Huéng dan vin ky thudt hanh mdy CNC Router diéu khdc

Huéng dan van k¥ thuat hanh may CNC Router diéu khac

Phan 1 -Tong quan vé may CNC
CNC - viét tit cho Computer(ized) Numerical(ly) Control(led) (diéu khién bang may tinh) — dé& cap dén
viéc diéu khién b&ng may tinh cdc may mdc khac v8i muc dich san xuét (cé tinh 1ap lai) cac bd phén kim
khi (hay cac vat liéu khac) phirc tap, bang cach sir dung cac chuong trinh viét bang ki hiéu chuyén biét
theo tiéu chuén EIA-274-D, thudng goi la mé G..

Su xuat hién cua cac may CNC da nhanh chdéng thay ddi viéc san xuét céng nghiép. Cac dudng cong
dugc thuc hién dé dang nhu dudng thang, cac cdu tric phic tap 3 chiéu cling dé dang thuc hién, va mét
lugng I16n cac thao tac do con ngudi thuc hién dugc gidm thiéu.

Viéc gia téng tu ddng hda trong quad trinh san xuét véi mdy CNC tao nén su phat trién dang k& vé chinh
xac va chét lugng. Ki thuat tu ddng ciia CNC giam thiu cac sai sét va gillp ngudi thao tac cé thdi gian
cho céc cong viéc khac. Ngoai ra con cho phép linh hoat trong thao tac cac san phadm va thdi gian can
thiét cho thay ddi mdy moc dé san xuét cac linh kién khac.

Trong nhitng ndm gén day vdi su phat trién cla céng nghé va ky thuat hién dai cua cac nudc trén thé
gidi ,cla cac hang chuyén san xudt may cong cu ho trg trong cong nghiép va dan dung ,trong dé phai
k& dén Trung Qudc la 1 nudc cd nghanh cdng nghiép phat trién manh va chuyén gia céng cho cac hang
néi tiéng va I8p rap may madc céng nghiép .TU d& moét s6 may mdc hién dai dudc 18p rap tai trung Qudc
dudc dan gian hoa mét sd chilic ndng khong can thiét dé dua vao s dung réng rdi nham phuc vu cho
cac muc dich khac nhau trong dan dung, phai k& dén la cdc may CNC phuc vu trong cdng vié diéu khac
my thuét ..vv...

Phan II Piéu khién va van hanh may CNC router:
* V& mat tdng thé may cé 3 phéan riéng biét ddc Iap véi nhau
A-phan co khi : bao gom hé thong khung sudn dudgc lién két chat ché vaéi nhau
+Bé& may la phdn khung bao gém cd mat ban lam viéc va chdn may dugc dic thanh khéi hay tach
roi co két cdu cling vitng ddm bao khéng bi rung lac khi lam viéc

+Cac vai cua may dugc duc thanh nguyén khoéi hay dudc gia cong tir nhitng tam
Pé tao th{‘anh vai may ndm trén cac thanh ray vudng chuyén dung dé& chuyén ddng trén bé may nhd
cac chuyén dong thanh rang hay truc vit
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me

+Thanh trugt dugc |&p dat 1én bé maydédc”j vai rhéil ého cac chYn déng tinh 'gié’n
+truc vit me hay thanh rdng va banh rang ,dudc 1ap dat trén moi truc dé chuyén ddng quay tu
moto thanh chuyén déng tinh tién

Nhu vay phan cd khi cé 3 chuyén ddng ddc 1ap nhau

Goi la 3 truc :truc X ,truc, va truc Z.

