so va chitc nang cna CP 1250

Loai | o CP1250

Tai trong dot (tam). |7 T30 —
“Chiéu dai {,huyen doﬁt; ihco_trﬁc X (mm). | 1250410 |
Chiéu dai chuyén d(")nU theo truc Y (mm) _'_—_"i23 Sil_()_ i
Kich thuée 16n nhat cha tAm vat lleu (mm) 1235x2500

Chiéu day tam vat lieu cho phép. as -

| Khoi luong khong i lénnhat. | 0
T do di Lhuy"en_truc N (n%h_ut_) B
| Toc do di chuyén truc Y (m/phdt). 50

' Toc do di chuyen 16n nhat (m/phut) - I 74 -
| Téc do dot véi khoang cach 1mm giita cac 16 I

(s6 10 dot/phit).

Tac do d()tm\;m khodngs ‘céch 25mm g gitacac| 200

; 10 (86 16 dot/phit).

i Ié t6¢ do dap cua bia thuy luc v6i khoang | S350
LdLh 4mm (so 10 dot/phut)

Kiéu duncr (,u . Theo chiéu ddy Cll-d_ljﬁ-d_l’i’-l_(:ll.ldy
 Puding kinh cia Lhdy dot 16n }iﬁt(?n_)_ 889
S6 6 dung cu. T 36 -

S6 owd;ﬁ:ih(.u chinh Uoc dot. | i 2 ]
Tée do quay cha mam -q'u'ay (rpm). I a0
_T(IE) q'uéj} cha o tu dono di¢u chinh gdc . . 50

dot (rpm). i
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Loai _

| Khodng céch dap ciia bia thuy lyc (mm).

cprase
o6 g

Kiéu ban d& phoi.

S6 pitt("mg khi nén giit phou.

N(Tu()ﬁ (,unCr (.dp (KVA)

Ball

! Ap «.ucll khl nén (har)

Thé tich dau thuy luc (L)

“Chiéu dai may (mm)

4232

Chiéu rong may (mm).

Chiéu cao mdy (mm).

Khaoi IU(mU mdy (kg)

2600
T005
.

Kich thudc khoi cua Cabin diéu khién (mm)
‘Piéu khién CNC (Fdnuc)

1500x600x 1815

'S6 ‘nuc diéu khién.

Ram (KB)

' Giao dlen ket noi.

. Dung Sal d@l (mm) _

4
'““Eiii§"|6/r28 18P: ¢ 64/512
mmm_[{8232 o

0.1

Chit v

(1) Toc do chuyén dong clia truc X va truc Y phu thude vao khdi luong cua

tam phoi gia cong.

(2) Téc do dot phu thude vao khodng céch va tde do dot cua bua thuy lyc, toc

do di chuyén truc X va Y.
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2. Pham vi kich thudc lap dat may
2.1. Pham vi yéu cau cua loai may CP 1250
B

Loai may (A) (B) '
CP1250 5360mm 6120mm J

Miy phai dugc di¢u chinh theo céc trinh ty 1ap dat dé dat duoc hicu suét cao
nhét. H¢ thong mdy chi cho phép sai s6 trong khoang 1mm/m.

2.2. Hé thong cua loai CP 1250

Qil tank

I —
S
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PR: Hé¢ thong diéu khién tir xa.

FT: Cong tac ban dap c6 chiic nang m& hoac dong tay kep phoi.

Loai may (A) (B)
CP1250 2560mm 4525mm |

2.3. Pham vi an toan cia may

2000

2000

Ol tank
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bon vi: mm
PR: H¢ thong diéu khién tir xa.
MSLS: Pham vi bao vé khi may chay hudng truc Y.
MSLE: Pham vi bao vé khi may chay huéng truc X.

Toan bo khoi may ¢ trong hinh minh hoa trén la ving thudc pham vi an toan.
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2.4. Vi tri diéu khién

7_/.,/{

te)} ; s
\&] Vi tri diéu khién
3. Vi tri ditng diéu chinh va bao duéng may
Hinh anh sau chi ra vi trf diing cua ngudi van hanh may trong khi thuc hién

dicu chinh may.

119



DU AN JICA - HIC CONG NGHE BOT DAP CNC

DHT Otk

[ = | ‘ _ '_1
et
=TT ] I
// 1@ i

4. Yéu cau

4.1. Yéu cau vé moi truong
@ Pat may va hop diéu khién cach xa huéng anh sang mat troi.
@ Giit nhiét do khoang 5 ~ 40°C ¢ khu vuc cia may.

® Giilr do am khoang 30%~ 95% & khu vuc ctia may.
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@ Cic clta, nap chia mdy dugec mé hoac déng tu do.

® Gift cho nén fudn kho va sach. '

® Dat mdy tranh xa cdc thiét bi tao séng dién tir va cic loai mdy han. _

@ Gilt cho mdy khong ti€p xtc véi cdc khi, héa chat, bui ban, axit hodc musi,
giao dién lyc tr trudng hoac cac chdt dé chdy n6é ¢ moi trudng xung quanh.
4.2. Dién ap cung cap cho may

@ Gid tri dién dp bign ddi cho phép: + 10% (220 AVC).

@ Gid tri tan s6 bién doi cho phép: + 1Hz (50/60Hz).

® Nguon mat dot ngdt cho phép: Nhd hon 10 ms (msec).

@ Xung dién ap.

- Xung I6n nhét: Nho hon bién do trung binh ctia dién dp.

- Thoi gian tré: Nho hon 1,5 ms.

® Cho phép séng duge tao ra do dién dp xoay chiéu: nhod hon 7%.

® Ciac dién dp khéc: nhd hon 5%.
5. 86 dung cu dugc quy dinh trén mam quay véi loai may CP1250
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@ Kheoang cich gifta 6 dung cu bén trong va 6 dung cu bén ngoai 1a 65mm.

@ Khoang cdch giita tam bila dot (RAM center) va pittong kep 1a 400mm.

® Vi tri ¢6 khoang cdch nhé nhat cia pitténg 12 125mm trén hudng truc Y.

@ Kich thudc va 6 hiéu cia dung cu.

SO 0 dl_lng cu LO&_li (; So 0 dung <u - .LOE_]i 6_
TOL B TI19 B
TO2 A T20 A i
TO3 B CT21 A
TO4 B S T22 A
TO5 B T23 A
- To6 D T24 A -
- s - .
TOS B “T26 A
- T0Y B T27 A
T10 A T28 A
T1l B T29 A
e T e |
T13 B T31 A
T4 B T32 A
e e 5
T . i <
el R e N e
CTI8 B T36 A

36 6 dung cu trén mam quay.

Hai 6 tu dong chuyén doi géc dot TO1 va Til.,
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6. Cac bo phan cia may CNC
6.1. Hop diéu khién

Hop dicu khien diing dé diéu khién cdc chuyén dong trén may, céc chuong
trinh dugc lap va nhiéu nit diéu khién chic nang khdc. Phan mém diéu khién
duoc ap dung trén may cua hang FANUC O- P,

6.2. Tructoado XvayY

Chitc nang cua hai truc X va Y la di chuyén tdm phoi gia cong, tdm phoi s& di
chuyén theo vi trf da duoc lap trong chuong trinh va nhitng vi tri nay c6 su chinh
Xdc rat cao.

Tu dong chuyén déi géc dot cuia dung cu.
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Mam quay dung dé thay doi vi tri clia cdc loai chay c6i dugc chon trong qua
trinh gia cong. Mam quay c6 hai phan, mam phia trén va phia dudi. Mam quay
phia trén diing dé thay ddi vi tri ctia chay dot, mam quay phia duéi ding dé thay
doi vi tri ¢6i dot. Vi gitta chay va coi dot c6 khe ho riat nho nén khi chay dot di tu
trén xuong sé ti€p xtc voi phoi dot dong thoi ti€p xic véi be mat cua coi, tai day
vi tri dugc dot bat dau bi cat. Mam quay c6 cédc loai khac nhau, loai mam quay

khdc nhau duoc phan biét bang s6 6 dung cu ¢6 trén no.
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6.4. Truc T

Chtc nang cua truc 1a quay mam quay phia trén va phia duéi. Do truc T chi
co mot truc, do do khi truc T quay lam cho xich tai két n6i v6i mam quay trén va
dudi cung chuyén dong theo hudng chuyén dong clia dong co, két qua hai mam
cung chuyén dong.

6.5. Ban ga phoi

Chic nang ctia ban nay dung dé da phoi gia cong, vat liéu duoc sir dung lam
ban la h¢ thong soi nhya tong hop dugc cai trén toan bo dién tich ctia mat ban

muc dich giam bdét ti€éng on khi 1am viéc.
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6.6. Hé thong thuy luc

Thiét bi dot nay su dung thuy luc, chiic nang cua hé thong nay dung cung cap
luc cho qua trinh dot. Hé thong thuy luc cung cap luc va diéu chinh chiéu cao
cua dau dot.

6.7. Hé thong khi nén

Chuc nang ctua hé thong nay la diéu chinh cédc pittong khi nén lam nhiém vu
chot hoic kep gilt mam quay, truc C, tay kep phoi... May nay c6 6 vi tri can hoat

dong bang khi nén.
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6.8. Kep phoi

Chuc nang cua thi€t bi nay dung dé kep tdm phoi. Dung cong tac ban dap
bang chan, khi an vao ban dap thi tay kep dugec md va an ti€p thi tay kep s& dong
lai.

6.9. Bo phan cir chan

Churc nang cta bo phan nay dang dé dinh vi phoi theo diém goc ¢o toa do ticu
chuan trén truc X va Y, phuong phdp van hanh né 1a 4n vio nt duoc ba tri trén
bo phén truc X. Khi chét nay dang & vi tri dudi, an nit thi chot dugc day lén, tiép

tuc an thi chot di xuéng hodc né s& ty dong di xudng khi tay kep dong.
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6.10. Pittong dinh vi phoi
R

1

Chic nang cua thiét bi nay ding dé giit phoi khi tay kep tu dong thay doi vi
tri trén phoi.
6.11. Dung cu thao lap chay

Chtic ning ctia dung cu nay dung dé thay doi va hiéu chinh chay dot, khi
chay giy hoac mon can mai lai. Khi thdo chay can sit dung loai dung cu nay.
Dung cu nay c6 3 loai véi kich thude khac nhau: 16n, nho va loai dung cu truc
phu hgp véi ba loai kich thuée A, B, D ¢6 trén mam quay.

Loai kich thudc 16n c6 thé thdo ba loai chay c6 kich thude khac nhau 2",

1 .
35 va 4—27 .
Loai kich thudc nho c6 thé théo hai loai chay c¢6 kich thude khéc nhau 17

va 1'—\,
4

Thao chay loai A v&i 16i trong duge ap dung véi loai chay c6 kich thude 1/2".
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6.12. Van diéu khi

Chuc nang cuta loai van nay la diéu khién ting chi tiét sk dung khi nén trén
mady, v6i hinh anh trén bao gém cic van diéu khién cac chi tiét st dung khi nén:
Chot dinh vi mam quay, chét dinh vi truc C, tay kep, chi tiét dinh vi phoi va mot
sO chi tiét khac.

6.13. Thung chia

Chiic nang cta thang chita la d€ chia vat liéu dugc dot roi xudng.

6.14. Tay kep va gi6i han viing nguy hiém

Néu c6 thé nén dat vi tri cia tay kep doc theo chiéu dai cta phoi, khong dat

theo chi¢u rong ctia phoi.
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sheet |

Tam vat
li¢u

sheet

Tam vat licu

l ‘damn
Ty kep _Bclamp

Tay kep
|K¢p theo chiéu dai phoi | |K¢p theo chiéu rong phoi ‘
Ving an toan cua tay kep.
,;f /// Af/ o
%f;ff’} .
//15//‘{/,////);%;}
oo e iL
d ©o
LR alg [5]
z&ﬁ a @
@ @ 2
Loai may Loai 6 W(mm ) H (mm) .
A,B,C 40 60
CP 1250 S 0 +20
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6.14.1. Vi tri ctia pittong kep phoi theo hudng truc Y.

y — T e
f o I “
e | \
f_,/ ‘Mam quay \
r___._f 1}. |
| C [
5\ [ . . i J/ .
\ / i
A & /]
g (?._.1.8,/ ‘
—i—'flJ R .
I_W lAi \i\_w__. Pittong
p—__ —
May A (nho nhat) | B C
CP 1250 | 135mm 65mm 800mm

* Loal may CP1250 v6i 36 6 dung cu trén mam quay.

- Khoang cdch giira tam loai 6 B va pittong kep.

