PHAY LO GO TREN MAY PHAY CNC ROUTER
tai file bai viét nay
1. Dir kién dau vao dé PHAY LO GO TREN MAY PHAY CNC
ROUTER
Khac 16-gd kich thwde khung vién (mm): (60x50) theo mau, gom co:
+ Vat liéu Mica

+ D06 sau 0,5mm
+ Dao cu tw chon: (dé xuat dung dao Tflat 3.0*30*0.1)
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2. Chuan bi dé PHAY LO GO TREN MAY PHAY CNC ROUTER
- Trang thiét bj:

+ May tinh cai dat phdn mém thiét ké: JD Paint; phdn mém mé
phéng: Cimco Edit V6; phan mém diéu khién gia céng NC Studio.
+ May phay CNC Router hoat ddng tét, két ndi véi may tinh diéu
khien.

+ Phéi liéu: Mica kich thwdc 100x150x20

+ Chuong trinh gia cong: Chuwong trinh gia cong sé dwoc thiét ké
trén JD Paint, xuat ra file dinh dang “*.n¢”

- Dung cu:

+ G4 lap: Co 18 12,13, 17; Bich kep.

+ Cét got: Dao phay Engraving 3x300x0.1

+ Kiém tra: Thwéc cap 1/20.

+ V& sinh: Gié lau, chdi Idng.


https://docs.google.com/document/d/1NP2WujdH3itIM0s12I9GjeZReYP2aHtUODyyzUNC7_g/edit?usp=sharing

3. Cac bwéc Thwe hién PHAY LO GO TREN MAY PHAY CNC
ROUTER

Bwé&c 1: Thiét ké
DPAau tién, ta khdi ddng phan mém JD Pain va nhap tranh 16-gé.

- Chon “File/Import/Image” dé nhap tranh 16-gd sé gia cdng. Sau
do ta duyét dén noi lwu trir trén may tinh cdia minh.
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- Chon thé I&nh “Art Surface/lmage Texture/Bitmap to Mesh” dé
xac dinh dbi twong gia cong.

Chi vao diém bat ky trén blrc tranh va chon chiéu sau Z can gia
cbng trong muc “Height”.
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- Pat kich thwde dai va réng cua tranh can gia cdng bang cach chon
thé Iénh “Transform/Scale”; dat kich thwdc méi theo chiéu dai va
chiéu rdng (mm) hodc tinh theo ti 1& (%) so vé&i kich thwéce tranh
gbc.



b Untitled - JDPaint 521 - X
File View Draw Edit Transform Plugins Geometry ArtSurface Toolpaths ArtDraw Measure Help

D& W[4 [ M o || U] Ik

L2000, ot At 00 B0 1000, 0 1500, i 2000, . mm o |F
D Mirror Alt+3 ’E
r Shear. o 4
ks Scale. Alt+d Nudge dist.
e 3D Transform > Angle Incr. D

*ROCOE

VEeP PERL QS

[RlLock
Move to ucs-origin el
Adjust direction WiDisplay || [T10rder
[Elayer || [pign

1|
5|
9
i |
i Nesing |
E Ay > E
] Mkesame iz O
1 Distribution. I
5| ‘G‘u:up .
H Ungroup O
E ot A2 g
] Explode 4 [ |
] TS 0 o o
] T B
] e —— g
1 Merge to 3D ENV =
5 |
9 ]
1 u
i =
0|
0 ]
1|
5|
o
E D b
2|
0|

s ARIxDOlL AL L & | NS YD Oordk O

Scale

-171.90162.70 0.00 [v)

® 6 v o B E O 8

Scale e

Pickss | mm [15ame praportion
O Copy

Base point

(O Laft-down poirt

Hedin zize

-dir size = | Pickz» | mm

54-dir Fackar =14
= (®) Center
“-dir factor =1

O custorn Ficks»

Corca

Hinh 3.24

- Chon thé Iénh “Transform/3D transform/Move 3D’ dé lén khdi
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Bwéc 2: Gia cong (Manufacturing) dé PHAY LO GO TREN MAY
PHAY CNC ROUTER
Thao téc 2.1. Thiét Iap ché dé gia céng

Ta chon “Surface” trong thé “Toolpath” dé thiét dat cac thong sé gia
cong twéng rng v&i ché do cat thd (Rough) va cét tinh (Finish).
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Sau khi cai dat ché dd cét va thédng sé dwdng chay dao, ta chon
“Ok” dé xac nhan va JD Paint ty déng xuat dwdng chay dao gia
cong.

