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Lé Trung Thirc

Khai niém

Pro/E 1a mét phan mém CAD/CAM khdng chi cho phép tao ra cac model ma con cho phép gia
céng chung. Trong phan I&n tredng hop, cac model phai duoc tao ra trieérc khi thwe hién phan
gia cébng.
BPé gia céng ban phai thwe hién hang loat cdc cong viée sau:

OO O AN

Tao Manufacturing Model

Chon may va thiét 1ap gbc toa dd cho mét nguyén cong (Tac Worrkcell va Operation)

Chon budc cong nghé (chon NC Sequance)
Chon dung cu cét ( Tools)

Chon ché d¢ cat ( Machining Parameters)
Chon méat Retract

Chon méat gia céng ( Manufacturing Geometry)
Mé phdng dudng chay dao ( Play Path)

Kiém tra viéc gia céng ( NC Check)

10. Xuét chuong trinh NC ( Post Process)
Bai nay huwdng dé&n cho ban iam quen voi toan

1.2 Tao file gia cong méi

Khoi dong Pro/E. Chon File > New > Manufacturing > NC Assembly Dat tén file 13
Volume_Mill. Chon Use Defauilt Template dé s dung hé do mac dinh 14 inch. Chon OK.
Xuét hién menu Manufacture.,

1.2 Tao Manufacturing Model

Viéc trwge tién 1a phai tao Manufacturing Model. Manufacturing Model bac gém chi tiét
tham chieu (tirc chi tiét cdn thu duoc sau khi gia céng) va phodi (khdi kim loai thé trurde khi
gia céng). Bé tao Manufacturing Model,

1.

Chon Mfg Model dé tao Model gia cong. Xuét hién hé toa d6 gia cong voi ba mat

phing chuén.

2. Chon Assemble > Ref Model dé 13p Model tham chiéu 1&n hé toa 46 gia cong.
3. Trong thw muc d:\PW\Milling chon File Volume1.prt > Open. Xuat hién chi tiét trén
man hinh va hdp thoai Component Placement nhu trén hinh 1-1. Kich trai chudt dat

chi tiét 1én mét vi tri bat ky.

4. Trong hép thoai Component Placement chon trang Place, Trong khung Constrain
chon Type |a Coord Sys dé lap rap hai hé toa doé roi chi Ién gbc toa d6 CSO0 trén chi tiét
va gbéc toa dd NC_ASM_DEF_ CSYS trén hé théng. Xuét hién théng bao Fully
____ Constrained. Chon OK. Bang cach nay chi tiét d& dwoc lp 1én hé toa d6 gia cong.

5. Chon Create > Workpiece dé tao phdi. Dat tén '

phdi la Volume1_work > OK. Chon Protrusion
> Extrude > Solid > Done. Xudt hién
Dashboard. Chon Placement > Define. Chon
mat phang vé phac 1a DTM2 (TOP), Chon
DTM1, Orientation [a Right, xong chon
Sketch. - :

6. Chon chudn kich thwéc 1a DTM1 va DTM3 >

Chon Close tir hap thoai References.

7. Chon Use Edge > Loop > Chon 4 canh cla

hinh chir nhat rdi chen-Bone. Cho chiéu sau
dun la 3.1 réi chion OK.

Vay la ban da tao xong Manufacturing Model.

1.4 Thiét Iap nguyén céng

1.

Chon Mfg Setup. Xuat hién cira s6 Operation
Setup nhw trén hinh 1-2. Trong clra sd hé
thong tw déng dat tén nguyén coéng la OP010,

Eile

I Operation Setup’.

2 g
Operaton Hame OFRIn i
& N Mechine [
. Frdure Sewp 173'_‘2:‘ f
Leneral Fromdbame oy
Feference
® Mochine Zero | k|
Fetroct
Surtace E k ,'
Toierance i
1
Stock Matenal tUnspeoitied 2w I
!
% s |
[ Ok | | Lancet | | Appiv | b
;
Hinh 1-2
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nhwng ban cé thé cho mét tén khac néu mudn. Ban can phai khai bao hai théng tin
quan trong ma phia trieéc cé mui tén dé Ia NC Machine va Machine Zero. Ban clng co
the chon dd ga qua viéc chon Fixtrue Setup, chon mét phang Retract va vat liéu phdi
néu mudn. Tuy nhién trong bai hoc nay dé cho don gian, ta bé qua chuyén nay. Vé sau
ban cir tw nhlen thir sau khi da c6 mét it kinh nghiém.

