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Kich thudc phéi Ion nhat (L x W x T) 2000 x 180 x 70 mm
Do day gia cong 16n nhat 70 mm

Do rong gia cong 16n nhat 180 mm

Chiéu day mong 16n nhat 40 mm

Motor truc thir 1 55kWx 2

Motor truc thir 2 2.2kW x 2

Téc do truc 12000 rpm

Motor dua phoi 400 W (SERVO) x 2

Chiéu dai di chuyén

1 KW véi bo phan giam téc (SERVO)

Truc Ién xudng 1/ 2

1 kKW (SERVO) x 2 (X1 & X2)

Truc trai phai 1/ 2

1 kW (SERVO) x 2 (Z1 & Z2)

Truc tién 10i 1/ 2

0.75 KW (SERVO) x 2 (B1 & B2)

Ap sut lam viéc 0.6 — 0.8 Mpa

Tong cdng suat 22.70 kW

Kich thudc may 4600 x 2200 x 1800 mm
Trong lugng may 2600 Kg
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Truwéc khi van hanh may, vui 1ong kiém tra va thao roi cac dia c6 dinh nhu bén duéi:

.
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I.  Héthdng van hanh

Phan bén trén 1a thdng tin ciia nha san xuat, cé thé diéu chinh theo yéu cau ciia khach hang.
Phan bén dudi 1a cac nat diéu khién. Nhan “Origin”, “Manual”, “Tenon setting”, “Processing”,
“System parameters” va “Diagnosis” dé vao man hinh véi chirc nang tuong tng. Theo cac budc
bén dudi:

(1) Original menu/ Man hinh géc:

4

(Fa

Céc diéu chinh nhu bén dudi c6 thé duoc thuc hién trén man hinh nay:

1. Van hanh may tré vé toa do goc, co thé lya chon mot truc tro vé toa do goc va nhiéu truc
trg vé toa do goc clng ldc, néu nhu hé thong chua trd vé toa do gbc thi man hinh sé khong
hién thi 1a d3 tré vé toa do gbc, néu hé thdng da trg vé thi s& hién thi 1a da tré vé toa do goc.
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2. Nhan “Back” dé quay vé man hinh khéi dong.

3. Nhan “Reset”, hé thong s& ngimg dé quay vé toa do goc khi & trang thai reset, mdi truc sé
ngung tai vi tri gbc ma khong can thém hanh dong nao, trong lic d6, man hinh sé& tré vé
man hinh khoi dong.

4. Nhin “Manual” s& bat sang ché d6 manual bang tay va man hinh s& bat sang man hinh
manual.

5. Truc mong sé& tr vé vi tri cai dat gbc, 0 1a khdng tro vé, 1 1a tré vé vi tri gdc.
6. Dua theo “Tenon Settings” s€ vao man hinh Tenon Settings Screen/ Cai dat mong.

(2) Manual menu/ Muc van hanh:

PN

Tt man hinh nay, ban cé thé thuc hién cac diéu sau:

