maBa 12 MNpumep 06paboTkm

FnaBa 12 NMpumep obpaboTku

3aroTtoeka pa3mepom ®136x180 MM, kak NOKa3aHO PUCYHKa:
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Puc. 12-1

CT1aHOoK C 4-X NO3MLIMOHHbBIM pe3uenepxarernem, Kak rnokasblBaeTcs B cnep,yrou.l,eﬂ Tabnuue:

Homep .
dopmMa MHCTPYMEHTa KommeHTapumn
MHCTPYMeHTa
No.1 Pe3seL anst yepHoBown 06paboTkn
No.2 Peseu ans uictoBor 06paboTku
KaHaBO4YHbIN peseu, LwnpuHa
No.3
WHCTpYMeHTa 3 MM
Peseu ons Hape3aHust pe3b0Obl,
No.4
yron 60 °
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12.1 NMporpammupoBaHue

GSK980TDa TokapHas CNC

YCcTaHOBUTE CUCTEMY KOOPOUWHAT 3aroToBKUW Kak Ha Puc.12-1 cornacHo npoueccy mexaHudeckon obpaboTkm

M Kodam, BB€EeHHbIM B 3TOM PYKOBOACTBE. Warn nporpamMmmMumnpoBaHua Kak crenyert 13 Tabnuupl:
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0

GO0 X150 Z50;

M12;

M3 S800;

M8§

T0101;

GO0 X136 Z2;

G71 U0.5 R0.5 F200;

G71 P0060 Q0150 UO0.25

WO0.5;

GO0 X16;

G1 Z-23;

X39.98;

W-33;

X40;

W-30;

G3 X80 W-20 R20;
G2 X120 W-20 R20;
G1 W-20;

G1 X130 W-5;

G1 W-25;

GO0 X150 2185;

T0202;

G70 P0060 Q0150;
GO0 X150 Z185;

T0303;

GO0 Z-56 X42;
G1 X30 F100;
G1 X37 F300;
G1 X40 W1.5;
GO0 X42 W30;
G1 X40 ;

G1 X37 W1.5;
G1 X10;

GO0 X17 Z-1;
G1 X16;

G1 X14 Z0 F200;

Mma nporpammbl

MosnumoHnpoBaHre Kk BbicoTe Ge3onacHocTu
011 CMEHbI UHCTPYMEHTa

3axum naTtpoHa

3anyck wnuHgensa co ckopocTbto 800 06/MUH
BkntoyeHve oxnaxageHus

3ameHa nHctpymeHTa  Ne 1
MosvnumoHnpoBaHue

YepHoBOE To4YeHME cbeM 1 MM 3a nNpoxog

0,5 MM npunycka no ocsam X n Z

Mo3numoHnpoBaHmne

ToueHne ®16

Topeun

ToueHune ©39.98

Topeun

ToueHune ®40

To4veHue Bbinykroun cgepsl

TouveHune BorHyTomn cdepsl

ToueHne ©120

ToveHue KoHyca

ToueHne ©130

KoHel, 4epHoBoOM 00paboTkm M BoO3BpaT kK
TOYKE CMEHbI UHCTPYMHITA

3ameHa MHCTpymeHTa Ha Ne 2 1 BbINnonHeHne
cMeLLeHuns

UunctoBas obpaboTka

YepHoBas 0bpaboTka 3akaH4MBaAETCA U Ha3ag
K TOYKE CMEHbI UHCTPYMEHTA

3ameHa MHcTpymeHTa Ha Ne 3 1 BbINnonHeHue
cMeLLeHuns

Mo3uumoHnpoBaHue

TouveHue kaHaBku ® 30

BosspaTt

CHsaTtune dacku

No3nLUMOHNPOBaHME

CHaTtune dackm
ToyeHmne kanasku ¢ 10

CHsaTtune dacku
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maBa 12 MNpumep 06paboTkm

NO0280 GO0 X150 Z50; Bo3sBpaT Kk TO4Ke CMeHbl MHCTPYMEHTa

N0290 T0404 S100; 3ameHa MHCTpyMeHTa Ha Ne 4 n usmeHeHue
ckopocTtu wnuHgenst 100 o6/MuH

NO0300O GO0 X42 Z-20; Mo3uumoHnpoBaHune

N0310 G92 X39 W-34 F3; Linkn Hape3aHus pe3bbbl

N0320 X38; CHaTtne 1Mm ans 2-ro npoxoga
CHatmne 1Mm ans 3-ro npoxoaa

NO0O320 X37;