Chon nut ". d& chon may gia cong. Xuét hién ctra sé nhw trén hinh 1-3. Trong clra
sé hée thong tu dong dat tén may la Mach01, kiéu may Ia Mill, tfsc may phay, so trucla 3
Axis. Ban coé thé cho tén clla CNC Control, thi du Fanuc va vi tri (Location) trong
xwong. Tuy nhién hién tai \nec nay ban cling bo qua. Trong clra sbé nay ban ctng co thé
khai bao nhiéu théng tin néu mubdn , thi du nhw chwong trinh hau xir ly (Output > Post

processor), Tdéc dd quay truc chmh ( Spindle), lwrong chay daoc (Feed) V.V,

viéc nay ban cung bdé qua
cho don gian, vi thuc sw
la chwa can thiét 1am. Ban
sé& khai bao cac théng tin
nay sau trong qua trinh
tiét lap cac thong sd cdng
nghé va xuat chwong trinh
gia cong. Ban do*n glan
chon OK tr& vé clra sb
trwedec.

Chon Machme Zero >
Select > Chon CSO0 ia gbéc
toa dd cua model
Volume1. Trong cira sd
xuat hién tén gbéc toa dd
mai la ACS0. Xong chon
Apply. Tai day ban co thé

Machine HHame

FASTSOE ~

Machine Type il ~  Lacanon
Pumber Of faes 3 Eait e
Oupdt  Spndte Fa wumag o Sustome e
Quipst Spandle Fged ¥ e crg
Post Processor Dphons
PF tame LIFT=0% oM = Resel

2L Command Cutpia Optians

FRiZvA Do et Dl

LOADITL Maouai

COQUHT/CFF Output -
SPINCIL/OFF  Dutput -

b Cutter Campensaton

2 Control

erls

fimdmups | BERINT |

¥

T 4 i caneet ) | Appns

. Tuy nhién

- workeell

: Tooling

Operation

Param Setup
CL Setwp

Mfg Geocmety
Ref Quilts

PProcessor

Done/Return

Hinh 1-3

Hinh 1-4

chon dd ga bang cach cach chon Fixture Setup. Nhwng ban hay bé qua viéc nay. Hay
chon OK dé tré& vé menu Mfg Setup (hinh 1-4) két thuc viéc chon may va gbéc toa do gia
cdng. Trén menu nay, ban co thé thiét lap thém nhiéu théng tin. Nhirng thong tin do la:

Tooling = Dung cu cét (C6 thé khai bao sau)
Param Setup = Thiét lap cac théng sb céng nghé

Thiét lap hinh hoc vung gia

= Workcell = May (hinh 1-3)
-
= QOperation = Nguyén céng (hinh 1-2)
= CL Setup = Thiét lap dwérng chay dao
= RNifg Geometry =

cbng

Pprocessor =
chuwong trinh hau xr Iy

Ref Quilt = Mat tham chiéu dung khi gia cong
Nhirng van de

lién quan dén

Hién tai thi hay chon Done/Return dé thoat khoi
menu Mfg Setup. Ban sé& tim hiéu vé chung sau vi
hién tai thi chwa can dén. Hon nira day la nhirng
théng tin phirc tap, con ban thi mdéi vao nghe khong
nén tw nhién huc vao noi héc blda, c6 thé lam ban

nan long.
Sau khi théat khoi

menu Mfg Setup.

irén menu

Manufacture tuy chon Process Mgr co hiéu lwc.
Pay la tuy chon chwong trinh quan iy nguyén céng.
Tuy nhién ban chwa cé gi cd dé quan ly thi khéng
nén goi ra lam gi. Ban sé& hoc diung noé sau. Con bay
gidr thi hay di xem xé&t viéc chon bwdc gia cong.

