[congnghehcv] PHAY MAT PHANG TREN MAY PHAY CNC DUNG HE
DPIEU KHIEN SIEMENS

Tai file bai viét nay

Phay mat phang la phwong phap phd bién trong gia cdng co khi chinh
xac. Cé nhiéu phwong phap phay mat phang dé ta ap dung, co thé dung
bang dao phay tru, dao phay dia, dao phay ngén, trén may phay van
nang hoac may CNC.
Trén trung tdm gia cdng 3 truc Melon XXX dung hé diéu khién Siemens
Sinumerik 808D (sau day goi la may phay CNC dung hé diéu khién
Siemens) thyc hién gia cbng mat phéng dwoc thwe hién theo chu trinh
mau, rat thuan tién.
a. Dirkién dau vao

- Phéi c6 kich thudc (75x45x15) can phay phang

- bé mat.
. - Chiéu séu cét 1Tmm

- Géc toa do nhuw trén hinh vé
- Phéi Nhém, dao tuy chon
- Thue hién trén may phay 3 truc Melon XXX dung
hé diéu khién Siemens Sinumerik
b. Chuan bj
- Trang bi: May phay CNC 3 truc dung hé diéu khién Siemens da duwoc
két néi dién ngudn, khi nén va bom nuwoc.
- Dung cu: Chia van dai dao, dao phay phi 16, can, bua, & t6 may, thwéc
cap, chdi l16ng, gié lau.
- Phéi: nhém tam kich thuwédc (75x45x15)



https://docs.google.com/document/d/197m3-p7Sgp7c1G-6S2s5qbJkNmqkexCU-wcK5c8h53w/edit?usp=sharing

c. Thuwc hién

Bwéc 1: Ga dao, ga phoi

Thwe hién ga dao I&n bau dao véi colet thich hop, dung chia vén siét
chat dai 6¢c ham bau dao.

Phoi dwoc ra ga dam bao chac chan, khéng nghiéng léch.

Xét gbc toa do phdi, khai bao ban kinh dao.

Bwdéc 2: Lap trinh gia cong

Khi |1ap trinh, ta can cap dién ngudn, chuyén céng tdc ngudn sang vi tri
ON (Hinh 2. Xxx), sau d6 nhan nut kh&i ddng may Phay (hinh 2. Xxx) va
dam bao du ap suat khi nén trong ngudng (6+6,8)kG/cm2. Quan sat
ddng hé ap suét dé biét ap suét thuc té cha khi nén trong hé théng (Hinh
2.XXX).

DPdng thdi, d@m bao nut dirng khan cap da dwoc phuc héi theo chi dan 2
hinh 2. xxx.

Hinh 2. 10 Dong ho ap suat khi nén



Hinh 2. 12 Chi dan khéi ddng may phay CNC V650L
Tiép theo, ta tao chwong trinh gia céng mdi bang cach nhan phim
Program Manage, hinh 2. Xxx.

e mw e

Sau d6, ta chon New hodc New folder dé tao dbi twong maoi. Ta dat tén
trong muc Name bang céac ki tw a-z,0-9 va khéng c6 khoang trang. Nhap
tén xong ta xac nhan bang phim mém OK v&i ki hiéu dau tich mau xanh
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Tiép theo, ta tao chwong trinh v&i két cAu 3 phan thdng thuwong.

Nhéap doan I&nh d4u chwong trinh, hinh 2. Xxx.

Than chwong trinh sé& 1a noi 1ap trinh cac cau I1énh gia cong mét phang.
Day la trong tdm cula bai tap nay, ta chon Face milling trong muc Mill tai
bang thwe don thédng qua cac phim mém (SK).

Bé&t tay vao thiét dat cac théng sb cdng nghé gia cdng mat phang, cac
thdng sé dwoc dién gidi trong bang dwdi day.



SIEMENS

Cudi chwong trinh 1a khéi 1&nh rut dao, vé gbc va dirng truc chinh. Y
nghia cac Iénh nay duwgc mé ta dwéi day.

Sau khi hoan thanh lap trinh, ta nén chay th®* bang ché do Test
Program. D& bat dau ta nhan chon phim mém Excute***

Luén kiém tra an toan trudc khi gia céng, clra kinh chan phoi can dwoc
dong kin truwéc khi chay & ché do tw dong Auto.

Kiém tra dén Test program da bat sang, nhan nut Start Cycle dé chay
thtr soat 16i, néu cé I16i chwong trinh s& can dwoc khac phuc truwéc khi
chay chinh thirc.



e AN B

Bwéc 3: Két thac

Trén day chung ta da tim hiéu va quy trinh cdng nghé phay méat phang
trén may phay CNC 3 truc V650L. Sau khi Phan tich di¥ kién dau vao ta
hiéu rd vé Két ciu can gia cong, Chung ta lam cong tac chuan bi may,
Chuan bi dung cu réi thuc hién cac thao tac véi 3 budc nhw trén. Hi
vong rang cac ban sé thwc hién thanh cong thao tac thay mat phang trén
may CNC V650L va tién t&i lam chi cac thao tac van hanh may phay
CNC.
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