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INTRODUCTIONS:

Chung téi xin chan thanh cam on quy khach da tin tudng va lua chon san pham bd diéu khién
cla QS Technology. Tai QS Technology, chiing téi tu hao cung cap nhiéu dong bd diéu khién vaéi
thiét ké hién dai va giao dién van hanh tién Igi. Dac biét, bo diéu khién F86 clia ching téi dudc
thiét ké linh hoat, phu hgp v3i nhiéu Ung dung khac nhau. Bé diéu khién F86 khéng chi dap dng
nhu cau hién tai cla quy khdch ma con hd trg mad réong pham vi hoat déng clia may maéc nhd vao
tich hgp module xdr ly PLC va Macro.

Tai liéu hudng dan dd dung nay sé giup ngudi dung cé cai nhin téng quan vé cac chdc nang
cling nhu cach st dung cua bd diéu khién F86. Gilp cho viéc van hanh tréd nén dé dang han bao
gis hét.

QS Technology Co. Ltd. Ching t6i tu hao la don vi tién phong phat trién, ng dung va thusng mai
san pham bo diéu khién CNC “Made by Viét Nam”. Sau nhiéu nam phat trién, nhing san pham
mang thuang hiéu QS Technology ngay cang nhan dudc nhiéu su tin tudng, quan tam tu khach
hang trong clng nhu ngoai nudc. Bén canh dé tU nhing thé manh, kinh nghiém dudgc tich IGy
sau nhiéu nam hoat déng vé linh vuc ché tao may, hé théng tu dong hda, board mach dién tu.
Chung toi tu tin lam chd céng nghé va cd thé lam hai long nhiing mong mudn clia khach hang.

OUR WEBSITE
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CHAPTER 1.

TONG QUAN BO PIEU KHIEN
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1.1 TONG QUAN

Figure 1-1. Bo diéu khién F86

MADE BY VIETNAM

Figure 1-2. H6p dung bd diéu khién F86
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1.2 KICH THUGC
320 mm
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Figure 1-4. Mat sau cla b diéu khién F86
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bd diéu khién F86

én cla

Figure 1-5. Mat b
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Figure 1-6. Ban vé kich thudc chi tiét bo diéu khién F86
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1.3 CAU TRUC PHAN MEM

Model: F86 Controller

Main Page

QS TECHNOLOGY CO.LTD

1. Coordinate

—  Switch screen
— Machine position
— Absolute position
— Distance to go

— Relative position

— Half

— Divide X position by 2 (REL)
— Divide Y position by 2 (REL)
— Divide Z position by 2 (REL)
— Divide A positon by 2 (REL)
— Divide B positon by 2 (REL)
L— Divide C positon by 2 (REL)
— Zero

— X axis go to zero (REL)
— Y axis go to zero (REL)
— Z axis go to zero (REL)
— A axis go to zero (REL)

— B axis go to zero (REL)

— C axis go to zero (REL)

—] Zero all

|— All axis go to zero (REL)

— Program
|— Open system disk
— Tool-path simulation
Milling 2D view mode
Engraving 2D view mode
Milling 3D view mode
Engraving 3D view mode

— MDI

— Auto option mode
Start from line
Continue working process
Set new line

Safety feature

2. Program

Execute
Open file
Create new file

Copy & Paste

— Work set
—  Assign machine position
—  Assign auxiliary position
— Determine center point
— Tool set
—  Assign machine position

—  Assign auxiliary position

L Determine center point

—— Tool number page

5. Maintenance

Work set
Alarm history

Warning history

Operation history

Data backup

6. Diagnostic

NC bit
NC register
Macro debug
Terminal
Local variable

Global variable

7. Parameter

— General

— Axis

— Spindle

— System hardware
— User

— PLC

— Macro

— System bit
— X data bit

— Y data bit

—— System register
— T register

— C-16 bit register

— C-32 bit register

D register

Data Im/Ex
Firmware Im/Ex
Logo boost

Date & Time

Figure 1-7. Bang cau trdc phan mém bo diéu khién F86
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CHAPTER 2.

NOI DAY - KET NOI
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2.1 CAP NGUON

Figure 2-1. Loai ngudén thudng dudc st dung
Note:

- SU dung ngudn dang xung sé tét han la bién ap
- Dién ap dau vao bat budc phai néi vai chan FG dé tranh lam nhiéu tin hiéu cda bd diéu
khién.

& “ “ CN1
@irctela® | &

Q. Vi (S | i g FG
@. (=) B

@ () & - | ov
desogwcala i K

— 24V

(%
B ee o
De? v 1 I
- C=CEN

— e e AC-220V

Ground Cooper Bar
- STSTSITTIESE -
PLELPOLVELEVee

Figure 2-2 Sc d6 dau day cap ngudn cho bd diéu khién F86
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2.2 KET NOI CAM BIEN

Cé 2 loai cdm bién théng dung la dang tin hiéu dau vao 3 muc cao (PNP) va tin hiéu dau vao &
muc thap (NPN).

Ghi chu:

¢ High input (PNP): Khi s dung loai cdm bién PNP, ta can cap dién ap OV vao chan CX
(COMMON.L.INPUT). Va tin hiéu cla cam bién sé& dudc dua vao chan tin hiéu dau vao cua bo
diéu khién.

e Low input (NPN): Khi st dung loai cam bién NPN, ta can cap dién ap 24V vao chan CX
(COMMON.INPUT). Va tin hiéu cda cam bién sé& dudc dua vao chan tin hiéu dau vao cua bo
diéu khién.

2.2.1 TiN HIEU PIEN AP PAU VAO G MUC CAO

Ngugi dung cdé thé chon cong CN16, CN17, CN18 dé két ndi cac tin hiéu dién ap dau vao 3 muc cao.

CN16 CN17 CN18

X47 _ﬁ”ﬁ ), X57 _ﬁ"ﬁ X67 _ﬁ’K

8 m_ﬁgﬁ X80 m_ﬁ$|< X66 m_ﬁﬁ:

X45 m_ﬁ’ﬁ ) X55 m_ﬁ’ﬂ: X65 m_ﬁﬂ:

= Mﬁsﬁ 5 %54 m_ﬁﬁ: % X64 m_ﬁ‘ﬂ: 5
——+|._ cx1 g e cXx3 (j) __+|=_ CX5 g

24v i = 24v o K 24V o K

X43 | V&= L), % L X53 _ﬁgli % X63 _ﬁ‘li %

X42 m_ﬁ"ﬁ © L x50 m__ﬁ’li © X2 m_ﬁ‘I: ©

xd1 m__ﬁﬂli X51 m_ﬁ$|< Xa1 "'m‘_ﬁ:;ﬁ

x40 m_ﬁjﬁ A0 m_ﬁ"n XA0 m_ﬁ’K
L CcXQ | CcX2 L cxa
_;|4v +24v _+2|4v

Figure 2-3. SG d6 dau day tin hiéu dién ap dau vao 38 muc cao clia CN16,CN17,CN18
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2.2.2 TIN HIEU PIEN AP PAU VAO G MUC THAP

Ngugi dung cé thé chon cong CN16, CN17, CN18 dé két ndi cac tin hiéu dién ap dau ra 3@ muc thap.

CN16 CN17 CN18
X47 [ Y& = K X57 Ez%d |< X67 [ Y& = K
X46 | Y& = K X356 Ez%d K X66 | Y& = K
x45 [ Y& = K X55 Ez S |< X685 [ Y& = I:
Xa4 mﬁzn % 204 m—_ﬁzﬁ % 64 m—_ﬁzf‘ %
3 3 3
___|}+ CX1 9‘ ___{L o e} 9‘ ___{}+ CX5 9‘
24v - [H 24V - H 24V -H
X43 [ Y& = K % X53 Ez%d |< % X3 [ Y& = K %
o O o O o o
X42 EZSd K X52 Ez%d K X2 EZSd K
X41 m-_ﬁ‘K X51 mﬁ‘ﬁ XA1 m_ﬁ‘K
x40 &= L), X50 V&= |< XA0 &= K
___{}+ CX0 ___{L L CX 2 ___{}+ CcX4
24v 24v 24v

Figure 2-4. Sc d6 dau day tin hiéu dién ap dau vao 3 muc thap clia CN16,CN17,CN18
Ghi chu:

- CX.0, CX1,CX.2,CX.3, CX4, CX5 |la cadc chan COM dau vao riéng biét
- Khuyén cdo dau ndi day tin hiéu dién ap dau vao 3 cung 1dang
- KHONG PAU 2 dang tin hiéu dién ap dau vao cung 1 ldc vao thiét bj
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2.2.3 BANG PAU NOI TiN HIEU PAU VAO TREN BO PIEU KHIEN F86

Tham khao bang dau néi tin hiéu cda bd diéu khién F86 3 muc dé tranh trudng hgp dau ndi sai
dan dén hu hong thiét bi.

2.3 THIET Bl SO DAO TU PONG

Bo thiét bi so dao tu dong la thiét bi dung dé do chiéu dai, d& mon cla cdng cu cat. Va nhing gia
tri nay sé dugc tinh toan dé xac dinh gia tri bu dé mon clda céng cu. Luc nay bd diéu khién sé diéu
chinh gia tri bu thich hgp dé dat dudc kich thudc va dung sai mong mudn.

Figure 2-6. B6 so dao tu déng

2.4.1 BO SO DAO TU BPONG (LOAI - 3 DAY)

24V
- ' BROWN T
“
- BLACK (Tin hiéu so dao)
o4 X56
i GREEN
ov

Figure 2-7. S3 do dau day cla bd so dao tu dong dang 3 day
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2.4.2 BO SO DAO TU PONG (LOAI 4 DAY - NPN)

Vang
X56
\L
Xanh la
ov
Do X57
\L
Pen
ov

(Tin hiéu so dao)

(Tin hiéu qua ¢t so dao)

Figure 2-8. S3 do dau day cua b so dao tu dong dang 4 day (NPN)

2.4.2 BO SO DAO TU BONG (LOAI 4 DAY - PNP)

=

Vang
24V
\L
Xanh la
X56
o 24V
\L
Pen
X57

(Tin hiéu so dao)

(Tin hiéu qué c so dao)

Figure 2-9. So d6 dau day cua bd so dao tu dong dang 4 day (PNP)
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2.4.3 BO SO DAO TU BPONG (LOAI 6 DAY - NPN)

24V
B

M au
ll:,_ X56 (Tin hiéu so dao)

Cam

'l
=

X57 (Tin hiéu qua cu so dao)
N

Pen
ov

Figure 2-10. S d6 dau day cula bd so dao tu dong dang 6 day (NPN)

2.4.4 BO SO DAO TU BONG (LOAI 6 DAY - PNP)

E:eaj

=Tatl

X57 (Tin hiéu qua cir so dao)
~N

Ben

ov

Figure 2-11. S6 d6 dau day cula b so dao tu dong dang 6 day (PNP)
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2.4 SG PO KET NOI TRUC

2.4.1 SCG PO PAU DAY TRUC X-Y (PUL/DIR)

CN10 Driver X

)

EX]9

CONTROLLER

%}Q@QLFP_@; =K
\ \

Z1-
:Mm_zu:j?o%qcﬁﬁﬁ@ 2PrAsE
- D-

DIR X

PUL X

CN11 Driver Y

DQOC%;DL_@JHK

CONTROLLER

%}&?o@gg_@g =K
\ \

DIRY

PULY

Figure 2-12. Sg d6 dau day xung/chiéu cla truc X,Y

Note:

ﬁ:j<]— Z PHASE Sc dé dau day hoi tiép tin hiéu phase Z
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2.4.2 SO PO PAU DAY TRUC Z-A (PUL/DIR)
CN12 Driver Z

)

Z3-
el j@d@@ﬁﬁ@ 2 Prase
- D-

}4K DIRZ

- P-
%)@O@L o T30 ruz
\ \
CN13 Driver A

Z4-

:lt L-@—&(Ml PCO ! Z PHASE

DQO@F, 132k | ora

%ﬁﬁ)@@@g be o [h2E | pua
\ \

Figure 2-13. SG dé dau day xung/chiéu cua truc Z,A

CONTROLLER

CONTROLLER

Note:

ﬁjﬁ‘ 2 PHASE S dé dau day hai tigp tin hiéu phase Z
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2.4.3 SG PO PAU DAY TRUC B-C (PUL/DIR)

CN14 Driver B
_ N
- D-
5 %m%;sg
% —Dﬁﬁjbtfo@gﬁ_w;n
@) EG \ \ 5 EG
CN15 Driver C
_ 1)
@ ju*__@_gi; m Z PHASE
— = D-
5 —DE%E&ZID&%O@F._DL@_PK R
z bﬁﬁ:z@o@g,; =3k e
@) EG \ \ S EG

Figure 2-14. SG dé dau day xung/chiéu cua truc B,C

Note:

ﬁgjﬁ» 2 PHASE S dé dau day hai tigp tin hiéu phase Z

Cap diéu khién phai cé day gidp va phai dudc han Ién trén vo connector dé chéng nhiéu tin hiéu
(Tham khao hinh bén dudgi).