1.5 Cac dang céng nghé phay trén may phay CNC
Chon Machining > NC Sequence. Xuat hién menu nhu trén

Local Mifl
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L& Trung Thue

hinh 1-5. Y nghfa cla cac tuy chon nhu sau:
= Volume = Phay thé tich
* Local Mill = Phay cac goc con sét lai tor nguyén céng trurde
= Surface Mill = Phay mat ceong
Face = Phay hét mat phang clia phoi
Profile = Phay cac mat bén
Pocketing = Phay mat bén va mat day
Trajectory = Phay theo mét quy dao cho trirdc
Holemaking = Gia cong 16
Thread = Phay ren
Engraving = Khic chor
Plunge = Phay thé kidu khoét
Roughing = Phay tho
Reroughing = Phay tha lai
Finishing = Phay tinh

Day 1a tat ca céc cong viec cb thé thue hién trén may phay CNC. Ban sé& hoc dé lam chu dwoc

tat ca cac céng vidc nay.

1.6 Phay Volume

Mac dinh hé théng chon Machining > Volume > 3 Axis dé phay thé tich trén may CNC. Hay
chon Done chap nhan chen iva mac dinh cla hé thong. Xuat hién menu Seq Setup nhuw trén

hinh 1-8. Trén menu ¢d 4 tuy chon duoc danh dau kidm.
=  Tool = Khai bao dung cu cét
=  Parameters = Khai bao ché& dé cat
=  Retract = Khai bao mat phang 14 dao sau khi cét
= Volume = Khai bao thé tich gia céng.

Cac chon lwa khac 1a chira can thiét. S& cé e ban phai cAn dén chuan

gio.
1.7 Chon dung cu cét

g nhwng chwa phai bay

Hay chon Done chép nhan chen lwa mic dinh cla hé thdng. Xuét hién clra sd Tools Setup
nhw trén hinh 1-7. Bay 14 hap thoai cho ban khai bao cac théng sé cha dung cu cét. Trong hép
Name hay g6 vao tén dung cu cét, thi du FMD_D11L4 d& ky hiéu dung cu phay mat dau duwong
kinh 1 in. dai 4 in. Cho Cutter Diameter = 1, Length = 4. Xong chon OK_ Xuéat hién menu Mfg

Params.
1.8 Chon ché d6 cat

Chon Set dé thiét 1ap ché do cét. Xuét hién cira sé Param Tree. Hay khai bao céac théng s6
nhw trén 1-8. Pay Ia nhirng théng so t6i thigu can thiét cho viéc gia céng, goi la Simplified. Y

nghia cha cac tham sé dwoc gidi thich duwéi day. ——

e
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Stmpllﬁed Parameters

Dung dé khai bao cac tham sé tO| thidéu dé thiét lap viéc mb phong va xuat chwong trinh NC.
Chon Ilwa nay 'a mac nhién. No gdm cac thdong so sau: Chu y 1a khi nhap so xong phai nhan

Enter.

STEP_DEPTH
STEP_OVER
PROF_STOCK_ALLOW
BOTTOM_STOCK_ALLOW
CUT_ANGLE

SCAN_TYPE
SPINDLE_SPEED
COOLANT_OPTION
CLEAR_DIST

" Chidu sau cét

Lwong an dao ngang

Lwong duw bé mat bén

Lwong dw mat day  ~

Gaéc di dao so voi truc X

Kiéu quét dao

Téc dd quay truc chinh

Dung dich tron ngudi

Khodng cach an toan dao va phoi

Néu ban chon Advanced, sé xuét hién mét danh sach dai cac thong sé céng nghé co thé duoc
khai bao. Y nghfa clia cac thdéng s6 duoc giai thich nhuw sau:

NAMES = bat tén
MACH_NAME

MACH_ID

NCL_FILE
PRE_MACHINING_FILE
POST_MACHINING_FILE

Tén cac tap tin do ban tuy y dat.

