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Bai 1. KHOI TAO MAY CNC (budi 1,2)
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1.1 Kh&i dong may

M& nguon may: Nut nguon di¢n, mat dung khan, nit san sang



Sau khoi dong ngudn diéu chinh cong cic MODE SWITCH vé ché do6 HOME

(Refren.., Zero...)
1.2 Diéu chinh Home

Chon niit Home va dua tt ca vé truc X, Y, Z, A, B, C.... vé vi tri Home
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1.3 Khai bao Phoi
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Vao Wprkpiece Settup/ Stock Size (hodc cac tuy chon hinh dang khac) vi du May tién

1a tru tron c6 duong kinh 80mm, dai 200mm. May phay phdi Khdi chir nhat

100x100x50mm
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Turn Workpiece Around

Adjust Coolant
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Rapid Position
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Workpiece Setup

Workpiece material

Workpiece size

D8F Low carbon steel|

0

Load workpiecs fie

* Box " Cylinder




Tuong tu chon kiéu kep phoi, biéu tuong dudi ké biéu tuong chon khoi trong menu
bén

1.4 Khia bao dao

Vao muyc Tools Management/ chon dao trong 6 Tool/

7

-l. Toal
' i Ma. | Type | Lenath | Diameter | Width | Insert B... | Insert T... | Nose ... | Insert Mat.
Tools Management® | 001 Edemal.. 160.000 - 30000  12.000 3000 0200 Highspee.
002 Bxtemal...  160.000 - 30.000 12.000 3.000 0.200 High-spee.

add to tool turret vao vi tri ban dao

Tool Magazine

Mo. | Tool NO. |
i} 001
| Add to tool tumet I gﬁ gﬁ

&pReset View
i Parallel View
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Tuong tu cho may phay ciing thé

1.5 Goi chwong trinh c6 san may

Céac chuong trinh —c6 luu trong may lan lugt O001....000012. Néu str dung chuong
trinh ndo thi bim trén ban phim O00x twong Gmg / Miii tén xudéng s& hién ra doan

chuong trinh tuong Ung.
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1.6 Chon goc toa do phéi

Vao muc phdi: Wprkpiece Settup/ Rapid Position chon vi tri gbc toa do phoi 1a vi tri
bt dau cua dao cu

Quick Move x

Juick Move *

Sau khi chon gbc phdi, Dao ty dong chon vé vi tri gdc

phoi

1.7 Sét dao vé goc toa do phdi
bé tién cho viée 1ap trinh tinh toén, ta tién hanh set vi tri dao vé géc toa do phoi lam
toa d§ 0. Tac doi toa do may vé toa do phoi. Chon nut Offset setting trén ban phim

man hinh
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Céc gia tri trén man hinh 1a chuyén doi truc toa d6 may vé toa do phéi.

Thuyc hién chirc ning MEASUR dé d6i toa do, bang cach di chuyén miii tén xudng vi
tri X(-400)/ g& X0 roi nhin nat MEASUR, tuong tu cho truc Y, Z. Xac nhéan vi tri
bang nut POS
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1.8 Chay chworng trinh thir trong may
Mo chuong trinh ¢6 trong may chay thir ting budc, vao phim ProG, chon 1 chuong

trinh c6 san, dua vé goc may Refren céac truc Z, X, Y, 4
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Chon ché d6 tu dong, chon nut chay tirng dong 1€nh, chon chay tir dong
Piéu khién béng tay nhin nat JOG, chon truc mudn chinh bam dau +/- dé tang giam

theo truc truong trng lya chon.




Bai 2. LAP TRINH CO BAN VOI LENH G00, G01 (buéi 3,
4)

2.1 Khéitao chworng trinh

Céu trac khdi 1énh

Chon biéu tuong lap trinh

Chon Prog, vao ché do 1ap trinh MDI, bt dau chuong chinh 0000 < sb chuong trinh>
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Bai 3. LAP TRINH CO BAN VOI LENH G02, G03 (budi 5,
6)
Hay lam nét vi du voi 1énh GO2 va GO3

Bai 4. LAP TRINH UNG DUNG GIA CONG (budi 7, 8)
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Chuong trinh tham khao:
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Bai 5. LAP TRINH UNG DUNG GIA CONG PHAY (bui 9,
10)
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SECTION F-F



Vit liéu (phéi)

Dao

Do ga

Dung cu do

Nhém: Kich thwrdc 80 x 60 x 20
mm

Dao khda mat D100 mm, mi
khoan 8mm, dac ngon D10 mm

Kep chat bang & to

Thuréc kep, ddng hd so, dung cu
set toa d6 , dung cu set dao...

HUONG DAN LAP PAT KET NOI
CNC

1. Kétn

0

i man hinh voi Driver

Driver Man Driver Man Driver Man
hinh hinh hinh

Pul+ (Truc XP+ Pul+ (Truc YP+ Pul+ (Truc 7P+

X) Y) Z)

Pul- (Truc XP- Pul- (Truc YP- Pul-  (Truc ZP-

X) Y) Z)

Dir+(Truc XD+ Dir+(Truc YD+ Dir+(Truc ZD+

X) Y) Z)

Dir-(Tryc XD- Dir-(Tryc YD- Dir-(Truc Z) ZD-

X) Y)

Ena+(Truc Ena+(Truc Ena+(Truc

X) Y) Z)

Ena-(Truc Ena-(Truc Ena-(Truc

X) Y) Z)

ALM+(Tru ALM+(Truc ALM+(Truc

¢ X) Y) 7)

LLM-(Tru LLM-(Truc LLM-(Truc

¢ X) Y) 7)




2. Két noi man hinh véi cong tac, cam bién va

Home

Cam bién cong tic Man hinh

+24V COM+
HOME A

SWS8 (NO) LIM A-

SW4 (NO) LIM Z+

Cam bién quang NO (NPN) a BLK HOME Z

SW7 (NO) LIM Z-

SW3 (NO) LIM Z+

Cam bién tir NO (NPN) a BLK HOME Y

SW6 (NO) LIM Y-

SW2 (NO) LIM Y+

Cam bién tir NO (NPN) a BLK HOME X

SW5 (NO) LIM X-

SW1 (NO) LIM X+

(1Y COM -

3. Két noi man hinh véi Relay, Bién tan

Relay

Man hinh




+ 24V COM+
Relay 4 (B6i tron) M10
Relay 3 (Lam mat) MO8
Relay 1 (Chay thuén truc chinh) MO03
Al bién tan (0-10V) - AVI VSO
CM COM-
Bién tan Relay
COM COM1
X1 NO1
Relay 1 (Chay thuan truc chinh) MO3
Al bién tan (0-10V) VSO
CM COM-

4. Khai bao Bién tan
P000 =2 P001 =100% P002 =250V
P003 = 400Hz P004 = 40% P021 =400Hz

P064 = 1 (0-10V)

P065 = 1 (0-10V)
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