B

Figure 2-15. Day gidp cua cap diéu khién dudc han Ién connector.
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2.5 KET NOI TiN HIEU ANALOG CHO BIEN TAN

CN4 INVERTER
7 - / /PZO |
A= +——@}#c PZ0 Q— PHASE Z
B - \ \ /PBO
e S -
5 [ OO0 [
3 \ \
8 A- ) /PAO_|
s el DO K [
= Q ) - PHASEA
) J_
@)
GND/{ L GND
DAC DAV V_IN

Figure 2-16. SG dé dau ndi tin hiéu analog diéu khién bién tan

Note:
MODEL
GND
DAC DA.V

GND

F86

Sa do két ndi tin hiéu Analog cho bién tan (0-10V)
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2.6 KET NOI V31 BOARD I/O LINK

Figure 2-17.1/0O link 32_V1.1_0722 board

CN4 CN10, CN11
.\ __ _ _ _ _  _ _FG|
D AT
CONTROLLER Dﬁ o XXX s jﬁ 10_LINK_32 v1.1_0722

Figure 2-18. So dd két néi board 1/O Link 32_V1.1_0722

Output port:0  Output port: 1 Output port:2  Output port: 3

1/0 Link input

(CN10)
Power supply 1/0 Link output

(CN11)

Figure 2-19. Cac cdng két ndi trén board 1/O link 32_V1.1_0722
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2.6.1 DPAU NOI TiN HIEU PAU VAO G MUC THAP TREN BOARD I/O LINK

INPUT PORT: 0 INPUT PORT: 1
INO(X300) —'ﬂ K IN8(X310) —'{* K
IN1(X301) E K IN9(X311) E K
IN2(X302) —'ﬂ K | IN10(X312 —'{* K N
N~ N
°| °I
IN3(X303) —'ﬂ K A IN11(X313) —'{* K A
- -—
> >
IN4(X304) —'ﬂ K NI IN12(X314 —'{* K NI
™ (32)
< <
IN5(X305) 1{* K % IN13(X315 —'{* K %
o o
IN6(X306) E K - IN14(X316 E K -
IN7(X307) E K IN15(X317 E K
_CX.0 1 CXA
B e S
24V 24V
LOW INPUT LOW INPUT
INPUT PORT: 2 INPUT PORT: 3
IN16(X320 ﬂ K IN24(X320 ﬂ K
IN17(X321 ﬂ K IN25(X321 ﬂ K
IN18(X322 —'ﬂ K & IN26(X322 —*—* K N
~ ~
S, )
IN19(X323 —H K e IN27(X323 —H K A
- -
> >
IN20(X324 —'ﬂ K NI IN28(X324 —'{* K NI
(32) (a2}
< <
IN21 (X325 H K % IN29(X325 —*—* K %
o o
IN22(X326 —'ﬂ K - IN30(X326 —*—* K -
IN23(X327 ﬂ K IN31(X327 ﬂ K
L_CX.2 1 CX.3
R Sy
24V 24V
LOW INPUT LOW INPUT
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2.6.2 PAU NOI TiN HIEU BDAU VAO G MUC CAO TREN BOARD 1/O LINK

INPUT PORT: 0 INPUT PORT: 1
INO(X300) —'ﬂ K IN8(X310) —'{* K
IN1(X301) E K IN9(X311) E K
IN2(X302) —'ﬂ K | IN10(X312 —'{* K N
~ ~
°| °I
IN3(X303) —'ﬂ K A IN11(X313) —'{* K A
- -—
> >
IN4(X304) —'ﬂ K NI IN12(X314 —'{* K NI
) ™
< <
IN5(X305) 1{* K % IN13(X315 —'{* K %
o o
IN6(X306) E K - IN14(X316 E K -
IN7(X307) E K IN15(X317 E K
|, CX.0 |, CX.1
+17 1
24V 24V
HIGH INPUT HIGH INPUT
INPUT PORT: 2 INPUT PORT: 3
IN16(X320 ﬂ K IN24(X320 ﬂ K
IN17(X321 ﬂ K IN25(X321 ﬂ K
IN18(X322 —'ﬂ K & IN26(X322 —*—* K N
~ ~
S, )
IN19(X323 —H K e IN27(X323 —H K A
- -
> >
IN20(X324 —'ﬂ K NI IN28(X324 —'{* K NI
(32) (a2}
X X
IN21 (X325 H K % IN29(X325 —*—* K %
o o
IN22(X326 —'ﬂ K - IN30(X326 —*—* K -
IN23(X327 ﬂ K IN31(X327 ﬂ K
. CX.2 . CX3
+17- e L
24V 24V
HIGH INPUT HIGH INPUT
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2.6.3 PAU NOI TiN HIEU PAU RA TREN BOARD I/O LINK

OUTPUT PORT: 0 oavt OUTPUT PORT: 1 oavt
_} OUTO(Y300) R _} OUTO(Y310) R
_3 OUT1(Y301) R _} OUT1(Y311) R
_} OUT2(Y302) ® _} OUT2(Y312) ®
_} OUT3(Y303) S _} OUT3(Y313) S
1T |/L® a 1T L@ a
. OUTA4(Y304) < i OUTA4(Y314) <
38 8| | IBIS e
_3 OUT5(Y305) R _} OUT5(Y315) R
_3 OUT6(Y306) S _} OUT6(Y316) S
_} | OUT7(Y307) ® _} OUT7(Y317) ®
| CY.0 | CY.1
1 1
oV oV
OUTPUT PORT: 2 ot OUTPUT PORT: 3 ot
_3 OUTO(Y320) R _} OUTO(Y330) R
_} OUT1(Y321) ® _} OUT1(Y331) ®
_3 OUT2(Y322) R _} OUT2(Y332) R
_} OUT3(Y323) R _} OUT3(Y333) R
= ® Q il ® Q
_ ouTA(Y324) | () g _ OUTA(Y334) | (S g
_3 OUT5(Y325) R _} OUT5(Y335) R
_} | OUT6(Y326) ® _} OUT6(Y336) ®
_3 OUT7(Y327) ® _} OUT7(Y337) ®
| CY.2 | CY.3
L L
ov ov
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Ghi chu:

- Céap két ndi I/O link board bat budc st dung loai cé day gidp dé chéng nhiéu tin hiéu
(tham khao hinh bén dugi).

Figure 2-20.1/0O link cable using shield wire and be soldered to the controller
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2.7 TAY QUAY MPG

2.7.1 LOAI 4 DAY - TiN HIEU PAU RA VI SAI

CN5
1 A+
=TT OO T K
B+
=¥ ad X OO XX | &
i@
g 6 EMG .,
H-a—L A —l
% :It€4 LI%J
— H-zm—3 Z
- * =
3 [ =
E H-m—2 X <Z(
% :It€4 I
)
O [yegt=m0 X a
:I i-c 2
= 12 X10
= 13 X100
GND 14 GND
+5V 15 +5V

Figure 2-21 So db dau day tay quay MPG loai 4 day, tin hiéu dau ra vi sai
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2.7.2 LOAI 6 DAY - TiN HIEU DAU RA VI SAI

P

P

A ¥

470

A=Y

A=)

A=)

A=

CONTROLLER

A=Y

10¢

A=

1

X1

A=)

12

X10

A=

13

X100

GND

14

GND

+5\/

15

+5V

Figure 2-22 So d6 dau day tay quay MPG loai 6 day, tin hiéu dau ra vi sai
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2.7.3 LOAI 4 DAY - TiN HIEU DAU RA NPN

CN5
1
Je L ouTA
NPN
3
A ouTB
NPN
i<
| o 6 L EMG
A= il
Hm—L A
i
L—IIJ H 8 2
3| A=)
%
|l o Y
= [oed
8 H-cm—10. X
A= ¥l
A 11 X1
A= 1]
| 12 e
Ht{-‘—@
13 X100
A= 1]
GND 14 GND
+5V 15 +5V

Figure 2-23 So d6 dau day tay quay MPG loai 4 day, tin hiéu dau ra NPN
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2.7.4 LOAI 6 DAY - TiN HIEU PAU RA NPN

CN5

OUTA

P

A€

A=

A= €[

CONTROLLER

10¢

A=

1

X1

12

X10

13

X100

GND

14

GND

+5\/

15

+5V

Figure 2-24 S do dau day tay quay MPG loai 6 day, tin hiéu dau ra NPN
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2.7.5 LOAI 4 DAY - TiN HIEU PAU RA PNP

CN5
1 OUTA
PR 1 I PNP
3 OUTB
;I‘f il PNP
S
| oo 6 EMG -,
A= ¥
Hm— A N
o [
H H-m—E-¢ Z
3 | A=4]
%
| 9 Y
= (=g
8 H-m—10¢ X
A=)
L o 1 X1
A=
1 12 X10
Ht{-‘—@
| 13 X100
A=
GND 14 GND
+5Y 15 +5Y

Figure 2-25 S do dau day tay quay MPG loai 4 day, tin hiéu dau ra PNP
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2.7.6 LOAI 6 DAY - TiN HIEU DAU RA PNP

CN5

OUTA

OUTB

P

A€

A=

A= €[

CONTROLLER

10¢

A=

1

X1

12¢

X10

13

X100

GND

14

GND

+5\/

15

+5V

Figure 2-26 Sc d6é dau day tay quay MPG loai 6 day, tin hiéu dau ra PNP
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2.8 SC DO PAU NOI CONG TAC HOME

Normal Open

=

©)

Common Terminal

Figure 2-27. Cau triuc céng tac home

2.8.1 PAU DAY THEO DANG PNP

HOME SIGNAL

COM /
@

24V

2.8.2 DAU DAY THEO DANG NPN

COM /
([

HOME SIGNAL

ov

, N
Normal Closed O E)L
“—
|

X40 - X AXIS
X41-Y AXIS
X42 - Z AXIS
X43 - AAXIS
X44 - B AXIS
X45 - C AXIS

X40 - X AXIS
X41-Y AXIS
X42 - Z AXIS
X43 - AAXIS
X44 - B AXIS
X45 - C AXIS

QS TECHNOLOGY CO.LTD

PAGE 31



2.9 BANG THAM KHAO KET NOI THIET BI

2.9.1 DIEU KHIEN TRUC

MO TA | CHAN TiN HIEU
PUL (1+)
PUL (1-)
DIR (1+)
DIR (1)

X axis

PUL (2+)
PUL (2-)
DIR (2+)
DIR (2-)

Y axis

PUL (3+)
PUL (3-)
DIR (3+)
DIR (3-)

Z axis

PUL (4+)
PUL (4-)
DIR (4+)
DIR (4-)

A axis

PUL (5+)
PUL (5-)
DIR (5+)
DIR (5-)

B axis

PUL (6+)
PUL (6-)
DIR (6+)
DIR (6-)

C axis

2.9.2 TiN HIEU BPAU VAO

DESCRIPTION \ TERMINAL
Home switch
. X4
(X axis) 0
Home switch
(Y axis) X4l
Home swltch X4
(Z axis)
Home switch
. X43
(A axis)
q :
ome swltch N
(B axis)
Home swltch Y45
(C axis)
Hard limit X+ X46
Hard limit X- X47
Hard limit Y+ X50
Hard limit Y- X51
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sensor

Hard limit Z+ X52
Hard limit Z- X53
Start button X54
Hold button X55
Tool length X56 (Probe signal)

X57 (Probe limit)

Alarm X driver X60
Alarm Y driver X61
Alarm Z driver X62
Alarm A driver X63
Alarm B driver X64
Alarm C driver X65
Spindle alarm X66
Emergency
Switch xe7

2.9.3 TiN HIEU PAU RA

MO TA | CHAN TiN HIEU
Servo-ON Y40
Spindle forward Y41
Coolant-ON Y42
Air pressure Y43
Indicator light Y44
Alarm light Y45
START button V46
light
FEEPHOLD V47
light
2.9.4 KET NOI KHAC
MO TA | CHAN TiN HIEU
Power supply CNI1
Inverter CN4
I/O link k?oar.d CNG
Communication
MPG handwheel CN5
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CHAPTER 5.

GIAO DIEN VAN HANH
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3.1 MAN HINH CHIiNH

&Y coordinate 17:13:47 09/01/2000 00000 -NO Jog

Machine Absolute Distance To Go
-4.576 0.000

_4. 576 -8.000 0.000

-20.080 0.000
-3.104 0.000

-8.000 -16.908 0.000

v 11.756 0.000

-20.080 [ wm Emee oo >
-3.104
-16.908 .

11.

100% 100% 6 .

Spindle Feedrate

(5]

Monitor

l

7.

o8 éu . 0.0

Figure 3-1. Giao dién man hinh chinh cta bd diéu khién F86

1 Tén man hinh toa do dang hién thi
2 Gia tri thdi gian
3 Tén chudng trinh
4 Ché doé hoat dong
5 Cac hé toa do, toc do Feedrate va toc do truc chinh trong 1ap trinh va trong
thuc té . Va tén cong cu dang cé trong truc chinh
6 Phan tram téc do truc chinh, Rapid, Feedrate
7 Thanh chuc nang
8 O nhap du liéu
9 Toa db cua may
Note:

e Distance to go: khoang cach con lai ma may can di chuyén dé hoan tat mét 1énh hoac
chudng trinh gia céng

e Toa dod Absolute: La hé toa dd dé xac dinh vi tri clia cdng cu cat dua trén mot diém géc co
dinh
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3.2 MAN HINH TOA PO

3 man hinh toa do, ngusdi dung cé thé xem va nam dudc cac thong sé clia hoat ddng clia may va
hé toa dé clia may bao gdm: hé toa do tuyét déi(ABS), hé toa do tusng doi(REL) va Distance to go.

Cac chic nang trong man hinh toa do:

- Switch: Chuyén déi hién thi man hinh hién thi (MACH/ABS/REL/DIS)

- Half: Chia toa do truc chi dinh trong hé toa dé tusgng doi (REL) cho 2

- Zero: Dua toa do truc chi dinh trong hé toa doé tusng doi (REL) vé vi tri O

- Zero all: Dua toa db tat ca cac truc trong hé toa doé tuong déi (REL) vé vi tri O

Model: F86 controller

GYP coordinate 17:13:47 09/01/2000 00000-NO Jog

Machine Absolute Distance To Go
-4.576 0.000

-8.000 0.000
'4- 576 -20.080 0.000
-3.104 0.000

-8.000 -16.908 0.000

v 11.756 0.000

'_ 2@ . 68@ Relative ; 0.0

~-3.104 Hles &

-20.080

-16.908 o

-16.908
11.756

11.756

] Spindle Feedrate
A r’_‘ 5. D f—‘l‘
< 7 <> Py T R

Coordinate Program Offset Monitor Message

Figure 3-2. Man hinh toa do6
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Huéng dan thao tac:

- Chuyén déi hién thi man hinh toa do (3.2.1)
- Chiatoa do truc chi dinh trong hé toa doé tusng doi (REL) cho 2 (3.2.2)
- Dua toa do truc chi dinh trong hé toa dé tusng doéi (REL) vé vi tri 0 (3.2.3)

3.2.1 CHUYEN DOI HIEN THI MAN HINH TOA PO

Description Images Memo
Model: F86 Model: F86
QP coordinate 17:13:47 09/01/2000 00000-NO .
: Budc1:
Machine LETH0D

. ~4.576 a0 TU man hinh chinh, chon vao nat
L e COORD
-20.080
. -3.104
-16.908
11.756

17:19:17 09/01/2000 00000 -NO Jog Buéc 2:

Machine Absolute istance To Go
. -4.576 oo : Nhan vao nut SWITCH dé chuyén ddi hié
_-8.000 e : thi man hinh toa do.
-20.080
-3.104 S| .
— e || Note:
' Th tu hién thi man hinh toa dé:
Machine->Absolute>DIS>Relative
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3.2.2 CHIA TOA PO TRUC CHi PINH TRONG HE TOA PO TUGNG POI (REL) CHO 2

Description Images Memo
Model: F86 Model: F86

Bucc 1:
Machine o ) )
-4.576 TuAr'ﬂarj hlnb toa do tuong ddi (REL)
-8.000 nhan vao nut HALF.
-20.080
-3.104
-16.908
11.756
R B Budc 2:
Relative ) | A
Lua chon truc mudn chia toa 6 cho 2
-8 ¢ @@@ Vidu: 3 day ta chon truc X

-20.080
-3.104
-16.908
11.756

S R R R R N IO
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3.2.3 DUA TOA PO TRUC CHi PINH TRONG HE TOA PO TUGNG POI (REL) VE VI TRi O

Description Images Memo
Model: F86 Model: F86
Budc 1:
Relative
2.565 TU man hinh toa dé tuong déi (REL)

-50.866 nhan vao nat ZERO.