CUT OPTION = Chon cach di dao
SCAN_TYPE

CUT_TYPE

RETRACT_OPTION

TRIM_TO WORKPIECE

CUT_DIRECTION
CORNER_FINISH_TYPE
CUSTOMIZE_AUTO_RETRACT
POCKET_EXTEND

Tén chwong trinh

Ma chwong trinh

Teén tap tin mé td dudng chay dao {cutter iocation file)
Tén tap tin tredc khi gia céng

Tap tin sau khi gia cong

Kiéu quét dao

Kiéu cét

Chon mat lbi dao

Thé tich phay la phan con lai ctia khm vat liéu sau khi trir di
chi tiét gia cong

Hwéng chay dao

Chon géc két thic

Tw ddng Ui dao theo ¥ ngum dung

Mé& réng vung phay tui (Pocket)

CUT PARAM = Cac théng sb cong nghé

STEP_DEPTH
MIN_STEP_DEPTH
TOLERANCE

WALL TOLERANCE
STEP_OVER
TOOL_OVERLAP
PROF_INCREMENT
PROF_STOCK_ALLOW

Chiéu day lop cat

Chiéu day I&p cét nhd nhat

Dung sai

Dung sai mat ding

Buwdéc an dao ngang

Khodng chong nhau cta dung cu

Khoang can phay thém & cudi contour
Luong dw mat bén dé lai cho gia céng tinh

| WALL _SCALLOP _HGT ]

]

~]

— More and
uneven stock
remaining

BOTTOM _ SCALLOP _ HGT J

is %
. R
W R P S R N D e
a.z
h = scallop heigit R~ —=—
P g 2R

R = Cutter radius

=

Hinh 1-9
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BOTTOM_STOCK_ALLOW -
WALL_SCANLLOP_HGT
BOTTOM_SCALLOP_HGT
AXIS_SHIFT

CUT_ANGLE

FEED = Lweng 3n dao
CUT_FEED
FREE_FEED
SPINDLE_RANGE
RANGE_NUMBER

Lwong dw méat day dé lai cho gia cong tinh
D& nham Rz bé mat ding (hinh 1- -9}

B6 nham Rz mat day

Khoang d¢i truc toa dd

Géc di chuyén dung cu cét so véi phrong X

Luong an dao khi gia cong

An tw do khi chay nhanh

Cap tée dé quay cua fruc chinh
Sé cla cap téc dé quay truc chinh

LINTOL Dung sai x&p xi hda dwing cong thanh dwéng thang (hinh
1-10) ;
L |
P. i
Py i
‘ The cioser tolerance band - |
the faster calculation capacity |
— and block processing speed is |
Pa needed i
~———— Original conteur i
orm——nme  Linearized tool path |
Talerance band \}
—# <~ Chord error ‘
|
Hinh 1-10

CIRC_INTERPOLATION
NUMBER_OF_ARC_PTS
COOLANT_OPTION
COOLANT_PRESSURE
CUTCOM
NUMBER_CUTCOM_PTS
CUTCOM_LOC_EXIT
CUTCOM_REGISTER
FIXT_OFFSET_REG
COODINATE_OUTPUT
END_STOP_CONDITION
OSETNO_VAL
Z_GAUGE_OFFSET
ENTRY/EXIT (hinh 1-11)
RAMP_ANGLE
CLEAR_DIST
PULLOUT_DIST
LEAD_RADIUS
TANGENT_LEAD_STEP

NORMAL_LEAD_STEP

APPR_EXIT_ PATH

EXIT_DISTAMSE - : ;
OVERTRAVEL - DISTANCE
ENTRY_ANGLE
EXIT_ANGLE

Cach néi suy cung tron

S6 diém trén cung tron khi ndi suy

Chon cach bom dung dich tron ngugi

Ap suét bom lam méat dung cu céat

Cach bu trir ban kinh dao

S diém bu trir dao

Chon nei thoat daoc khi chay cé b trer ban kinh dao
Sé dang ky offset dao

Sé dang ky offset cho dd ga

Géc toa d6 xuét ra chuo'ng tinrhne .
DPiéu kién dirng ¢ diém két thuc

Gia tri cta sb offset

Offset chiéu dai dac theo truc Z

Goc di xién cla dung-cu so vi phuo’ng nam ngang
Khoéng cach an toan cho dao va phai