DPén day ta cé thé mé phéng dé duyét dwdng chay dao bang ché do
“Simulate toolpath” trong thé “Toolpaths”.
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Néu phwong hudng gia cong da hop ly, ta xuat file chwong trinh
gia cong. Tai thé “Toolpaths”, ta chon “Export Toolpaths” réi chi
dinh noi lwu trir file ENG.
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Ta can chon vj tri xubng dao bang cach chon “Pick 2D Point” trén
hop thoai Export Eng file.



Export Eng file

Cut Range EMG Faormat

= 7412 1991 54.20 |EN3D \ersion

Y J3EE 57 55 2389
|T ool Order: Tirne order

£ 2.0 0.06 207
Curve tolerance: 0.002

Path Length: 168.589 m | B

Approw machine i 02: 1411 D lgnore depth

Taol ligt: Origin

TFlatUD-20-0.40 - 2002 Feature
X 3366 [ Pick 2D Paints<
z Pick 30 Paint<<
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Thao tac 2.2. M6 phdng va chinh stra file chwong trinh

Ta dung trinh chuy&n d&i NC Converter dé chuyén déi file ENG
thanh file gia céng v&i dinh dang *.NC.

Eng to NC files X
— Machining parameters — Service Parameters
Flunge speed: |1 Qo0 mm./min Safe Height: |1 a mm % Corversion
[B]
Cutting speed: |1 000 mm/min Fielief Height: |5 mm _—

-~ Discrete arc —Pauze command
¥ rci % fddress & |5— -
[ Z¢plane arc ™ Pause command © Addiess P IW me
[ Z plane arc O pddessF 5 sec
— Input

File: Name: C:\UsersiDel\DesktopsfileGCAD atT enFile EMNG Browse...

— Output
File Mame: C:\Uszers\Del\DesktopifileGCAD atTenFile.nc

<daopsEiEpERDA |

Cloze [C)

[ B, |
Browse... |
[ e |

— File parameters Conwergion method——  ~ Header
I Cormnpact format [~ Batch conversion 00001
" G54
[~ Output line number 12000 M2
™ 4-awis machining [~ Split by the tools G0 GI0G17
— d-axiz parameters
& ratate around the #-asis
—End of fil
 ratate around the '-asis e
M5 A
Axiz diameter d= I'I 1] mrm M30 -
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File chuyén dbi sé dwoc lwu trir trén may tinh ctia ching ta. Ta kiém
tra, hiéu chinh va mé phdng nang cao bang phan mém Cimco Edit.
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Trén phan mém md phdng va bién tap chwong trinh NC, ta quan sat
mé phdng dwdng chay dao va chinh stra (néu can), ta lwu file lai va
chuyén dén may CNC gia cong.

Thao tac 2.3. Van hanh gia céng

- Khé&i ddng phdn mém NcStudio

- Khé&i ddng may phay CNC Router.

- M& file da tao & phan trén : “*.n¢”

Béng cach kich chuét vao File/Open and load.

- Chon gbc toa d& may phay CNC: Di chuyén dao vé vi tri tring voi
goc phdi da dinh: Bang cac nut diéu khién & ché d6 “Manual”. D3t
vi tri d6 la gbc toa dd clia may phay bang cach kich chudt vao thanh
“W.Coor”

- Cho may chay: Kich chuét vao biéu twong : “” dé bat diu.



- Trong qua trinh gia c6ng néu co bat thwdng gi thi dung nat dirng
khan cap “E-Stop” .

- Sau khi gia céng xong dirng may: kich chuét vao biéu twong:
“Force to stop”

Buwéc 3: Két thuc PHAY LO GO TREN MAY PHAY CNC ROUTER
Két thuc chwong trinh gia céng: thao rdi, vé sinh chi tiét, kiém tra va
phan loai san phém. Thwc hién vé sinh cdng nghiép.

4. Mét s6 sai hong thwong gap va bién phap phong ngtra khi
de PHAY LO GO TREN MAY PHAY CNC ROUTER

TT | Dang sai | Nguyén Bién phap
héng nhan phong
nglra
Lwa chon
Chon ché |tbc do cat,
D06 nham | do cat va buéc
1 |bémat |khdéng phu |tién phu
cao hop voi vat | hop voi
liéu dao cat va
vat liéu
Khéng
dat dé Trwdc gia
twong G4 phoi coéng can
2 |quan khéng dat | ra ga phdi
(I&ch yéu cau ti mi, chinh
canh Xac
phoi)
Thao tac
A Thao tac cham mat
; Et?éizu SET phai, |quy 0
) SET dao can chinh
ding khong dat | xac
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