-55.733

-49.866

-80.665

-66.000

5:1“:26 09/09/2024 00000-N© Home Ready Buéc 2:
Relative
0.000 Lua chon truc mudén dua vé toa dé O

-50.866 Vi du: 3 day ta chon truc X

-55.733

-49.,866
Note:
Thuc hién tudng tu cac budc trén khi
muodn dua toa do cla tat ca cac truc
trong hé toa doé tucng déi (REL) vé vi

‘ o — tri O
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3.3 MAN HINH SOAN THAO

Tai trang nay, Nngugi dung cd thé luu trl, chinh stfa hodc goi chuang trinh ra thuc thi
Céac chulc nang trong man hinh soan thao:

- Execute: Goi chuong trinh ra thuc thi

- New file: Tao mot tap tin mdi

- Open file: Truy cap vao bdé nhd cua thiét bi hodc md tap tin/ thu muc

- Go to line: Di chuyén dén dong Iénh chi dinh

- Search: Tim kiém daéi tugng trong chuang trinh

- Replace: Thay thé mot déi tusng hién cé trong chuang trinh bang maot déi tudgng khac
- Delete line: X6a dong Iénh

- Copy from: Sao chép doi tugng 3 vi tri hién tai

- Copy to: Chi dinh nci sé dan déi tugng

- Paste: Xac nhan va dan daéi tugng vao nai chi dinh

Model: F86 controller

17:13:47 09/01/2000 00000-N@

Machine

_-4.576
-8.000
-20.080
_-3.104
-16.908
_11.756

spindle Feedrate

©1:23:30 13/06/2000 00000 -NO Jog

©:/6-CAT BIEN D4.NC

131541 bytes

011110(6-CAT BIEN D4)

GO G99 X-99.875 Y130.79 53200 M3
Z12. M8

6.

Gl 73.603 F500.

Y¥127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R160.512
X-40.998 Y114,382 R41.988

G1 X-33.869 Y110.036

G2 X-32.815 Y188.273 R2.06
Gl Y24.225

G2 X-33.811 Y22.461 R2.06

Figure 3-3. Man hinh soan thao
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Huéng dan thao tac:

- Copy di liéu tU USB vao b diéu khién (3.3.1)
- Goi chuadng trinh ra thuc thi (3.3.2)

- Dichuyén dén dong lénh bat ky trong chuang trinh (3.3.3)
- Tim kiém va thay thé déi tugng cé trong chuang trinh (3.3.4)

- Xoa dong lénh (3.3.5)
- Thao tac copy va paste (3.3.6)

3.3.1 COPY DU LIEU TU USB VAO BO PIEU KHIEN

Description Images
Model: F86

©1:23:30 13/06/2000 00600-NO Jog

8:/6-CAT BIEN D4.NC

131541 bytes

011118(6-CAT BIEN D4)

GB G99 X-99.875 Y130.79 S3280 M3
Z12. M8

Z6.

Gl Z3.603 F500.

¥127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R160.512
X-48.998 Y114.382 R41.988

G1 X-33.809 Y110.836

G2 X-32.815 Y108.273 R2.06

Gl Y24.225

G2 X-33.811 Y22.461 R2.06

G Explorer 00:53:05 13/06/2000 E 00000-NO Jog Ready

1:/gia cng/6-CAT BIEN D4.NC Size: 131541 bytes Date: ©2/03/2023-10:41

System Disk USB Disk

[[1W6- D6R1.NC

om..

[JWe6- D6R1.NC

[JWC3_D1S_3D_0.905.NC
) @ POTKET-D16. NC

E\.VETJ)lB.NC

| 4 1 /]

Sel/Desel | Sel/Desel ALl | Open File

Y0086
L

Memo
Model: F86
BudcT:

TU man hinh soan thao, chon vao nut
OPEN FILE dé truy cap vao bé nhd cua
bd diéu khién.

Budc 2:

Cam thiét bi USB vao bd diéu khién,
sau dé chon chuaong trinh/d{ liéu va
nhan vao nut COPY.

QS TECHNOLOGY CO.LTD
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3.3.2 GOl CHUONG TRINH RA THUC THI

No File Selected

©: /NC_PROGRAN/C3_D1S_3D_8.005 .NC Size: 4225159 bytes Date: 12/06/2000-23:57
System Disk USB Disk

USB Not Detect!

D4 .NC

] 1 7

sel/besel | sel/pesel All | oOpen File

Description Images
Model: F86

@1:36:57 13/06/2000 00600-NO Jog

01:37:18 13/06/2000 00600-NO Jog Read

Memo
Model: F86
Budc 1:

TU man hinh soan thao, chon vao nut
OPEN FILE dé truy cap vao bé nhd cua
b diéu khién

Budc 2:

Lua chon chudng trinh va nhan vao
nUt ti€p tuc vao nut OPEN FILE
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Description Images Memo
Model: F86 Model: F86

6 13/06/2000 00000-NO Ready Buac 3:

©: /NC_PROGRAN/C3_D1S_3D_8.005 .NC

4225159 bytes

Nhan tiép nut EXECUTE dé goi chuang
00000 (C3_D1S_3D_0.005) ~ .
(DATE=DD-MM-YY - 17-87-22 TIME=HH:MM - 1@:49) trl nh ra th uc thl

(MCX FILE - D:\ONEDRIVE\DESKTOP\A KHOI\GIA CONG\NGOI SAO\MAT 1\NGOI SAQ_2.MCAM)
(NC FILE - D:\ONEDRIVE\DESKTOP\A KHOI\GIA CONG\NGOI SAO\MAT 1\C3 D1S_3D_©.885.NC)
(MATERTIAL - ALUMINUM MM - 20824)

(T2 | | H2 )

N108 G21

N102 Ge G17 G40 G49 G8@ G99

N106 GO G99 G54 X-1087.67 Y-16.658 A@.

Z10.M8

N1le z.217

N112 G1 Y-16.657 Z-.337 F1000.

N114 Y-16.646 Z-.499

N116 Y-16.622 Z-.66

+]

Execute New File Open File

<

¥ ronitor @1:38:30 13/06/2000 00000-NO Jog eady Buéc 4.
.

Absolute Distance To Go Relative

0.0000 ©.0000 N .2 ~ 2 5
BT e Bo diéu khién sé chuyén sang giao
9.0000 9.0000 N ~ ~ .- - - ~, . ~
6.0600 -5.5000 dién man hinh giam sat. Ngudi van

0.0000 -7.5340

T hanh can kiém tra lai chuang trinh

sp 6000 G99 G17 G49

0 G54 G60 G99 % X % g = 2 R 2
17-a7-22 TINE=H:H - " o trudc, phoi trudc khi bat dau gia cong
(MCX FILE - D:\ONEDRIVE\DESKTOP\A KHOI' 190517
(NC FILE - D:\ONEDRIVE\DESKTOP\A KHOI\( P 0%
(MATERIAL - ALUMINUM MM - 2024)
(12| | H2)
N16@ G21
N102 GO G17 G498 G49 G80 G0
N166 GO GO G54 X-107.67 Y-16.658 A@.
710.M8

Nile z.217
spindle

<

Auto Option
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3.3.3 DI CHUYEN DEN DONG LENH BAT KY CO TRONG CHUONG TRINH

Description Images
Model: F86

©1:23:30 13/06/2000 00600-NO

8:/6-CAT BIEN D4.NC

131541 bytes

011118(6-CAT BIEN D4)

GB G99 X-99.875 Y130.79 S3280 M3
Z12. M8

Z6.

Gl Z3.603 F500.

¥127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R160.512
X-48.998 Y114.382 R41.988

G1 X-33.809 Y110.836

G2 X-32.815 Y108.273 R2.06

Gl Y24.225

G2 X-33.811 Y22.461 R2.06

01:23:46 13/06/2000 00600-NO Jog

0:/6-CAT BIEN D4.NC

131541 bytes

011110(6-CAT BIEN D4)

G@ G99 X-99.875 Y130.79 53200 M3
712. m8

6.

Gl Z3.603 F500.

Y127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-508.366 Y118.598 R160.512
X-40.998 Y114.382 R41.988

Gl X-33.809 Y110.036

G2 X-32.815 Y108.273 R2.66

Gl Y24.225

G2 X-33.811 Y22.461 R2.06

=

Delete Line

Memo
Model: F86

Budc 1:

TU man hinh soan thdo nhan vao nut
mMUi tén bén phai dé di chuyén dén
trang tiép theo

Budc 2:

Nhan vao ndt GO TO LINE
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Description Images

Model: F86

01:24:08 13/06/2000 06000-NO

0:/6-CAT BIEN D4.NC

131541 bytes

011110(6-CAT BIEN D4)

GO G998 X-99.875 Y130.79 S3200 M3

G1 73.603 F500. 56|
¥127.79 FS1111.

G3 X-97.875 ¥125.79 R2.

G2 X-50.366 ¥118.598 R16@.512
X-40.998 Y114.382 R41.988

Gl X-33.809 Y110.036

G2 X-32.815 Y108.273 R2.66

Gl Y24.225

G2 X-33.811 Y22.461 R2.06

<

Program @1:24:33 13/06/2000 08000-NO

8:/6-CAT BIEN D4.NC
131541 bytes

Y127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R168.512
X-48.998 Y114.382 R41.988
G1 X-33.809 Y110.836

G2 X-32.815 Y108.273 R2.06
Gl Y24.225

G2 X-33.811 Y22.461 R2.06
Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.06
X-47.121 Y15.756 R2.06

G1 X-49.616 Y17.323
X-49.695 Y17.372

X-49.78 Y17.426

X-49.872 Y17.484

=]

Delete Line

Memo
Model: F86

Budc 3:

Nhap s6 thd tu cia dong [énh mudn di
chuyén dén, sau dé nhan vao nut GO
TO

Budc 4:

Sau khi nhan vao nut GO TO, bd diéu
khién sé tu dong tim va nhay dén
dong Iénh chi dinh
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3.3.4 TIM KIEM VA THAY THE DOl TUGNG CO TRONG CHUGNG TRINH

Description Images
Model: F86

G rrogran 01:23:46 13/06/2000 08000-NO

8:/6-CAT BIEN D4.NC

131541 bytes

011118(6-CAT BIEN D4)

GB G99 X-99.875 Y130.79 S3280 M3
Z12. M8

Gl Z3.603 F500.

¥127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R160.512
X-48.998 Y114.382 R41.988

G1 X-33.809 Y110.836

G2 X-32.815 Y108.273 R2.06

Gl Y24.225

G2 X-33.811 Y22.461 R2.06

=

Delete Line

01:25:30 13/06/2000 00600-NO Jog

0:/6-CAT BIEN D4.NC
[690] Pos: 27 131541 bytes

X-150.789 Y15.736 R2.86
Gl X-161.939 Y22.461
G2 X-162.935 Y24.225 R2.06
Gl Y1@8.273
G2 X-161.941 Y110.036 R2.44
Gl X-154.752 Y114.382
G2 X-145.384 Y118.598 R41
X-97.875 Y125.79 R160.512
Gl X-97.575
X-97.571
G3 X-95.571 Y127.786 R2.
Gl X-95.566 Y130.786
99.875 Y130.79
73.206 F500.
Y127.79 F51111.

Memo
Model: F86

BudcT:

3 trang soan thao thu 2, nhan vao nut
SEARCH

Budc 2:

Nhap tén déi tugng mudn tim kiém va
nhan vao nut SEARCH
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Description Images

Model: F86

81:26:11 13/06/2000 06000-NO

0:/6-CAT BIEN D4.NC

[690] Pos: 27 131541 bytes

Go L x-99.875 Y130.79 S3200 M3

Z12. M8
6.
Gl Z3.603 F500.

Y127.79 F51111.

G3 X-97.875 Y125.79 R2. seanch
G2 X-50.366 Y118.598 R166ELLINuMIE Goa
X-48.998 Y114.382 R41.988

G1 X-33.809 Y110.036

G2 X-32.815 Y108.273 R2.86

G1 Y24.225

G2 X-33.811 Y22.461 R2.06

Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.06

X-47.121 Y15.756 R2.86

81:26:38 13/06/2000 006000-NO Jog

0:/6-CAT BIEN D4.NC

[690] Pos: 27 131541 bytes

GB G980 X-99.875 Y130.79 S3280 M3

Z12. M8

Z6.

Gl Z3.603 F500.

¥127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R160.512
X-48.998 Y114.382 R41.988
G1 X-33.809 Y110.836

G2 X-32.815 Y108.273 R2.06
Gl Y24.225

G2 X-33.811 Y22.461 R2.06
Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.06
X-47.121 Y15.756 R2.06

=

Delete Line

Memo
Model: F86

Budc 3:

NEu doi tugng co ton tai trong chuong
trinh bo diéu khién sé tim thay va tra
két qua

Budc 4 (Find & Replace):

Pé thay thé déi tugng hién cd trong
chuaong trinh bang mét déi tusng
khac. Chon vao nut REPLACE
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Description Images

Model: F86

81:26:58 13/06/2000

0:/6-CAT BIEN D4.NC

[690] Pos: 27

GB G99 X-99.875 Y130.79 53280 M3

Gl Z3.603 F500.

Y127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-58.366 Y¥118.598 R166ELCIINMIEY
X-40.998 Y114.382 R41.985/ NS PYSMETY
Gl X-33.809 Y110.036

G2 X-32.815 ¥108.273 R2.66

G1 Y24.225

G2 X-33.811 Y22.461 R2.06

Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.86

X-47.121 Y15.756 R2.06

<

Replace Replace ALl

G rrogran 01:27:21 13/66/2000

Search
Goa
G54

8:/6-CAT BIEN D4.NC

[690] Pos: 27

GO X-99.875 Y130.79 53200 M3

G1 73.603 F500.

Y127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 ¥118.598 R166ELLINCINYLIS
X-40.998 Y114.382 R41.935h NN PUSNINLIY
G1 X-33.809 Y110.036

G2 X-32.815 Y108.273 R2.86

G1 Y24.225

G2 X-33.811 Y22.461 R2.86

Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.66

X-47.121 Y15.756 R2.06

<

Replace Replace All

Search
G
G54

00000-NO

08000-NO

131541 bytes

131541 bytes

Memo
Model: F86

Budc 5:

Nhap tén ddi tugng can tim vao 6 SEARC
WHAT va nhap tén déi tugng mudn thay
vao 6 REPLACE WITH.