Khoéng riat dao ra ngoai sau khi khoan

Ban kinh tiép tuyén khi 3n dao vao contour

Khoang cach twr dung cu t&i mat phéi khi an dao vao tiép
tuyen

Khoang cach tu’ dung cu t&i mat phdi khi vao dao vudng
gé¢c

Purong.di dac khi vao dao va ra dao

Chiéu cao cla dao lic vao dao va ra dao

Khoang cach tir dao t&i phoi khi vao dao

Khodng cach tir dao.téi phdi khi ra dao

Khoang di qua

Goc di vao

Goc thoat ra
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START_MOTION Bat dau chuyén déng

1 ENTRY_ANGLE

2 LEAD_RADIUS 6 8
JLEAD IN 7
4 LEAD OUT g ' f

5 NORMAL_LEAD STEP
6 TANGENT _LEAD STEP

7 EXIT_ANGLE V/
g o |

il i A . Y
11 Open Eruﬁle ! 11 12

12 Closed profile

: _
= //%W/

2

Hinh 1-11

END_MOTION Két thic chuyé&n dong

CUT_FEED Lwong chay dao doc theo quy
dao cat

STEP_DEPTH Chiéu sau lop cét

STEP_OVER Buwéc an dao ngang
BOTTOM_STOCK_ALLOW Lwong duv & day dé lai cho gia
cong tinh

CUT_ANGLE Géc cét so voi truc X
SCAN_TYPE Kiéu quét dao

SPINDLE_SPEED
COOLANT_OPTION
CLEAR_DIST

va phdi

Toc dé quay truc chinh
Chon dung dich tron ngudi
Khéang cach an toan gitra dao

Nhung viéc nay ban hay tim hiéu sau, do vay hay chon Simlified g&

tro vé trang trwwéc. Chon File > Save dé Iy lai, dat tén file la
chedophay1. Xong chon File > Exit dé théat ra.

1.9 Chon mit phang i dao (Retract)

Chon
lwra:

= Select = Chon mat phang c6 s&n

= Create Plane = Tao mit phing Retract

* Along Z Axis = Khai bao khdang cach doc theo truc Z
Chon Along Z Axis , gé vao 4 rdi chon OK. Mat phdng Retract
xuat hién trén man hinh, song song v&i mat phang XY caa hé
toa 46 gia coéng.

1.10 Tao Volume

Xuat hién menu Define Volume v&i cac tay chon sau:
= Select Vol = Chon thé tich phay néu cé

| ! Select §

Retract Traverse

s Sudace

i Create Plane -ﬂ
{ Along Z Aas |

Enter Z Dapth

o !

Ok | |Preview| | Cancel h! '

Hinh 1-12

Done. Xuat hién clra sé Retract Selection (hinh 1-12). Trong cira sé ban c6 ba chon

* Modify Vol = S(ra chira thé tich phay c6 san
= Create Vol = Tao thé tich phay 5
= Blank = Gidu thé tich phay

=  Unblank = Thoéi gidu thé tich phay

* Shade = Cho thay thé tich phay & dang t6 bang
Vi ban chwa cé thé tich phay nao ca duoc dinh nghia, nén viéc
duy nhat 1& chon Create Volume. Xuét hién dong nhac: “ Enter

Hinh 1-13

name for the milling volume [Quitl’ G& vao Vol1 rdi nhin Enter. Chon Sketch > Extrude >

1-7
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Solid > Done > One Side > Done. Chon mét phing vé phac la mat trén cda phéi. Chon Okay
chap nhan hwéng dun xubng. Chon Right rbi chon mat phang bén phai khdi phai. Chon chuin
kich thwéc la mat phang DTM1 va DTM3. Chon Use Edge (L) > chon Loop > Chon bién ngoai
phéi réi chon Done. Chon Up to Curve rbi chi 1&n mdt canh cia thanh bén chi tiét (hinh 1-13).
Xuéat hién ba tly chon trén menu Create Vol.

