Mmasa 3 PyyHoe ynpaBneHue

FnaBa 3 Py4yHoe ynpaBrieHue

MpumeyaHue!
®yHKUMM KNnaBuw cTaHOYHOW naHenu 980TDa onpepgenstoTcs B
COOTBETCTBUM C Nporpammon PLC (MHOro3BeHHbIe cxeMbl), noXxanymncra
obpaTuTechb K pyKOBOACTBY OT U3rOTOBUTENSA CTaHKa Ans
onpeaeneHnsa Nx pyHKLMOHANbLHOIo 3HaYEeHUA.
Cnepyrowme pyHKLMM ANA MALUMHHBIX KNaBULW NaHenu
onucbIBalOTCA B cTaHAapTHbLIX nporpammax PLC gna 980TDa!

i
HaxmuTe knaeuwy, . ™WA/ 510 BBOAUT pexmm Manual. B aToM pexvme MoryT 6biTb BbINOSHEHbI ONepaLuu:
PYYHOI nogayu, WNMHAENbHOM YrpaBneHun, HacTpoike PeryrnmpoBok, CMeHa MHCTPYMeHTa U T.4.

3.1 [OBwxeHue KoopanHaTtHbix Ocen

B pexxume Manual 2 koopaMHaTHbIX OCKU MOTYT ObITb MEpPeEMELLEHbI OT PYYHOIro YNpaBneHus Ans nogadm u
ObICTpOro xoaa.

3.1.1 PyyHas Nopaua

Haxxmnte n OepXunTe ynpaenaoLlyo KnaBuLly nnn nop,aq no ocu X Bbl6paB nogavy ocu B

NONOXUTENbHOM U OTpULUAaTeribHOM HanpasJiEHUN

B #
D[ | |2

Yl

[Bv>keHne no ocn ocTaHOBUTCS npn OTNyCKe KriaBuLLUN.

Haxxmunte n OEepXNTe ynpaBrdAoLLyto KﬂaBMmy,u nnn LJ nogaymv no ocun Z Bbl6paB nogadvy ocu B

NONOXUTENbHOM UM OTpUUATENbHOM HarnpaBIlieHUN.

[Bv>xeHne no ocn ocTaHOBUTCS npn OTNyCKe KrnaBULLUN,

HaxxmuTe 1 aepxute ynpasnsioLwyo Krnasuwly, nnu nogaun no Ocm Y BbIGpaB nogadvy ocu
B MOMOXWUTENbHOM UMW OTPULIATENbHOM HanpasneHnn.

[BWKeHne No ocm OCTaHOBUTCS MNMPU OTNYCKE KNaBuLLN.

Takke 3 ynpasnstowmx knasuwn Ocen X, Y, Z MOryT HaXUMaTbCs OQHOBPEMEHHO, 4Tobbl  3Tu 3 ocw,

nepemewjarnncb ogHOBPEMEHHO . OTtmeHa nogauu B pearibHOM BpeMEHU ABITAETCA aKTUBHOWN.

B pexume Manual, Haxmute knasuwy, ") ytoBbl cBETUNCA |/|H,u,|/||<aTopQ "Ly st0 BBOOUT PEXUM
Py4dHoro 6bicTporo xoga.
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3.1.2 Py4HoM GbICTPLIN XO4

Haxxmnte n gepxute Haxatomn
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B Onoke knaeuu NnoKa He 3acBeTUTCAH

MHONKaTOop 6bICTpOFO xona. Ocb X MOXeT ObITb 6bICTpO nepemMelleHa B norioXnTenbHOM UM oTpulaTteribHoOM

HanpasneHnn nNpu Haxnme ynpaBnmou.l,eVl KriiaBuLIN oCH,
[lBv>KeHne no ocn ocTaHOBUTCS npn OTNyCKe KrnasBuLLUN.
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Haxxmunte n aepxuTe Ha)kaTon ynpaenAwLWyo Knasuuly,
Ocb Z moxeT bbITb 6bICTpO nepemMelleHa B nosfioXXMTeribHoOM Unn oTpunuaTtesibHOM HanpaBiieHnn. [BmxeHne no

OCH OCTaHOBUTCA NpPU OTMYCKE KriaBULLUN.

Haxxmunte n aepxute Ha)kaTown ynpasnaAwLyo KrnasuLly,
Ocb Y. MoXeT bbITb 6bICTpO nepemelLleHa B noJioXXUTeNbHOM U1 oTpuuarteribHOM HarnpaBlieHUun,
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[BWKeHne No ocm OCTaHOBUTCA MPU OTNYCKE KNaBuLLW;
Takke 3 ynpaenswowmx knasuwm Ocen X, Y, Z MOryT HaXumaTbCs OOHOBPEMEHHO, 4YToObl 3TM 3 ocy,

nepemeLljanncb 0OgHOBPEMEHHO. EbICTpa‘il OTMEHa B pearibHOM BpeMEHU ABIIAETCA aKTUBHOW.