B- Phan hé thong tu dién bao gom

-céng giao tiép :dé€ két ndi cac gilt liéu dudc truyén tir may tinh xudng
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- b6 ngudn chinh : [a bd ngudn chuyén d6i dién &p 220v xudng dién ap tir 24v- 100VAC ddng

thdi qua c'z§u nan sang dién ap DC dung dé cung cdp nang ludng cho bd diéu khién va déng cd cho 3
truc chuyén dong

-ngudn phu cé thé cd dung dé nudi cho cac cdng téc hanh trinh hay cho cdc ngudn nudi diéu khién
cho cac cdng tac bang dién
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-bd diéu khi€n moto ,nhéan tin hiéu diéu khién tir may tinh thdng qua cong giao ti€p dén s ly va
diéu khién moto theo Iénh
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- B0 bién tan dung truc ti€p ngudn 220v dé chay cho déng ca truc chinh hgy goi la déng cd mang
dao cat dudc diéu khién tir may tinh hay truc ti€p trén man hinh diéu khién trén man hinh bién
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C- B may vi tinh ;dung dé 13p bd cad diéu vao may qua khe cdm CPI dé dié khién cac hoat dong
clia mdy théng qua phan mém diéu khién Ncstudio qua cap tin hiéu xuéng tu dién va tao ra cac

chuong trinh cho may chay
* Phan mén diéu khién Ncstudio
Ncstudio 1a phan mém diéu khién moi hoat ddng ciia may CNC trén mdy tinh va thi hanh cac I1énh

do ngudi lap trinh dua ra ngoai ra ko lam gi khac.
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File Edit Wiew Opsration Machine Window Help Thanh menu
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-(1) Ndt chic ndng Reset phan mém => Trong qud trinh van hanh cé 16i ma da st ly xong thi

nhan nut Reset hay nhan (Ctrl+F12) d& phan mén vé trang thai ban dau.

- (2) Resume . ti€p tuc chay

(3) Stop Dirng hdn => khi may dang chay nhan thi may s& dirng han.

(4) Pause Tam dirng chuong trinh .

(5) Play Bat diau chay chuong trinh.

(6) chay mé phéng => chay xem trudc chuong trinh khi bat dau chay that.

(7) tu dong vé gé"c toa do =>khi mii dao & bat ky vi tri nao click ,hay nhan (Ctrl+F7)

May tu dong di chuyen vé goc ma ta dat .
(8) nut chon goc toa dé (0,0 0)

- (9) khuc vuc bao goc toa dé6 may

- (10) khu vuc bao goc toa doé dang lam viéc.

- (11) vang b&do va diéu chinh téc dé di chuyén may.

- (12) ving bédo ,tit mdé va diéu chinh sé vong quay déng co truc chinh .

- (13) khu vuc bao cac ma Iénh trong chuong trinh hién cé.

- (14) khu vir diéu chinh di chuyén céc truc bang tay.

- Goi dao di dén toa do .=>khi dao dang 3 toa do (0,0) mudn dao di dén vi tri nao dé thi nhap
toa do X,Y,Z vao khung doé va Enter.

- Vung khai bao théng s6 may =>la cac thong s6 hoat dong chinh ctia may dudc tinh toan cho
ting loai may va dugc cai dat 1 lan.

Van Hanh Thao Tac May CNC

May CNC van hanh dudgc la do ngudi lam chuadng trinh .

Trén ta dién chi duy nhat c6 céng tdc ngudn va va nat tdt khan cép.khi may cé suc cé vé dién.

-Thao tdc ma ta dién.

M@ Phan mén diéu khién Ncstudio cé giao dién nhu sau.
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.. MeStudio AD. Engraving Machine Control System - 397:395.ENG
File Edit ‘iew | Cperation  Machine  Window  Help
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Save the current workpiece coordinate origin to the File. |zoiz-1z-02 | 19:09:14
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Cac Menu chtra cac Iénh cua chuong trinh & cac menu nay ching ta chi y nhéat |la Menu Operation

La menu quan ly chinh cac hoat d6ng ciia may.

M6t s6 1énh dudc dua ra ngoai bang cac nat bdm trén thanh cdng cu.