=  Round = T@O bo_ tréon cac canh trén thé tich phay . ]
= Trim = Lay thé tich dinh nghia & trén trir di phan chi tiét chiém
=  Offset = Cho kich thwéc cac méat bén cia phdi tdng 1én mét lreng

8BS gqua viéc tac Round vi khéng c6 Iy do gi, chon Trim, chon chi tiét tham chiéu. Vi chi tiét
chim bén trong phéi, nén d& chon dwoc chi tiét ban phai chon Query Select bing cach kich
phai chudt 1&n trén mat phéng trén cla phéi, chon Next, khi thay chi tidt sang lén thi kich trai
chudt. Ban cling c6 thé chon Volume1.prt trén model Tree thay vi cach trén. Mat chi tiét phai
ndi dé lén. Tiép theo chon Offset tir menu Create Vol Xut hién menu Options v&i cac tuy

chon sau:
Y= Walls = Chon cac thanh bén cla Volume
=  Furfaces = Chon cac mat r&irac
=  Tool Radius = Offset mét lurong bang ban kinh dung cu cat.
=  Value = Cho gia tri tuy y, khac v&i ban kinh.
= Horizontal = Offset thec phwong ngang
= Tangent = Offsettheo phurong tiép thuyén véi cac mat bén clia Volume.

Mac dinh hé théng chon trieérc Walls > Tool Radius > Horizpntal. Hay chon Done, chap nhan.
Xuat hién mai tén chi hu:é’ng Offset ra ngdai. Chon Okay chap nhan. Vay la thé tich phay duoc
hinh thanh va ban co6 thé kiém tra dwéng chay daoc.

1.11 Play Path
Tir menu NC Sequence chon Play Path > Screen Play. Xuat hién ca s8 nhw trén hinh 1-14.

Fllz view RCL File

Hinh 1-14 Hinh 1-15 Hinh 1-16

Chon nit Play. Két glia phai dwoc nhuw hinh 1-15. Buwéng do trén man hinh chinh 1a dwéng di
chuyén clia tam méi dao phay. Ban c6 thé thay déi téc d6 chay dao trén man hinh bing cach ré
thwrée Display Speed sang trai hoac sang phai. Chon Close dé déng civa sé Play Path.

Chon NC Check > PRisplay > Run. Két qia phai dwoc nhw hinh 1-16.

1.12 Bdi mau khi mé phéng gia céng

Chon Color t& menu NC Disp (hinh 1-17) . Xuat hién menu NC Color nhu trén hinh 1-18. Y
nghia cla cac thy chon nhy sau:
= NC Sequence = Mau clia mat gia céng

= Ref Part - = Mau cla chi tiét tham chiéu
= - Workpiece - = Mau cla phdi
= Jogl . = Mauedadung cu cét.
= Fixture = Mau cla dd ga (néu co)
=  Transition ='Mau cla vung ma dung cu cat &n pham vao chi tiét tham chiéu.
=  StoreCurrent = Lwu bang chon mau thanh file
= Restore File = Phuc hbi bang chon mau
1-8



tuankhanhti@yahoo.com BK HCM 01-2008

1.0EAM QUEN VO Pro/MANUEAL T UKIINGS

hon mét trong 6 tay chon trén, sé& xuat hién mét menu mau gdbm cé 7 mau nhuw trén
Mudn mau nao ban ciyr chon mau do, thay cho mau ma hé thdng chon trrdc. Noi
) c&n phai hiéu ring chon mau la dé sao cho viéc hién thi duoc ré rang, vui mat, dé
ac vung khac nhau trén man hinh. Chon xong hay chon Run dé thor lai.
3i t§c dé chay dao khi mé phdng, chon Step Size. Xuat hién hai tuy chon

Enter = Nhap sé ’

Save
— NC Sequence
Done/Return i = Ref Part | = color 1
i
= workpieca | e i
Toal 1
= p CGolordr Invisible
Fixtures | == Color 4
- . £ Transparent
< Transition ;3 color S
= [~ Part Transp
StworecCurrent |- Color 6
Restore File ‘l = Color 7 Visible Len
Hinh 1-17 Hinh 1-18 Hinh 1-19 Hinh 1-20 )
Automatic = Tw déng.