1. Di chuyén huéng truc ctia ban 1am viéc sang trai va phai theo icon twong ung.
Nhan va gitr “X+ bén trai dé di chuyén theo huéng duong ciia truc X caa ban 1am viéc bén
trai.
Nhan va giit “X-" bén trai dé di chuyén theo huéng am cua truc X cta ban 1am viéc bén
trai.
Nhan va giit “Z+” bén trai dé di chuyén theo hudng duong cia truc Z cta ban lam viéc bén
trai.
Nhan va gitt “Z-” bén trai dé di chuyén theo huéng &m cua truc Z ctia ban 1am viéc bén trai.
Nhan va gitt “B+” bén trai dé di chuyén theo hudng duong cta truc B ciia ban 1am viéc bén
trai.
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Nhan va gitr “B-" bén trai dé di chuyén theo huéng &m cua truc B ciia ban 1am viéc bén trai.
Nhan va gitr “X+" bén trai dé di chuyén theo hudng duong cua truc X cua ban 1am viéc bén
phai.
Nhan va giir “X-" bén trai dé di chuyén theo huéng am cua truc X cua ban 1am viéc bén
phai.
Nhan va gitr “Y+" bén trai dé di chuyén theo hudéng duong cta truc Y caia ban 1am viéc bén
phai.
Nhan va gitr “Y-” bén trai dé di chuyén theo huéng Am cua truc Ycua ban 1am viéc bén phai.
Nhan va giit “Z+” bén trai dé di chuyén theo hudng duong cua truc Z cua ban lam viéc bén
phai.
Nhan va giit “Z-” bén trai dé di chuyén theo huéng am cua truc Z caa ban l1am viéc bén
phai.
Nhan va gitr “A+” bén trai dé di chuyén theo hudng dwong cua truc A ciia ban lam viéc bén
phai.
Nhan va giit “A-” bén trai dé di chuyén theo huéng &m cua truc A ctia ban 1am viéc bén
phai.
Nhan va gitr “B+” bén trai dé di chuyén theo hudng duong cua truc B ciia ban lam viéc bén
phai.
Nhan va gitr “B-" bén trai dé di chuyén theo huéng &m cua truc B ciia ban 1am viéc bén trai.

Dua vao “Speed plus” va “speed minus”, toc d6 c6 thé duge diéu chinh nhu sau: 15mm/
min, 30mm/ min, 50mm/ min, 90mm/ min, 180mm/ min, 350mm/ min, 700mm/ min,
1400mm/ min va 2500mm/ min.

Bo6 phan dua phoi s& dua phoi dén vi tri bang cach nhan vao “Forward feeding”.
Nhéan “Press plate press tight” bo phan dé s& dé phoi duoc dua téi vj tri.

Nhan “Press plate to loosen” bd phan dé s& néi long phoi dang dugc de.

Nhan “Feeding return” dé dua bo phan dua phoi quay vé vi tri ban dau.

Nhan va giit “Remove” dé di chuyén ban 1am viéc trai va phai ra xa.

Nhan va giit “Move closer” dé di chuyén ban 1am viéc trai va phai lai gan nhau.

Nhéan “X axis back to safety point” thi truc X ctia ban lam viéc s& tré vé vi tri an toan caa
cong cu.
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10. Nhin “Y axis to return to safety point” thi truc Y (feeding axis/ truc dwa phéi) cua ban lam

Viéc s& trd vé vi tri ban dau.

11. Nhan “Z axis back to safety point” thi truc Z ctia ban 1am viéc s& trg vé vi tri an toan cua
cong cu.

12. Nhén “A axis to return to safety point” thi truc A (feeding axis/ truc dwa ph6i) cua ban lam

Viéc s& trd vé vi tri ban dau.

13. Nhin “B axis to return to safety point” thi truc B (process axis) cua ban lam viéc s& tro vé

vi tri ban dau.

14. M¢ rong 2 xylanh truc: Biéu khién dé rong cua xylanh dao gia cong.

15. Viét khoang cach ngang va ding cua mong vao nit chirc ning dao (dé cai dat dao).

16. NUt vi tri trai va phai duoc diéu khién bang tay dé di chuyén truc gia cong dé vi tri cai dat
(thwong do d6 chinh x&c cua dir li¢u cai dat).

17. NGt Manual test c6 thé dan dén man hinh kiém tra 18i. Chirc ning ctia man hinh 1a dé kiém
tra xem liéu mdi hoat dong cua xylanh cé chinh xéc trong qué trinh khic phuc 18i cia may
hay khong, nhu hinh bén dudi.

mer ) [ mrx | | R T J\ | o J

(3) The tenon setting screen/ Cai dat mgng:
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Man hinh c6 thé 1am theo bén dudi:
. Dua theo so dd, ban c6 thé xac dinh mong mudn dat dugc nhu sau:

1) Nhém bén trai — muc nay cé thé dugc dung dé tich trir nhitng loai mong khac nhau.
Hién tai, chuong trinh mé cho khéch hang tir 1 — 500 nhom.

2) Do rong cua gdo M: do rong thuc té cua gd.

N: do day thuc té cua go.