Loai 0 B

—? l\ Pittong
et 800mm -
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_ Khoang cdch giita tam loai & D hoac é dung cu ty dong chuyén doi géc dot
(index) va pittdong kep.

¥

/’-.'--‘rd_h‘mhﬂ“' -
-
L-—X/ / M \
am quay
/ \
/ \
| |
\ .
\ Loaio D
f”-_/ /
i > -
44 5mm T
Lo 800mm (! “___ Pittong

6.14.2. Khoang cach di chuyén cuaa truc Y
6.14.2.1. Khoang cach di chuyén cho phép cha truc Y véi vi tri 6 dung cu
trong

65mm < Khoang cach cho phép < 1300mm.

a. Khoang cach nhoé nhat

min =65mm
"'//-‘-._—.-'__‘_-_\-_‘-\-‘\-‘H‘_\‘\
- J
/ Mam quay \‘\__‘
' Vi tri ¢ dung cu | ¥
bén trong \ ! ;
— I
o Ol |
/Z. |
/ /
\\ P
~—
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b. Khoang ciach 16n nhat

—————a

o - "“'H-..___‘.
L S

X .
Mam quay .

-

/' Vi tri 6 dung cu

{ trong N | % Max = 1300mm

X-axis

Chii y: Néu nhu qud trinh diéu khién dua ra mot Iénh vi tri ¢6 khoang cich

nho hon 65mm theo hudng truc Y, tay kep s& va cham vao mam quay.

6.14.2.2. Khoang cich di chuyén cho phép cia truc Y véi vi tri 6 dung cu

ngoai
10mm <Khoang céch cho phép <1235mm.

a. Khoang cach nho nhat

// Mam quay \
Vi tri 6 dung cu
ngoai —

True X
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b. Khoang cach 16n nhat

ya d Mam quay -.\‘\\
// Vi tri dung cu \\
/ ngo | ex=12mm
l O\CB |
\ |
\ / ]
e T ﬁi
—— e I
Truc X
I1. Bang diéu khién chinh
1. Bang diéu khién chinh
MiNCIEl:E Jl IEEEE] e ®
0| B @IE A0 | DHEE] 8
o3 | L@l 7] Z4] Ii i P
o M o | @ @) et 30
8ol WY | @ || O I
o] ] (] O o1

1.1. Chifc nang cua cac nit trén bang diéu khién

1.1.1. Nit khéi dong

Sau khi soan thao xong chuong trinh an vao nit nay dé bat dau chuong trinh.

(nit nay hoat dong dugc tai cac ché d0 MEM,MDL va TYPE)
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1.1.2. Niit dimg

=y
L@ |

An phim nay dé ding chuong trinh.
1.1.3. Khoa lua chon ché do
® Ché do ZRN

Ch¢ do nay st dung dé chon diém goc c6 hé toa do chudn cha bon truc
chuyén dong trén mdy. Can lya chon ché do nay khi muén xdc dinh diém chudn
trude khi chay truong chinh.

@ Ché do RPD

Lua chon ch¢ do "RPD" d¢ thuc hién di chuyén nhanh cic truc véi phan tram
toc do khac nhau (25%, 50%, 75%, 100%).
® Ché do JOG

%
At
|2 3
= { (%D
s |
B
Khi Iya chon ché dé nay qué trinh diéu khién mdy thuc hién bing tay. Lua

chon ché do nay mdy di chuyén véi t6c do thap.
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@ Ch¢ do MDI
=
@& 4@ - )
£ Z
) =)
Chon ché dé nay cho phép nhap dit liéu dau vao. C6 thé nhap dit liéu diu vao

dé thuc hién bing tay & ché do nay.

® Ché do (MEN) diéu khién tu dong

Khi két thiic qué trinh soan thao chuong trinh, cdn phai chuyén vé ch¢ do nay

thirc hién chuong trinh.

® Ché d6 hiéu chinh

Ché¢ do nay dung dé hiéu chinh chuong trinh.
1.1.4. Khoa diéu chinh toc dé

!ﬂl___l,__,lai

%@

® Khi chon ché do JOG c6 thé hiéu chinh téc do tix 0 téi 2000(mm/min)
@ Khi chon ché d6 MDI c6 thé hiéu chinh t6¢ d6 cta truc tir O téi 200%
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1.1.5. Phim chiic nang
@® Niit SBK

Khi an phim nay dé thuc hi¢n chuong trinh, chuong trinh s& chi thuc hién
trong khoang thoi gian phim Start dugc 4n, thit trr thuc hién chuong trinh duoc
coi nhu mot dudng thang va dé chay keét thic dudmg thing nay can phai dn phim
Start trong sudt qud trinh dé.

@ Niit MLK

Khi an niit nay tryc X va Y khong thé di chuyén.
® Nit DRN

R,

An it nay thi qua trinh dot sé khong thuc hién.

@ Nut BDT
)

Khi dn vao nit nay toan bd cdc dong lénh ¢6 biéu twong (/) trong chuong

trinh s¢ duge bo qua.

® Nut dirng qua trinh diéu khién
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Khi an nut nay, n€u ¢6 mét 1énh (M0O1) trong chuong trinh, chuong trinh sé ty
dong dirng cho dén khi an lai vao nut (Start).

® Niit lra chon dot bang tay

0
SRS

Khi 4n phim nay nit dot bién va niit dot bang tay déu thuc hién duge trong
ché do MDI. '
@ Nt dot bang tay

iy

RAM sé& thuc hién mot chu ky dot khi 4n nit nay mét lan.
Nt dot bién

L

An va giit ndt may s& dot lién tuc, bé niit nay qud trinh dot dimg.

® Nut Reset

/

Loai bo cédc 161 canh bao: 1000~1999 hoac 2000~2999.
@@ Nt khoi dong mo to bom md

- Trong diéu kién binh thuong, may s€ tu dong boi tron.

- Khi bo1 tron bang tay md sé€ dugc bom ra trong thoi gian 12 gidy.
- C6 thiét b kiém tra tw dong trén hé thong khi can boi wron.

(1) Thiét 1ap lai toan bo khoang céch cta truc X/Y
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VAVa o
TYTAA

Z

Chitc nang cua nit nay ding dé thiét lap lai toan bo khoang cich cua truc

X/Y, khi an niit cha truc X,Y céc truc s& di chuyén trén toan bé khoang céch cua
truc.

1.1.6. Khoa dat téc do dot (PD/TJOG)

a0 75

25\/\;6?1\}00
WA %

Khi phim chuyén ddi t6c do ndm & vi trf RPD, ¢6 thé diéu chinh ty 1¢ t6c do

cua truc theo thi twv ma F trong chuong trinh nhu duoc trinh by duéi day:

Ma F TrucX,Y _ Truc T, C
Fl 100% 100%
F2 | 5% 100%

F3  50% | 50%
F4 ' 25% 50%

Chu y:
Chon F4 khi su dung dung cu dot dac biét.
1.1.7. Nit di chuyén cac truc

¥*+X | 1Y | [%+T | #iC |
X JFT_Jke

Diing dé xac dinh vi tri chuan.

Qui trinh xdc dinh vi trf chudn:
Chon ché& d6 JOG.

® An nit - X va di chuyén truc X cdch vi trf c6 toa do X=0 mot khoang
>100mm.
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@ An nit - Y va di chuyén truc Y cach vi tri c6 toa do Y=0 mot khoang
>100mm.
@ An vao nit [#*+X Y | [M+T | [WesC |

K€t thidc qua trinh xdc dinh vi tri chuan.

Khi mdy dugc cdp ngudn, budc dau tién c¢an xac dinh vi tri chuén. Néu nhu vi
tri chuan khong dugc xdc dinh va thuc hién chay chuong trinh, may s¢ khong
phat hién ra st ngay hiém.

1.1.8. Cong tic chuyén doi mo to

e

@ Chon (CW) mo td s€ quay theo chiéu kim dong ho.

@ Chon (O) mo to s€ khong quay.

® Chon (CCW) mo to sé quay theo chiéu nguge kim dong ho.

Chit y: Néu nhu quan sat thay dau dot vugt qua vi tri ban dau (khi khong dot),
ddu tién lua chon (O) dé dimng chuyén déng mo tg, ti€p theo lua chon (CCW) va
an nut dot bang tay (Manual punch button), sau dé an vao khoa dot (Jiggle
punch key) diu dot s& chuyén dong lén phia trén ddn dan. O diéu kién lam viéc
binh thudng cong tac chuyén déi dugc lya chon tai vi trf (CW).

1.1.9. Cong tic hra chon ché do dot nhién chi tiét

! OB
=] -
- Cong tac phai sir dung voi 1énh G98 trong chuong trinh.

- Dudi day 1a vi du lua chon chi tiét dot:
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Khi chuyén cong tac t6i vi tri nhu hinh dusi chi ¢6 chi tiét nam phia duéi bén
trai duge dot.

Khi chuyen cong tac téi vi trf nhu hinh dudi chi ¢6 chi tiét nam phia dugi ben
trd1 khong duoce dot.

Khi chuyén cong tdc dén vi tri nhu hinh dudi tat ca cc chi tiét trén tam duoc

dot.
= -
£ v)—-&/—_

1.1.10. Khéa an toan

g § Sau khi két thic qua trinh soan thao chuong trinh né€u nhu muén
o 1 thyc hién chuong trinh d6, cdn chuyén doi cong tac t6i vi trf “BY

C)} PASS OFF”. Khi tay kep nam trong pham vi clia viing nguy
’ hiém, qud trinh dot s& dimg cho dén khi ddm béo chic chén ring
no s€ khong pha huy tay kep, an vio niit SAFETY ZONE dé tiép

tuc chay chuong trinh.

Khi dd dam bao chic chin ring dung cu dot khong phd huy tay
kep, chuyén cong tic vé vi tri “BY PASS ON” (tuy nhién 16 dot

nam trong viing nguy hiém thi méy s& khong dimg - ché do canh

bdo khong hoat dong).
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Chii y: Qua trinh chuyén déi cong taic SAFETY ZONE phai dugc thuc hién

mot cach can than dé ngan nglra kha nang phéd huy dung cu, may hoac gay nguy

hiém dén nguoi

diéu khién.

1.2. Cac chi bao

sang

- Biéu tugng

Chi bao

Chi canh bao.

| Chi diém dimg tai vi tri bat

dau hoac két thic mot chu
| ky tay quay thuay luc.

Chi chuong trinh tam

dung.

Chi két thic chuong trinh. |

Chi nguon Pin.

1.3. EMG - Nit dirng khan cap

[ B

"
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lap lai trang thai tur dau

Muc dich
Biéu tuong sang moi khi ¢6 mot
canh bao don.

Khi tay quay thuy luc ¢6 mui tén
chi nam tai tam cta diém trén

hinh bén, biéu tuong nay sang.

Bidu tugng siang moi khi tam
dung chuong trinh.

Bidu tugng siang moi khi ket thiic

chuong trinh.

Bi¢u tuong sang moi khi nguon

' cua Pin hét.

' An nit nay dé dimg toan bo su di chuyén cua may, sé
khong c¢6 cong viée nao thuoe ché do cua may ¢ the van |
hanh khi an nut nay. Sau khi &n, né sé khod tu dong, dé

loai bo ché do dimg khan cap can day nut nay lén va thiét
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1.4. Nut chon toc do dot

Dot véi tée do cham.

Dot véi toc do nhanh.

Chuong trinh khong thé hi¢u chinh hoac b sung |

khi khéa & vi tri nay.
|

| Chuong trinh ¢6 thé hiéu chinh hoac bé sung khi

' khoa ¢ vi tri nay.
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2.1. Nit bat nguon ON/OFF
ON: Niit bat nguon.
OFF: Nt tat nguén.

2.2. Phim SHIFT

SHIFT | : An vio phim nay trén man hinh s& xuat hién bi€u twgng “A”. Sau

dé an vao phim ky ty cdn, trén man hinh s& hién thi mot ky tu gén do.

2.3. Phim CURSOR (con tro)

3

. An phim nay dé di chuyén con tré tién.

l . An phim nay dé di chuyén con trd 1.
2.4. Phim PAGE (trang hién thi)
3

: Hai phim nay ding thay déi trang hién thi.

v

2.5. Phim ADDRESS (b6 sung)

Céc phim pay ding dé bd sung ki tu khi ma hé théng CNC hoat dong.
2.6. Phim NUMERIC (s6)
Céc phim nay dung dé nhap di licu s& dau vao.

2.7. Phim Reset (thiét 1ap lai)

RESET |: Sau khi loai bo nguyén nhan cua thong tin canh bdo, an phim

nay d€ thiét lap wrang thai NC.
2.8. Phim Start (bat dau)

START |: Phim ndy chi dugc st dung khi thuc hién chay mo phong

churong trinh trén man hinh.