r&ng hé thédng chon Automatic. Hay chon Enter. Xuat hién hai tuy chon ia Enter va
<4 ma hé thdng da chon trirdc. Chon Enter > g& vao 0.1 rdi nhan Enter. Chon
dé& 1am sach man hinh rdi chon Run. Trén man hinh ban thay dung cu di chuyén 4au
» ban quan sat. s
ol View. Xuét hién menu nhw trén hinh 1-20. Y nghia clia cac tuy chon nhw sau:
Visible = Trong thay .
Invisible = Khong tréong thay
Transparent = Trong suot
Part Transp = Chi tiét trong sudt )
Visible Len = Cho thay doan chidu dai dung cu cat trén man hinh khi mé
phdéng
cac tuy chon dé hiéu dwec y nghia cda chung

n& chon Clip Plane dé& chon cat mat gia cong sau khi mé phong dé kiém tra cac ving

1& chon Change Image dé& thay ddi hinh anh md phong trén man hinh.

shon Run, chon Save > nhap tén file, thi du phoi1 dé luvu lai hinh anh trén man hinh gé
5 cac buwdc gia cdong sau. File nay sé tw ddng cb dudi 1a nck. Chon Restore > Chon
i1.nck > Open sé& phuc hdi phéi da lwu. Ban hay thir cho biét.

&m tra viéc dao an pham vao chi tiét (Gouge check)

| tra viéc dao an pham chi tiét khi gia céng, ban chon Gouge Check tr menu Play
1At hién dong nhac: “Select suifaces or quilts for gouge checking” va menu Select Surf

hon lwa:

i Surfaces = Chon cac mat riéng biét trén chi
tiét ADT I

'+ Part = Chon toan bdé cac mat trén chi ; ; '{%\
tiet. /

art > Chon chi tiét Volume1.prt trén Model Tree.
ion Done > Done/Return. Xuat hién menu Gouge
/&i cac tuy chon sau:

» Surfaces -= Chon mat dé kiém tra
= Tolerance = Cho dung sai mat dé kiém
tra
= Step = Cho bu&c dé kiém tra e DEF{—;{% s
= Run = Chay kiém tra. T T T —
i ban da chon, nén khéng chen nGa. Chon -
ice. Xuit hién dong nhac: “Enter _the tolerance: Hinh 1-21

Hay cho mét gia tri dung sai néu mudn, con
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khéng thi nhan Enter ch&p nhan gia tri trén.
Chon Step. Xuét hién hai chon lwa

=  Enter = Nhap sé

= Automatic = Ty dong.
Néu ban chon Automatic, ban sé khoéng biét hé théng chon bao nhiéu. Hay chon Enter. Xuat
hién dong nhac: “Enter step size: 0.1037" Hay cho mot sb, thi du 0.2 rdi nhéan Enter.
Chon Run. Sau mét héi tinh téan, hé théng ra théng bao Ia * Tool gouges into part by -0.0012",
nghia la dung cu cat pham vao chi tiét mét long la -0.0012. Trén man hinh heé théng chira ché
pham nhw &iém 1 trén hinh 1-21. Tuy nhién néu ban cho dung sai I&n hon, thi du bang 0.002,
thi hé thdng cho biét sau khi kidém tra réng dao khéng pham vao chi tiét.
Hay chon Done/Return hai 1an tré v& menu NC Sequence. Chon Done Seq dé Iwu lai téan bd
nhirng gi ban da khai bao. Néu ban khéng chon Done Seq thi coi nhw ban d& méat céng toi.
Ban hay nhé k¥ diéu nay.
1.14 Xuat chwong trinh NC

Bé xudt chuwrong trinh NC, ]
1. T menu Machining chon CL Data. Xust hién menu CL Data. Chon NC Sequence >

Volume Milling. Operation OP010. Xuat hién menu Path nhuw trén hinh 1-22. ¥ nghia
cac tuy chon nhw sau:

=  Display = Cho chay mé phéng
= File = £3at tén file

= Rotate = Xoay hé truc toa dé
= Translate = Do&itruc toa dé

=  Scale = Khuéch dai

= Mirror = Copy ddi xtrng

= Units B8i don vi do )
2. Chen File. Xuét hién menu Output Type nhw trén hinh 1-23. Y nghia cac tuy chon nhw
sau:
= CL File = Xuét ra file CL
»= MCDFile = Xuéat ra file MCD (Machining Controf
Data)
= Interactive = Twong tac
= Batch = Hang loat o
® Compute CL = Tinh téan CL (cutter location) L i e
Chap nhan cac chon lyua mac dinh CL File va i v