N0330 X36.4; CHsaTtue 0,6Mm ans 4-ro npoxoaa

NO0332 X36; ChsaTtue 0,4mm ans 5-ro npoxoaa

NO0340 GO0 X150 Z50; BosBpaT K To4ke CMeHbl MHCTPYMEHTa

N0350 T0100 UO WO; 3ameHa MHcTpymeHTa Ha Ne 1 1 BbINonHeHne
CMeLleHus

NO0360 M5; BbikntoyeHue wnuHaens

N0370 M9; BobikntoueHue xnagareHTa

NO0380 M13; Pa3xnm natpoHa

N0390 M30; KoHubl nporpammbl

12.2 BxogHble faHHble NporpaMmmbl

12.2.1 NMpocmoTp CoxpaHeHHoM lNporpammbl

PROGRAM
B apyrom pexume, Kpome pedakTUpOBaHWUs, aXMuTe KJ'IaBI/IHIy, YyToDObl BBECTU WHTEpdeENc

Mporpammel, BbIOGpaTh cTpaHuyy PRG LIST (cnucok nporpamm) npu Haxume UK Kak

crnepyer:

PEGLIST

B BbILLIeyFIOMFlHyTOIZ CTpaHuue MMeHa COXpaHeHHbIX nporpaMmm mMoryTt ObITb pacCMOTpPEHbI A4 TOro, YTOObI

nepemmMmeHoBaTb HOBYIO NMporpamMmmy.

12.2.2 Co3paHue Hoeow MNMporpammsbi

PROGRAM
B Pexvnme penaktMpoBaHUS, HaXXMWUTE KIIaBHIIY, yTo6bl BBECTM cTpaHuuy PRG CONTENT
(MHOOPMALIMOHHOIO HAMONHEHUA PRG), Kak NokasbiBaloT HUXE:
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S I B I GSK980TDa TokapHasi CNC

PRG CONTENT ROW:: COL:1 INS ©O0008 N0000

Q0008 {CNC PROGRAM.20071020); G01 G96 98 G21 G40
G50 X MO03 S0000 FO010

00 Z100 F200: PRG.F - 300
2 U100 W50 R50; ACT.F 500
JOG.F

60 X0 20s FED OVRE:
X100 Z100; RAP OVRE:
M30; SPI OVRI

PART CNT!
CUT TIME:

05

5 0000 T 0000

Haxmute knasuiy ap,peca,@ BbIDEpPUTE HOBOE MMSI, KOTOPOrO HET B 3TOW cTpaHuue (To ectb 0001),

SR S
n Ha6ep|/|Te ) n Knasuie nocrnegoBartenbHoO, 4Tobbl co3aaThb HOBYIO

nporpamMmmy, Kak crnenyroune nokasbl CTpaHuUbl:

PRG CONTENT ROW:2 COL:1 INS Q0001 NO00O

Q0001 (O 0001) G01 G96 598 (21 G40
103 S0000 FOO10

w
O
o)
=
N
(®)
T
(1)
=
)
=
o
=)

PRG.F : 500
ACT.F 500
JOG. F

FED OVRL

RAP OVRL

SPI OVRL

PART CNT:

5 0000 T 0000

BeeauTe TeKCT Nporpammbi.
MepBas cTpaHuua MporpamMmbl Nocne pegakTUpoBaHus:

PRG CONTENT ROW:10 COL:13 INS 00001 NOO35
00001 (O 0001) ; G01 G3o. 098 (321, G40
N0000 GO X150 Z50; MO03 50000 F0010
NOOOS M12; PRG F

NOO10 M3 S800; ACT.F

NOOL5 M8: el y

N0020 T0101; FED OVRI:

_ ) RAP OVEI:
2 71 U0.5 y 2004
N0025 G71 U0.5 R0O.5 F200: SPI OVRI:

NO0030 G71 P0060 Q0150 U0.25 W0.5; PART CNT
NO0035 GO X16; CUT TIME:

EDIT 5 0000 T 0000

VIHCbOpMaLI,MOHHOG HanoJiHeHune D,pyFOVI nporpamMmMbl MOXeT ObITb pacCMOTpPEeHO MNMpn HaxXnme

niIn .
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maBa 12 MNpumep 06paboTkm

12.3 KoHTponb lMporpammel

12.3.1 YcraHoBka 'pacdhnueckux NapameTpoB

Haxmute wmapumy, (7 yToObl BBecTu [pacmyeckun wuHTepdenc, 3atem HaxmuTe

"D
I/IJ‘II/I, yTobbI BbIGpaTh cTpaHuuy GRAPH SET, elle HaxaTb kiaswiy, Mi) yTOObl BBECTU PEXUM

MDI, cTpaHuLe NokasbiBalOT KakK HUXE:

zFAPH PAPANETER

Haxmute @ mn,@ YTOObl MEepemMecTUTb Kypcop, 4YToObl ycTaHoBUTL anemeHTbl “COORD
OPT”, “X MAX”, “Z MAX”, “X MIN”, “Z MIN” B atoin cTtpaHuue (anemeHTtbl “SCALE”, “CENTER” 6yayt
YCTaHOBJIEHbI aBTOMAaTUYECKN ).

