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3.2 Gia Cong Long Khuon

3.2.1 Chon Iénh Mill gia cong phay
3.2.2 Cac Toolpath gia cong long khuon
3.2.3 Xuat chwong trinh G-Code
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3.2 Gia Cong Long Khuon

» MUC TIEU.
- Trinh bay dwocC chuc nang cac toolpath
- Trinh bay dwoc cdch xudt G-Code ChOAm:l%NC

- Thao tac dwoc cac lénh gia cong long khuon.

- Thuc hi¢n dwoc xudt ma G-Code cho mday CNC

Ung dung 5S cho phong hoc, I6p hoc gon gang va hop 1y.

Bdo qudn mdy méc va cdc trang thiét bi.
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3.2 Gia Cong Long Khuon

3.2.1 Tw menu chon 1énh Mill

jte Tools  View  Applications Ml EMX General EMX Components

]1}? Re-rough  1? Finishing 9 Round ]];? H5M Rest Rough
Roughing Trajectory |
v (& ProfileMillng I, Comer Finishing pfijing (3 Chamfer | L* HSM Finish

T Face = Surface Milling (/] Engraving ]T}? H5M Rough & H5M Rest Finish

Milling * High Speed Milling
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3.2 Gia Cong Long Khuon
» Cac Toolpath

TT Toolpath Chirc nang
1 Face Gia cong phay khoa mat chi tiét
2 Volume roungh  Gia cong bién dang theo vung thé tich
3 Profile milling  Gia cong theo bién dang
4 Pocketing Gia cong phay tail / hoc 2D
5 Chamfer Phay vat mép
6 Round Phay bo tron cac canh chi tiét
7  Holemaking Cycles Gia cong khoan 10, taro
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3.2 Gia Cong Long Khuon

I;Thu:’ tu gia cong long khuén

Gv Nguyén Tién Diing



3.2.2 Cac Toolpath gia cong long khuon

TT Toolpath Chirc nang
Budc 1 Face Gia cong phay khoa mat chi tiét
Bugc2  Volume roungh  Gia cong bién dang theo vung thé tich
Buéc 3 Pocketing Gia cong phay tui / héc 2D
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3.2.2 Cac Toolpath gia cong long khuon

» Buwoc 1. Chon Iénh Face phay khéa mat

. Tu menu chon Mill > Face > Reference > chon mit KA

T | 01: 04085 * o ) NCCSOFICSYS)

Parameters

Clearance
KY* > Vv R v
EO Model Tree _, Folder Browser | o | Favorntes
Model Tree T-E-
4 AN

L] MFG0003.ASM
T NC_ASM_RIGHT
L7 NC_ASM_TOP
LT NC_ASM_FRONT
= NC_ASM_DEF_CSYS
» LJ KAPRT
J ACs0

[¥ MILLO1

J- NC.CSO

JJ ororo Loy

e

3 Mill Window 1 [Window]
% Insert Here

oJ TFace Mitling 1 [OPO10]

H-n & x

ap
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3.2.2 Cac Toolpath gia cong long khuon

» Buwoc 1. Chon Iénh Face phay khéa mat

. Chon Parameters setup cac thong s cong nghé

T 01 D40RE v oé L. NC_CSO:FO(CSYS)

z : 5 | ~ 3 _
Reference \ Clearance |  Options ‘ Tool Motions Process Propertie

‘_‘n\m-”--:‘ﬁviz! v

§0 Model Tree _l Folder Browser | "« | Favorites |

Model Tree | ﬂ X ®
7 <|v +

L MFG0003.ASM
£J NC_ASM_RIGHT
L7 NC_ASM_TOP
L7 NC_ASM_FRONT

T Al ACAL NELC FFCVC
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3.2.2 Cac Toolpath gia cong long khuon

» Buwoc 1. Chon Iénh Face phay khéa mat

. Chon Parameters setup cac thong s cong nghé

Parameter Name Face Milling 2
CUT_FEED 400
FREE_FEED

RETRACT_FEED 600
PLUMNGE_FEED

STEP_DEPTH 1
TOLERANCE 0.01
STEP_OVER 25
BOTTOM_STOCK_ALLOW

CUT_AMGLE 0

EMD_OVERTRAVEL

START_OVERTRAVEL
SCAN_TYPE TYPE_1
CHUT TYPF LHPCLT

Lo | L]
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» Buoéc 1. Chon Iénh Face phay khéa mat

Chirc nang cac théng sd co ban sau:

CUT_FEED: Téc do di chuyén ban may X-Y.
STEP_OVER: Xac dinh khoang cach dich chuyén
dung cu theo phuong ngang X-Y.

STEP DEPTH: Chiéu sau mét 14t cat.
SCAN_TYPE: Chon kiéu duong chay dao.
CLEAR_DIST: Khoang cach lui dao.
SPINDLE_SPEED: Téc d6 truc chinh.

CUT TYPE: Phay nghich
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» Buwdc 1. Chon lénh Face phay khéa mat

Gia cong mo phéng
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3.2.2 Cac Toolpath gia cong long khuon

> Bwéc 2: Chon 1énh Volume roungh phay pha long khuén

1. Tu menu chon Mill > chon Mill Window

. Mill Window: Xac dinh bién dang can phay pha

Analysis Annotate Tools  View Applications Mill EMX
3 Mill Velume I Face '[L surface Milling j (U'Engraving

) Mill Surface ]1}? Re-rough LU} Finishing “ Round
Roughing Trajectory
/7 Drill Group v I_ﬁ Profile Milling L, Corner Finishing Milling ¥ 7 Chamfer

Manufactunng Geometry * Milling *
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o

Chon mat KA

24 &

¥ | KA-PRT

————————
<, Placement b
S /

Depth

Options

Properties

DEEHo - o3~ 30|~

§-ﬂ Model Tree
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2. Tu menu Mill > chon thé Roughing > Volume Rough