Interactive, chon Done. Xuét hién clra sé Save a Copy. = cai

Trong hang New Name g6 vao Vol1 rdi chon OK. Xong  mircr @Imﬁraﬂf*’e
chon Done Output. Urits. L_JBanh

— 3. Tlr menu CL Data chon Post Process, chon file  Done oumpam (] compute cL

oo o ey

Voli.ncl > Open. Xuat hién menu PPOPTIONS v&i cac Done

chon lwa sau: _ QEZ::“'E 2% hie

= Verbose = Cho xuat hién chwong trinh NC dwoi - 2005 :
dang Text ] i Hinh 1-22 Hinh 1-23

* Trace = Kiém tra dau vét cda tat ca cac Macros

= Machin = S dung Post Processor chf dinh trong CL File

Boé dau kiém trwdc Trace vi chung tra khong ding t&i Macro rdi chon Done. Xuét hién
danh sach cac chwong trinh hau xo& ly. Cé nhiéu chwong trinh va ban khéng biét la chon
chwong trinh nao. Hay thir chon UNCX01.P12. Xuat hién théng bao: * Post processed
file voli.tap was created successfully.” va clra sé théng tin. Chon Close dé déng clra
sb nay lai. File voli. tap Ia file chwrong trinh NC, ndm trong thu muc d:\PW\Milling Ban
cé thé xem bang chwong trinh NotePad. Boan dau va cudi cua chwong trinh nhw sau:
NS5(/ VOLUME_MILL) .

N10 GO G17 G99

N15 G990 Go4 !

N20 GO G49 ’ : B

N25 T1 MO8 .

N30 S500 M03

1-40
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N35 GO G43 Z4. M08 H1
N40 Z3.6
N45 G1 X0. Y0. Z3. F30.
N50 X86. )
N55 Y.5 % a
N60 XO.
NE65 Y1.
N70 X6.
N75 Y1.5

N2205 G1 Z4.
N2210 GO X0. YO.
N2215 Z1.6
N2220 G1 Z1. F30.
N2225 XB6.
N2230 Y6.
N2235 XO0.
N2240 YO.
N2245 Z4.
N2250 M30
%o

Pay 1a chwong trinh hau xir ly viét cho hé Fanuc.

Hay lwu hd so cta ban lai. File cta ban sé& 1a volume_mill.mfg. Song song voi no la cac file

volume _mill.asm, volume_mill.tpm.tph, vol.ncl, voll.tap, vol1.mbx, vol1.ist.

1.15 Tém lwoc

Trong bai hoc nay ban da lam quen voi cac cdng viéc sau:
Chon str dung modul Manufacturring .

Tao mdt manufacturring model gdm phdi va chi tiét tham chiéu
Chon may gia cong la phay Mill 3X va chon gbc toa dd gia cOng
Biét duoc tén goi cac phwong phap gia cong trén may phay
Bié&t chon phay Volume
Biét khai bao dung cu cat
Biét khai bao ché d& cét don gidn va lam quen v&i cac thong sé cong nghé day dua
(advanced)
Bi&t chon mat phang Retract
. Bi&t tao mat Volume, biét Offset
10. Biét thuc hién mat Play Path dé thay dwdng chay dao khi gia cong-

11. Biét m& phdng qua trinh gia cdng & dang khéi dac.

12. Biét thay ddi mau sac cac dbi tong trén man hinh.

13. Kiém tra viéc dao an pham vao chi tiét.

14. Biét chon chuwong trinh hau xr ly va xuat chuwong trinh NC
Ban thay thé nao? C6 nam dwgc van dé khéng? Néu chwa nam duoc, hay quay lai te dau va
thwc hanh lai bai hoc nay cho dén khi thuan thuc. Chic ban thanh cong.

©E NOORWNS

dé mé réng Volume va Trim gé trir di vat liéu chi tiét.
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