Note:
REPLACE: Chi thay thé cho 1 ddi tuong

REALCE ALL: Thay thé cho tat ca déi tus
trong chuadng trinh
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3.3.5 XOA DONG LENH

Description Images
Model: F86

@1:28:18 13/06/2000

[690] Pos: 27

712. M8

Gl 7Z3.603 F500.

Y127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R166.512
X-40.998 Y114.382 R41.988
G1 X-33.809 Y110.036

G2 X-32.815 Y108.273 R2.06
Gl Y24.225

G2 X-33.811 Y22.461 R2.06
Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.06
X-47.121 Y15.756 R2.06

S Progran 01:28:38 13/06/2000

[690] Pos: 27

GB G54 X-99.875 Y130.79 53280 M3
Z12. M8

Gl Z3.603 F500.

Y127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-58.366 Y118.598 R160.512
X-48.998 Y114.382 R41.988

Gl X-33.809 Y110.836

G2 X-32.815 Y108.273 R2.06

Gl Y24.225

G2 X-33.811 Y22.461 R2.06

Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.06
X-47.121 Y15.756 R2.06

< &

Delete Line

8:/6-CAT BIEN D4.NC

=

Delete Line

0:/6-CAT BIEN D4.NC

00000-NO

00000-NO

131541 bytes

GO G54 X-99.875 Y130.79 S3200 M3

131541 bytes

Memo
Model: F86

BudcT:

3 trang soan thao th 2, chon vao nut
DELETE LINE

Budc 2:

Sau doé lua chon dong I[énh muén xda
va dua con trd ra phia trudc cla dong
lénh bang cach st dung céac phim mdai
tén trén bang diéu khién cda thiét bi.
Sau d6é nhan ti€p vao nut DELETE
LINE.
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Description Images

Model: F86

@1:28:56 13/06/2000 06000-NO

0:/6-CAT BIEN D4.NC

[690] Pos: 27 131541 bytes

@3 F500.

F51111.
G3 X-97.875 Y125.79 R2.
G2 X-50.366 Y118.598 R160.512
X-48.998 Y114.382 R41.988
G1 X-33.809 Y110.836
G2 X-32.815 Y108.273 R2.06
Gl Y24.225
G2 X-33.811 Y22.461 R2.06
Gl X-44.961 Y15.736
G2 X-46.025 Y15.44 R2.06
X-47.121 Y15.756 R2.06
Gl X-49.616 Y17.323

(=

Delete Line

< —

Go To Line Search Replace

S

Memo
Model: F86

Step 3:

Check the command line after being
deleted.
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3.3.6 THAO TAC COPY VA PASTE

Description Images
Model: F86

[690] Pos: 27

Gl Z3.603 F500.

Y127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R160.512
X-40.998 Y114.382 R41.988
G1 X-33.809 Y116.036

G2 X-32.815 Y108.273 R2.66
Gl Y24.225

G2 X-33.811 Y22.461 R2.06
Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.06
X-47.121 Y15.756 R2.06

Gl X-49.616 ¥17.323

[690] Pos: 27

Gl Z3.603 F500.

¥127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R168.512
X-48.998 Y114.382 R41.988
G1 X-33.809 Y110.836

G2 X-32.815 Y108.273 R2.06
Gl Y24.225

G2 X-33.811 Y22.461 R2.06
Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.06
X-47.121 Y15.756 R2.06

Gl X-49.616 Y17.323

=

Copy To

©1:28:56 13/06/2000

8:/6-CAT BIEN D4.NC

=

Delete Line

81:29:15 13/06/2000

0:/6-CAT BIEN D4.NC

00000-NO

00000-NO

131541 bytes

131541 bytes

Memo
Model: F86

Budc 1:

TU trang soan thao thd 2, nhan tiép vao
nut madi tén bén phai dé chuyén sang
trang soan thao thu 3.

Budc 2:

Lua chon va dua con trd ra phia trudc
cau lénh, sau dé nhan vao nut COPY
FROM.
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Description Images

Model: F86

01:29:36 13/06/2000

[690] Pos: 27

¥127.79 F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R160.512
X-48.998 Y114.382 R41.988
G1 X-33.809 Y110.836

G2 X-32.815 Y108.273 R2.06
Gl Y24.225

G2 X-33.811 Y22.461 R2.06
Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.06
X-47.121 Y15.756 R2.06

Gl X-49.616 Y17.323

=

Copy To

0:/6-CAT BIEN D4.NC

01:30:39 13/06/2000

Insert line

Gl Z3.603 F500.

Y127. F51111.

G3 X-97.875 Y125.79 R2.

G2 X-50.366 Y118.598 R168.512
X-40.998 Y114.382 R41.988
Gl X-33.809 Y110.036

G2 X-32.815 Y108.273 R2.06
Gl Y24.225

G2 X-33.811 Y22.461 R2.06
G1 X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.06
X-47.121 Y15.756 R2.86

Gl X-49.616 Y17.323

Copy From Copy To

0:/6-CAT BIEN D4.NC

00000-NO

02000-NO

131541 bytes

131541 bytes

Memo
Model: F86

Step 3:

Select where you want to paste and press
COPY TO button.

Step 4:

Press PASTE button.
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3.4 MAN HINH OFFSET

Pay la trang dé ngugdi dung thiét 1ap théng sé cda phdi gia cdng cling nhu chiéu cao, dudng kinh
cla cobng cu gia cong.

Bo diéu khién F86 cung cap cho ngudi dung v3i 6 hé toa dé bao gom: G54, G55, G57, G58 va 18 hé
toa d6 ma3 rong tu G59.1 (G54P7) dén G59.12 (G54P18)

Cac chic nang trong man hinh offset:

- Work set: Thiét |ap thong s6 cla phdi gia cong

- Tool set: Thiét 1ap chiéu cao, dudng kinh cua cdéng cu gia cong

- Tool NO: Bang hién thi cdng cu gia cdng dang cé trong mam dao

- Apply AUX: Gan toa do dudc tinh toan 3 chlc nang lay tdm nhanh vao hé toa dé chi dinh

- Apply MACH: Gan toa db cuia may vao hé toa doé chi dinh

- Middle function: Tinh toan toa dé tam cula theo 4 diém cla dang phdi hinh ch nhat va
theo 3 diém daéi vai dang phdi hinh tron.

Model: F86 controller

17:13:47 09/61/26060 00000 -NO

Machine Absolute
-4.576

-8.000
. -4.576 z -20.080
-3.104

. ~8.000 e
-20.080
_-3.104
-16.908
_11.756

©2:08:14 01/01/2000

G54 (G54P1)

0.000
0.000
0.000
0.000
0.000
0.000

NwW>N<X

G55 (G54P2)

0.000
0.000
0.000
0.000
0.000
0.000

NWPrN=<X

Figure 3-4. Man hinh offset
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Huéng dan thao tac:

- Nhap dU liéu bang tay (3.4.1)

- Gan toa doé may, toa db phu vao hé toa doé chi dinh (3.4.2)
- Xac dinh nhanh toa dé tam theo 4 diém va 3 diém cula phoi gia cong (3.4.3)

- Cai dat théng s6 cdng cu gia cong (3.4.4)

3.4.1 MANUAL DATA INPUT

Description Images
Model: F86

G offset 04:36:06 01/01/2000

00000 -NO Jog

EXTERNAL SHIFT G54 (G54P1) (=] Machine

]
74.979
106.397
0.000
55.999
-25.133
0.000

Auxiliary
MGP SHIFT
0.000
0.000
0.000
0.000
0.000
0.000

<

Work Set Tool Set Tooltip

04:36:40 01/01/2000 00000-NO Jog

Machine

=
74.979
106.397
0.000
55.999
-25.133

0.000

Auxiliary

0.000
9.000

.000 .000 8.0

.000 .000 :

.000 .000 e

.000 .000

.000 .00

Memo

Model: F86

Budc 1:

Vidu: Chon hé toa do dé gan dU liéu (G54).

Budc 2:

Nhap d{ liéu sau dé nhan vao nut ENTER
trén bang diéu khién dé xac nhan
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3.4.2 GAN TOA PO MAY VA TOA PO PHU VAO HE TOA PO CHi PINH
Description Images

<

<

Model:

G offset

F86

21:09:59 01/01/2000

.000
.000
.000
.000
.000

.000
.000
.000
.000
.000
.000

=
Apply Mach Apply Aux

EXTERNAL SHIFT

MGP SHIFT

LI

21:10:25 01/01/2000

G54 (G54P1)

G55 (G54P2)

02000-NO

Machine

74.979
106.397
0.000
55.999
-25.133
9.000

Auxiliary

0.000
0.000
0.000
0.000
0.000
0.000

Jog

Machine

74.979
106.397
9.000
55.999
-25.133
0.000

Auxiliary

Memo
Model: F86

BudcT:

Chon hé toa dé va truc mudn gan toa
ddé may. Sau dé nhan vao nut APPLY
MACH

Vidu: ta gan toa dé may cho toa do
(G54) cu thé la truc X

Budc 2:

Nhan vao nUt SELECTED AXIS dé gan
toa dd truc cla may vao truc tusng
Ung cla hé toa do6 chidinh

Chon vao ALL AXIS dé gan toan bd toa
do truc clla may vao cac truc tusng
Ung cla hé toa doé chidinh
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Model: F86

G offset

EXTERNAL SHIFT

NW>N<X

MGP SHIFT

<

G offset

EXTERNAL SHIFT

MGP SHIFT

NW>N<X

S offset

EXTERNAL SHIFT

NWPEN<X

MGP SHIFT

X
Y
z
A
B
C

0.
0.
0.

Description Images

21:10:49 01/01/2600

G54 (G54P1)

0.000
0.000
0.000
0.000

G55 (G54P2)
9.000
9.000
0.000
0.000

0.000
0.000

16:40:13 10/09/)24

G54 (G54P1)

000
000
000

655 (G54P2)

7g §e
i

Apply Mach | Apply Aux Inc Input | Middle Func

_— PO

10:40:30 10/09/K924

G54 (G54P1)

.000
.000
.000
.000
.000
.000

655 (G54P2)

.000
.000
.000
.000
.000
.000

< ]

Selected Axis| All Axis

00000-NO

Jog

Machine

74.979
1v6.397
0.000
55.999
-25.133
0.000

Auxiliary

9.000
0.000
08.000
0.000
0.000
9.000

Jog

Machine

59.332
34.406
=55.733
154.134
-80.665
-65.999

Auxiliary

15.165
-5.327
0.000
0.000
9.000
0.000

Jog

Machine

59.332

34.406
-55.733
1

Auxiliary

15.165
-5.327
0.000
0.000
0.000
0.000

Memo
Model: F86

Budc 3:

Kiém tra lai toa dé vlUa dugc gan tu toa
do truc cla may.

Note:

Thuc hién tudng tu cac budc trén khi
thuc hién thao tac gan toa dé phu cho
hé toa do, luc nay thay vi chon vao
APPLY MACH ta sé& chon vao (APPLY
AUX).

Toa do AUX sé dudc tinh toan trong
chdc nang MIDDLE FUNCTION, xem
thém & muc (3.4.3) bén dugi
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3.4.3 LAY TAM NHANH THEO DANG PHOI
Description Images

Model: F86

G offset

EXTERNAL SHIFT

MGP SHIFT

16:40:13 10/69/}24

.000
.000
.000
.000
.000
.000

.000
.000
.000
.000
.000

G54 (G54P1)

©2:10:18 01/01/2000

Middle Function

Px1
Px2
Pxm
Pyl
Py2
Pym

Machine Coord

00000-NO

Auxiliary

15.165
-5.327
0.000
0.000
0.000
0.000

Jog

Machine

74.979
166.397
0.000
55.999
-25.133
0.000

Auxiliary

9.000
0.000
9.000
0.000
0.000
9.000

Memo
Model: F86

Lay tdm theo 4 diém cua phédi gia céng
Budc 1:

Chon vao nut MIDDLE FUNCTION

Budc 2:

Di chuyén cac truc va cham vao 4 canh
cula phoi (PX1,PX2,PY1,PY2). theo nhu
hinh mo ta. Sau khi hoan tat qua trinh,
toa do tam phdi sé dudc tu dong tinh
todn va hién thi é (PXM, PYM) va hé toa
doé phu (AUX).
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Description Images

Model: F86

©2:10:18 01/01/2000

Middle Function

Px1
Px2
]
Pyl
Py2
Pym

PX1 Set PX2 Set PY1 Set

©2:10:34 01/01/2000

Middle Function

P2(Px2,Py2)

P1(Px1,Py1) .P!(Px!,Py!) Px1

Pyl
Px2
Py2
Px3
Py3
]

Pym
R

Machine Coord

PY2 Set

Machine Coord

® 00 ® 0 ®© 00 O

.

06000-NO Jog

Machine

74.979
166.397
0.000
55.999
-25.133
0.000

Auxiliary

9.000
0.000
08.000
0.000
0.000
9.000

00000 -NO Jog

Machine

74.979
106.397

Auxiliary

0.000
9.000
0.000
9.000
0.000
0.000

Memo
Model: F86

Lay tam theo 3 diém cua phdi gia cdong
Budc 1

TU trang tinh toan lay tdm theo 4 diém,
chon vao nut muai tén bén phai dé
chuyén sang trang tiép theo.

Budc 2:

Di chuyén cac truc cla may va cham
vao 3 diém cula phdi tron (P1,P2,P3) theo
nhu hinh mé ta. Sau khi hoan tat qua
trinh, toa do tdm phdi sé dugc tu déng
tinh toan va hién thi 3 (PXM,PYM,R) va
hé toa do phu (AUX), trong do R la ban
kinh cda phoi.
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3.5 MAN HINH MONITOR

Tai man hinh monitor, ngudi van hanh cé thé dé dang thay dugc nhiing thong tin nhu hé toa do
clia may cing nhu: Tén chuadng trinh, ché dé hoat dong, phan tram téc dd cat, truc chinh,...

Cac tinh nang trong man hinh monitor:

- Program: Truy cap vao bd nhd cua thiét bi
- Simulator: M6 phong chudng trinh gia céng, dudng chay cuia dao
- MDI: Nhap Iénh bang tay
- Auto Option: Cac tinh nang tu déng
o Cho phép chay lai chuang trinh tu bat ky dong I1énh nao
o Chay tiép tuc chuong trinh tU dong Iénh da dung trudc dé khi may bat ngs gap su
co, mat dién, ...
o Tu ddng tao mdét chuang trinh con dé kich hoat tat ca cdc nhém lénh G-code can
thiét trudc khi di chuyén dén dong l1énh da dung trudc doé.