3) Mong loai 0 1a nghia la mong vubng (square tenon); 1 la mong waist (waist tenon)
I: d6 day muén gia cong ciia mong.

4) Do rong mong k — do rong mong mudn gia cong.

5) Khoang céach trén tir V — trung thm mong can s& cong dén phia trén caa go.

>

Mép trudc G — khoang céch tir trung tam ciia mong cho dén phia truéc cua go.
F — Tdc do chuong trinh chay duong thang.

A — G6c léch cia mong can gia cong.

11) Khoang cach dtng u — vi tri dao truc X.

12) Khoang cach ngang w — vi tri cai dat cua dao truc Z.

Dé cai dat gia tri bd trir ctia hinh dang mong, thuong sir dung khi banh rang bi mon. Khi
binh thuong thi khéng can cai dit.

Ban kinh dao tréi — ban kinh dao danh mong bén trai.
Ban kinh dao craft trai — Ban kinh dao craft bén trai.
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16) Ban kinh dao vat bén tria — khi mong vudng duoc gia cong, ban kinh vét c6 thé duoc
cai dat khi bén goc vubng cia mong can duoc lam muét hon.

17) Khoang cach L: diéu chinh khoang cach mong.

18) NUt méng vudng: nhan nit nay dé cai dit loai mong (mong vudng hoic mong waist).

19) Néu g can gia cdng qué lon va dao khdng thé cét tat ca cung maot ldc, chirc ning cat
c6 thé duoc st dung dé cat nhiéu lan. Sé lan cit va sé lugng cat mbi lan c6 thé duoc cai
dat. Nhitng théng sé khac ciing nhu cat mot 1an (Cha y rang cat mot lan hay cit nhiéu lan
khong duoc st dung chung mot nhém).

Viéc stra doi nhirng thdng sé trén co thé dugc chia thanh hai dang truong hop sau:

Truong hop 1: Néu nhom van khong thay doi, click “Confirm modification” sau khi stra
d6i bat ky thdng sé dé stra d6i thanh cong.

Truong hop 2: Néu group da duogc thay doi, dir liéu da luu s& dugc ty dong refreshed. No

can nhan “Confirm”.
Note: Khong can nhan “Confirm modification” dé thay d6i duong kinh dao.

Vi tri bén phai ciing nhu vi tri bén trai. Néu do day, 6 rong mong lon hon hoic nhoé hon,
ban kinh cat co thé dugc thay doi mot cach phi hop dé dap ang véi yéu cau cia ngudi sir
dung. Khi d6 day va chiéu rong mong duwong khong giéng nhau, diéu chinh ting hoic giam
d6 day va chiéu rong caa mong duong cho phu hop véi nhu cau.

2. Nhan “Processing” dé vao man hinh gia cong.
3. Nhan “Back” dé quay vé man hinh khoi dong.

4. Thoéng sb phay ranh cé thé duogc cai dat dua theo “Milling groove parameters”. Pinh
nghia cua cac théng sé cd thé duoc giai thich nhu cai dat mong, nhu hinh bén dudi.
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5. Mong do6i va ranh doi co thé dugc cai dat dua theo “Two tenon and two groove

parameters”, nhu hinh bén dudi.
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6. Nhan “Drilling parametes” dé cai dit thong sé khoan. Chl y rang vi tri doc va ngang
ciia mdi 15 1a khoang céch tir trung tam caa vong tron dén dinh va phia trudc caa go,

nhu hinh bén dudi.
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7. Nhan “Milling frame parameters” dé cai dat tham s khung phay, lugng phay caa chiéu
rong hung, cac théng sé khac c6 thé duoc cai dat dua theo so dd nhu hinh bén dudi.
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(4) Processing menu/ Qua trinh gia céng:

www.thmaychebiengo.com
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Man hinh trén cé thé duoc thuc hién nhu sau:

l. Nhan “Left spindle start” va “Right spindle start” dé khoi dong truc cua ban 1am viéc
& ca hai bén, va nhan “Left spindle close” va “Right spindle close” dé ngung truc cua
ban lam viéc & ca hai bén.