2.9. Phim Input (nhap dau vao)

INPUT | : Str dung bé sung N va di chuyén con tré (6i nhilng diém can bo

sung, & do c6 thiét 1lap chinh xdc.
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2.10. Phim READ/PUNCH (doc va dot)

D6 Ia he théng dé cho PC va RS 232 thuc hién dit liéu dau vao, ra.

READ : Doc dir lieu tr mdy tinh dén ti diéu khién (PC dén NCT).
PUNCH : Doc dit li¢u tit NCT dén PC.

2.11. Phim CAN (x04 bd)
CAN

: Str dung phim nay dé xod bo nhiing dit licu khong can thiét.

2.12,. Nit EOB
EOB

: Nhap ma két thic dong [énh.
2.13. Cac Phim hiéu chinh chuong trinh
DELETE

1 Xoda mét chuong trinh, mot tir, mot dong, nhiéu dong trong ché
d¢ hiGu chinh.
INSERT

: Chen dif ligu vao trong mot chuong trinh khi & chéd do hiéu
chinh.
ALTER

: Thay doi mot tir véi nhiing tir khdc trong chuong trinh khi & ché

dd hiéu chinh.

: Sau khi két thic qud trinh hiéu chinh chuong trinh, néu muén
kiem tra chuong trinh di chinh xdc chua, sit dung phim nay dé thuc hién mo
phong né dudi dang d6 hoa sau dé kiém tra lai.

2.14. Cac phim FUNCTION (chirc nang)

@ Phim POS (vi tri)
POS

: A phim nay dé hién thi vi trf hién hanh ctia cdc truc X, Y, T va C

@ Phim PRGRM (chuong trinh).
PROGRAM

. An niit nay dé hién thi néi dung cua chuong trinh.

® Phim QFSET:
OFSET

: An niit nay dé hidu thi gi4 tri offset ctia hé toa do.

@ Phim COMND (lénh)
COMND

: Trong ché d6 MDI ¢6 thé di¢u khién va di chuyén truc X-Y-T va
C két hgp véi ma M.
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® Phim SET (nhép gia tri)
SET

. An phim nay dé nhap tham s vi bién dang ctia dung cu.

® Phim PARAM (tham s6)
PARAM

- An phim nay d¢ hién thi tham s6.

@ Phim ALARM (cénh bdo)
ALARM

: An phim nay hién thi thong tin canh bdo.

Phim DGNOS (tin hiéu s0)

DGNOS | . An phim niy dé hién thi dif liéu ctia thiét bi NC.

3. Chifc nang cua cic niit trén bang diéu khién mam quay

9! ! |
b PnN ?f : | L1 ER TN
i £ Tk T ~ - i
| a4, S Y ) o ¢ ;
IR 0 %1 o e e
| ?\“L \J L \I .fl./ '}; ‘ 'if_) '(_}

] K&\) N R 5 L5 L6 i
| o o |
| R AT J | |
! PR R Tt /

W ' o S i

’, NON -.*{\ ) oo i

) .\_i\\,\ \\.h__»:; I\\Q.—_./»ff i ‘

L | o

O I 2]

3.1. Giai thich chifc ning ciia cic nit diéu khién mam quay
3.1.1. Cong tac quay mam quay

Hinh 1

{ (0

@ Quay mam quay theo chiéu kim déng ho.

Noi dung

Hai nidt nay phai cing

dudc st dung.

Giif miit (hinh1) sau d6 xoay niim (hinh 2) theo chiéu kim déng ho, mam quay

s& quay theo chiéu di chon.
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@ Quay mam quay ngugc chiéu kim déng hé.

G1it nut hinh 1 sau d6 xoay nim trén hinh 2 nguge chicu kim déng hd, mam

quay s¢ quay theo chiéu da chon.

3.1.2. Chét déong md vi tri dung cu

Khi & ch€ d6 JOG. Cong tic hién thi bén trai, chot

dinh vi dung cu bén ngoai s€ sang va mam quay
505 dimg lai.

I:J-_-l('vo @

\0 Lo
= =>

L |

3.1.3. Khoa dia mam quay

1. Chitc nang nay cho phép ngudi st dung thay déi dung ¢

5 |
I,’}i’"')\‘) - hoac di chuyén ban 1am viéc khi d4 khod mam quay.
:\‘ L’}’ E . o .
0 drn, ' 2. Khi ¢ ché do JOG, chuyén t61 vi tri [, mam quay ¢6

thé quay.

3.1.4. Khoa nang dung cu

Khi thay déi dung cu c¢6 kich thuée 16n, nén sir dung

chitc nang ciia dung cu nay.
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3.1.5. Nit thiét lap lai ché do (Reset button)

7

3.1.6. Cac chi bao

Miy ndy luén dugc trang bi cac thiét bi dam bao an |
toan nhu khod lién dong (tranh hién tuong trong may |
¢6 hai bd phan clng chay)... két hop véi hé thong tu
dong tai/khong tai.

Néu nhu khod lién dong tai ctra an toan dugc md trong
khi mdy dang chay, sensor lap tai day sé gii mot tin
hién dirng t&i phan ngudén cua moé to trén mdy nay.
May s& dimg l3m viéc ngay sau d6, dé ngan chin kha
nang nguy hiém cé thé xay ra. Khi di dam bdo moi chi
tiét & dé dd an toan, cé thé ti€p tuc cho may chay bing
cach an nut Reset dé thiét lap lai ché do ban dau sau |

do an nut Start.

L1: Sensor nim trén mam quay xac dinh chét dang ma.

i L2: Sensor ndm trén mam quay xdc dinh chét dang déng.

L3: Sensor ndm dudi mam quay xéc dinh chét dang ma.

L4: Sensor nim dudi mam quay xac dinh chét dang dong.

L5: Sensor ndm truc C xdc dinh chét dang ma.

L6: Sensor nam truc C x4c¢ dinh chot dang dong.

3.1.7. Nat dung khﬁn cap (EMG.STOP button)

An nit ndy dé dimg toan bd sy di chuyén cla may.
Sau khi an, mdy s& khod tu dong toan bo, dé loai bo
ch€ do nay can diy nit nay 1én va thiét lap lai trang

thai tlr dau.
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4. Hop diéu khién tir xa

.!_'I —_— — [— _i

- - o
| . s - oV, |
" i //D (\h o /}) Iqb:: //) ? “X . //Jl \\‘X\&\j\) !E
. - A ;
| |
[ () |
i

4.1. Cac nit thuoc hop diéu khién

4.1.1. Nut xac dinh vang nguy hiém ctia tay kep

i"f\

. dimg, ngudi diéu khién kiém tra dau dot dé xdc dinh

Khi tay kep phoi di vao viing nguy hiém, may s& tam |

qud trinh dot ¢6 pha huy tay kep khéng. Sau dé dn niit

nay dé tiép tuc chuong trinh.

4.1.2. Niit khéi dong mét chuong trinh

,l

1

Khi dn niit nay chuong trinh bit dau chay.

4.1.3. Nut dirng chuong

trinh

Khi an nit nay chuong trinh s& tam dimg va dé tiep

tuc chuong trinh phai 4n lai vao ndt khéi dong.

O
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4.1.4. Nt dirng khan cap

An nit nay dé diung toan bo su di chuyén cua may.

Khi an, may s& khod tu dong, dé loai bo ché do ding

0 khan cap can day nit nay lén va thiét 1ap lai trang thai
tur dau.

4.1.5. Khoa chuyén doi vi tri diéu khién

} A . - =2 --,'5‘ 7 - " L = A |
Thay doi vi tri dieu khién cua nut bam Start nam trén |
P | cot diéu khién tir xa hoac ti diéu khién chinh.
V Khi chon vi tri “I”, qua trinh diéu khién nam trén
hop diéu khién tir xa.
Khi chon vi trf “0” qu4 trinh diéu khién nam trén tu
di¢u khién chinh.
— — — R S — _— |
5. Cong tac ban dap

An cong tic nay dung dé dicu khién qud trinh
| dong, mao tay kep: |

Cong tac nay c6 thé dicu khién qua trinh
dong, mo tay kep khi ban may va Ram khong hoat
dong.

Néu nhu méay dang thuc hién qua trinh diéu
| khién tu dong trong ché do0 MEN hoac TAPE, khong
thé mao tay kep.

Trong qué trinh tam dung lam viéc cliia may,

c6 thé thuc hién mo tay kep.
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6. Nut bam cir chan

Str dung niit bim nay dé dinh vi phoi gia cong
mot cdch chinh xac theo diém chuin dugc xdc
dinh trén may.

i

ECCEERREEEEE N

oz~ o] B8 = B8 (] [ | (%) (4] (7] [<]

orm BB =l LI [ I

g ol ) il M = m—lf‘wj = {gg
m l@@@ R '3( ?:J
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I. Chuong trinh
1. Ma lénh chuan G

CHUONG 4: CHUONG TRINH

‘Ma lénh caa Tailift | Giai thich
Goo Leénh vi tri (di chuyén nhanh).
o b g e
G20 Kich thuéc dau vao tinh theo inch.
G221 Kich thude dau vao tinh theo mm. i
a6 | Dot nhiéu 16 vdi vi tri duoc phan bd theo cung tron,
| G28 | Tydong tr¢rlai vi tri ban daw.
G52 " | Thiét 1ap hé toa d6 vang. -
G54 B Chon h¢ toa do Jam viéc 1. ) ]
G553 Chon hé toa do tam viéc 2. o
' G56 | Chon hé toa do lam viec 3.
GS7 | ) ChOH hé lOE} df) l?im Vi@C 4 o - -
G58 ‘Chon hé toa do lam viéc 5. -
_G59 ChOHhé '[E);af) l:im VléC_ 6_ S o
G68 "| Dot bién theo cung tron, -
G69 Dot bien theo dudng thing. - -
G70 Viui (t6c do chuyén dong cham). |
G72 ) ' Lénh vi trf chudn, a
G73 Lénh éia cong nhiéu chi tiét theo huéng truc X,
G74 " "TLénh gia cong nhicu chi tiét theo hudng true Y.
G75 Di chuyén vi tri tay kep rdong.
G76 D6t theo dudng ticp tuyén tao goc véi true X,Y.
G77 -DC)‘[ theo éung ron. |
G78 Pot theo méng kiéu 1. - ]
G79 Dot theo mang kiéu 2, _J
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Ma lénh coa Tailift Giai thich |
G86 ' Phan dot thu |
G87 Dot theo bién vubng. N

1G88 Dot theo bén kinh.
G89 Cat cac dudng tao géc véi truc X, Y.
G90 Lénh hé toa do tuyet di.
GY1 - Lff:nh gia téﬁg g6¢ d(fj dOt. i
| G92 Thiét lap hé toa do.
| G98 Thiét lap he toa do (Gia cong nhiéu chi tiét).

2. Ma lénh chuan M

Malénh M | Giai thich
MO0 Chuong trinh tam dirng cho dén khi 4n vao ndt bt dau chu tinh
l dot “Cycle Start Button”, may s€ thuc hién lai .
MO1 Khi dn nit “Optional Stop Button”, may sé dimg khi chuong |
trinh chay tai MO1.
M02 Két thic chuong trinh va khong quay lai dau ch'u-dng trinh dé
bat diu lai.
| MO3 Khi truc X va truc' Y quay lai diém chuan, thuc hién mo ta-y kep
tu dong.
MO5 Heé thong boi tron dung cy bat dau hoat dong.
| MO06 Hé théng boi tron dung cu kél thic hoat dong.
MO8 Bit dau qua trinh dot véi tin hicu tré,
M09 Kél thic qud trinh dot véi tin hiew e, ]
MI10 Pl’tt'("iri'g dinh vi di xuong.
M1l | Pittong dinh vi di len.
MI2 Bat ddu ché do dot bién.
M13 Xo4 b ché do dot.
| M20 Pot tc do nhanh.
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Ma lénh M | - “Giai thich
M21 Dot t6¢ do nhanh 1dn thi hai. - o
M22 ! Dottoc do nhanh lan thiba. I
M23 Dot tée do cham. i
‘M30 | Két thac chuong trinh va quay lai diém dau tien cua&l_u(_mg
trinh dé chuan bi chay lai chuong trinh cho cdc lan tiép theo.
M31 Phoi lam viéc ¢6 chiéu day Imm, khoang dap 4mm.

| M32 Phéi lam viéc 6 chiéu day 2mm, khoang dap 5mm.

M33 | Phéi lam viéc ¢6 chicu day 3mm, khoang dap 6mm.
M34 Phoi lim viéc c6 chiéu day 4mm, khoang dap 7mm. ]
M35 Phoi lam viéc c6 chiéu day 5mm, khoang dap 8mm.