Model: F86 controller

&GP coordinate 17:13:47 09/01/2000 00600 -NO Jog

Machine Absolute Distance To Go
-4.576 0.000

-8.000 0.000

. 4.576 z -20.080 z 0.000
-3.104 0.000

- 8.000 -16.908 0.000

11.756 0.000

" 2@ - 989 Relative ro. 0.0
-3.104

-16.98 :
11.756
. ("\

100%

< A l@E| s | 3| ®

h v
Coordinate Program offset Monitor Message

S ronitor 23:30:22 01/61/2000 06080-NO

Machine Absolute Distance To Go Relative

-24.664 0.060 -24.664
-119.403 0.000 -119.403
168.596 Z 0.000 Z 168.596
46.732 0.000 46.732
=25.133 0.000 -25.133
0.000 0.060 6.000

GOO G93 G20
G990 G17 G49
G54 G6@ G99

\ONEDRIVE \DESKTOP\TMP\TES
ONEDRIVE\DESKTOP\TMP\TES1
(MATERIAL - ALUMINUM MM - 2024)
( T2 | 1.5 BULL-NOSED ENDMILL | H2 )
N16® G21
N118 GO G17 G40 G49 G8O G9O
N120 T2 M6
M8

N130@ G@ G99 G54 X-183.83 Y30.256 AB. Sl[v|
= spindle Feedrate

Figure 3-5. Man hinh monitor
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Huéng dan thao tac:

- Mo& phdéng chuang trinh, dudng chay dao (3.5.1)

- Chédo MDI (3.5.2)
Cac tinh nang tu dong (3.5.3)

o Chay chudng trinh tU dong Iénh bat ky (3.5.3.1)
o Chaytiép tuc chuong trinh tU dong lénh da dung trudc doé (3.5.3.2)

Lich st van hanh (3.5.4)

3.5.1 MO PHONG CHUONG TRINH, PUGNG CHAY DAO

Description Images
Model: F86

GYp ronitor

Machine

-24.664
-119.403
168.596
46.732
=25.133

23:30:22 01/01/2000

Absolute

-24.664
-119.403
168.596
46.732
-25.133

00000-NO

Distance To Go

9.000 9.000

0: /NC_PROGRAM/C5_D1_55_3D.NC
k|
00000 (C5_I _3D)
(DATE=DD-| - 24-01-24 TIME=HH:MM -
(MCX FIL \ONEDRIVE\DESKTOP\TMP\TES
(NC FILE - D:\ONEDRIVE\DESKTOP\TMP\TES1
(MATERIAL - ALUMINUM MM - 2024)
( T2 | 1.5 BULL-NOSED ENDMILL | H2 )
N10® G21
N110 GO G17 G4® G49 GBO GIO
N120 T2 M6
M8 ( 160%
N130 GO G998 G54 X-103.83 Y30.256 A®. S+
e Feedrate

e
%
Teach

®

©0:04:29 01/01/2000 E 00600-NO

G simlator

3 524000
G@o G99 X0.0 Y0.0 Ae.0
G@1 G43 H1 Z185.F8008

< wie

set Work. Auto Scale | Toolpath Mode | Info

Jog

Relative

-24.664
-119.483
168.596
46.732
-25.133
9.000

GOo G93 G20
G99 G17 G49
G54 G6@ G99

VR

( 100%

Jog

Machine

0.000
9.000
0.000
0.000
0.000
0.000

Absolute

0.000
0.000
9.000
0.000
08.000
0.000

0.0

]

Memo

Model: F86

Budc 1:

Sau khi da goi chudng trinh ra thuc thi,
tai man hinh monitor. Nhan vao nut
SIMULATOR

Budc 2:

Chda cho qua trinh mé phdéng hoan tat.
Sau dé nhan vao nut AUTO SCALE dé
thu hinh anh vua lai v8i khung hinh.

TOOL MODE: Cac ché d6 hién thi md
phong chuang trinh: Phay 2D, Khac 2D,
Phay 3D va Khac 3D.

INFORMATION: Théng s6 hanh trinh
gia cdng I8n nhat va nhd nhat cda phoi
gia cong.
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Description Images

Model: F86

Simulator 11:04:11 10/69/2624

00000-NO

107.670
82.920
14.841
12.491

0.516
0.186

spindle Feedrate Rapid

_Ef.-j simulator WO 10/09/2024

INFORMATION

-107.670

Feed Length

Feed Time

Rapid Length
Rapid Time

Feed Rate Max
Spindle Speed Max

%
08006(C3_D15_3D_0.005)
(DATE=DD-MM-YY - 17-087-22 TIME=HH:MM - 10:49)

simulator 11:04:51810/09/2024

%
068006 (C3_D15_3D_0.605)
(DATE=DD-MM-YY - 17-67-22 TIME=HH:MM - 10:49)

< v

00000-NO Jog

MESSAGE

G CODE

00000-NO Jog

TOOLPATH MODE
[<ENGRAVING 2D>
<MILLING 2D>
<ENGRAVING 3D>
<MILLING 3D>

Memo
Model: F86

Work set:

Cho phép ngugi dung xem va diéu chinh kich
thudc lam viéc cla phoi gia cong

Workpiece information

Hién thi théng tin hanh t&i da va téi thiéu cua
phdi gia cong

Toolpath view mode:

M6 phdéng chuong trinh theo nhiéu dang:
Phay, Khac 2D - Phay, Khac 3D
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3.5.2 CHE PO MDI

Description Images
Model: F86

-24.664
-119.403
168.596
46.732
-25.133
0.000

©: /NC_PROGRAN/C5_D1_55_3D.C

Monitor 23:30:22 01/01/2000

Machine Absolute

-24.664
-119.403
168.596
46.732
-25.133
0.000

00000-NO

Distance To Go

0.000
0.000
0.008

Jog

Relative

-24.664
-119.403
168.596
46.732
-25.133
0.000

Geo G93 G20
G99 G17 G49
G54 G660 G99

=24 TIME=HH:MM -

=\
- D:\ONEDRIVE\DESKTOP\TMP\TES1

(MATERTAL - ALUMINUM MM - 2824)

( T2 | 1.5 BULL-NOSED ENDMILL | H2 )

N18e G621

N110 GO G17 G4@ G49 G888 G99
N126 T2 M6

M8

-24.664
-119.403

PM353000

@:/nc_prog

N13@ GO G9@ G54 X-1@3.83 Y38.256 A8. SI[7|

=

G tonitor 04:43:48 02/61/2000

Machine Absolute

-24.664
-119.403

spindle

Auto Option

00000-NO

Distance To Go

X 0.000
Y 0.6000

/

Part Log

MDI

Relative

-24.664
-119.403
168.596
46.732
-25.133
0.000

93 G20
17 G49
60 G99

76%

Spindle

( 100% /\

Feedrate

Memo
Model: F86

Budc 1:

Pau tién nhan vao nut AUTO trén bang
diéu khién cua thiét bi dé chuyén tu
ché dé AUTO sang ché doé MDI. Luc nay
3 man hinh monitor nut chldc nang

MDI sé& sang Ién, ta s& nhan tiép vao nut

MDI.

Budc 2:

Nhap mot 1énh bat ky cho bd diéu
khién va nhan OK dé xac nhan va chon

CLEAR dé nhap lai.

T oseoees
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3.5.3 CAC TINH NANG TU BONG

Cac tinh nang tu dong nay sé ho trg ngudi dung khi gap nhiing su cé bat ngd trong qua trinh gia
coéng.

Memo
Model: F86

Description Images

Model: F86

P ronitor 23:30:22 01/01/2000 00660-NO Jog

Machine Absolute Distance To Go Relative Buéc 1'
.

-24.664 -24.664 0.000 -24.664
-119 E] -119.403 0.000 -119.403
1 6 Z 168.596 Z Z 168.596

i i : i Tai man hinh monitor, nhan vao nut
0.000 0.000 . 0.000
AUTO OPTION

©:/NC_PROGRAN/C5_D1_5S_3D.NC c N 3 X GOP G93 G20

k| sa sp 699 617 649
) G54 G6® G99

(DATE=DD-| 24-81-24 TIME=HH:MY -

(MCX FILE - D:\ONEDRIVE\DESKTOP\TMP\TES

(NC FILE - D:\ONEDRIVE\DESKTOP\TMP\TES1

(MATERTAL - ALUMINUM MM - 2024)

( T2 | 1.5 BULL-NOSED ENDMILL | H2 )

N188 G21

N110 GO G17 G40 G49 G8B GIB

N128 T2 M6

M8

N130 GO G990 G54 X-103.83 Y38.256 A@. Si[z|

=

spindle

Auto Option c| Part Log

Budc 2:

START FROM LINE: Chay chugng trinh
tu bat ky dong 1énh nao
5." Monitor 23:48:44 03/01/2000 H 00000 -NO

DL CONTINUE: Chay ti€ép tuc chuong trinh

-24.664 -24.664 0.000 -24.664

o e 9-000 119403 gia cong tu dong Iénh da dung trudc

168.596 168.596 0.000 168.596

9974.867 9974.867 0.000 9974.867 dé

X

Y

z

A -9953.268 -9953.268 0.000 -9953.268
B

€ 10000. 000 280.000 0.000 10000. 000

0:/NC_PROGRAN/C3_D15_3D_0.005 . C

el SET NEW LINE: Nhap s& thd tu cla

(DATE=DD-MM-YY - 17-07-22 TIME=HH:MM -
(MCX FILE - D:\ONEDRIVE\DESKTOP\A KHOI‘

(NC FILE - D:\ONEDRIVE\DESKTOP\A KHOI\C - ‘H‘ Cut d(‘)ng |énh mU6n bé,t déu Chay Sau dé

(MATERIAL - ALUMINUM MM - 2024)

(12| | H2) ~ s x - 2
160 G21 nhan tiép vao nut SET NEW LINE dé
N102 GO G17 G40 G49 G8@ G99

N106 GO G99 G54 X-107.67 Y-16.658 A@.

710.M8 - 3
N0 2.217 K xac nhan..

NC CUT: Tu dong tao chuadng trinh con
dé kich hoat cac Iénh G-code can thiét
nhu: khgi dong truc chinh, bat nudc
tudi ngudi, ... khichay lai chugng trinh
sau khi may gap su co trudc khi di
chuyén dén dong lénh da dung trudc
do

=)
Plus | On/Off NC Cut
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3.5.3.1 CHAY CHUGNG TRINH TU DONG LENH BAT KY

Description Images
Model: F86

Memo
Model: F86

GYp ronitor 23:48:44 03/01/2000 @ ocecone Jog

Machine Absolute Distance To Go Relative Bu6 .I'
.66 -24.664 . -24.66. c ¢
-119.403
168.596 Z
6 -9953.268 . -9953.268
9974.867 9974.867 o 9974.867
10000.000 280.000 . 10000.000

Vidu: Ta mudn chay chudng trinh cau
lénh thd 100.

Last Line

( 3D_0.005) New Line
(DATE=DI - 17-07-22 TIME=HH:MM - 2 Plus
(MCX FILE ONEDRIVE\DESKTOP\A KHOI) T
(NC FILE - D:\ONEDRIVE\DESKTOP\A KHOI\C B ocut
(MATERIAL - ALUMINUM MM - 2024)

(72| | H2)

N10® G21

N102 GO G17 G4® G49 GBO GIO

N106 GO G99 G54 X-107.67 Y-16.658 AQ.
710.M8

N116 Z.217

g.

Continue Set New Line | Set Z Plus | On/Off

%" Monitor 23:48:44 03/01/2000 E 00000 -Ne :|D= Budc 2.
.
Machine Absolute Distance To 6o Relative

-24.664 -24.664 0.000 -24.664 ~ - - - R L
Sreaped o.e 000 e Nhap s6 100 va nhan vao nut SET NEW
68.596 Z 168.596 Z 0.000 Z 168.596 .
-9953.268 -9953.268 0.000 268

-995 2 - ~ - ~ ~ -
9974867 9974867 0.000 9974857 LINE dé xac nhan sau dé nhan vao nut
10600.000 280.000 0.0600 10000.000
START FROM LINE.

©:/NC_PROGRAN/C3_D1S_3D_0.005.NC X
Last Line

( X New Line

(DATE=DI - =22 TIME=HH:MM - 7 Plus

(MCX FILE ONEDRIVE\DESKTOP\A KHOI' “ s

(NC FILE - D:\ONEDRIVE\DESKTOP\A KHOT\C e

(MATERIAL - ALUMINUM MM - 2024)

(T2 | | H2)

N18e G621

N182 GB G17 G408 G49 G88 G99

N166 GB G9@ G54 X-187.67 Y-16.658 A@.

Z10.M8

Line Continue Set New Line | Set Z Plus
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Description Images
Model: F86

Memo

Model: F86

G Honitor 23:48:44 03/01/2000 E 00000-NO Jog

Budc 3:

Machine Absolute Distance To Go Relative

-24.664 -24.664 0.008 -24.664
-119.403 -119.403 0.000 -119.483

X
s e s e e Bo diéu khién sé di chuyén dén dong
g
C

-9953.268 -9953.268 0.000 -9953.268

16006, 060 w0000 o600 16006, 060 Iénh thd 100, nhung sé khdng chay

@:/NC_PROGRAM/C3 DIS 3D @005 NC 2
= - _ Llast Line Y Iay,

X-40.998 Y114.382 R41.988 El

B
1 ‘ New Line

G2 X-32.815 Y108.273 R2.66 Z Plus

Gl Y24.225 B ocut
G2 X-33.811 Y22.461 R2.06

Gl X-44.961 Y15.736

G2 X-46.025 Y15.44 R2.06

X-47.121 Y15.756 R2.06

Gl X-49.616 Y17.323 ~ 999999999

Continue Set New Line | Set Z Plus | On/Off NC Cut
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3.5.3.2 CHAY TIEP CHUGNG TRINH TU DONG LENH PA DUNG TRUGC PO

Description Images
Model: F86

GYp ronitor

23:48:44 03/01/2000

Machine Absolute

-24.664
-119.403
168.596
-9953.268
9974.867
280.000

\ONEDRIVE\DESKTOP\A KHOI'
: \ONEDRIVE\DESKTOP\A KHOT\C
(MATERIAL - ALUMINUM MM - 2024)
(72| | H2)
N10® G21
N102 GO G17 G4® G49 GBO GIO
N106 GO G99 G54 X-107.67 Y-16.658 AQ.
710.M8
N116 Z.217

< =

start F. Line Continue

G renitor

23:48:44 03/01/2000

Machine Absolute

'4.867
10000.000

©: /NC_PROGRAMN /C3_D1S_3D_0.005 .IC
A
06000 (C3_D1S_3D_0.005)

(DATE=DD- - 17-87-22 TIME=HH:MM -
(MCX FILE - \ONEDRIVE\DESKTOP\A KHOI'
(NC FILE - D:\ONEDRIVE\DESKTOP\A KHOI\C
(MATERIAL - ALUMINUM MM - 2024)

(72| | H2)

N1ee G21

N102 GO G17 G40 G49 G8@ G99

N106 GB G9@ G54 X-107.67 Y-16.658 A@.
Z10.M8

N11@ 7.217

Start F. Line Continue

H 00000-NO

Distance To Go

Last Line
New Line
Z Plus

B nccut

=

Set New Line | Set Z Plus

E 00000-NO

Distance To Go

0.000
0.000
0.000
0.008
0.000
0.000

Set New Line | Set Z Plus

Jog

Relative

Jog

9974.867
10000.000

2293

Relative

On/of-

-24.664

-9953.268
9974.867
10000.000

2293

Memo
Model: F86

Budc 1:

Kiém tra dong lénh da dung trudc dé 3 6
LAST LINE.