B Py4yHOM GbICTpOM peXvme, HaXXMUTE KnaBuLly,

PP JuTOBbI  MHAMKATOP O "L, we ceetuncs u

ObICTpbIN X04 OyaeT HeakTuBeH, OyaeT oObIYHbIA Py4YHON pexum nogadw.

MpumeyaHue 1, Ecnn He BbINONHsAETCA BO3BPAT K KOHTPOJIbHOM TOYKU, MPU BKIKOYEHUU NMUTAHUA UIU
npu omKaTUN aBapUMHOWN KHOMKM , MOCKOJbKY KilaBuLa ObICTPOro xoAa BKIKOYeHa (CBeTUTCA
MHAMKaTOpP), pyYyHas nogaya unu ObicTpas xop onpegensitorca BITO (ISOT) paspsgHoro

napameTpa N0.012 aton cuctembl GSK980TDa.

Mpumeyvanue 2 B pexxume Edit/MPG, knaBuwa

3.1.3 PerynupoBka noga4iu

N7

FEEDRATE
OVERRI DE

B pexume Manual, knaeuwa Unm B Gnoke MOXeT ObITb HaxaTa, 4ToObl

M3MEHUTb PYYHYIO pPeryrnnpoBky nogayu, eCtb 16 waros perynmnpoBaHua.

CoOoTHOLLEHUS MoKa3aHbl B

Tabnuue:

PerynupoBka
nogauu (%)

Mopgaya (MM/MUH)

0

0
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Mmasa 3 PyyHoe ynpaBneHue

PerynupoBka
Mogaya (MM/MUH)
nonauu (%)

10 2.0
20 3.2
30 5.0
40 7.9
50 12.6
60 20
70 32
80 50
90 79
100 126
110 200
120 320
130 500
140 790
150 1260

I'IpwmeanMe owunbkKa cocTaBnsieT npwﬁnuszeano 2 %, [nA gaHHbIX B Tabnuue.

B py4YHOM 6bICTp0M xogen MOXHO HaXaTb KiaBulla nnn B Onoke knaeuw

© o © ©

58]

(Tarke, KnasuLwK o 2o *e cooTBeTcTBYHOLLEen perynmposkor FO, 50%, 100 %), 4Tobbl
n3MeHuTb ObIcTpyto nogady. Ecte 4 yposHsa: FO, 20 %, 50%, 100 % ansa perynuposku. (FO, yCTaHOBMNEHHbIN

napametpom N0.032 AaHHbIX)

BbicTpas oTMeHa SiBMSeTCS aKTUBHOM MPU CNEQYHOLLMX YCIOBUSX:
(1) GOO 6bIcTpoe No3uLMoHMpoBaHue (2) BbICTpoe NO3MLMOHNPOBaHKE B 3adPUKCUPOBaHHOM LMKIE
(3) 6bicTpoe nepemelleHve nog G28 (4) py4Ho BbICTPLIN X04

3.1.4 C6bpoc oTHOCUTESNbHbIX KOOpPAUHAT

POSITION
1) HaxaTtb Knasuwly 4YTODObI BBECTU I/IHTep(beIZC NO3NLUMNOHNPOBaAHUA, 3aTEM HaXXMUTE KraBulla

a) (B

4yTO0ObI BLIOpaTh cTpanuuy RELATIVE POS;
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RELATIVE POS

00008 NOOOO

U 16.539

49.068

RELATIVE POS

00008 NOOOO
U 0.000
W 49,0638

SSPM SHIN 0000
SEPM SMAX 9999
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0099
0999

MDI

RELATIVE POS

00008 NOOOO
U 0.000
0.000

SMIN 0000
SMAX 9999

W

SSPM
SEFM

0099
0999

MDI

GSK980TDa Turning CNC System

00008 NO0OO

G01 G96 G98 G21 G40
MO03 50000 F0010

PRG.F : 500
ACT.F 500
JOG F

FED OVRIL:

RAP OVRI:

SPI OVRI:

PART CNT:

CUT TIME:

Q0008 NOO0OD

G001 G96 G98 G21 G40
MMO3 50000 F0010

PRG.F : 500
ACT.F
JOG F

FED OVRI:

RAP OVRI:

S5PI OVRI:

PART CNT:

CUT TIME:

S 0000 T 0000
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Mmasa 3 PyyHoe ynpaBneHue

3.2 Opyruve onepauuu PyyHoro ynpaeneHus

3.2.1 WnnHaenb npoTtume YyacoBom CTpesiky, no YyacoBom cTperke, ynpaBneHMe OcTaHOBKM WNMHAENA

i

: B pexxkume Manual WwnuHaens BpallaeTcs Brepes Npyu Haxkume 3TOM KnaBuLLIK;

O

ST®): B pexviMe Manual LUNMHAENb OCTAHABMMBAETCS NPU HAXUME 3TOM KNaBULLIK;

A

B pexunme Manual wnuHaens BpawaeTca Ha3ag npu Haxnve 3TOW KNaBWLLIN.

3.2.2 Tonvok lUnuHgens

Koroa BIT7 paspsgHoro napametrpa No0.175 paBeH 1, NpuM HaxXume STOM KNasBuLLW, WHAMKATOP

CBETUTCA, N WWNNHAENb HaxXoaAnTCA B pexunme JOg.