-Lé&nh di chuyén vé gbc toa dd cia may (Move to Reference Point) ,cho phép may tu ddng do tim ,di
chuyén vé gbéc cia mdy ma nha san xuét da thiét 1ap

-Lénh chay nang cao : Lénh tat (Ctrl+F9) |la 1 I1énh cho phép ta chay & bat ky dong I1énh nao dén dong
nao ma ta mudén,khong nhu Iénh (Start (F9) chi cho phép ta chay tir dau chuang trinh dé€n cubi ma thoi
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File Edit Wiew Operation Machine Window Help
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Khi M3y dirng hay bi gdy dao ,va bi méat dién .ma ta dang chay san phdm thi may né luu lai s6 dong
|Iénh ma da chay trén vang bdo va diéu chinh téc dé di chuyén mdy hodc trong bang hdp thoai
chay nang cao chu y trudc khi chay ta phai gidm téc do chay va gidm bét s6 dong Iénh can chay xubng
Muc dich kiém tra vi tri chay, va khi chay han ché& cé vét dao .Nhap s8 dong 1énh bdm OK may sé di
chuyén thadng dén vi tri vira dirng va chay tiép tuc

Céc clra sb lam viéc

1 -Tab IO stale |3 clra s6 bdo trang thai ra vao cua tin hiéu khi hién thi mau bdo cho ta biét
dang cd tin hiéu dugc diéu khién ra hay cé tin hiéu dang vao ,con mau doé 1a ko cé tin hiéu nao ca

2- Tab Edit |13 clra s6 dung dé sao thdo ma G cho chuong trinh diéu khién c6 phan md rong la *NC, TAP..
3- Tab Params Ia cua s6 khai bdo cac théng s6 may.

4-Tab Manager la clra s6 quan ly file ma chuang trinh

5- log la Tab Iuu lai cac théng bao ,nhéat ky sir dung may

6-Trace la vung hién thi cdc dudng chay dao hay md phdng chuong trinh.

e Cac thao tac van hanh co ban may cnc khic go:
I- M@ may vinh tinh Ién
Trudc khi lam viéc ching ta phai m§ may vi tinh 1&én do dac thu cia may vi tinh |a phai khai dong 1én
mat thdi gian 14u d€ may khdi ddng cac phan mém ho trg
[QUOTE=tunggiang185;25246]Vang, chdc cudi tudn sau em vé em dén thinh bac nhé! Con nhiéu cdi nifa
mudn hoi bac nira... hi hi lai phién bac rdi nhung van chua ngai bdng dém giao thira héi toan cai ngd
ngén. H6m d6 bac cé buc khong?[/QUOTE] )
Khéng cé gi ca vi em chua hudng dan truc tiép bac budi nao va cling hé trg moi lic ma, vi ban qua em
di suot;
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Nay em hudng dan cac bac 18y lai toa do khi mat dién dot ngdt cho du mdy cé déng bang di nita van 1ay
lai binh thudng ,cach nay hai ci chudi cé cadch may Iuu, cach nay c vo tu di thd cdng 1 ti chdc chan ko
bao gidi sai

Nhu chdng ta biét trén may bao gid cling ton tai 2 toa do tuong doéi va tuyét doi ,va toa do tuyét dai ta
dat chinh 1a toa d6 may g6c may.va toa dd tuong d6i nam trong vung toa do tuyét déi.nhu vay khi ta gia
cOng thi toa d6 phoi la toa d6 Tudngbsdi cla may ,tU diéu nay ta ldy TB6 may so vdi toa do phoi

phuong phap lam nhu sau:

MGi lan m& phan mém Nc |én ta bat budc phai cho mdy tu dong vé gbc toa do cla may ,khi vé xong may
sé tu set 0,0,0 va bén canh c6 chdm mau den ,sau d6 di chuyén dao dén vat liéu I8y tdm go set 0,0,0 va
diéu quang trong ta phai ghi lai toa do6 tuyét ddi X,Y ,Z ra gidy cling phai set 0,0,0 ludon cho toa do
tuang d6i ngay bén canh nhu vay khi vé géc may
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