Budc 2:

Nhan tiép vao nit CONTINUE. Sau dé
chuyén bd diéu khién sang ché dé AUTO
bang cach nhan vao ndt AUTO trén bang
diéu khién. Cudi cung la kiém tra lai phoi
va cac thong sé va nhan vao nut CYCLE
START dé b3 dau qua trinh gia cong.

Note:

Bat tinh nang NC CUT: Khi chay lai
chuaong trinh, bd diéu khién sé tu dong
tao chuong trinh con dé bat cac Iénh G-
Code can thiét trudc khi di chuyén dén
dong lénh da dung trudc do

Tat tinh ndng NC CUT: Khi chay lai
chuadng trinh, bé diéu khién sé khoéng
tao chuong trinh con dé kich hoat cac
lénh G-code can thiét va sé di chuyén va
chay truc tiép tU cau lénh da dung
trudc do.
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Description Images Memo

Model: F86 Model: F86

G Honitor 23:48:44 03/01/2000 @ oeeeono Jog Bat/Tét tl'nh néng NC Cut

Machine Absolute Distance To Go Relative

-24.664 -24.664 0.008 -24.664

-119.403 -119.403 6.000 -119.463 Nhéin vao nut ON/OFF NC CUT CTé bét tét

X

¥

z 168.596 168.596 0.000 168.596
A -9953.268 -9953.268 0.000 -9953.268 & =

B 9974.867 9974867 0.000 9974.867 tl n h n a ng N C CUt'
C 10600. 000 280.0600 0.008 106000. 000

©:/NC_PROGRAM/C3_D1S_3D_0.005.NC
= S 2293
00600 (C. _0.005)
(DATE=DI YY - 17-67-22 TIME=HH:MM -
(MCX FILE - D:\ONEDRIVE\DESKTOP\A KHOI'
(NC FILE - D:\ONEDRIVE\DESKTOP\A KHOI\C H| nccut
(MATERIAL - ALUMINUM MM - 2624)

(T2 ] | H2)
N1ee G621

N182 GO G17 G40 G49 G8@ G99
N186 GO G990 G54 X-187.67 Y-16.658 AQ.
Z10.M8

N1l@e Z.217 = 0 ~ 999999999

Continue
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3.5.4 LICH SU VAN HANH

Description Images
Model: F86

GYp ronitor 23:30:22 01/01/2000 00000 -NO Jog

Machine Absolute

-24.664 -24.664
-119.403 -119.403
168.596 Z 168.596

800
eee
600

=25.133 -25.133
9.000

000
000

8.
0.
i 8.
46.732 46.732 0.000
0.
0.

©:/NC_PROGRAM/C5_D1_55_3D.NC ’ . Geo
G99

00000(C5_D1_55_3D) G54

(DATE=DD 24-01-24 TIME=HH:MM -

(MCX FILE NEDRIVE\DESKTOP\TMP\TES

(NC FILE - D:\ONEDRIVE\DESKTOP\TMP\TES1

(MATERTAL UMINUM MM - 2024)

( T2 | 1.5 BULL-NOSED ENDMILL | H2 )

N10® G21

N110 GO G17 G4® G49 GBO GIO

T2 M6

GO G9@ G54 X-103.03 Y30.256 A@. S1[+|
= spindle

simulater Auto Option

S rart Log

01:35:55 04/01/2600 00000 -Ne ng
Part Log
tal
pha xoay thienac dao 127.NC 14 06 ©5/01/2000

1 (1).nc FECH 06/01/2000
VET_D6(1) .NC 00/00/2000
VET_D6(1) .NC 14/01/2000
VET_D6(1) .NC 14/01/2000
10@nmb. tap 14/01/2000
VET_D6(1) .NC 120:46 14/01/2000
€3_D15_3D_0.805.NC 15/01/2000
€5_D1_55_3D.NC 27/01/2000

27/01/2000

©0/00/2000
Sample_1.NC 02/01/2000
Sampl NC 02/01/2000
4. C3_D1! 22 ©2/01/2000

WN R S oun

WNR®©So WA

| __No._lprogram | Start Time Total Tine (s
° \

Distance To Go Relative

-24.664
-119.483
168.596
46.732
-25.133
9.000

G93 G20
G17 G49
G6@ G99

VET_D6(1) .NC 14 18 ©5/01/2000 358

Memo

Model: F86

BudcT:

TU man hinh chinh clia trang monitor
nhan vao nut PART LOG

Budc 2:

Tai ban nay ngudi van hanh cé thé xem
dudc lich si van hanh, tén chudng
trinh va thdai gian hoan thanh chu ky
gia cong.
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3.6 MAN HINH BAO TRI

Tai man hinh nay ngugi van hanh cé thé xem dudc lich s 16i, canh bdo clda bd diéu khién. Dé truy
cap vao trang b3ao tri, tU trang man hinh chinh nhan vao nat MAINTEN. Thém vao dé ngugi van
hanh cdé thé luu lai lich s 16i dé kiém tra khi can thiét.

Cac tinh nang trong man hinh bao tri:

- Alarm: Lich su 16i

- Warning: Lich s canh bdo

- Operation: Lich st ban hanh

- Backup: Luu tr lich st van hanh, 16i, cdnh bdo vao thiét bi USB.

Model: F86 controller

P coordinate 17:13:47 09/01/2000 00600 -NO Jog

Machine Absolute Distance To Go
0.000

,-4.576 1 =y o=
_-8.000

-20.080 |

-3.104 pee

-20.080

-16.908 ;o
11.756

11.756
e D (=
] spindle e
¢ A B A B @

Q
coordinate Program offset Monitor Message

G ressage 01:56:34 04/01/2000 00600-NO Auto

History Alarm

[ No. | Group | 10 [ Time ____Jcomtent ____________ |
HMI 36 21:39:40 ©1/061/2000 Operator Keyboard Communication Fau[s]
HMI E 8 ©1/61/200@0 Operator Keyboard Communication Fau
NC-0T 6 22: 81/61/200@ Main Emegency Switch On
NC-NC 01/61/200@ Machine Power Up - Press Reset For
NC-NC H @1/@1/200@ Machine Power Up - Press Reset For
NC-NC 01/01/2000 Machine Power Up - Press Reset For
NC-NC 3 3 @1/01/200@ Machine Power Up - Press Reset For
NC-NC 04 :44 ©2/01/200@ Machine Power Up - Press Reset For
NC-0T 6 21:40:07 ©3/01/2000 Main Emegency Switch On
NC-0T 6 23:48:28 03/01/2000 Main Emegency Switch On
NC-NC 23:48:28 03/01/2000 Machine Power Up - Press Reset For
NC-NC ©00:89:43 04/81/2000 Machine Power Up - Press Reset For
NC-NC 00:10:46 04/01/2000 Machine Power Up - Press Reset For
NC-NC ©01:35:50 04/01/2000 Machine Power Up - Press Reset For
NC-NC ©91:42:48 04/01/2000 Machine Power Up - Press Reset For ‘

arning  Operation

Figure 3-6. Man hinh maintenance
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3.7 MAN HINH CHAN DPOAN

Bo diéu khién cua QS Technology ho trg ngudi dung cé thé gidm sat sau vao céac bit hé théng,
thanh ghi va cac bién macro théong qua bang chan doan.

Cac tinh néng trong bang chan doan:

- NC bit: Truy cap vao trang bit d{ lié
- NC register: Truy cap vao trang thanh ghi d{ liéu
- Macro debug: Truy cap vao trang cac bién macro (Bién cuc bd & Bién toan cuc)

Model: F86 controller

-El‘.-" Coordinate 02:43:07 04/01/2000 00000 -Ne Auto

Machine Absolute Distance To Go
-24.664 0.000
-119.403 0.000
o 24 .664 Z 168.596 z 0.000
-9953.268 0.000

—'119 .4093 9974.867 0.000

280.000 0.000

X
Y

Z  168.596
A~ -9953.268 o
B
C

Z 168.596

-9953.268
9974.867 so53.268
16000.000

10000 .000

110%
spindle Feedrate

< il

Diagnostic Parameter System

&GP piagnostic 02:43:25 04/01/2000 00600-NO Auto

NC BIT
+3

ATX4

<

NC Bit NC Register | Macro Debug

Figure 3-7. Man hinh chan doan
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3.8 MAN HINH PARAMETER

Thoéng s6 cla bd diéu khién [a mét phan rat quan trong. Ngugi van hanh can phai hiéu ré chuc
nang cla cac théng sé. TUYET POI khong tu y thay déi thdng sé cla bd diéu khién khi chua hiéu
ré chlc nang cua cac théng sé. Bai vi néu ngudi van hanh tu y thay déi thong sé khi chua hiéu ré
chiic nang cla théng s6 sé dan dén may van hanh bi sai va cé thé gay ra ngudy hiém, h& hong lam

anh hudng dén hiéu nang clia may va gian doan qua trinh gia cong.

Cac muc thdng sé trong man hinh parameter:

- General: Cac théong s6 chung

- Axis: Cai dat théng soé truc

- Spindle: Cai dat thong sé truc chinh

- Hardware: Cai dat thong s6 phan cing

Model: F86 controller

G coordinate

QS TECHNOLOGY CO.LTD

©2:43:07 04/01/2000 00000 -NO

Absolute

Machine
X -24.664
Y  -119.403
z 168.596
A
B
C

-24.664
-119.403
168.596
-9953.268
9974.867
280.000

Relative

-24.664

-9953.268
9974.867
10000.000

1060600 . 060

spindle

g

Parameter ©2:46:00 04/01/2000 00000 -NO

General
+3

AXA _ENA
i

R AX4.DIR  AX5.DIR

AX1.HDIR AX2.HDIR AX3 AX4.HDIR AX5

] ] ]
AX1.HDRF

AX2.HDRF A AX4 .HDRF

] ]

spindle Hardware

Feedrate

Auto

Distance To Go

0.000
0.000
0.008
0.000
0.008
0.000

9.0
0.0

Auto

Figure 3-8. Man hinh parameter




Hudng dan thao tac trong man hinh parameter:

- Cai d5t théng s6 (3.8.1)

3.8.1 CAlI DAT THONG sO

Description Images
Model: F86. F86, Astro 6A, Astro 10i

Parameter 02:46:00 04/01/2000 08060-NO Auto

General

AX1.HDIR AX2.HDIR AX3
e ]

AX1.HDRF AX2._HDRF AX3
] -]

Spindle Harduare

W3:55:28 10/09/2024 06000-NO

Axis

Axis 1 Encoder Multiply (0: x4 ;
Axis 2 Encoder Multiply (8: x4 ;
Axis 3 Encoder Multiply (@: x4 ;
Axis 4 Encoder Multiply (0: x4 ;
Axis 5 Encoder Multiply (@: x4 ;
Axis 6 Encoder Multiply (@: x4 ;
Axis 7 Encoder Multiply (0: x4 ;
Axis 8 Encoder Multiply (@: x4 ;

58%
spindle Feedrate Rapid
s o
x =]

General spindle Hardware user

Page
Down}

L

Memo

Model: F86, F86, Astro 6A, Astro 10i

BudcT:

Lua chon muc théng sé mudn cai dat
nhu: Théng sé truc, truc chinh, phan
cung, macro, ...

Budc 2:

Nhan nut PAGE DOWN & bang diéu
khién dé cudén trang xuéng va tim dén
théng sé can thiét.
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Memo

Description Images
Model: F86. F86, Astro 6A, Astro 10i

Model: F86, F86, Astro 6A, Astro 10i

Parameter W3:55:28 10/09/2024 06000-NO

Axis P
Budc 3:
Axis 1 Encoder Multiply (@: xd ;
Axis 2 Encoder Multiply (@: x4 ; 1: » 1o _ - - > ~ 9 .
e B Gty (A (08 <0 § 74 595 2% ¢ Xem phan chu thich nam bén phai
Axis 4 Encoder Multiply (©: x4 ; 1: x2; 2: » -~ ~ - . . -~
S B (o (Y (0 0 o B 2 2 théng s6 trudc khi thiét lap.
Axis 6 Encoder Multiply (@: x4 ; 1: F

Axis 7 Encoder Multiply (@: x4 ;

e B 1y 17 50 Vi du: ta thiét 1ap gia tri 1én 1 bdng cach
Nnhap so 1tU phim soé trén bang diéu
- khién

( 58%
spindle Feedrate
A o
X =

spindle Hardware user

G rarancter 13:5§:56 10/09/2024 00600-NO

Axis

Axis 1 Encoder Multiply (@: x4 ; 1: x2; 2: x1) n

Axis 2 Encoder Mult]

Axis 3 Encoder | LUc nay trén man hinh sé xuat hién cla

Axis 4 Encoder Mult

Axis 5 Encoder Hlt ‘ s6 yéu cau nhap mat khau. Ldc nay ta

Axis 6 Encoder Mult|

e ‘ sé& nhap mat khau ngudi dung “ 1415

Axis 8 Encoder Multiply (8: x4 ; 1: x2; 2: x1)

Budc 4:

“va nhan vao nut OK.

7

/
56% % 50%

spindle  Feedrate Rapid
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Description Images
Model: F86. F86, Astro 6A, Astro 10i

Parameter W3:55:28 10/09/2024 E 06000-NO

Encoder Multiply (@: x
Encoder Multiply (@:
Encoder Multiply (@:
Encoder Multiply (@: x
Encoder Multiply (@:
Encoder Multiply (@: »
Encoder Multiply (@: x
Encoder Multiply (@:

spindle  Feedrate Rapid

LA |

spindle Hardware

13:56:41 10/g0/2024 08000-NO

Encoder Multiply (@: x
Encoder Multiply (@:
Encoder Multiply (@: x
Encoder Multiply (@:
Encoder Multiply (@:
Encoder Multiply (@: x

Encoder Multiply (@:

Encoder Multiply (8: »

spindle

T o=

General spindle Hardware

S A A A 20

Memo

Model: F86, F86, Astro 6A, Astro 10i

Budc 5:

Sau doé ta sé nhap lai gia tri1lan nda va
nhan vao nUt RESET trén bang diéu
khién dé luu théng soé.