Mpu pexvme Jog, Npu HaxaTon knasuLle, Y Wwnungens BpallaeTca MeASieHHo Bnepen Ha YacTb
]
0bopoTa,; Npu HaXaTon KnaeuLle WY nuHoens BpallaeTcs Hasaz MeANIeHHO  Ha YacTb o6opoTa. Bpewmst
BpaLLeHUsa 1 CKOpOCTb yCcTaHasnmaaloTca napameTpom No.108 1 Ne 109 faHHbIX COOTBETCTBEHHO.

Ecnu BIT7 paspsigHoro napameTtpa No.175 paBeH O ( KnaBuLla CMasku), UM MHOAUKaTop Ansi He

CBETUTCHA, = aTa (byHKLI,I/IFl HeaKTuBHa.

3.2.3 YnpaBneHue OxnaxpgeHnem

©

OAING): B peskme Manual, HaxMUTe 3Ty KNaBuLLy, OXNaXaeHNe  BKM\BbIKII.
3.2.4 YnpaBneHue CmasbiBaHUA

1 HeaBTOMaTM4YeECKOE CMa3biBaHUe
DT17 =0: [na HeaBTOMaTM4YeCKOro cMasblBaHusl

Ecnu paspsagHbii napametp No.175.7=1, knaesuwa ncnonb3yeTca And Tonyka WwnnuHaens

Ecnu paspsagHbii napametp No.175.7 =0, knasuwia ucnonb3dyeTca Ang cMasku
(e

Ecnv napametp gaHHbix No0.112 = 0, npyv HaxXume KnasBuLLK,
CMasblBaHWEe OTMEHSIETCS NPU HaXMMe 3TOr KnasuLLM CHOBA.

CMa3biBaHMe BKI1HO4aeTCA.

MalumHHaga yHkumMa M32 ans BkroYeHst cMasbiBaHusl, U M33 Ansg oTMeHbl CMa3sblBaHUS.
Ecnu napametp pAaHHbix No0.112 > 1, 370 37O onpegensieT BpPeMsi CMasku, Npu Haxume

KnaeuLn, =
OaHHbIX No0.112;

cMasbiBaHMe BkItovaeTcs. CMaska OTK4YaeTcs nocrne BpeMEHN yCTaHOBKM NnapamMmeTpom

Mpu BbINONHEHUM M32 CcMa3sbiBaHWEBKIMIOYAETCS, M BbLIKMOYAETCS MNOCMEe BPEMEHU YCTaHOBKU
napameTpom AaHHbix N0.112. Ecniv Bpemsi yCTaHOBKM elle He BbIwno, M33 BbINOMHAETCS, YTOObI OTMEHUTH
CMa3Ky.

2 ABTOMaTU4YECKMX CMa3bliBaHUue
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DT17> 0: [ns aBTOMaTM4eCcKOro CMasblBaHUsi MOryT ObiTb YCTaHOBMEHbI: BpeMsi cmasbiBaHud DT17 u
BpeM4 MHTepBasna cmasbiBaHna DT16

Mocne Toro, kak cucteMa GSK980TDa BkMoyaeTcsi, CMaska BKIOYAETCA Ha BPeMsi, YCTaHOBNEHHOE
DT17.. Nocne nHTepBana, yctaHoBneHHoro DT16, cmasbiBaHWe OTKMoYaeTcs. Takum 06pa3oM 3TO LIMKIMYECKN

noBTopsieTcs. B aBToMatnyeckoMm cMmasbiBaHUM Kogbl M32, M33 Tak XKe Kak 1 Knasuwa HeaKTUBHbI.

3.2.5 Py4yHas CMeHa MHCTpyMeHTa

B pexunme Manual, npn Haxunve 3TOM KNaBuLN, MHCTPYMEHT MOXHO CMEHUTb BPY4YHYHO C

nocnenoBaTenibHOCTbIO: (ECNU TEKYLLMA UHCTPYMEHT - HomMep 1, npyu Hakume 3TOM KnaBuLW, 3TO
nsmeHsietca Homepom 2; ecnv TeKyLMn MHCTPYMEHT - Homep 4, npu HaxuMe 3TOW KraBuWLLWM, OH
n3meHsieTcs Homepom 1),

3.2.6 PerynupoBKa CKOpPOCTM LUNUHAENs

B pexnme Manual, ecnun LWNUHOENBHON CKOpPOCTbHO ynpasendaeTt aHarnoroBLIN  BbIBO4 HanpsaXeHud,

SPINDE
O/ERRIDE

I'Ipvl HaXnmMe KrnaBuLlin nnn B Groke, LinnHaenbHaaA CKOPOCTb MOXET ObITb

N3MeHeHa KOPPEKTUPOBKOW B peanbHOM BpeMEHU, Y KOTOpoKr ecTb 8 ypoBHen 50% ~120%.

LnnHaenbHaa CKOPOCTb MOXET ObITb M3MEHEHa
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