Nhén “Left spindle 2 start” va “Right spindle 2 start” dé khoi dong truc dao gia cong
cua 2 ban 1am viéc, va nhin “Left spindle 2 close” va “Right spindle 2 close” dé nging
truc cua ban lam viéc.

(Note: trong qué trinh chay cta chuong trinh khong dirng truc chinh caia ban, phai két
thiic chuong trinh. Chon loai gia cong dé khai dong truc, vi du, chi 1a mong, chi khoi
dong truc, néu ca mong va phay khung, can khoi dong truc va truc 2.

Il. Chon “Tenon settings” dé vao man hinh “Tenon settings”.
[1I.  Nhan “Reset” dé vao trang khai dong va phan diéu khién ¢ trang thai reset.

IV.  Nhan “Back” dé vao trang khoi dong, nhung ché do cua phan diéu khién van khong
ddi. Bém va nhan “Reset” s& reset lai s6 dém.

VII.  Chon mé kiém tra tay quay s& khai dong ché do tay quay (c6 thé truée khi bt dau mo,
néu déng kiém tra tay quay trong qua trinh gia cong, sé& tu dong xir Iy).

VIII. Mé hoic dong, day xylanh day ndt c6 thé diéu khién chirc ning dong va mo.
IX.  Chuc ning “A single start” c6 thé khoi dong chuong trinh mét lan dé gia cong.

X. Khi chon ché d6 khoi dong lién tuc, chuong trinh s& chay nhu hinh bén duéi.

@ - & &

-

Man hinh c6 thé duoc van hanh nhu sau:
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A. Pau tién, diéu khién & ché do hoan toan (khéi dong chu trinh) sau khi vao trang nay. Néu
khach hang can ngung gia cong, nhan “Normal stop” va “Restart” dé khoi dong chuong
trinh.

B. Dua theo “Rate plus” va “Rate minus”, gi¢i han gia cdng c6 thé thay doi.
C. Nhéan “Count clear” dé x6a bo dém.

D. Nhin “Return” & trang thai normal stop dé nging truc va tré vé man hinh khoi dong, va
hé théng khdng & ché @6 nao.

E. Nhéan “Reset” dé reset lai bo diéu khién va ngirng tat ca hoat dong. Dé nghi khéng nhan
“Reset” trong qué trinh may dang gia cong. Trong trudng hop khan cip, ngudi ding c6

thé chon “Emergency stop button”.

(5) System parameters screen 1/ man hinh tham sé 1:
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Chon nit ding nhap va nhap ding password dé thay doi thong sé hé thong. Man hinh
duoc chia thanh hai nira trén va dudi, c6 thé cai dat bén trai va bén phai twong (ng:

1. Resolution — dya theo screw pitch cai dat d6 phan giai.
2. GO0 maximum speed- Cai dit téc do 16n nhat G0O.

Motor direction — Cai dat hudng xoay cua motor.

> w

Speed back to the origin 1 — Motor tro vé vi tri gbc cua cai dit toe do dau tién.

o

Speed back to the origin 2- Cai dit tbc do giam thtr 2 cia motor khi trd vé vi tri gdc.
6. Return to origin direction — Cai dat hudng xoay vé vi tri goc.
7. Zero finding direction of encoder — setting zero finding direction of encoder.

8. Limit of retuen to origin length — Gigi han caa khoang cach Ién nhat quay vé vi tri
ban dau ciia motor.

9. GRID point offset — Tim cai dat GRID point offset.

10. Origin position offset distance — Cai dat khoang céch origin position offset.

11. Positive soft limit — Cai dat gioi han duong cho tat ca céc truc.

12. Negative soft limit — Cai dat giéi han an cho tat ca cac truc.

13. “Parameters 2, 3, 4” — CO thé vao trang cua théng sb 2, 3, 4.

14. “Language switch” ¢ thé gilp chuyén d6i ngdn ngit giira Tiéng Trung va Tiéng Anh.
15.“Return” c6 thé quay vé trang khoi dong.