‘M36 Phai lam viéc ¢6 chiéu day 6mm, khoang dap 9mm. -
M37 Khoang dap 10mm. - N N
M38 Kho_z;ih'g dap 1 lmm. o
M39 | Khoang dap 12 mm. -
M40 | Khoang dap 13 mm.

‘M4l | Khoang dap l4mm. - -
M42 Khoang dap 15mm. ' B
M43 Khoang dap 16mm. ) -

| M44 Khoang dap 17mm. -

M45 Khoang dap 18mm. )
M46 Khoang dap 19mm. )
| M50 Thay ddi dau dot. -
M55 Pau dot di lén / chi sir dung chic nang dich chuyén (M528~
M531). |
M56 Xoa bd dau dot di 1én.
| M98 Goi chuon g trinh con. -
| M99 K&t thic chuong trinh con. i
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| Ma lenh M Giai thich

I;/IIUO“ %hié’l lap ché do di chuyén dung cu vdi chiéu cao 1.
M101 Thiét lap ché do di chuyén dung cu véi chiéu cao 2.
M?200 Chiic nang tao hinh. - _ S

II. Cac vi du vé thiét lap chuong trinh
1. Thiét lap hé thong toa do (GY2)
G92 X nx Y ny.
(Pham vi 16n nhat trén ban lam viéce).
No1 dung cua chuong trinh:
G28; (truc X va truc Y trd lai vi trf ban dau).
M30; (K¢t thic chuong trinh).

G92 X nx Y ny: Khi dat gid tri 0 thiét 1ap h¢ thong toa do (G92) tai truc X va

truc Y sé dat lai toa do do va hién thi trén man hinh sau dé an phim “POS”
2. Lénh toa doé tuyét doi (G90)
GO XmxYmy Tn
mx: Dat gia tri truc X cua 1¢nh tuyét doi
my: Pat gid tri truc Y cua Iénh tuyét doi
n: Pat s6 6 dung cu

Vi du: G90X400Y400TO01- c6 nghia la gia tri tai truc X 400 va trye 'Y 400,

va stt dung dung cu & 6 s6 1.

Vi du: TU hinh sau ¢é T1 1a dung cu tron c¢é dudng kinh 25 mm va T2 ¢6

duong kinh 4 mm trén mam quay, thi¢t Jap chuong trinh gia cong.
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10ROy

T
| A LT
0 s RILES

Chuong trinh

0 0100;

G92 X1250 Y1235
G90 X10 Y100 T2
G90 X90 Y100 T2
G90 X90 Y180 T2
G920 X10 Y180 T2
G900 X50 Y140 Tl
G28;

M30;

Chii y: G90 1a lénh xdc dinh toa do tuyét doi. Khi bat dau chay mdy, mdy s&

tu dong thiét lap gid tri G90. Do d6 néu can dot 16 don ¢6 thé bd qua lénh G90.

Chuong trinh (don gian)
O 0100;
G92 X_Y_;
X10 Y100 T2;
X90 Y100 T2;
X90 Y180 T2;
X10 Y180 T2;
X50 Y140 T1,
G28;
M30;
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Chui y: Trong lénh toa d¢ tuyét doi, néu giong nhau vé toa do6 hoac gia tr gitta
hai dong I¢nh thi c6 the bd qua nhiing doan chuong trinh ¢6 théng tin giéng
dong lénh trudce.

Chuong trinh (don gian)

00100,

NOOIOG92 X Y

NO0020 X10 Y100 T2

NO030 X90 Y100 T2 (N0020 giong véi NOO30 bao gom Y100, T2. Bd qua
chuing)

N0040 X90 Y180 T2 (N0030 giong véi NOO40 bao gém X90, T2. Bé qua
ching)

N0050 X10 Y180 T2 (NOO40 giong v6i NOOSO bao gom X180, T2. B qua
ching)

NO060 X50 Y140 T1 (N0050 khong giong v6i N0O060. Khong thé bo gqua)

N0OO70 G28

NOO80 M30

Don gian bang chuong trinh sau:

0O 0100;

G92 X_Y_;

X10 Y100 T2;

X90;

Y 180;

X10;

X50 Y140 Tt,

G28;

M30;

3. Dot bién theo cung tron véi 1énh G68 (Chi duoc dot v6i phéi dudi 3mm)

G72 X cx Yy

G68 ir j6 KAB Pd Qp Tv
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q—_—x\"‘\(‘“\] P=+
N

A N
dtr e r Y \\\ . Q_/I P=0
™ "’\_t_rp/%iijg p= —Q/

r: Ban kinh cung tron

0: Gée duoe tinh gifta diém dot dau tién va truc +X. Don vi dau vao (deg) va
hudng dot nguge chiéu kim dong hé duge quy dinh bang 1énh nay va ké’l.h(jp 0
duong.

AQ: Gée dot s& tang dan tir diém dot dau tién dén diém dot cudi cung. don vi
diu vao (deg). Bién dot dugce lam khi géc do duge thuce hién bang I¢énh trén ket
hop voi s6 duong.

d: Gid tn1 duong kinh dung cu dét.

Néu gia tri “d” am thi bién dot s€ duge 1am vao trong.

Néu gid tri “d” duong thi bién dot s& dugc lam ra ngoai.

p: Hudng dot vudng gée val bicn.

Pon vi tinh 0.01mm trong ché do “mm” dau vao va 0.0linch trong ché do
“inch” ddu vao. Huéng dot duoc chi dinh nhu chiéu dai cung d6 (chiéu dai Ién
nhéat 8mm cho qua trinh d6t phoi dudi 3mm).

v: S6 clia 6 dung cu

Vidu l:

Tai tam dudng tron (60, 240), muon cat 16 véi dudng kinh 100mm va sir dung

dung cu dot tron vi tri T3. Buong kinh cua dung cu dét.la 10mm.

(80,240) ,
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Chuong trinh:

0 0001;

G92 X_Y_:

G72 X60 Y240,

G68 150 JO K360 P-10 Q1.5 T3:

MOO; (dimg lai sau khi két thdc dot);

G28;

M30;

Chii y: Do trong qud trinh dot bién theo cung tron phéi dot con lai & nim tai
vi tri dot, khong di chuyén ra ngoai. Do vay khi lap chuong trinh can bo sung
thém Iénh MO0 dé ¢6 thé lam chuong trinh tam dimg sau khi dot. Dé tiép tuc qud
trinh dot an lay vao nidt *“ START”,

Vidu 2:

Tai tam cung tron (75,360), mudn cit 16 véi dudng kinh 100mm, sir dung
dung cu dot tron nam vi tri T3, dudng kinh dung cu dot 1a10mm.

L.5

~ =X

@

100

Chuong trinh:
00102;
G2 X Y, _
G72 X75 Y360;
G68 150 JO K360 P-10 Q1.5 T3:
MO0 (dimg lai sau khi két thic dot);
G28;
M30;
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Vidu 3:

Tai diém goc cung tron (75.360), mudn cat 16 véi duong kinh 70mm va su
dung dung cu dot tron nam vi tri T3, dung cu nay c¢6 duong kinh la 10mm. Goc
bat dau dot cua bién duoc ky hiéu 1a 0 = 30" va géc dot s€ tang dan tir diem dot

dau tien dén diém dot cudi ciing A0 =120°.

Chuong trinh:
O 0001;
G92 X_Y; _
G72 X75 Y360;
G68 170 J30 K120 PO Q1.5 T3;
G28;
M30;
4. Pot bién theo duong thang véi Iénh G69 (phoi ¢6 chi¢u day duéi 3mm)
G72 X bx Y by
G6911J6 Pd QP Tv

note 3 //1(56
note 2 };,?)/ note 4

(-L-f =0

note 1

bx: Vi tri chuan truc X.
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by: Vi tri chuan truc Y.

L: Chiéu dai dudng thang (phoi).

0: Géc dugc tinh gitta dudng thing va truc +X.

d: Gid tri duong kinh dung cu dot.

Néu “d” la gid tri am thi dot bién dugc 1am vé bén phai.
Néu “d” la gia tri duong thi dot bién duoc 1am vé beén tréi.
Néu “d” ¢6 gid tri O thi qud trinh dot nam trén dudng théng.
P: Huéng dot vuong gée véi bién. ( 16n nhat 6mm).

v: SO cha 6 dung cu.

Vidu 1:

Tai diém dot ban dau (15,500), cit 16 véi chiéu dai phoi 100 mm, géc duoc
tinh gilta dudng thang can dot va truc X 1a 30°, ding dung cu dot tron vi tri T3

vOi duong kinh dung cu dot 1a 10mm.

Chuong trinh:
00001;
G92X_Y_;
G72 X15 Y500;
G69 1100 J30 P-10 Q1.5 T3;
G28;
M30;
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Vidu 2:
Tal toa do ban dau (120, ‘390) dot 16 vai chiéu dai phoi 100 mm tao géc véi

truc X 1a 210° diong dung cu dot tron vi tri T3 vdi dudng kinh dung cu dot la

10mm.

{120,590)

Chuong trinh:
0 0105;
G92X_Y_;
G72 X120 Y590;
G69 1100 J210 P10 Q1.5 T3;
(G28;
M30;
5. Pot theo ban kinh véi 1énh G88 (Phoi chiéu day dwéi 3mm)
G72 Xex Y c¢y;
G88 Ir Jo KAG Pd Qp Tv;

_ ‘“—-—-.,\x\ _\I P: 4
- G
T o \

Ve
d}"\\ \ l‘J}_\ P=0

~ T

gl o

e r

r: Ban kinh cung tron.

8: Géc duoc tinh gilta diém dot dau tién va truc X,

AB: Gée duge tinh gifta diém dot dau tién va diem dot cudi cung.
d: Gia tri duong kinh dung cu.
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Neéu “d” cé gid tri am thi dot bién duoc 1Am vé bén trong cung tron.

Néu “d” ¢6 gid tri duong thi dot bién dugc 1am vé bén ngoai cung tron.

P: Huong dot vudng gée vai bién.

v: SO cha & dung cu.

Vidu l:

Tai tam dudng tron (200,240), cit 16 tron véi dudng kinh 100 mm st dung

dung cu dot tron vi tri T3 v6i dudng kinh dung cu déot 1a 10 mm.

8.5

~ X

(200,240)

100
Chuong trinh:

O 0001,

(92 X200 Y240;

G&8 150 JO K360 P-10 Q8.5 T3;

MOO (diing lai sau khi cat);

G28;

G30,

Chui y: Do trong qua trinh dot bién theo cung tron phoi dot con lai s& nim tai
vi tri dot khong di chuyén ra ngodi. Do vay khi 1ap chuong trinh cin bé sung
thém lénh MO0 d¢ ¢6 the lam chuong trinh tam dimng sau khi dot. Dé ti€p tuc qud
trinh dot an lai vao nut “ START™.

Vidu 2:

Tai tam cua dudng tron (200,360), cit phoi tron ¢é dudng kinh 100mm, ding

dung cu dot tron vi trf T3 véi dudng kinh dung cu dot 1a10mm.
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8.5

<
@7

106

(

Chuong trinh:

0 0001;

GI92X_Y_;

G72 X200 Y360,

G88 150 JO K360 P10 Q8.5 T3;

MO00; (dimg lai sau khi cr)

G28;

M30;

Vidu 3:

Tai diém c6 toa d6 (200,360), cit cung tron v6i ban kinh70mm, ding dung cu
dot tron vi tri T3, dudng kinh dung cu 10mm, géc gita truc X vi diém dot dau

tién 1a 30°, géc giita diém dot du tién va diém dot cudi cling 12 120°,

(200,380)

Chuong trinh:
0O 0001;
G92 X_Y_;
G72 X200 Y360,
G88 170 J30 K120 PO Q8.5 T3;
G28;
M30;
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6. Dot cac 16 ¢6 vi tri nam trén mét dudmg tron véi lénh G26
G72 X ¢x Y cy;
G26 1r }0 Kn Tv;
cx: Vi tri chuan truc X;
cy: Vitri chuén truc Y;
r: Ban kinh cung tron
0: Gée duge tinh gita diém dot diu tién va truc +X.
n: S6 diém dot.

v: S8 clia 6 dung cu.

Q

Vidul:
Tai di¢m ban dau tam cung tron (350,150) c4n dot 6 diém, dudng kinh cung
tron fa 100 mm. Gée duge tinh gitta diém dot ddu tién va truc +X 1a 30°, ding

dung cu dot tron vi tri T3, dudng kinh dung cu dot 12 10mm.
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Chuong trinh:

O 0001,

G2 X_Y_;

G72 X350 Y150,

(26 150 J30 K6 T3;

G28;

G30;

Vidu 2:

Tai di¢m ban dau & tam cung tron (350,270) can dot 6 16, dudng kinh cung
tron 100mm. Géc giita diém dot dau tién va truc +X 1a 0°, ding dung cu dot tron

vi tri T3, duong kinh dung cu dot la 10mm.