Budc 6:

Cubi cung ta sé khai déong lai bd diéu
khién
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3.9 MAN HINH PLC

Cac dong bd diéu khién clia QS Technology déu dugc tich hgp module xU Iy PLC cho phép ngugi
dung cd thé giam sat trang thai van hanh cda may théng qua PLC ladder. Ngudi dung cé thé
chuan bi chuang trinh PLC ladder va nap vao bd diéu khién dé may van hanh theo ddng yéu cau.

Cac muc trong man hinh PLC:

- SYS BIT: Truy cap trang bit hé théng

- SYS REG: open system register data page

- FIND REV: Tim déi tugng trudc dé co trong chuong trinh ladder

- FIND NEXT: Tim d&i tugng ti€p theo cé trong chuang trinh ladder

Model: F86 controller

©2:43:07 04/01/2000 00000 -NO

Machine Absolute
-24.664

'_ 24 . 664 v -119.483

168.596
-9953.268

—'119 .403 9974.867

280.000

168.596 i
-9953.268 .

9974867 |
10000 .000

16600.0260

L

PLC

21:17:27 09/01/2600 00000 -NO Jog

I il = Search

— L 2E Device Comment
1942 [M1933 X5
’

M1933 X5

‘s"‘"‘ A1206]
M1043 | M1934  X47
—

M193d  X47

Search Result

No.__[Row __[col |

13 M1921

e e —— S LT
3 | F12 m192e

“‘"}—| }7 1257
=

<

System Bit System Reg

Figure 3-9 Man hinh PLC
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Huéng dan thao tac:

- Tim déi tugng cé trong chuang trinh (3.9.1)
- Napduliéu PLC (3.9.2)

3.9.1 TIM POl TUGNG CO TRONG CHUGONG TRINH
Description Images Memo
Model: F86. F86, Astro 6A, Astro 10i Model: F86, F86, Astro 6A, Astro 10i

13:5§:56 10/09/2024 @ oeecene Jog Buéc -I.
= .

[ search

:
L]
I —

i
D— DE”“ S Pién tén déi tugng can tim vao 6

——— SEARCH. Sdu doé nhan vao nut ENTER
R trén bang diéu khién.

v‘::’—Auoﬁ

F13  M1921

13:5§:56 10/09/2024 H 006600-NO Jog Budc 2:

| ~| Search

v;ﬂ—»\uoz I moz7 |
— evice Commen ~ PN .2 ~ as N 5 s 5 e
o e Bo6 diéu khién sé tim va tra két qua néu

- déi tugng cé ton tai trong chuang

trinh. Néu nhu ngudi van hanh mudén
xem liéu c6 con gia tri co cung tén
trong chuadng trinh. Nhan vao nut FIND
NEXT va FIND REV dé kiém tra
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3.9.2 NAP DU LIEU PLC

Pé nap dU liéu thanh céng vao bd diéu khién, ngudi van hanh can ndm ré dinh dang, tén cla tap
tin. Néu dé sai tén va dinh dang sé khéng thé nap d liéu vao bd diéu khién.

Number Loai di liéu Tén dii liéu Pinh dang Final Format

ALM_PLC_USER ALM_PLC_USER.HPL
! PLC PLC HPL PLC.HPL

Description Images Memo
Model: F86. F86, Astro 6A, Astro 10i Model: F86, F86, Astro 6A, Astro 10i

02:43:07 04/01/2000 06000-NO Auto

Machine Absolute istance An Buéc 1:

-24.664 1 it A
-119.403 oo ser : Chon vao nuat chdc nang SYSTEM

168.596 i
-9953.268 e

168.596

9974.867 “aara.s67
109'90 . e@e 10000. 000

GY systen 21:35:50 06/01/2000 00000 -NO Jog

Information

NC SOFTWARE HARDWARE B udc 2:

+ NC Verison: 1.3.78 + NC Verison: 1.2.04
+ PLC Verison: 1.2.10 + HMI Verison: Integrate
H + ID Device: AS6A81822001758

Fr*ee Space: 2999 Mbytes (Used: 19%) Nhép mét khéu ngu(‘ji dung “ ]4‘]5 u Vé
chon vao nut OK

MOTION SOFTWARE
+ MOT Version: 1.0.61
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Description Images

Model: F86

System 21:36:28 06/01/2000

00000-NO

Information

NC SOFTWARE

HMI SOFTWARE

+ HMI Verison: 1.1.6@

+ HMI Ladder Verison: 1.0.08
MOTION SOFTWARE

+ MOT Version: 1.8.61

-]

Data 1/0 Firmware Sys. Init

i

21:37:19 06/01/2000

GFp systen

HARDWARE

+ NC Verison: 1.2.04

+ HMI Verison: Integrate

+ ID Device: AS6A@1822001758

+ Free Space: 2999 Mbytes (Used: 19%)

o

o]

Permission

08000-NO

Information

NC SOFTWARE

+ NC Verison: 1.3.78

+ PLC Verison: 1.2.10
+ Macro Verison: 1.2.14

HMI SOFTWARE

+ HMI Veris 1.1.60

+ HMI Ladd rison: 1.0.08
MOTION SOFTWARE

+ MOT Version: 1.0.61

PARA/OFFSET

PLC Data Macro Data

HARDWARE
+ NC Verison: 1.2.04

+ HMI Verison: Integrate

+ ID Device: AS6AB1822001758

+ Free Space: 2999 Mbytes (Used: 19%)

Memo
Model: F86

Budc 3:

Chon vao muc DATA I/O. Tai muc nay
NguUgdi dung cd thé nap, xuat dd liéu cho

(Macro/PLC/Parameter/Offset)

Budc 4:

Nhan vao nut PLC DATA.
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Description Images

Model: F86

21:38:47 06/01/2000 06000-NO

Information

HARDWARE

+ NC Verison: 1.2.84

+ HMI Verison: Integrate

+ ID Device: AS6A@1822001758

+ Free Space: 2999 Mbytes (Used: 19%)

+ HMI Verison: 1.1.68
+ HMI Ladder Verison: 1.0.08

MOTION SOFTWARE
+ MOT Version: 1.8.61

&F systen 03:14:02 07/61/2000 W oeeeono

No File Selected
Firmiare Update File Select USB Disk

B ALM_PLC_USER . txt on..
B PLC.HPL ALM_PLC_USER . txt
/B PLC.HPL

&4

< Confirm select Sel/DeSel A1l

Memo
Model: F86

Budc 5:

Chon tiép vao UPDATE hoac BACKUP

Budc 6:

Cam USB vao bd diéu khién va lua chon
thu muc c6 chua dd liéu PLC. Luc nay
b6 diéu khién sé tu ddong nhan dién dU
liéu PLC néu nhu tap tin dugc dat dung
tén va dung dinh dang. Sau dé chon
vao nUt CONFIRM dé bat dau qua trinh
nap d liéu vao bd diéu khién.

PAGE 79
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3.10 CAlI DAT THONG SO HE THONG
Ngugi van hanh truy cap vao trang hé théng dé thiét 1ap cac théng sé hé théng cling nhu nap
hodc xuat d liéu trén bd diéu khién. Biéu quan trong la cac tap tin phai dugc dat ddng tén va

dinh dang.

Number

1

2

Notes:

Loai dir liéu
Macro alarm
Parameter

Offset

PLC

Tén tap tin Pinh dang Pinh dang cudi cung
ALM_MACRO_USER axt ALM_MACRO_USER.txt
PARAM_NC txt PARAM_NC.txt
PARAM_USER ’ PARAM_USER.txt
OFFSET Ixt OFFSET.txt
ALM_PLC_USER HPL ALM_PLC_USER.HPL
PLC ’ PLC.HPL

Cac chuang trinh macro thudng dudc tao bang cach si dung trinh soan thao van ban nhu
Notepad va luu v3i phan ma rong tép .txt. Trudc khi tai chusng trinh macro vao bd diéu khién,
Ngudi lap trinh phai loai bd phan ma rong tép .txt.

Example:

Chuaong trinh macro dudc tao bang viéc st dung Notepad cé tén la “M0100.txt". Ngudi dung phai
loai bd phan md rong txt trudce khi nap dU liéu vao bd diéu khién.

MO100.txt —» MOI100
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Model: F86 controller

G coordinate 02:43:07 04/01/2000 00080 -NO Auto

Machine Absolute Distance To Go
-24.664
-119.403
-24.664 119403
-9953.268

_'119 .403 9974.867

280.060

X
Y

z 168.596  win
A -9953.268
B
C

9974.867 i i

10000 .000

10000.000

11e

spindle Feedrate

<

Diagnestic ] system

Sy systen 21:36:28 06/01/2000 0oaee-NO

Information

NC SOFTWARE HARDWARE
+ NC Verison: 1.3.78 + NC Verison: 1.2.84
+ PLC Veri .10 + HMI Verison: Integrate

+ 1D Device: AS6AG1822001758

+ Free Space: 2999 Mbytes (Used: 19%)
HMI SOFTWARE
+ HMI Verison: 1.1.6@
+ HMI Ladder Verison: 1.0.08

MOTION SOFTWARE
+ MOT Version: 1.0.61

¢ [ ‘ &

Data I/0 Firmware Sys. Init Permission Logout

Figure 3-10. System page
Hudng dan thao tac:

- Cap nhat firmware (3.10.1)
- Caidat ngay gid (3.10.2)
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3.10.1 CAP NHAT FIRMWARE

Description Images
Model: F86

Coordinate 02:43:07 04/01/2000 00600-NO Auto

Machine Absolute Distance To Go
-24.664
-24.664 .
L]

-9953.268

_'119 .403 9974.867

280.000

168.596 i
~9953. 268 e

168.596

9974.867 1
10000 . 000

10000 . 000
110%

spindle Feedrate

L

System 21:35:50 06/01/2000 06000-NO

Information

NC SOFTWARE HARDWARE
+ NC Verison: 1.3.7 + NC Verison: 1.2.04
i + HMI Verison: Integrate
+ ID Device: AS6A81822001758
+ Free Space: 2999 Mbytes (Used: 19%)
HMI SOFTWARE
+ HMI Verison: 1.1.60
+ HMI Ladder Verison: 1.0.08 SN ‘Admin

MOTION SOFTWAR o]
+ MOT Version: 1.8.61 Ressbd

Memo
Model: F86

BudcT:

Nhan vao nut SYSTEM.

Budc 2:

Nhap mat khau ngugi dung “1415”

QS TECHNOLOGY CO.LTD

PAGE 82




Description Images

Model: F86

System 2 28 06/01/2000 06000-NO

Information

NC SOFTWARE HARDWARE

+ NC Verison: 1

+ PLC Veri

+ Macro Verisol 1.2. i S6A01822001758

HMI SOFTWARE

+ HMI Verison: 1.1.6@

+ HMI Ladder Verison: 1.0.08
MOTION SOFTWARE

+ MOT Version: 1.8.61

&}

Data 1/0 Firmware Sys. Init Permission Logout

GFp systen 21:38:47 06/01/2000 00000-NO

Information

NC SOFTWARE HARDWARE
+ NC Verison: 1.3. NC Verison:
+ PLC Veriso W2, HMI Veris
ID Device: AS6A@1822001758

HMI SOFTWARE

+ HMI Verison: 1.1.68

+ HMI Ladder Verison: 1.8.08
MOTION SOFTWARE

+ MOT Version: 1.0.61

Free Space: 2999 Mbytes (Used:

Free Space: 2999 Mbytes (Used: 19%)

Memo
Model: F86

Budc 3:

Chon vao muc FIRMWARE.

Budc 4:

Nhan vao nut UPDATE.

PAGE 83

QS TECHNOLOGY CO.LTD




Description Images
Model: F86

S systen

©3:14:02 07/01/2000 H 06000-NO Jog

No File Selected

Firmsare Update File Select USB Disk

/)l F86_Main_Core_V1.00.Bin om..
/) F86_Motion_Core_V1061.bin [/ F86_Main_Core_V1.08.Bin
)W F86_Motion_Core_V1861.bin

"N

Sel/DeSel A1l Open File

®

Memo
Model: F86
Budc 3:

Cam USB vao bd diéu khién va lua chon
thu muc c6 chua firmware. LUc nay b
diéu khién sé tu dong nhan dién tap tin
firmware néu nhu tap tin dugc dat
dung tén va dung dinh dang. Sau do
chon vao nut CONFIRM dé bat dau qua
trinh cap nhat firmware vao bd diéu
khién.

Note:

Firmware cla bo diéu khién F86

¢ F86_Main_Core_V1.00.Bin
e F86_Motion_Core_V1061.BIn
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3.10.2 CAlI BPAT NGAY GIC

Description Images
Model: F86

System 21:36:28 06/01/2000

NC SOFTWARE

+ PLC Verison:
+ Macro Verison

HMI SOFTWARE
+ HMI Verison: 1.1.66
+ HMI Ladder Verison: 1.0.08

MOTION SOFTWARE
+ MOT Version: 1.0.61

Firmware

_Ef.-j System 21:41:04 ©6/01/2000

NC SOFTWARE

+ NC Verison: 1.3.78

+ PLC Verison: 1.2.10
+ Macro Verison .14

HMI SOFTWARE
+ HMI Verison: 1.1.6@
+ HMI Ladder Verison: 1.8.88

MOTION SOFTWARE
+ MOT Version: 1.8.61

e | ;! [

Time/Date Network Hemory

00000-NO

Information

HARDWARE

+ NC Verison: 1.2.04

+ HMI Verison: Integrate

+ ID Device: AS6A81822001758

+ Free Space: 2999 Mbytes (Used: 19%)

00000-NO Jog

Information

HARDWARE

+ NC Verison: 1.2.84

+ HMI Verison: Integrate

+ ID Device: AS6A@1822001758

+ Free Space: 2999 Mbytes (Used: 19%)

Graphic Boot Splash

Memo
Model: F86

BudcT:

3 man hinh system chon vao nut SYS.INIT.

Budc 2:

Nhan vao nut TIME/DATE.
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Description Images
Model: F86. F86, Astro 6A, Astro 10i

21:41:25 06/01/2000 06000-NO

Information

HARDWARE

+ NC Verison: 1.2.84

+ HMI Verison: Integrate

+ ID Device: AS6A@1822001758

+ Free Space: 2999 Mbytes (Used: 19%)

Change date and time

MOTION SOFTWARE

+ MOT Version: 1.0. I [a ¥ [z

¥ Gan

< v

Set Time

Memo

Model: F86, F86, Astro 6A, Astro 10i

Budc 3:

Thiét 1ap gia tri thai gian sau dé nhan
vao nut SET TIME.
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3.11 SO DAO TU BONG

y\f
T T

(Tool length measurement sensor) —» l

Khi lénh M100 dudc goi thi hé théng tudi ngudi sé tat. Ldc nay truc Z dang 3 vi tri bat ky trén ban
may, s& bat dau veé lai vi tri home.