DATA 2 MENU:
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Trang nay ciing dugc chia thanh trang trén va dudi, ban cé thé lam nhu sau:
1. Handwwheel resolution — Cai dat d¢ phan giai cua tay quay (none).
2. Tooth gap compensation — Bu khoang ho rang cua vit.
3. Hard limit switch form — Cai dit cong tic gisi han cang cho hudng ciia mdi truc.
4. Origin signal switching form — Set the origin switching form of each axis.
5. Servi abnormal signal form — Cai dit tin hiéu bat thudng cua servo.
6. Phat hién 16i theo di hay khong: 0 — c6, 1 — khdng.
7. Setting of following error: Cai dat sau khi theo d@i chirc ning bao 16i dugc bat.
8. Maximum liner feed rate: Cai dit tbc d6 nap trong qua trinh van hanh chuong trinh.
9. Arc maximum feed rate: Gidi han nap ARC trong qua trinh cai dat chuong trinh.

(6) Z¥ 3 HEE/ man hinh tham s6 3:
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Man hinh c6 thé dugc van hanh nhu bén duéi:
1. Tro vé goc hay khdng — hé thdng phai tro vé goc.

2. Pinh dang tin hiéu dirng khan cap — cé thé dua theo cong tic ngirng khan cap tat hoic ma
théng thuong.

3. Dang xung — 0 dai dién cho hudng xung +; 2 thay thé pha AB duogc lra chon trong hé
thdng nay.

4. Inverter abnormal — c6 thé duoc cai dit dé mé hoic dong binh thudng.
5. The controller selects — 0 12 b diéu khién bén trai va 1 1a bo diéu khién bén phai.

6. Acceleration and deceleration time constant of controller GO1 — Cai dat hang sé thoi
gian ting va giam cua bo diéu khién GO1.

7. Total pressure switch dignal format — Cai dit dinh dang tin hiéu cong tic tong &p suat caa
thiét bi.

8. Truc 10: 0 —npn; 1 - PNP
9. Parallel 10: 0 —npn; 1 — PNP
10. Z-axis offset distance — cai dit khoang céch bl caa diém gia cong ban dau.

11. The maximum number of cutting — Khi lwa chon cét nhiéu lan, cai dat sé luong cét nhiéu
nhat.

12. Lubrication time — Thai gian bo sung thém dau boi tron.

13. Lubricating oil alarm signal: 0 — nc; 1 — NO — cai dat dinh danh tin hiéu cong tat canh bao

dau béi tron.
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14. Number of lubrication interval processing bars — Cai dit sé lwong dau boi tron sau mdi
lan gia cong.

15. Nhttng nut khac cé chirc nang tuong tu nhu bén trén.

Man hinh c6 thé dugc van hanh nhu bén dudi:
1. Forward distance of feeding — Cai dat vi tri truc dua phoi.

2. Forward and return speed of feeding — Cai dit toc do di chuyén cua truc dua phoi trong subt
qua trinh gia cong.

3. Spindel start stable delay — Cai dit thoi gian tri hodn khéi dong truc 6n dinh.
4. Start delay — Cai dat thoi gian tri hodn khai dong cua bo diéu khién.

5. Push time — thoi gian day phéi ra.

6. Upper pressing plate material delay — Thoi gian dé tAm dia bén trén.

7. Material card tightening time — Thai gian siét chat material card & dang vi tri.
8. Rise time of supporting material — Tang thoi gian kéo phoi tai vi tri.

9. Drop time of supporting material — Giam thoi gian kéo phdi tai vi tri

10. Advance time 0 jacking — Advance in place time of jacking.

11. Material jacking backward time — Material jacking backward in place time.
12. Clamping time — Thoi gian kep.

13. Time delay when the clamp is released — thoi gian kep tha tai vi tri.

14. Press time — Press feeding time.
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15. Release time — Thai gian release ctua phdi dang nhan.