Chuong trinh:
O 0001;
GY2 X_Y_;
G72 X350 Y150;
G26 150 JO K6 T3;
G28;
M3,
7. Dot theo duong thang va tao géc vdi lénh G76
G72 X bx Y by;
G26 11J6 Kn Tv;
bx: Vi tri chuén truc X.
by: Vi tri chuan truc Y,
I: Khoang cdch méi diém dot ké nhau.
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0: Goc duoc tinh gitta truc +X va dudng thang néi ti€p & diém bt dau va so
diém dot.
n: S6 diém dot.

v: S6 cua 6 dung cu.

{bxib/y}

Vidu 1:

Tai diém dot ban dau (350,350) can dot 4 diém (khong dot diém dau tién).
Khoang ciach méi diém dot 20mm va géc dugc tinh gitta truc +X v6i dudng
thang noi tiép & diém bat dau va so diém dot 1a 30°, dung dung cu dot tron vi tri
T3, duong kinh dung cu dot 1a 10mm.

e
20

30

- X
{ssé:sul

Chuong trinh:
O 0001;
G92 X_Y_;
G72 X350 Y350;
G76 120 J30 K4 T3;
G28;
M30;
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Vidu2:
Tai toa do (350,380) can dot 5 diém. Khoang cach méi diém dot 1a 20mm va
gbc gilta truc +X véi dudng thing néi tiép & diém bat dau va s6 diém dot 1a 30°,

dung dung cu dot tron vi tri T3, duong kinh dung cu dot la 10mm.

Lz {/ .
,’9“/§>« -
3 j/ )
Josan
oy Wi L x

Gw'm)\m&

Diém chuin

Chuong trinh:

0 0001;

G992 X_Y_;

(72 X350 Y380,

G76 120 J30 K4 T3;

G28;

M30;
8. Dét theo cung tron véi lénh G77

G72 Xex Y ey;

G771r 16 P A6 Kn Tv;

cx: Vi trf chudn truc X.

cy: Vi tri chudn truc Y

r: Ban kinh cung tron.

0: Géc dugce tinh gilta diem dot dau tién va truc +X.

AB: Gée dugce tinh gitta hai diém dot ké nhau.

n: So diém dot ( 1 1 dén 99).

v: S6 clia 6 dung cu.
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(cx,cy)

Vidu l:

Tai diem dot ban ddu (350,400) can dot 6 diém (bao gom ca diém dot ban
dau), géc dugc tinh giita hai di€m dot ké nhau20’, ban kinh cung tron 1a 50mm.
Géc gitra diem dot déu tién va truc +X 1a 15°, dung cu dot tron vi tri T3, duong
kinh dung cu dot 1a 10mm.

1y m

20‘ ZD.

{350,400

Chuong trinh:
0 0001;
GI92X_Y_;
G72 X350 Y400;
G77 150 J15 P20 K6 T3;
M30;

9. Dot theo hinh vuong G87
G72 X bx Y by;
G87 Ilx Jty Pwl Qw2 Tv;
bx: Vi tri chuan truc X.
by: Vi trf chuan truc Y.
Ix: Kich thudce trén truc X.
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ly: Kich thudc trén truc Y.

w1: Kich thudc moi lan dot truc X.
w2: Kich thudc moi 1an dot truc Y.
v: S6 cta 6 dung cu.

| _ 1x

{bx,by)

Chu y:

1x>3w1: Kich thuéc trén truc X phai 16n hon hoac bang 3 lan kich thuéc moi
lan dot.

ly>3w2: Kich thudc trén truc Y phai 16n hon hoac bang 3 lan kich thudc moi
lan dot.

Vidu 1:

Tai diém dot ban dau (450,100) kich thude truc X 1a 150mm va kich thudc

truc Y 12 100mm. Dung dung cu dot vuong vi tri T4 vdi kich thude la 20mm x

10mm.

- 15640
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Chuong trinh:
0 0001;
G92X_Y_;
G72 X450 Y100;
G87 1150 J100 P20 Q10 T4;
MO0O0;
G28 ;

M30;
10. Phan dot thir véi léenh G86

G72 X bx Y by;

G86 11 J6 Pwl Qw2 Tv;

bx: Vi tri chuan truc X.

by: Vi tri chuan truc Y.

I: Chiéu dai cua phan dot.

0: Géc gitra truc +X va chiéu dai 1.

wl: Kich thuéc méi lan dot trén truc X.

Neéu “w1” ¢6 gid tri am thi dot bién vé bén phai.
Néu “w1” ¢ gid tri duong thi dot bién vé bén trai.
w2: Kich thudc moi lan dot trén truc Y.

v: S6 ctia 6 dung cu.

e
voi 4°.

bot trai voi S

gia tri duong /'CC, Dot phai véi
N 14 tri am
+{ =0 sl

Dot gitra tam
Vol gia tri =0

Diém chuin
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Chui y:

I> 1.5w1: Chiéu dai ciua duong dot phai 16n hon 1,5 lan chiéu dai canh dung
cu.

Vidu 1:

Tai diém dot ban dau (650,100). Dot tdim phoi vé6i chiéu dai trén truc X la
150mm va trén truc Y la 100mm, dung dung cu dot vuong tai vi tri T4 véi kich
thude 1a 20mm x 10mm.

130
G72 X800 Y200 (800,200

- G86 150 7180 P-20 Q5 Td;

BN X a5
35 D 5%
S8 &
25 g wg
i t b~
: N | &
f N d
= 7% —

(650,100 G72 X550 Y100,

GB6 1150 JO P-20 QS T4:

Chuong trinh:
O 0001;
G92 X_Y_;
G72 X650 Y100;
G86 1150 JO P-20 Q10 T4,
G72 X800 Y100;
G86 1100 J90 P-20 Q10 T4;
G72 X800 Y200;
G86 1150 J180 P-20 Q10 T4,
G72 X650 Y200;
G86 1100 J270 P-20 Q10 T4;
G28;
M30;
Hoac don gian hon:
0 0001,
G92 X_Y_;
G72 X650 Y100; .
G86 1150 JO P-20 Q10 T4,
G86 1100 J90 P-20 Q10 T4,
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G86 1150 J180 P-20 Q10 T4
G86 1100 J270 P-20 Q10 T4;
G28;
M30;
Hoic viét bang chuong trinh sau:
0 0001;
G2 X_Y_;
G72 X650 Y100
G86 1150 JO P-20 Q10 T4,
G72 X650 Y200,
G386 1100 J90 P-20 Q10 T4;
G72 X650 Y100,
G86 1150 J180 P-20 Q10 T4
G72 X800 Y100;
G&6 100 J270 P-20 Q10 T4
G28;
M30;
11. Dot theo mang véi lénh G78 (theo hwéng truc X)
G72 X bx Y by;
G78 Idx Pnx Jdy Kny Ty;
bx: Vi tri chuén truc X.
by; Vi tri chuan truc Y.
dx: Khoang dot ké nhau theo huéng truc X.
nx: S6 diém dot ndm theo hudng truc X trix 1.
dy: Khodng dot ké nhau theo huéng truc Y.
ny: S di€ém dét nam theo hudng truc Y trir 1.

v: S0 cha & dung cu.
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Y1

Vidu 1:

Tai diém dot ban dau (820,100), can dot 6 diém theo hudng truc X va 4 diém
theo hudng truc Y. Khoang dot ké nhau theo hudng truc X la 15 mm va khoang
dot ké nhau theo huéng truc Y la 20mm, dung dung cu dot tron vi tri T2 véi

duong kinh dung cu la 4mm.

20 20 20

Chuong trinh:

0 0120;

G92 X_Y_;

G72 X820 Y100;

G78 115 P5 J20 K3 T2;

G28;

M30;

Vidu 2:

Tai diém dot ban dau (820,400), can dot 6 diém theo hudng truc X va 4 di€ém
huéng truc Y va diém tai vi tri ban dau. Khoang dot ké nhau theo hudng truc X
1a 15, theo huéng truc Y la 20mm, dung dung cu dot tron vi tri T2 v6i duong

kinh dung cu la 4mm.
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Chuong trinh:
0 0001,
G92 X_Y_;
G90 X820 Y400 T2;
G78 115 P5 J20 K3 T2;
G28;
M30;
12. Dot theo mang véi lénh G79 (theo huéng truc Y)
G72 X bx Y by;
G78 Idx Pnx Jdy Kny Tv;
bx: Vi tri chuan truc X.
by; Vi tri chuan truc Y.
dx: Khoang dot ké nhau theo hudng truc X.
nx: SO diém dot nam theo hudng truc X trir 1.
dy: Khoang dot ké nhau theo hudng truc Y.

ny: S6 diém dot nam theo hudng truc Y trir 1.

#X1. in
lelo s
00
O O Ore
O O O—me

“
1
{bx, by} ’/’ Ixi I"i

Tai diém dot ban dau (820,250), can dot 4 diém theo hudng truc X va 6 diém

v: SO cua 0 dung cu .

Yy . I

Vidu 1:

theo hudng truc Y. Khoang dot theo huéng truc X 1215 mm va khoang dot theo
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huéng truc Y la 20mm, dung dung cu dét tron vi tri T2 véi duong kinh dung cu

la 4mm.
O000
o000
[O000
Kiolelele
[OC00
Chuong trinh:
00121,
G922 X_Y_;
G72 X820 Y250;

G79 115 P3 J20 K5 T2;
G28;

M30;

Vidu2:

Tai diém dot ban ddu (820,550), can dot 4 diém theo huéng truc X va 6 diém
theo hudng truc Y va di€m tai vi tri ban dau. Diém dot ti€p theo hudng truc X la
15mm va diém dot ti€p theo hudng truc Y 12 20mm, ding dung cu dot tron vi tri

T2 véi duong kinh dung cu 1a 4mm.

176



DU AN JICA - HIC CONG NGHE BOT DAP CNC

OO0
QOO
OO0
HOOO0O
O OO0

3 _

16 1§ 1% 15

15

Chuong trinh:

O 0123,

G2 X Y. .

G90 X820 Y550 T2 ;

G79115 P3 J20 K5 T2,

G28;

M30;

- 13. Di chuyén vi tri tay kep tw dong véi lénh G75

G70 X bx Y by,

G75 Xm;

bx: Vi tr chuén truc X,

by: Vi tri chuan truc Y.

m: Vi trf di chuyén.
¢ Su khdc nhau gitra G70 va G72

G70 1a Ienh vi uf v6i toc do di chuyén cham. Khi chuong trinh chay véi lénh
G70 thi gid tri cia X va Yduoc hién thi va phoi gia cong sé& dugc giit nguyén tai
vi tri. Vi vay tai Iénh G70 mot chudi di chuyén s& duge tién hanh.

G72 sit dung dé thiét lap vi tri tiéu chudn cho chuong trinh Li€p theo va tai vi

tri nay qud trinh dot s& khong dugce thuc hién.
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1
142 Lz

Pittong kep {_Ij
\
\"'"' Chay dot

e

Tam gia cong
e
[+ MY

I Truc X

Tay kep

Loai CP1250.

LL=800mm, khoang cach gifra dau dot va tay kep 400mm.

Khoang cdch nhé nhat giita tay kep va dau dot theo truc Y tai vi trf cia &
dung cu ngoai la 135mm.