Giaidoan1:

Giai doan 2:

Luc nay bd diéu khién di chuyén truc XY va dau cdng cu dén diém so dao tu ddng da dudc thiét
lap & thong s6 (#14003 va #14004)

Z safe

Giaidoan 3

Sau dé truc Z sé di chuyén nhanh dén vi tri mat phang an toan da dugc thiét 1ap 3 théng sé
(#14005)
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7 (8)

7T 7l Ty
i 4 441

Truc Z sé di chuyén va cham vao cam bién 1an dau tién vai téc do dudc thiét 1ap 3 thong s6
#14007. Sau khi da cham vao cam bién, truc Z sé rut |én 1 doan vd3i gia tri da thiét 1ap & thong s6
#14008

Giai doan 4, 5:

Giai doan 6, 7:

Truc Z sé di chuyén va cham vao cam bién |an thd 2 véi téc dd dugc thiét 1ap 3 thong s6 #14009.
Sau khi da cham vao cam bién, truc Z sé rut |1én 1 doan vai gia tri da thiét 1ap & thong sé #14010

Giai doan 8:

LUc nay truc Z sé ti€ép tuc di chuyén va cham vao cam bién lan thu 3 vai té¢c dé dudc thiét lap &
théong s6 #14011

7 (10)
’

Giai doan 9:

Sau khi hoan tat qua trinh cham vao cam bién lan th 3, truc Z sé rut |én va trd vé vi tri home ban
dau va két thuc qua trinh so dao.
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Giai doan 10:

Sau khi hoan tat qua trinh so dao, Itc nay chuang trinh Macro sé |1ay gia trido & 1an 2 va 3 dé so
sanh. Néu gia tri do cla ca 2 1an ¢ sai s6 I8n han vai gia tri da thiét 1ap trong #14012. B6 diéu
khién sé bao 16i va sé khong ghi két qua vao (Offset H) tuosng Ung. Néu gia tri sai s6 ctia 2 1an
cham nho han gia tri cho phép, bd diéu khién sé tinh gia tri trung binh gitta 2 Ian cham vao ghi
gia tri vao (Offset H) tudng Ung

Note:

Tai giai doan (4,5). Trudng hgp truc Z da di chuyén dén vi tri cham vao cam bién da dudc thiét
lap 3 thong s6 #14006 nhung van chua cham vao cam bién. Luc nay bd diéu khién sé bao 16i

- Nguyén nhan la do gidi han hanh trinh dugc thiét lap & thong s6 #14006 chua chinh xac.
Ngugi van hanh can xem lai va kiém tra gia tri da thiét |ap 3 théong s6 #14006

Trong trudng hgp truc Z da rut cong cu lén 1 doan vai gia tri da thiét [ap tai thdng s6 #14008
nhung tin hiéu so dao van chua bién mat. Luc nay bd diéu khién sé bao 16i

- Nguyén nhan la do khoang cach rdt céong cu lén cla truc Z qua nhd hodc cam bién so dao
bi truc trac. Ngugi van hanh can xem lai va kiém lai tra gia tri da thiét 13p tai thong sé
#14008 va cam bién so dao.

Tai giai doan (5,6). Trudng hop truc Z da di chuyén dén vi tri cham vao cam bién da dugc thiét lap
3 thdong s6 #14006 nhung van chua cham vao cam bién. Luc nay bd diéu khién sé bjo 16i

- Nguyén nhan la do gidi han hanh trinh dugc thiét 1ap & thong s6 #14006 chua chinh xac.
Ngugi van hanh can xem lai va kiém tra gia tri da thiét |ap & thong s6 #14010

Trong trudng hop truc Z da rdt cong cu lén 1 doan vai gia tri da thiét 1ap tai thong sé #14008
nhung tin hiéu so dao van chua bién mat. Luc nay bd diéu khién sé bdo 16i

- Nguyén nhan la do khoang cach rdt céong cu lén cla truc Z qua nho hodc cadm bién so dao
bi truc trac. Ngugi van hanh can xem lai va kiém lai tra gia tri da thiét 13p tai thong sé
#14008 va cam bién so dao.

Tai giai doan (7). Trudng hop truc Z da di chuyén dén vi tri cham vao cam bién da dudc thiét 1ap &
thong sé #14011 nhung van chua cham vao cam bién. Luc nay bd diéu khién sé bao 16i

- Nguyén nhan la do gidi han hanh trinh dugc thiét 1ap 3 théng s6 #14006 chua chinh xac.
Ngudi van hanh can xem lai va kiém tra gia tri da thiét |ap & thong s6 #14006
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Tai gian doan (10)

- Truong hdp 1: Goi [énh M100
o Giatritrung binh sé dugc cai dat vao (Offset H) tudng Ung vdi cong cu hién tai dang
co trong truc chinh
o Vidu: Cong cu dang co trong truc chinh la T5 thi gia tri trung binh sé dugc cai dat
vao (Offset H5)
- Trudng hdp 2: Goi [énh M100OHXxxx
o Gia tri trung binh sé dugc cai dat vao (Offset H) tudgng Uung vdi gia tri H da co goi
trudc do
o Vidu: goi MIOOH3 thi gia tri trung binh sé dudc cai dat vao (Offset H3)
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CHAPTER 4.

BANG CHU THICH THONG sO
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Parameter
#0000 - #0007
#0008 - #0015
#0016 - #0023
#0024 - #0031
#0032 - #0039
#0040 - #0047
#0056 - #0063
#0088 - #0095
#0128 - #0135
#4000
#4001
#4002
#4003
#4010 - #4017

#4020 - #4027

#4030
#4040 - #4047

#4050 - #4057

#4060 - #4067

#4070 - #4077

#4080 - #4087

#4140 - #4147

#4150 - #4157

#4160 - #4167

#8010

#8011

#8013
#8080 - #8087
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4.1 THONG SO TRUC

Description
Axis enable(AX.ENA)
Axis direction(AX.DIR)
Axis soft limit disable feature(AX.SODI)
Axis home direction(AX.HDR)
Axis home offset(AX.HDRF)
Axis home fast(AX.HFAS)
MPG direction(MPG.DIR)
Axis pulse logic(AX.PLG)
Encoder direction(ENC.DIR)
Motion corner velocity control model
Motion corner smooth max level
Motion corner smooth min level
Motion ARC refill buffer percent(%)
Axis zero digit visible

Axis homing type

Axis home search dog times
Axis name

Axis sensor type

Axis pulse out

Axis backlash

Axis alarm sensor

Axis type

Axis encoder port

Axis encoder multiply

Init rapid override (%)

Init federate override (%)
Feedrate default (mm/min)
Axis position loop gain (1/sec)

Work range
0:Disable — 1:Enable
0:Disable — 1:Enable
0:Disable — 1:Enable
0: Forward — 1: Reverse
0:Disable — 1:Enable
0:Disable — 1:Enable
0: Forward — 1: Reverse
0: Low level — 1: High level
0:Disable — 1:Enable
0-5
1-100
1-100
0-50
0-99999
0: DOG on
1: DOG off
2: INDEX
0-5
65—90
: NU type
: ENC type
: RULE type
: ABS type
: Pul/Dir type
: CW/CCW type
: A/B type
: Disable
: Lin GW type
: Box GW type
: Disable
: NC type
: NO type
: Linear
:Rotary 1
: Rotary 2
: Disable
:port 1
: port 2
:port 3
:port4
:port5
: port 6
1 X1
1 X2
1 X4

NFRPOOOUPRL,WNRERPOMNPRPONRPFPOMNPRPONPRPROWNIERELDO

Default

o
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#8090 - #8097
#8150, #8152
#8154
#8151, #8153
#8155
#8170, #8172
#8174
#8171, #8173
#8175
#8180 - #8187
#8190 - #8197
#8200 - #8207
#12000 - #12007
#12010 - #12017
#12020 - #12027
#12030 - #12037
#12040 - #12047
#12050 - #12057
#12060 - #12067
#12070 - #12077
#12080 - #12087
#12090 - #12097
#12100 - #12107
#12110 - #12117
#12120 - #12127
#12130 - #12137
#12140 - #12147
#12150 - #12157
#12160 - #12167
#12200 - #12207
#12210 - #12217
#12220 - #12227
#12230 - #12237
#12240 - #12247
#12250 - #12257
#12260 - #12267
#12270 - #12277
#12280 - #12287
#12290 - #12297
#12300 - #12307
#12310 - #12317
#12320 - #12327
#12330 - #12337
#12340 - #12347
#12350 - #12357
#12360 - #12367
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Axis dir signal delay (0.1us)

Radius minimum limit federate (um)
(1st'2nd ’3rd)

Radius maximum limit federate (um)
(1st'2nd ’3rd)

Segment length limit federate (um)
(1st'2nd ’3rd)

Auto interpolation limit rate (mm/min)

Axis short segment acceleration (mm/s/s)

Axis GO0 backlash time (ms)

Axis GO1 backlash time (ms)

Axis pitch mount (BLU)

Axis pulse/mm (BLU)

Axis rapid travel acceleration (m/s/s) GO0

Axis cutting acceleration (m/s/s) GO1

Axis max jog rapid (mm/min)

Max jog federate (mm/min)

Axis max auto rapid (mm/min)

Axis max auto federate (mm/min)

Axis loss pulse check window (BLU)

Axis homing federate 1°t (mm/min)

Axis homing federate 2" (mm/min)

Axis homing federate 3™ (mm/min)

Axis home offset (BLU)

Axis MPG acceleration (mm/s/s)

Axis MPG max speed (mm/min)

Axis backlash GOO (BLU)

Axis backlash GO1 (BLU)

Axis negative coordinate of stroke limit 1% (BLU)
Axis positive coordinate of stroke limit 1 (BLU)
Axis negative coordinate of stroke limit 2" (BLU)
Axis positive coordinate of stroke 2" (BLU)
Axis negative coordinate of stroke limit 3 (BLU)
Axis positive coordinate of stroke 3™ (BLU)

Axis negative coordinate of stroke 4" (BLU)
Axis positive coordinate of stroke 4" (BLU)

Axis reference point 2" (BLU)

Axis reference point 3™ (BLU)

Axis reference point 4" (BLU)

Axis reference point 5" (BLU)

Axis reference point 6" (BLU)

Axis jogging acceleration (mm/s/s)

Axis gear (Motor side)

Axis gear (Screw side)

Axis encoder pulse/round

200
1000/5000/10000

1000/3000/6000
500/2000/6000

2000/4000/6000

1000
50
50

10000
1000
1000
500
12000
6000
12000
12000

2000
200
100

1000
8000

O OO O0OO0O0OO0O0OO0OO0OO0oOOoOOo oo

1000
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4.2 THONG SO TRUC CHINH

Parameter

#0104
#0120 - #0123

#4090 - #4093

#8020
#8030, #8032
#8034, #8036
#8031, #8033
#8035, #8037
#8040, #8042
#8044, #8046
#8041, #8043
#8045, #8047
#8050, #8052
#8054, #8056
#8051, #8053
#8055, #8057
#8060, #8062
#8064, #8066
#8061, #8063
#8065, #8067
#8070 - #8073

#12170 - #12173
#12175 - #12178

#12180 - #12183

#12185 - #12188
#12190 - #12193
#12195 - #12198
#12370 - #12373
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Description
RES.CODE
Spindle direction (SPI.DIR)

Spindle mode

Init spindle override (%)

Spindle(1) — Gear (1,2,3,4)

(Motor side)

Spindle(1) — Gear (1,2,3,4)

(Screw side)

Spindle(2) — Gear (1,2,3,4)

(Motor side)

Spindle(2) — Gear (1,2,3,4)

(Screw side)

Spindle(3) — Gear (1,2,3,4)

(Motor side)

Spindle(3) — Gear (1,2,3,4)

(Screw side)

Spindle(4) — Gear (1,2,3,4)

(Motor side)

Spindle(4) — Gear (1,2,3,4)

(Screw side)

Spindle (1,2,3,4) float gear motor speed (rpm)
Spindle (1,2,3,4) min speed (rpm)
Spindle (1,2,3,4) max speed (rpm)
Spindle (1,2,3,4) motor gain analog mode
(rpm/volt)

Spindle (1,2,3,4) init speed (rpm)

Spindle (1,2,3,4) acceleration (ms)
Spindle (1,2,3,4) deceleration (ms)
Spindle (1,2,3,4) max frequency pulse mode

Work range
0: Default S.code

1: Last S.code

0: Forward — 1: Reverse

0: Disable
1: 0>10V
2: 0>+10V
0->10

0-—999999

0-999999

0-—999999

0-999999

0-—999999

0-999999

0-999999

0-—999999

0-—999999
0-—999999
0-—999999

0-999999

0-—999999
0-—999999
0-—999999
0-999999

Default

10
24000

5000
5000
200
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4.3 THONG SO CHUNG

Parameter

#0064
#0065

#0066

#0072
#0073
#0074

#0080

#0081
#0096
#0097
#0098

#0112

#0136
#4130
#4131
#4132
#4133
#4134
#4135
#4136
#4137

Description
G54 default (G54.DEF)
All position clear (POS.CLR)

GO04 assignment: X(s) — P(ms). (GO4.X/P)

MTAD.PRO (Available on touch controller)
MTAD.CRE (Available on touch controller)
MTAD.MDI (Available on touch controller)

JOG.ACC

CON.FEED
3DP.EAX
NC.CUT
3DL.FEED

G99/G98

OPK.DISA (Not available on F86 controller)
Backup battery

Reset battery alarm

Touch panel type (Available on touch controller)
LCD panel type (Available on touch controller)
Touch panel (Available on touch controller)
Speaker

LCD sleep (min)

Wi-Fi function

4.4 THONG SO NGUGI DUNG

Parameter

#2000 - #2079
#10000 - #10049
#14000 - #14049

Description
User defined 16 bit register
User defined 16 bit register
User defined 32 bit register

4.5 THONG SO MACRO

Parameter

#0048
#0049

#8110 - #8129

#8130 - #8149
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Description
T.Macro
Macro.M98

M Macro ID

G Macro ID

Work range
: Disable — 1: Enable
: Forward — 1: Reverse
: G04 X
:G04 P
: Disable — 1: Enable
: Disable — 1: Enable
: Disable — 1: Enable
: Run by cutting speed
: Run by jog acceleration

OO O0OO0OFr OO0 O

: Disable — 1: Enable

o

: Enable G99 & Disable G98
: Enable G98 & Disable G99
: Disable — 1: Enable
: Disable — 1: Enable
: Disable — 1: Enable

o O oo

0: Disable — 1: Enable

0: Disable — 1: Enable

Work range

Work range
0: Disable — 1: Enable
0: Disable — 1: Enable
0-999
(0: Disable)
0-999
(0: Disable)

Default

o
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