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HUONG DAN VAN HANH MAY CNC 4 PAU

MODEL:R1325-R4

Hinh 1




DAl PHUC VINH CNC wWOODWORKING MACHINERY

01/ QUY DINH CHUNG

Chi nhitng nguoi ¢6 trach nhiém mai dugce phép van hanh va cén chinh may.
Phai kiém tra tong thé may trude khi khoi dong may.

02/ QUY TRINH VAN HANH MAY

Kiém tra dién 4p.

Kiém tra cong tac tat khan cp.

Kiém tra hoi phai du tir 6kg/cm?2

Kiém tra phoi hay di vat con trén may

Kiém tra cac cam bién khi vé homer

Sau khi hoan tat cc btrc kiém tra thi ta c6 thé khoi dong may va 1am viéc.

03/ NHUNG PIEM CAN LUU Y KHI SUDUNG MAY

Trong qua trinh van hanh may khi gip bat ky su co gi phai nhan nut tat may khan
cap. Sau khi kiém tra va xur 1y su ¢6 khi may hoat dong theo chu ky binh thuong mai
duoc phép cap phdi vao may.

Céc bac dan, cac khop truc chuyén dong va cac ray trugt can phai kiém tra, vé sinh
va bom md& thuong xuyén.

Sau mdt ca lam viéc can phai vé sinh may sach s€ ( co thé dung sting hoi xit cho
sach ) tranh cac dam gd va di vat dinh vao cac chi tiét chuyén dong ctia may dic biét
1a trén cac ray truot.

Sau khi nging st dung may can ngat toan bd nguon dién cap vao may.
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04/ HUONG DAN VAN HANH

A — Cac chirec nang cua may

Hinh 2

e DEFAULTal int
1- M¢& bom chéan khong
2- Pua chong cit dé xép van
3- Gip van ding sau
4- Hut van
5- Bo day van
6- Xép van truc x
7- Xép van truc y
8,9,10,11 —ha tryuc dao tuwong umg voi T1 , T2 ,T3 ;T4
12- trucdao (T1,T2,T3,T4) quay ( truc nao ha xuéng thi truc d6 quay )

e PGM ( muc hién thi file )

e Program editing ( stra bangg cos file )

e Usb ( ly file trong usb vao trong bd suu tap may )

e File anagemen ( 13y file trong bo suu tap dé chay may )
e Csys ( muc nay khong can vao )



DAI PHUC VINH CNC WOODWORKING MACHINERY
e Tool tip measuren (muc do dao ty dong va sét truc z ) gioi thi€u muc sau
e Opperaton panel + 10 monitor ( muc nay khong sir dung chay may ma chi dung
trong stra may )
e Tool settings ( gidi thi€u sau )
e Autu ( chay ty dong )
e MDI ( ché d6 nhap lénh bang tay )
e MPG ( ché d6 dung bo diéu khién tay )
e JOG (ché do bang tay st dung 1,2,3,4,5,6,7,8,9,10,11,12 ,X+,Y+,Z+ X-,Y-,Z-)
e HOME ( vé géc toa do x=0, y=0, z=0 . ta chi cAn nhan X+, Y+, Z+ )
e Start ( chay may khi ¢ autu )
e Pause ( tam dung khi dang chay autu )
e Reset ( dimg han may khi autu , x6a cac 16i nho )

B — Cach do dao va sét dao

1-cach do dao ty dong va sét z

600.000
1
535.907
406.900
-125.000
-171.000
-1.000

610.000
2700.000
0000 g

610.000
2700.000

0.000

Hinh3

e Budc 1 .60 myc do dao ty dong nay , ta chon vao khoanh tron d6 c6 miii tén la ta
chon do tit ca 4 con dao. Déng nghia 1a T1,T2,T3,T4 chon autu roi F1 stast dé tu
dong do lai 4 con dao, ta dat cuc can dao vao vi tri cua con dao dang do may s€ tu
dong c6 thong sb z ctia timg T

e budc 2 . ta chon do lai dao T1 tu dong lai roi ta léy dao T1 dua béng tAm van 16t
xong ta chon F3 Z delta set 1a xong

2.cachséttoadoxvay



Hinh 4
e Budc 1, ta dua dao vao ngay goc tam van 16t hoac ngay goc san phan ma nguoi
dung can dat goc toa d nam & dau dé tién cho lam san pham do

e Budc 2. Roi ta nhap toa do x va y thong so6 man hinh chinh vao 6 khanh mau do (

hinh 5 ) toa dd X vaY tuy thudc ngudi lam phan mém & G54 , G55, G56 dé nhap

vao & vi tri do

7/. 021y aagag

[ asooon ] 516.707 472.800

4 000 496.062 447 400
0.000 5123 -155.500

Hinh 5
C — Cach coppy file va lay file chay may

1- céch coppy (¢ hinh 2)
e ta chon USB transfer vao phan usb chon file can coppy sau do6 ta nhap vao chi
coppy ¢ goc dudi man hinh 1a file s& chuyén sang bd nhé ctia may

2 — cach lay file chay may

"

A
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e ta chon muc file fanagemen , d¢ 1ay file ndo can chay hang roi kich dap chuét vao do
r0i chon EXECUTE & gbdc dudi man hinh 1a file da ra dé chay . ta chon muc AUTU
roi chon START dé chay tu dong

D — Nhiing luu y vé may cnc

e 1udn vé sinh may sach s& khi cudi ngay lam viéc

e 1udn tham nhét va kiém tra cac thanh truot c6 duge bom nhét hay khong

e thuong xuyén vé sinh bom chan khong loc gi6

e lam viéc nhiéu 1a 1 tudn bom m& bo chiu nhiét mot 1an cho bom chan khéng ( méi
1an bom chi 4 hodc 5 1an nhan ) can bom gidt bén moto bom khong dugc bom qua
nhiéu

e Cam on da hop tac v&i chung toi

PHONG KY THUAT
CONG TY TNHH PAI PHUC VINH