MFGO001 (Active) - Creo Parametric 5.0

Analysis Annotate Tools View Applications Mill EM.
fg @ Mill Velurne I Face T, surface Milling j )7 Engraving
| Eﬁ Mill Surface ; ]3}?' Re-rough E} Finishing | “3 Round
Wih::jl,lz,w =% Drill Group R-::-u-glhmg I_,E Profile Milling II- Corner Finishing Tﬁhﬁ{ﬁnﬁ;? <1 Chamfer
Manufacturing Geometry = W Roughing Milling =

@‘u‘nlume@

T |
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3. Chon Reference > tal 0 Machining Reference chon mat Mill

Window vira tao @up dao

T

01: D25RS +| o L | NCAAFI(CSYS) |

Reference Parameters Clearance Traverse Plane Options
_-I — \ - -
Machining Reference: | o Select items Mi ”
Eﬂ Mode )
Excluded Surfaces: WlndOW

Model

Click here to add it

Details
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4. Chon Parameters > setup thong

Reference Parameters Clearance

Parameters

K7

s cong nghé

Traverse Plane Opticns

= X

CUT_FEED: Toc d6 di chuyén ¢
ban may X-Y.

STEP_OVER: Xac dinh khoang
cach dich chuyén dung cu theo
phuong ngang X-Y.

PROF STOCK_ ALLOW:
Luong du bién dang

BOTTOM STOCK_ALLOW: ¢
Luong du trén tat ca cac bé mit
phOi gia cong.

STEP DEPTH: Chiéu sau mét
|4t cit.

/
(Jcur eeo

P

ARC_FEED
FREE_FEED
RETRACT_FEED
TRAVERSE_FEED
PLUNGE_FEED
TOLERANCE

—STEP_OVER

>

\
PROF_5 TOTF_ATOOW
ROUGH_STOCE_ALLOW

BOTTOM_STOCK_ALLOW

CUT_ANGLE

| |cuTAr
" MAX STEP_DEPTH I
SCAN_TVPE TVPE3
CUT_TYPE CLIMB
ROUGH_OPTION ROUGH_AND_PROF
CLEAR_DIST

SPINDLE_SPEED

COOLANT_OPTION

OFF
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4. Chon Parameters > setup thong so cong nghé

Reference

)

Parameters

SCAN_TYPE: Chon kiéu
duong chay dao.
CLEAR_DIST: Khoang céch

lui dao.

CUT_TYPE: chon UPCUT
pha phdi chay dao nghich
SPINDLE_SPEED: Téc d6
truc chinh.

COOLANT_OPTION: Tuéi
ngudl

Clearance

Traverse Plane Opticns

Parameters = X

CUT_FEED

P

ARC_FEED
FREE_FEED
RETRACT_FEED
TRAVERSE_FEED
PLUNGE_FEED
TOLERANCE

STEP_OVER

P

PROF S TOCFE_ACTow
ROUGH_STOCK_ALLOW

BOTTOM_STOCK_ALLOW -

CUT_ANGLE
MAX_STEP_DEPTH >
SCAN_TVPE IYPE3

CUT_TYPE CLIMB

ROUGH_OPTION ROUGH_AND PROF
CLEAR_DIST

SPINDLE_SPEED

COOLANT_OPTION

OFF
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5. Vao Model Tree nhap trai chudt vao 1énh ean kiém tra xuat hién cura

o
Ay

SO
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6. Cac chirc ning kiém tra gia cong

TT Function Chirc ning
1 Edit Difinition Hi¢u chinh trung tim gia cong
2 Edit Step Parameters Hiéu chinh thdng s0 cong nghé
3 Edit Step Tool Thay doi dao
4 Play Path Duong chay dao
5 | Material Removal Simulation Gia cong md phong trén phoi
6 Dislay NC Tool Path Hién thi dwong chay dao NC
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7. Chon 0 s6 4 duong chay dao Play Path duoc md phong

PLAY PATH X
File  View NCLFile
p CLData
’ 4
|44 Ll 4 ]
Tool Clearance.., Position Cutting Tool [;’g ™,
Display 5peed
-
L
Slow Fast
Close
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8. Chon 0 s6 5 duong chay dao mo phong trén phoi
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3.2.3 Xuat chwong trinh G-Code

Cach 1: Vao Model Tree click trai chudt file can xuat G-Code > Play

Path > File > Save As MCD >

File View MCL File

Cpen
Save

Save fs

Save As MCD

N

Tool Clearance...

[ Save CLFile also
Post Processor Options
(] MACHIN

[] Process Identification

Qutput

Post Processor Options X

[ Verbose
] Trace

[] Debug

Cancel

Display Speed

44

PLAY PATH

bp

]

Position Cutting Tool R LHi

Slow

—

Close

Fast
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Post Processor Options x

[] sawve CL File also

Post Processor Options
] MAaCHIM [ ] Verboze
[ ] Process |dentification [] Trace

| [] Debug

Output ) Cancel

Chon Output > New file name:
Xuat hién tén chuong trinh

Save a Copy X

= & "|“_| “ --Manuafacce » KA ""t:"| |5E3”—'|‘1--- |

Wl Organize v £ Views v T Tools ~ [z

Common Folders
) Desktop

£

F Folder Tree

—

—
ﬂwle name dEErS@

Type CL File (*.ncl)

Cancel
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Chwong trinh dwoc xuat G-Code

1 d25r5 tap - Notepad

File Edit Format View Help

51500M3
GOX-64.5Y-39.5
G43750.H1

/180.
G1/7-.5F600.

(Date:09/18/21 Time:11:03:30)
G98GERGIBGA9GL/
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