Khoang cich nhé nhat gifia tay kep va ddu dot theo truc Y tai vi tri clia 6
dung cu trong la 200mm.
Chuong trinh:

00123;

G92 X_Y_;

G70 X820 Y550,

G75 X500

G28;

M30;
14. Chite nang cia léenh G98 (sit dung dé dot nhiéu chi tiét giong nhau trén
tam phoi)

(98 Xbx Yby Iix Ily Pnx Kny;

Uz

:Lénh diém co ban clia may khi dot nhiéu chi tiét trén 1 t&m
Vz
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G73 Wz Qq ; (hoac G74 Wz Qq)

bx: Gia tr1 toa do tai truc X ding dé x4c dinh diém co ban ciia chi tiét phoi

dot.

by: Gia tri toa do tai tryc Y dung d€ xdc dinh diém co ban cta chi tiét phoi

dot.
Ix: Chiéu dai truc X ctia mot chi tiét san pham (s6 duong).
ly: Chi€u dai truc Y clia mot chi tiét san pham (s6 duong).
nx: S6 san pham dugc phan b nidm trén hudng truc X trir 1).
ny: SO sdn pham dugce phan b nam trén hudng truc Y ( ny=Xy-1).
z: Chuong trinh con ( 01~ 99).
q: Khu vuc 1am vice.
Chuong trinh con: 01~59 & ghi gid tri sau khi thuc hién chuong trinh.
Chuong trinh con: 60~89 s& khong ghi gi4 tri sau khi thyuc hién chuong trinh,
Chuong trinh con: 90~99 ding dé goi cdc chuong trinh con: tir 01~ 89 nim
gita gitta Uva V.,
Vung lam viéc mo phdng nhu sau:

Q1 = Géc phia duéi bén trai Q2= Géc phia dudi bén phai
Q3 = Gdc phia trén bén trai Q4=Goc phia trén bén phai.
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Vidu I:
- 1x — 1x —— 1x -
X1 Xz In
f : o] __—"'""":_}"'1"';""'_ C: [ o (3_-|I
w0 [ L] 1 ™
o o lo ' o o!
N AN R
| o ole olo a |
ly i [] i D ‘i D in
[ o | Q o | g O :
\(bx,by] i
L Ix
——— —
I i [#) (o]
ly i I_—_J 1
| |
Vidu 2:
. 100 100 100
X1 X2 X3
T Lo "_“S_}_B """"""" o _;_S"““?I
1 i | |
w00 || | | 12
r i 1
l o eio ! i . il
T E 0 Q i o o I a o :
| | |
[ | ] [
109 | | | Y1
l e o0 ol o o\
.\ e e e i
(30,80)
Chuong trinh:
O 0001
GO92X_ Y
G98 X30 YROT100J100 P2 K1
Trong dé:

X30 Y80: Diém bit dan trong chitc ning gia cong nhicu chi ti€t giong nhau
dugc thuce hién trén mot tam.
1100 J100: 1100 khoang cach theo truc X va J100 khoang cich theo tryc Y
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P2: C6 ba phoi gia cong nam theo huéng truc X nhung trong qua trinh lap
trinh chi cdn dat s6 lugng hai phoi trong téng s6 phoi gia cong 13 ba: (3-1=2).

K1: €6 hai phoi gia cong nam theo huéng truc Y nhung trong qué trinh lap
trinh chi can dat s6 lugng mot phoi trong téng s6 phoi gia cong 13 hai: (2-1=1),

Sau khi dd dat xong, 12y phéi cin gia cong va dit vao diém niam phia dudi bén
trai hé toa do (0,0) nhu hinh sau:

St dung U va V cho chuong trinh dugc ghi va goi qua W, véi:

UO1:(diem chuan trong phan ghi chuong trinh).

X20 Y20 T2 (diém dot thd nhat).

X80 (diém dot thit hai).

Y80 (di¢m dot thid ba).

720 (diém dot thi tw).

V01 (diém két thic cho chuong trinh duge ghi).

Chuong trinh con cua U, V v W phai duoc ghi lai.

Chuong trinh con: 01~59 s ghi gid tri & giita khoang U va Vsau khi thuc hién
chuong trinh.

Chuong trinh con: 60~89 s&€ khong ghi bat ky gid tri nao sau khi thuc hién
chuong trinh.

Chuong trinh con: 90~99 ding dé goi cdc chuong trinh con: tir 01~89 nam
gitta U va V, ghi dit liéu nam gitia U v V trong chuong trinh con don.

G73 WOI Q1 (goi chuong trinh va viing duge goi sé bit dau 1am viéc).

Ving lam viéc md phong nhu sau:

Q1 = Go6e phia dudi bén trii

Q2 = Gdc phia dudi bén phai

Q3 = Gdb¢ phia trén bén trai

Q4 = Géc phia trén bén phai

181



DUAN JICA - HIC CONG NGHE DOT DAP CNC

G28;

M30;

Vi du 2:

Can dot phot gia cong nho vdi kich thude100mm x 100mm va thuc hién dot
diém nhu hinh sau:(T1:dung cu chit nhat 30mm x Smm, T2:dung cy tron 10mm,

T3: dung cu vudong 20mm x 20mm).

160
20, 60
0 O
gl 3
[
0 oo A
q ™
5o |

Chii y: C6 hai cach dé viét chwong trinh, phan thanh nhiing phan c¢6 kich
thuée canh giong nhau va kich thudc canh khac nhau.

Cich 1: Khong can phan thanh nhiing chi ti€t ¢6 kich thudc canh giong nhau
khi ¢6 su thay déi cua qud trinh dot trén cac phoi gia cong khac.

Cich 2: Phan thanh nhiing phan c6 kich thude canh giong nhau khi khong cé
st thay doi qué trinh dot trén cac phol gia cong khac.

Chuong trinh theo céch 1:

o o) o O 0 O
L] [] []
'S 0 O 0 0 O
') o) O o o O
] [] []
O o) o 0 o O
030,80)
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100 3

100

Chuong trinh:

O 0001,

G2 X_Y_;

(98 X30 Y80 1110J110 P2 K1,

(Khong phan thanh nhiing phan ¢6 kich thude canh gidng nhau, khoang cach
gilta hai phoi gia cong phai c6 bién bang dé rong ctia dung cu 13 5mm).

Uo1;

X20 Y20 T2;

X80,

Y80;

X20;

VOI;

G73 W01 QlI;

U02;

X50 Y50 T3;

V02

G73 W02 QI;

U03;

G72 X0 YO,

G86 1100 JO P-30 Q5 T1 C0;

G72X0Y100,

G86 1100 JO P30 Q5;

V03;
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G73 W03 Q1:
04,
G72 X0YO0;
G86 1100 J90 P30 Q5 T1 C90;
G72 X100 YO;
G86 1100 190 P-30 Q5;
V04,
G74 W04 Q1;
G28;
M30;
Chuong trinh theo cich 2:
o ol o o o 0
[ L] ]
o ol c oo o
o ol o o|lo o
L L] )
o ol o ol o 0
(30,80)
Chuong trinh:
O 0001;
G92 X_Y_;

G98 X30 Y80 1105 J105 P2 K1;

(Phan thanh nhitng phan c6 kich thudc canh gidng nhau, khoang cach giita
hai phoi gia cong phai ¢4 bién bang do rong cua dyng cu 1a 5Smm).

uol;

X20Y20 T2;

X80,

Y 80;

X20;
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VO1;

G73 W01 Q1;

ro—=— re——m—m—— B
o ol o o |
| | _
j i I
e o] @ o !
pm————— Po————— 1
| o o, o0 o |
! _ _
i _ |
l o ol ¢ 0“
o ro————= 1
o olo ol
! _ '
| | B
_0 D_Q D“m-
e e

Uo2;

X50Y50 T3,

V02;

G73 W02 QlI;

e ——— T ——— 1
| | |
“ ! |
| I
I T A
| } |
! i |
fo———— o 1
I I I
ol
| D } D |
f o o
| | [
fr————— f—————— q
! ! }
ol oo
I

S I R T i S

_ | IR

I S

G98 X30 YBO 1105 J105 P2 K2;

U03;

G72 X0 YO,

G86 1100 JO P-30 Q5 T1 CO;

V03,

G73 W03 QI
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10.80)

G98 X30 Y80 1105 J105 P3 K1;
U04;

G72 X0 YO

G86 1100 J90 P30 Q5 T1 C90;
V04,

G74 W04 Ql;

(36,80)

G28;
M30;
Vidu3

Phan kich thudc tai goc bén trdi phia dudi cGa tdm phoi gia cong duge dot,

v6i kich thudce cua phoéi gia cong 1a 100mm x 80mm.
T1: dung cu chit nhat 30mm x Smm.
T2: dung cu tron 10mm.

T3: dung cu vuong 20mm x20mm.
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- 100
R T 70
™
] |
80| 50
15 |

Lap chuong trinh theo cich 1:
Chuong trinh:
O 0001;
GI2X_Y_;
G98 X30 Y8OT110J110 P2K1,;
(Khong phéan thanh nhitng phan ¢6 kich thuée canh gidng nhau, khoéng cach
gilta hai phoi gia cong phai ¢6 bién 12 5mm, do réng cha dung cu dot).
U01; |
X5 Y5 T3
X95;
Y95;
X5;
VO01;
G73 W01 Q1;
U0z,
G72 X0 YO,
G86 149.5 JO P-30 Q5 T1 C0;

G72 X50 YO;

G86 150 JO P-30 Q5;
G72 X0 Y100;

G86 149.5J0 P30 Q5;
G72 X50 Y100,

G86 150 JO P30 Q5;
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Vo2,
G73 W02 Q1;
U03;
X2.5Y20T1 C90;
Y24.5;
Y55;
Yo0;
X97.5;
Y55;
Y24.5;
Y 20;
VO03;
G74 W03 Q1;
G28;
M30;
Chuong trinh theo cach 2:

L
[
L
r_l

AL
L
[
L.

[

(30 ﬁn)

Chuong trinh:

0 0001,

GO2X_Y_;

(G98 X30 Y80 1105 JO5 P2 K1I;

(Phan thanh nhitng phan c6 kich thudc canh giong nhau, khoang cich giita

hai phoi gia cong phai ¢é bién 1a Smm, do rOng cua dung cu).
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uot;

X20 Y20 T2,

X80;

Y 80;

X20;

VOlI;

G73 W01 Q1;

voz;

X50 Y50 T3:

V02,

G73 W02 Q1;

G98 X30 Y80 1105 J105 P2 K2;
uo03;

G72 X0 Y0,

G86 149.5 JO P-30 Q5 T1 C0;
G72 X50 YO,

G86 150 JO P-30 Q5;

V03;

G73 W03 Ql;

GY98 X30 Y80 1105 J105 P3 K1;
Uuo4,

X2.5Y20TI1 C90;

Y24.5;

Y55;

Y60;

V04,

G74 W03 QI;

G28;

M30;

189



DU AN JICA - HIC CONG NGHE BOT DAP CNC

¢ Lénh ghi nhé / goi véi G72
(Chi st dung véi cac 1énh G26, G68, G69, G89, G76, G77, G78, G79).
G72 X bx Y by.
Chuong trinh kiéu Af;
(Chuong trinh nhé chi ghi mot dong 1énh sau kicu Af).
G72 X cx y cy;
Bf (goi chuong trinh).

ﬁgw“""g Bl
i:‘;z::zzaﬁm

4006,100)

Chuong trinh:
O 0001,
GI2X_Y_;
G72 X100 Y 150,
Al G26 150 J30 K6 T2:
G72 X175 Y250;
B1;
G72 X250 Y90;
B1;
G72 X400 Y100;
A2 G76 120 J30 K5;
G72 X400 Y130;
BZ;

190



DU AN JICA - HIC CONG NGHE POT DAP CNC

G72 X400 Y160,

B2;
G28;
M30;
¢ Lénh ghi nhé/ goi véi G90
G90 X bx Y by Tn;
Kiéu chuong trinh;
G990 Xex Y ey T

Bt; (goi chuong trinh).

bx: Vi tri chuan X.

by: Vitri chuan Y.

f: Vitri (1~5) (Al phai duoc sit dung véi Bl).

0 0 C O O

0O 00 00

0O 0 0C 0 O

0O 00 Q0 D

000 QO

O 0O O 0 0

{20!](?35[]?510 © 0
0O C 0 QDO O 0 0 00
Q0O Q O C 0 0 0 0O
O 0 0 0 O O C 00 D
O 0 0 0 0O O 0000
O OO 0 O O 0 0 0 O
D OO O D 00 0 0
[c?nu 5}50')(3.1 © 0 (300?1509510 @ 0©

Chuong trinh:
00001;
G92X_Y_;
G90 X100 Y150 T2;
A1 G78 130 P4 J20 K6 T2;
(90 X300 Y150,
B1;
G90 X200 Y 350;
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B1;
G28;
M30.
15. Goi chirong trinh con (M98, M99)

Chuong trinh chinh

“Chuong trinh”™

M98 Pxxxx In;

Chuong trinh con.
Chuong trinh.

M99;

* M98: Goi chuong trinh con.
M99: Két thiic goi chuong trinh.
xxxx: V1 tri chuong trinh.

n: S6 lan goi chuong trinh.
Vidu I:

Chuong trinh con

Chuong trinh chinh:
O 0001;
G2 X_Y
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G90 X400 Y400 T2;
G28;
M30;
Chuong trinh con:
01010;
G26 IS0 J30 K6 T2;
M99;
Vi du 2: Cich goi nhiéu chuong trinh véi diéu kién khodng cich phai gidng

nhau.