Hwxe npvMep ans ycTaHoBku rpacpmueckoro  napametpa “ X MAX”;

1. Haman:@.@ YyTOObI MepemMecTUTb Kypcop B nomnoxeHue mo “ X MAX?”,

2. Pa3MepHOCTb 3aroToBkM cocTaBnsaeT 135 MM, BBOO 3HAYEHUS AOMKEH COCTaBUTb HEMHOro Gonblue

N
yem 136 MMS, 3gecb ycTtaHaBnueaetcs 150 MM, KnasuLwamm rnocnenosaTternbsHo;

INPUT
3. Torga HaXkMuTe KiIasuuly, . N CTpaHuLIE NOKa3bIBAKOT KaK HUXKeE:

GRAPH PAPAN

YcTtaHoBute opyrme napameTpbl KakK CKa3aHO Bbille, CTpaHuue nocne yCTaHOBKM B 3TOM MpuUmMepe
NOKa3bIBAKT KakK criefyrLlee:
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GRAPH PAPAMETE

|
=

12.3.2 KoHTtpons lNMporpammsl

Haxxmute ‘ @ ‘ W, @ ‘ ytobbl BBecTn cTpaHuyy GRAPH TRACK, HaxaTb ximasuuly,

(0 @} (o]
we | we)p | | D
4yTOObl BBECTM pexuM Auto, HaxaTtb, \FST W) [ WHIELK ) - [ ORY RN JyToBbl 3aropenncb MHAUKaTOpbl GrOKMPOBKM

O O O

w
O
o)
=
N
(®)
T
(1)
=
)
=
o
=)

»a

MST
. . Ju
MST, .‘. MalunHHON GOKMPOBKY, MpPOGHbIA MPOrOH COOTBETCTBEHHO 33 obnact naHenwu.

@
Haxxmute KJIaBHIILY, YTOObI 3anycTuTb MPOPUCOBKY, 3aTeM H.&KMUTE KIIaBuIly, \CYGLE START YTOObI

BbIMNOJTHUTb NporpamMmmMy aBTOMaTU4eCKH,

[BmxeHne HCTPpyMEHTa 6y,u,eT 0To6pa>|<eHo, n nporpamma 6y,qu npoBepeHa.

X 150.000
Z  50.000

5 0000 T 0000

Ecnu ecTb owmbka B NyTW nporpamMMbl, caenante Nouck owMGoK B NporpaMMe U U3MeHUTe Mnporpammy.
Torga coenaiTe Opyrol KOHTPOMb ONsl NporpaMMbl Kak ykasaHo Bbllle, Moka owubka He ycTpaHsieTcs. B

S
nHTepdperice Graghic, HaxMWTe KIHOY Ha naHenu, 4Tobbl 3anyCcTUTb MPOPUCOBKY, WM HaxaTb

Knasuuly, 4TOObI OCTAHOBUTL NPOPUCOBKY, UIN HaXXaTb KnasBuLly, YTOObI OUMCTUTL NPOPUCOBKY.

12.4 YcraHoBka MHcTpyMeHTa u BbinonHeHue

1.MepemecTnTe MHCTPYMeHT B Be3onacHoe nonoxeHve(nosuumio), BoinonHute komaHgy T0100 UO WO B

ctpannue PRG STATE pexunma MDI, n oTMEHWUTE CMELLLEHNE UHCTPYMEHTA;
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maBa 12 MNpumep 06paboTkm

2.I'IepemeCT|/|Te MHCTPYMEHT OGnuxe K 3aroToBke , YTOObI TOUNTb TOpeLl,

178

Z axis

®135

. 1)

; X axis

3.YCcTaHoBUTE UHCTPYMEHT NpY HEMOABWXKHBLIX OCAX X U Z, OCTaHOBUTE WNUHAENb, BbinonHute G50 Z0 B
ctpanHuue PRG STATE pexuma MDI, 4to6bl ycTaHOBUTL koopamHaTy Ocm Z;

4. MepekntounTtech, Ha cTpaHnyy TOOL OFFSET u Beectn Z0 k Ne 001 cmeLleHus;
5. NMepemecTuTe UHCTPYMEHT U caenanTte ero, 4Tobbl TOUUTL  AnameTp;

178 |

71jﬁ !