16. Feeding delay — Thoi gian tri hodn trude khi bat dau dua phai.

17. Return material deplay — Khoi dong thoi gian tri hodn cua phdi quay Vé.
18.0 — day vé dau tién; 1 — kep dau tién.

19. Manual moving speed of equipment — Téc d6 di chuyén caa mdi truc trong suét qua trinh
van hanh bang tay.

20. Control the speed of the first section of mortise — Cai dat téc do cua lva chon ban dau khi
mong di chuyén ty dong.

21. Control the speed of the second section of mortise — Cai dt tbc d6 cua lra chon tha 2 khi
mong di chuyén tu dong.

22. Equipment removal and distance — Qué trinh loai bo thiét bi va khoang céch.

23. Delay back movement after the eqquipment is removed — Tri hodn thoi gian quay vé sau khi
thiét bi duoc thao tai vi tri.

24.Di chuyén thiét bj bang tay (Manually) dé giam khoang cach.
25. Nhirng nat khac c6 cong nang twong ty nhu bén trén.

(7) System data 5 menu/ H¢ théng dir liéu 5:

C —[ ,—él .___J_ .___J [:j

Man hinh c6 thé duoc van hanh nhu bén dudi:

1. Vertical distance bettween the center of two knives — Khoang cach doc gitra truc dao va dao
gia cong.
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2. Horizontal distance betwween the center of two knives — khoang cach ngang gitta truc dao
va dao gia cong.

3. Hole low residence time — 15, con dao & phia duéi cling cua residence time.
4. Mo rong khung phay (milling frame) trong thoi gian cho.

5. Wait the maximum material width when miling the outer frame — Cai dit d6 rong Ion nhat
cua magng.

6. Process knife empty running speed — Téc do chay khong cé dao gia cong.

7. Tenon feeding distance — Cai dat khoang cach dua phoi khi dua phdi mong.

8. Automatic tenon: 0 — no; 1 — yes — khoang cach phéi ty dong hay khong.

9. Start axial copy: 0 — no; 1 — is — bat truc copy, sau d6 hai truc dua phoi s& hoat dong ddng
thoi.

10. Minimum length of material — Cai dat chiéu dai nho nhat cua gd, khoang cach cia mong
khong nén nho hon gia tri nay.

11. Whether to open special tenon function -1 la bat; 0 — 1 tit.

12. Cac nut khéc cé chirc nang nhu bén trén.

(8) Diagnosis menu/ Man hinh danh sach béo 15i:

H I} ] EifE (RERHNE

Man hinh cé thé dugc van hanh nhu bén dudi:

Trudc tién, man hinh s& ghi lai mot sé lich sir canh bao dé dé dang tham khao.
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1. “Reset” c6 thé 1am bo diéu khién ¢ trang thai reset va quay vé man hinh khéi dong ¢ ciing
thoi diém.
2. “Input” c6 thé vao man hinh monitoring cua diém vao.
3. “Output” c6 thé vao trang monitoring caa diém ra.
4. “Software version” c¢6 thé xem duoc phién ban may cua may hién tai.

5. “Axial monitoring” c6 thé kiém tra xem mdi truc c6 bat hay khéng va cé canh bao nao
khong.

(9) Input menu/ Man hinh nhap:

Man hinh tién loi dé xem xét diém nhap vafp | cua bo diéu khién c6 binh thuong hay
khong, nhin “returrn” dé tré vé man hinh khoi dong; nhan “Output point” dé téi trang

“output”; chon “Axial monitoring” dé té1 trang “Axial monitoring”.

(10) Output menu/ Man hinh xut:
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I
i

Man hinh thuan tién cho viéc theo ddi diém ra O cua bo diéu khién co binh thuong hay
khong. Nhan “Returrn” dé quay vé trang khoi dong; nhan “Input point” dé vao trang “Input”,

chon “Axial monitorring” d€ vao trang “Axial monitorring”.

(11) Axial monitoring screen/ Man hinh theo ddi truc:

Man hinh thuén tién cho viéc theo ddi cac dau hiéu bat thuong cua bd diéu khién servo.
Nhan “Returrn” dé quay vé trang khoi dong; nhan “Input point” dé vao trang “Input”, nhan
“Output point” dé toi trang “output”.