(100,400) (500, 400)

1130,33)
(200,00 | | ]
X {0,0:

~a " Vidu chuong trinh con
Vi du chuong trinh con

Chuong trinh chinh:
M30;
0001;
G92X_ Y _;
G90 X0 YO T2,

M98 P1010 L2;
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G72 X100 Y400,
M98 P1020;
G72 X500 Y400,
M98 P1020;
G28

Chuong trinh con:
O 1010;
G91;
G72 X200 YO,
G26 150 JO K6 T2;
G70 X-200;
G90;
M99;

Chuong trinh con:
0 1020;
G91;
G72 X0 YO,
G86 1130 J0 P20 Q20 T3;
G70 X0 Y33,
(G86 1130 J90 P20 Q20;
G70 X0 Y-33;
G90;

M99,
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CHUONG 5: VAN HANH MAY
I. Khoi dong may
1. Cap dién cho hé thong
1.1. Cap dién cho ta diéu khién
Nguon dién cap cho t diéu khién dugc lay tir 6n dp ba pha bang cdch bat
cong tdc nguon (Power) sau xoay cong tac nguén trén ta diéu khién tir vi tri

OFF t6i ON, den bao nguén sang.

Cap dién tir 6n ap Cap dién cho tu diéu khién

1.2. Cap dién cho hé thong diéu khién, dong co trén may

bé cip dién cho hé thong diéu khién va dong co trén may, an nut ON| tren

bang diéu khién.

Cap dién cho hé thong diéu khién, dong co trén may
2. Thiét lap hé toa do chuin cho may

2.1. Qua trinh thuc hién
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@® Chon ché do JOG nhu hinh dudi:

Khi luya chon ché do nay qua trinh diéu khién mdy thuc hién bing tay, may di

chuyén véi téc do thap.
@ Chon t6c¢ do di chuyén céc truc trén may

Trong qua trinh thuc hién di chuyén truc, van toc chuyén dong cé thé duoc

thay déi bang kho4 diéu chinh téc do sau:

Chu y:
Khi chon ché& do JOG ¢6 thé hiéu chinh tdc do tir 0 t6i 2000(mm/min)
® Di chuyén truc

Nhan phim tuong tng vdi cac truc trén may, trong phan khoi dong nay chi

can thuc hién di chuyén hai truc X va Y bang ciach an phim X , LY | nhu hinh

Sau:

*+X | (MY | 4T | [W4C |
X |y [T |[-C |
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Di chuyén truc -X Di chuyén truc -Y

Thuyc hién di chuyén tiing truc véi khoang cich quy dinh 16n hon 100mm.

@ Chon ché do ZRN

Ché do nay sir dung dé chon diém goc c6 hé toa do goc ctia bon truc chuyén
dong trén mdy. Can lua chon ché do nay khi muon xic dinh diém chuin trudc
khi chay chuong trinh.

® Thiét lap hé toa do goc

Sau khi thyc hién song budc @ va @ can phai dua cac truc trén may vé toa do
goc bang cdch 4n tuan tu cic phim [¥+X | [#+Y | #+T | #+C | sau khi

an cdc tryc tuong tng di chuyén vé diém géc, dén tai cic phim sdng, qué trinh

thi€t 1ap h¢ toa do goc hoan thanh véi cac thong s6 dugc hién thi trén man hinh

sau:
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An tuan tu cac phim Toa do goc duoc thiét lap

Chii y:
Sau khi hoan thanh viéc xac dinh chudn cho truc truée thi méi nhan phim dé
xac dinh chuén cho truc ti€p theo.

3. Tai chuong trinh

Chuong trinh diéu khién dugc thiét lap trong phan mém Cnckad trén may
tinh, sau khi hoan thanh cé thé duoc tai t6i ti diéu khién bang hai cach:

- Tai chuong trinh truc ti€p bang giao dién trong phan NC sau khi chay mo

phong.
- Tai chuong trinh da dugc ghi trong bd nhd cua ta diéu khién.
3.1.1. Tai chuong trinh tir may tinh

® Tir thanh menu chon File, chon Open, chon Open part, xuit hién danh
sdch céc chi tiét da duoc lap trinh, tai day chon chuong trinh can tai bang cach

kich né, sau khi chon chuong trinh s& hién thi trén man hinh duéi dang dé hoa.
@ Tu thanh menu chon File, chon muc gt t6i may “Sent to machine” véi

bicu twong ®™ , sau khi chon xudt hién giao dién “CP 1250 COM1” trén man

hinh, qua trinh tai tu dong da duoc thiét lap.

® Chon ché do Edit mode, ché do nay dugc chon biang cach di chuyén kho4
vé vi trf s6 6 nhu hinh duéi, né dugc st dung dé hiéu chinh, tai hoac chon
chuong trinh...
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D =
@ Chon phim

Sau khi thuc hién song buéc @ can nhap s6 chuong trinh tai ti diéu khién

(day Ia dia chi cia dudng dan). S6 cta chuong trinh dugc nhap biang cach chon
Program

sau do nhap so6 tir ban phim.

Chon phim | Program

® An phim [Read| nim trén ti diéu khién, chuong trinh s& duoc tai tir giao

dién “CP 1250 COM1” t6i dia chi da dugc thiét lap. Sau khi tai song, toan bo

chuong trinh s& duoc hién thi trén man hinh, né tu dong ghi de 1én chuong trinh

da dugc hién thi trude (phim [Read|cs chie nang nhu mot Iénh goi chuong trinh).

3.1.2. Tai chuong trinh tir bo nhé

Phan nay dugc sir dung khi trong bo nhé cia ti diéu khién da cé sin cic
chuong trinh tai tir may tinh trong thoi gian lam viéc trude dé. Dé tai chuong

trinh can thuc hién theo cac budc sau:

® Chon ch& do Edit mode, ché do nay duoc chon béing cdch di chuyén khod

ve€ Vi tri s6 6 nhu hinh dudi:
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@ Chon phim | Program

Sau khi thuc hién song buéc © can nhap s6 chuong trinh da dugc ghi trong

b6 nhé cua th diéu khién. Chuong trinh dugc nhap bang cach chon phim

Program |, sau d6 nhap s tir ban phim.

Chon phim | Program

® Sir dung phim CURSOR (con tro): l

Trong phan nay, chiic nang cta phim con tro 1a mot 1énh goi, né chi dugc st
dung khi da c6 chuong trinh trong bd nhé cia ta diéu khién. D€ goi chuong
trinh, kich vao phim con tro sau khi da thuc hién budc®, chuong trinh goi sé
hién thi trén man hinh.

Chii y:

- Ta ciing c6 thé thiét lap chuong trinh gia cong truc ti€p tir cac phim trén t
diéu khién, khi d6 khoa chitc nang cling phai dat & vi tri Edit mode.

- C6 thé chay mo phong chuong trinh trén man hinh trén ti diéu khién béang
cach nhin vao phim | GRAPH |sau d6 chon phim | START |
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4. Chay chuong trinh
® Chon ché d6 (MEN) diéu khién tu dong
Khi ket thic phan soan thao chuong trinh, can phai chuyén vé ché do nay dé

chay chuong trinh bang cdch chuyén khoa chic nang dén vi tri s6 5 nhu hinh

dudi:
J"u’:‘\;«_
“RMT W
N
c 3
& —i ( V41D
65
_ \
%) =)

@ Béam ndt |Start| dé khdi dong chuong trinh

Chuong trinh ¢6 thé dugc khoi dong tir mot trong hai vi tri sau:

- Hé thong niit bam |Start|, |Stop| trén ti diéu khién.

- He¢ théng nit bam |Start| | Stop | trén hop diéu khién.

Vidu: Sir dung h¢ thong niit [Start|, [Stop | tren cot diéu khién duoc thuc hién

nhu hinh sau:

Nut Start Nut Stop

Chii y:
Khi thue hi¢n khéi dong chuong trinh trén ti hoic hop diéu khién, can phai

chuyén vi tri clia khod chiic nang trén hop diéu khién vé vi tri tuong ung:
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- Trén ta diéu khién, khoa dat tai vi tri O.
- Trén hop diéu khién, khod dat tai vi tri L.
5. Két thic cong viéc
Sau khi két thic cong viéc, may phai duoc tat theo trinh tu sau:
- Chuyén khod chiic nang tir vi tri s6 5 (ché do chay chuong trinh tu dong

(Mem mode) t6i vi tri s6 3 (ché do Jog).

- An nit OFF tai vi tri cap nguén cho h¢ thong diéu khién, dong co trén may

- Xoay cong tac tai vi trf cap nguén cho ti diéu khién vé vi tri OFF sau d6 tat
nguon tai o6n ap.
11. Bao dudng va thao lap chay, coi
1. Thao lap chay, coi

Phan nay dugc thuc hién dé thay thé hoac bao dudng chay, c6i nham muc
dich tang tudi tho 1am viéc va phu hgp véi chiic nang gia cong.
1.1. Qua trinh thuc hién

® Chon ch€ d6 JOG nhu hinh vé dudi:
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Dé thuc hién qua trinh bao dudng hoac thay dung cu nao dé, cin phai quay
mam quay tGi vi tri ¢6 dung cu dé. Thuc hién qué trinh nay bang cach chon chic
nang lam vi¢c JOG nhu trén, tai chic nang nay ché do diéu khién mam quay

nam trén bang diéu khién mam quay (Turret panel) s& lam viéc.

Bang diéu khién mam quay
@ MO clra an toan

Ctra an toan
® Xac dinh vi tri chay, coi
Qua trinh nay dugc thuc hién bang cich st dung niit quay mam quay nhu
hinh trong bang sau:
Hinh 1

0

- Quay mam quay theo chiéu kim déng ho.

Noi1 dung

Hai nit nay phai cung duogc

st dung.

Git nit (hinh1) sau d6 chuyén vi tri huéng quay sang phai (hinh 2), mam
quay s€ quay theo chiéu kim déng hé.

- Quay mam quay ngugc chiéu kim déng ho.
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Gitr nut (hinh 1), sau d6 chuyén vi tri huéng quay sang trai (hinh 2), mam
quay s& quay nguoc chiéu kim dong ho.

Chit y:

Trong khi quay mam quay, mudn dung tai vi tri thdo, lap chi can bd mot
trong hai nut tai hinh 1 hoac 2, mam quay s€ ding ngay tai thoi gian hién hanh
do.

@ Thao chay, coi

Cac budc thao chay coi duge dua ra dudi cac hinh sau:
a. Vi tri thao b. Théo chay
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Chii y:

- Trudce khi thdo bo phan gi ¢6i can md 6c dinh vi tai day bang tay van luc
lang, sau d6 s dung dung cu chuyén dung thdo bo phan ga coi nhu trén hinh
.

- Sau khi thdo bo phan gd, dé thdo c6i can md 6¢ dinh vi duge phan bo tai

canh cua bo phan ga. Phuong phap thuc hién duogc dua ra dudi hinh sau:

Bo phan ga Oc dinh vi coi

- D¢ thio c¢oi, sir dung tay ddy c6i tir trén xuong hodc tir dudi lén tuy theo

kic¢u coi hién hanh.
2. Bao duong chay, coi
2.1 Qua trinh bao duong

- Chay:

Trong qua trinh lam viéc, 16i chay va v dan huéng 1a hai bo phan di chuyén
liéen tuc, d€ giam ma sdt va tang tudi tho ctia chiy nguoi sir dung phai thuong
xuyén lam sach bé mat ctia 16i va v dén huéng bing gié sach va boi tron bing
md sau moi lan lam viéc.

- B0 phan ga cai va coi:

Hai bo phan nay duoc lap co dinh trén mam quay dudi, trong qua trinh lam
viéc bo phan gé c6i va coi sé khong di chuyén lén thuc hién boi tron 12 khong
can thi€t nhung hé thong nay dugc phan bo phia dui phoi gia cong do vay bé
mat luon bim ban, cic chat ban nay s& lam bé mat c6i va bo phan gé bi ian mon
oxit hodc lam cho qud trinh g4 lap khong chinh x4c dan t6i pha hong chay coi
khi lam viéc. D¢ tranh van dé nay, can phai loai bd hoan toan chat ban bam trén

bé mat bang cich dung dau va gié sach.
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CHUONG 6: CANH BAO VA XU LY LOI
I. Thong tin canh bao trén may
So Noi dung bio loi Khac phue |
Truc T khong trg lai vi trf | Sau khi xod bo thong tin hién thi, an
1000 ban dau. +T hoac - T dé khoi dong lai.
| R.AM khong nam tai vi trf | Chon ch€ do JOG, &n vao nit diéu |
1001 phia trén. khién dot bang tay sau dé6 R.AM s&
| trdy lai vi trl trén.
1001 | ALCZ =02 (I6i sensor).
Dung cu khong nam tai vi | Kiém tra lai qua trinh lap dat dung
i tri chuan. ' cu (qud trinh nay phai dugc thuc hi¢n
1002 chinh xdc), cac vi tri cia sensor hoat
dong binh thudng.
) | Chét trén mam quay khong | Kiém lrdlcu qua trlnhthaydm Vl tri
_ hoat dong. chot trén mam quay (vi tri thay d6i
1003 can chinh xdc), xich tai khong ching
i va cac scnsor hoat dong binh thudng
1004 C.F.A khong hoat dong. Chi cén kiém tra dong dicn, véi dong
| dien khong thich hgp s€ cho phép
xdc dinh cdc chi tiét bj hong. |
‘Banh da khong bat hoac cua Bat dong ¢o banh da hodc déng nap
1005 an toan clia phan dong co | an toan.
thuy luc khong déng.
Khong di chuyén truc X/Y. | Thuc hi¢n di chuyén truc X va truc Y |
1006 vé diém c6 toa do (0,0).
1007 H¢ thong plttfmg khi nén | Kiém tra scnsor dugc bd trf tai cdc |

khong hoat dong.