Z axis

®135

f ‘X axis j

6. PacnonoxuTe WMHCTPYMeHT BAonb Z He nepemeltast no X , OCTAHOBUTE LUNWHAENb, U3MEpbTe
pa3mMep BHeluHero anameTpa ( Tpebyembii pasamep coctaenset 135 mm);

7. BbinonHute komaHgy G50 X135 B ctpaHuue PRG STATE pexuma MDI, 4tobbl ycTaHOBUTL KOOpAMHATY
X ocy;

8. Mepekntountech Ha ctpanHuly CMELLEHNA MHCTPYMEHTA, v Beegute X135 B Ne 001 cmeLleHus;

iz

9. MNepemecTUTe WMHCTPYMEHT B 0Ge3onacHoe MOonoXeHWe(Mo3uumio), 1 HaxMuTe knasuwy G g
pexxume Manual, 4To6bl ycTaHOBUTL MHCTPYMeHT  Ne. 002;

10. 3aI'IyCTI/ITe wnmHaenb n nepeMectute MHCTPYMEHT B HadalibHYKO TOYKY, KakK B crniefyiLwieM pUCcyHke;
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178

Z axis

®135

;'J, J
vy} X axis
o
o
: 11. MNepekntounteck, Ha ctpaHuuy TOOL OFFSET, nepemectutb kypcop B Ne 002 cmelleHns 1 BBECTU

X135 Z0;
@] 5
$ o
o 12. TepemMecTute WHCTPYMEHT B Ge30MacHOE MONOXEHNE(NO3NLMIO), U HaxmuTe knasuwy (oG g
g: pexmme Manual, 4yTo6bl ycTaHoBUTE MHCTPYMeHT Ne. 003;
S 13. 3anycTuTe WNUHAENb U NepemMecTUTe MHCTPYMEHT B Ha4anbHY0 TOUKY, KaK B CrieytoLLeM PUCYHKE;
178
_1_ !
-

®135

Z axis

A

4" b

X axis |

14. MepekntounTechb, Ha ctpaHuuy TOOL OFFSET, nepemectutb kypcop B Ne 003 cmelleHus n BBECTU
X135 Z0;

15. NepemecTuTe MHCTPYMEHT B 6Ge3onacHoe MNOMNOXeHWE(MO3ULMIO), U HaxmuTe knaBuwy XIS
pexvMe Manual, 4To6bl ycTaHoBUTL  MHCTPYMeEHT Ne. 004;

16. MNepemecTNTE MHCTPYMEHT B B HAYarnbHYI0 TOYKY, KaK B CIIEAYIOLLIEM PUCYHKE;

B
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y | 178 |
v—l | |

®135

Z axis

o |

X axis

17. MepekntounTechb, Ha cTtpaHuuy TOOL OFFSET, nepemectutb kypcop B Ne 004 cmelleHust n BBECTU
X135 Z0;

18. TllepemecTuTe WHCTPYMEHT B Oe3onacHoe MonoXeHne(nosuuuio) mnocrne Toro, Kak YCTaHOoBKa
WHCTPYMEHTa 3aKaH4MBaeTCs;

19. Haxmwute KHaBHIHy,@ 4yTOObI 3aNyCTUTbL MexaHU4eckyto 06paboTky B pexume Auto;
20. Ecnn ecTb kKakasA-HMOyOb owmnbka Mexay MNpPOEeKTUPOBaHHbIM WM (DAKTUYECKMMU PasMepHOCTAMMU,
CMeLLleHNe UHCTPYMeHTa MOXeT ObiTb M3MEHEHO, Noka pa3Mmepbl  He ByayT B npefenax Aonycka.

I'Ipwmeqal-wle HaMMMTe@),@ 4yTOObI cAenaTb aBTOBbLINOJSIHEHME, YTOObI Aenatb naysy, ecnu

BO BpeMs MexaHu4yeckon o6paboTkm Heobxogum nepepblB B paborte. Takke, ecnu

Redeh
o / o o
Ype3BblHanHad CcUTyauuda NpPoOUCXoOuUT, HaAXMMaKOT KnaBmuy N KHOMKY aBapunMHOu
OCTAHOBKM, ‘-ITOGbI OTKNHOYUTb NUTaHNEe U 3aKOHYUTb BbINOJIHEHUE NporpamMmmbl.
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