(12) Edit menu/ Man hinh diéu chinh:
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Man hinh nay c6 thé theo ddi version cia phan mém dé dé dang truy cap.
I1, Hé théng canh bao va khic phuc 15i
1. Nhirng ddu hiéu canh bao nhw bén duéi:

I.  L&i cai dit toc dd linear! (Kiém tra xem cai dit toc dd linear 16n hon téc dd giéi han
hay khong).

1. L&i cai dit toc do dwong cong! (Kiém tra xem cai dit téc do dwong cong co I6n hon
gia tri gié¢i han hay khong).

I11. Ban kinh dao nhé hon 30! (Kiém tra xem ban kinh dao c6 nhé hon 30mm hay khéng).

IV. Béan kinh dao lé6n hon 100! (Kiém tra xem ban kinh dao c6 I6n hon 100mm hay
khéng).

V. Do day mong Ién hon 200! (Kiém tra xem dd day mong c6 hon hon 200mm hay
khong).

VI. L&i théng sb ky thuat ngudn pin thap (Kiém tra xem thdng sé c6 mat hoic hé théng
pin c6 thap hay khong).

VII. P9 rong mong nhé hon 1! (Kiém tra xem d6 rong mong c6 nhé hon 1 hay khong).
VII1.L§i bd nhé dix liéu chwong trinh! (Kiém tra chwong trinh c6 bi thiéu hay khong).
IX. Do day méng né hon 1! (Kiém tra xem dd day méng c6 nhé hon 1 hay khong).

X.  Motor khong xoay vé vi tri gée! (Xac dinh xem motor ¢ xoay vé diém géc hay khong).

Xii. Ngirng khan cap! (Cham vao nit ngirng khan cap ciaa b diéu khién, va b diéu khién
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& trang thai ngirng khan cap).

Xiii. Chwong trinh PLC khéng ton tai! (Khoéng c6 PLC ¢ b diéu khién, kiém tra xem c6
hé théng diéu khién PLC hay khong).

Xiv. Canh béo servo! (C6 canh bao & b drive hoic truc ciia b diéu khién, hiy xac dinh
xem b drive va truc c6 hoat dong binh thwong hay khéng).

Xv. Dao khong é vi tri an toan! (Dao khéng é vi tri an toan, hiy dwa dao vé vi tri an toan
dau tién).

1. L&i cai dit toc dd linear! (Kiém tra xem cai dit toc dd linear c6 16n hon giéi han hay
khong).

2. L&i cai dit toe dp dwong cong! (Kiém tra xem cau dit téc dé dwong cong co Ién hon
gia tri gioi han hay khong).

3. Béan kinh dao nhé hon 30! (Kiém tra xem ban kinh dao c6 nhé hon 30mm hay khéng).
4. Ban kinh dao Ién hon 100! (Kiém tra xem ban kinh dao c¢6 I6m hon 100mm hay khéng).
V4n hanh co ban cia hé thong:

(1) Khéi dong truwéc hét phai tré veé vi tri goc.

(2) Néu dao khong & vi tri an toan thi truwéc hét phai dwa dao vé vi tri an toan.

(3) Kiém tra xem bd phéan dwa phéi cé ¢ dung vi tri hay khong.

(4) O ché @6 manual, khéi dong bd phan dwa phai dé kiém tra xem bd phan dwa phai c6
hoat ddng binh thwong hay khong, va sau d6 khéi ddong bd phan dwa phdi tw dong dé
kiém tra xem b phan dwa phai c6 hoat déng binh thwong hay khong.

(5) Néu téat ca bén trén déu binh thwong, sau d6 chuyén sang man hinh gia cong, khéi
dong truc chinh caa ban lam viéc va khéi dong chu trinh.

(6) Néu ban mudn ngirng gia cong cé thé “Normal stop”.

(7) Va cac qua trinh gia cong khéac, sau khi cong cu tré vé vi tri géc, nhan “Returrn?,
“Left spindle stop”, “Right spindle stop”, “Reset”. Két thuc tai diém cudi.
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