Pittong.
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207

So Noi dung bao 16i Khic phuc
1068 Khoz’mg dot cho phép. Sensor dat tai diém gidi haﬁ trén dau |
bua dot bi hong.
Ap suit khi thap. Kiem tra lai hé thong khi nén véi ap |
1010 sudl khi cap cho h¢ thong 13 6bar va
sensor hoat dong binh thuong.
Ap sudt dau thap. Kiém tra ]ai hé thong thuy tuc va
1ot sensor hoat dong binh thudng.
- Ki¢m tra lai qud trinh dat s6 6 dung
1020 Dat s6 dung cu 161. cu co phu hgp véi vi tri trén mam
quay cua mdy khong.
Khoang cach dot vugt qui | Kiém tra vé su thay déi khoang cich
1021 muc quy dinh. cua dau dot va sensor hoat dong binh
| thudng.
Truc C khong hoat dong. Kiém tra va khac phuc 6 dung cu
1022 index trej:n mlz“lm quay, hudng truc C
dugc két noi chinh xdc va sensor
hoat dong binh thudng.
1023 Pat s6 dung cy. | Pat s6 cua 6 dung cu. N
1030 | Dat dit liéu. | 7 ding hai 0, vi du 01.
]
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Sau day l1a cach dat va xir 1§ su co véi so (17

Sé 00

Noi dung bao 16i Khic phuc
Khong nam trong khoang 2 | Chon ché& do EDIT sau dé dn vao it |
= (UT- S = R628) =9. St | RESET. Sau khi canh béo bi loai bo,
dung qua nhicu md M, vugt | ¢6 (hé thuc hién hiéu chinh trude
01 qué 56 o dung cu dot cho | phan chuong trinh.
phép, hoac gid tri UT khong
dugc dat chinh xdc. (UT:
diém chét dudi)
02 D309#19 ma (BCD) Dat D309=19 ma (BCD)
Khéng ndm trong khoang | Dat D392=25 )
03 22 =diém chét dudi £25. | Dat D393=24
Diat D394=24
bat D395=24
;4 D303 ‘Pat D308=25 ma (BCD)
#25 mi (BCD)
S&r dung qué nhiéu ma M, | Tham khao noi dung tai 03 va lua
05 hoac gid tri UT khong dit | chon gid tri nho hon.
chinh xac.
Khong diat chiéu cao ddu | Dat khoang ma tr M31~ M46, né
06 dot. phai phti hop véi dung cu dot trén
mMAam quay.
o Khéng c6 tin hiéu phan hoi | Kiém tra ché do H+L, don vi diéu
ctia ddu dot thuy luc H+L, | khién va h¢ théng thuy lue H+L c6 |
07 hoac tin hiéu phan héi bi | chinh xdc chua.
161, hoac H+L khong & vi tri
quy dinh.
_08 Khong thiét lap ché do lam | Bat D307 =2 -

viéc cua H+ L.
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" Se 00

Noi dung bao 16i Khic phuc
09 Khong Dat s6 6 dung cu. bat s6 6 dung cu tai chuong trinh
hodc ché do MDI.
1050 Bo diéu khién hé théng B
thuy lic bi hong.
1051 Hé théng thuy luc bi hong.
1052 Hnc 100 canh bdo X1003 |
: Bo loc bi tac | i
1053 X10092.5->20
X1004.3-> 10
1054 Miic dau thap. |
'"1055 Cai dat toan b cAc ché do. | Dat D9.3=0 o6 the khong di kha
ndng canh bdo.
056 Kiém tra két noi HNC 100. | Dat D9.6=0 c6 thé khong du kha
nang canh bdo.
- Xac dinh chinh xdc chic nang di
chuyén tir 1.0->0.0.
1057 | Dung cu c6 sudich chuyén, | > Meu M324-M327.
K¢ hiéu M528~M531 (chitc ning di
chuyén c6 thé thuc hién khi chiic
ning di chuyén 14 1.0).
Nguyén nhan 1: Sau khi ¢6 tin hiéu
PF, qué trinh diéu khién khong dua
1058 PF khong dugc thuc hién. 01 md M hae ma T trong chuong
trinh.
Nguyén nhan 2: Tin hiéu PF di bj
hong (an phim reset dé kiém tra).
1059 Motor h¢ thong thuy lyc. Kieém tra motor hé théng thuy luc.
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S6 ) Noi dung bao 16i Khic phuc |
] Phuong phap thdo lap truc | Léi x4y ra trong qua trinh thao l&p
1060 C ¢6 161 truc C ca hal phin phia trén va phia
dudi can duge phat hién.
o ) Tham s6 clia méi loai dung cu duoc |
chi dinh rd wén mdi 6 dung cu cua
_ turet. Canh bdo HNC sé lam may
1061 V! tr1j dung cy dat khong dimg hoat déng néu théng bO trén
hop 1y. khong hop 1y v6i tham sé khong
ducc dél chiéu vai chuong trinh [énh
diéu khién dugc dat.
2000 Chét dinh vi mam quay & vi | Chon vé vi tri “IN™.
tri “ OUT".
2003 Hé thong boi tron tu dong | Kiém tra luong m& boi tron va du@ng’"’_
cua truc X va Y bi hong. ong dan c6 hoat dong 16t khong?
Thuc bhién qua trinh bao | Goi (i cong ty TAILIFT. |
2004 dudng mdy cua hang
TAILIFT thco dinh ky.
Hé thong Sensor du’dh(': b6 | Kiém tra h¢ th(“;'ng Sensor dugc bé tri
5005 tri trén mdy bi hong (ma | trén mdy cd hoat dong khong?
canh bao trong hé thong tai/
khong tai tu dong).
| 2020 Cla thay déi dung cu. Cta thay dé1 dung cu mo.
Nhiét do clia dau. Diéu chinh nhiét do dau clia h¢ thong
201 thuy luc.
“2022 Chot dinh vi. ) ctloi dinh vi theo hudng truc X duge
day lén.
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So OO N{ii?ung bao l10i K'ﬁg'phuc
“ Qua trinh 1am viec khong | Trinh tu lam viee cta ngudi diéu |
004 theo tuan ty. khién tic dong vio may (déng tay
kep phdi hoac chét dinh vi theo
hudng truc X & phia dudi).
2025 “Heé théng bao ve, H¢ thong bao vé bi gidn doan
- S .| S61an dét clia dung cu vuot qud mic |
Gid han kha nang lam viéec o _
2027 ) cho phép vé kha ning lam viée trén
cua dung cu.
man hinh.
- Qud trinh gia cong thue hién tai phan |
2028 Phoi gia cong bi cong. o ° °
phoi bi cong.
- o Phoi Jam viéc & d6 qud trinh thuc |
2029 Thay doi phoi gia cong. _ ’ N
hién gia cong thay déi.
12030 [ Gidi han dung cu. | . _

II. Thong tin canh bio CNC

bay Ia phan tham khao trong qud trinh thuc hién hoat dong cua Fanuc (series

0-PC).

1. Canh bao module cung cip nguén

Kiéu

| Hién thi bang- Led

Nguyén nhan

' Canh béo IPM
(IPM-3.5 va PSM-11)

I (PSM-15, PSM-26,
PSM-30).

| Canh bdo FAN.

Dong qua tai dau vao

Xuat hién mot 161 trong phén

Dong dién tai dau vao qua I6n.

01

IPM.
01
02

hong.

He thong lam  mat _troné_

module cung cdp nguén b

' Canh bdo qud tai.
L N

03

211



DU AN JICA - HIC

CONG NGHE POT DAP ONC

Kiéu

Hién thi bing- Led

Nguyén nhan

Canh bao dién dp

L

thap doi véi nguon 04 dién chinh qua thap.
mot chiéu.
Canh bao khong du Pien ap mot chiéu trong mach
cong sudt cdp vao doi 05 dién chinh khong du dap ung o
véi ngudn mot chiéu. muc cao.
Canh bdo pha tai ‘ Dién 4p ngudn diu vao. |
nguon dau vao. °
Canh bao dién dp qua Pién 4p nguén mot chiéu tai |
tai trong ngudén mot 07 mach di¢n chinh qua cao.
chiéu.
Canh bao 161 phan . Mach diéu khién bi hong.
mém. v
. ‘Module cung cip nguén khong
Khong san sang. . )
sdn sang chay moé to.
Module cung cép ngudn dién
San sang. 00 4p mot chidu va mo to san sang

chay.

2. Canh bao module khuéch dai nguon servo

Kiéu Hién thi Nguyén nhan
bang- Led
Canh béo Fan | Module khuéch dai ngudn servo khong hoat
(FAL). dong.
| Canh bdo dién Dién 4p clia nguén diéu khicn
ap thap trong ) (+5V) qud thdp hoac khong dung vé thoi
phan nguon gian.
diéu khién.
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Kiéu Hién thi Nguyén nhan
bang- Led

Canh bao di¢n Di¢n dp nguén mot chicu trong mach dién
ap thap trong s chinh qud thap.

ngudn mot

chiéu (LVDO).

Canh bdo dong Dong qud 16n trong phan mé to cla bo
dién qua 16n 8 khuéch dai truc 1 hoac moé to truc L cua bo
(HCL) khuéch dai truc 2, hodc truc 3.

' Canh bdo dong_— Dong qua 1dn trong phan md to truc M clia
qua 16n 9 bo khuéch dai truc 2 hoac truc 3.

 (HCM).
Canh b_dodong o A Dong qué 16n rong phan mo to truc N clia
qua 16n (HNC). bo khuéch dai truc 3.

Canh bao dong Dong qui ISn trong phén mo to truc L va
qua 16n b truc M ctia bo khuéch dai truc 2 va truc 3.
(HCMN).

"Canh bao dong Dong qhé I6n trong phan mo to truc M va
qua 16n C truc N cua bo khuéch dai truc 3.

(HCMN).

| Canh bao dong Dong qud 16n trong phan mo to truc Lva truc
qua 16n d N cua bo khuéch dai truc 3.

(HCLN).

‘Canh bao dong Dong qud 16n trong phan moé to truc L, truc
qud 16n E M va truc N ctia bo khuéch dai truc 3.
(HCLN).

' Canh bao IPM Mot 161 xay ra trong phan IPM truc M cla
(HCL). 8. b6 khuéch dai truc Thoac chi tiét IPM truc L

ctia bd khuéch dai truc 2 hoac truc 3.
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hoat dong.

Kiéu Hién thi  Nguyén nhan ]
bing- Led |
Canh bio IPM . Mot 16i x4y ra trong phan IPM truc M cua
(HCN) bd khuéch dai truc 2 hodc truc 3.

'Canh bdo IPM | —A___ | Mot 161 xay ra trong phan IPM truc N ciia bo |
(HCN) khuéch dai truc 3.

| Canh béo IPM. h—_ | Mot 16i xdy ra trong phan IPM truc L va truc |
(HCLM). | M cua bd khuéch dai truc 2 hodc truc 3.

"Canh bio IPM. | | Mot 161 xdy ra trong phan IPM truc M v
(HCMN). c truc N ca bo khuéch dai truc 3
Canh béo IPM. Mot 16i xy ra trong phan IPM truc L va truc
(HCLN). b N cita bo khuéch dai truc 3.

' Canh bao IPM. . Mot 161 Xdy ra trong phdn_ﬁ’MF_L_ tr(ic |
(HCLMN). M va truc N cua bo khuéch dai truc 3.
Chi tigt khuéch Module khuéch dai nguén servo khong cung |
dai khong san _ ¢ap cho mo to. i
sang hoat dong.

Chi ti€t khuéch | Module khuéch dai ngudn scrvo cung cip
dai san sang 0 cho mé to.
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