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Main procedure/ Quy trinh chinh

Press OT release/ Press cycle start/ Nhan Measuring the length of

Mhan nut OT nit khéi déng chutrinh~ cutter/ Do chiu dai ciia dao

A4

Set mechanical coordinates to G54 (or G55, G56)/
Cai dat toa do dén G54 (hodc G55, G56)

\ 4

Start processing (recommend using MPG simulation
mode before processing)/
Bat dau gia céng (tham khao ché dd si* dung mé
phang truwde khi gia cong).

How to turn on the unit/ Cach mé may
Press power on, release emergency stop (due to the emergency stop has been pressed when turn off
the unit), when the screen appear alarm, please press OT release./ Nhan nat ngudn, kiém tra va mo
nat nhan khan (vi nGt nhan khan bi nhan khi tit may), khi man hinh xuat hién canh bdo, nhan nat OT
release.

Step one: press power on
Budc 1: nhan ndt mé ngudn

Step two: Release emergency stop
Budc 2: Mg ndt nhan khan

Step three: Press OT release, then press cycle start
Buéc 3: Nhan nat OT release, sau d6 nhan nat khai
dong chu trinh

How to turn off the unit/ Cach tat may

Press Emergency stop, then press power off which is in the left side of the panel/ Nhan nat nhan khan,
sau d6 nhan nit tat ngudn & phia bén trai cia bang diéu khién.

. ' Step one: Press emergency stop
Budc 1: Nhan nat nhin khan
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Step two: press power off which is the left side of
the panel

Budc 2: Nhan nat tit may & phia bén trai caa bang
diéu khién

How to make the unit back to origin/ Cach dwa may vé vi tri ban dau
Press Cycle start, please remember to press this button after Press OT release (Please do this action
after turn on the machine only). Nhan nit khai dong chu trinh, vui 10ng nhé nhan nat nay sau khi
nhan nat OT release (Vui long thyc hién sau khi d3 m& may)
Step one: press Cycle start, in this way, mechanical
coordinates will become zero.

Cutter install and remove/ Lap va thao dao

Press the button on the magnetic switch, and install the cutter with spindle. For removing the cutter,
please hold the cutter first then press the button on the magnetic switch/ Nhan nit ¢ phia trén cong
tac tir, va cai dat dao cat véi truc. Bé di chuyén dao cit, hay giir dao dau tién sau khi nhan nat trén
cong tic tir.

Install cutter/ Lap dao:

Press the button on the magnetic switch, and install
the cutter with spindle/ Nhan nat trén cong tac tur,
va lap dao véi truc.

Removing the cutter/ Thao dao:

Hold the cutter first then press the button on the
magnetic switch. Giir dao dau tién sau khi nhan nit
trén cong tac tir.

Function---JOG/ Chirc ning JOG

JOG means when press this function, you could move X, Y, Z axis manually/ JOG nghia la khi ban
nhan chirc ning nay, ban c6 thé di chuyén truc X, Y, Z bang tha cong.
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Press JOG = Adjust XYZ axis manually/ Nhan

S =1 JOG - diéu chinh truc X, Y, Z bang tay.
X" 4ssesa ey ——— I When you stand in the left side of machine and face
Y 265356 E ; ) ] o . i
to it/ Khi ban ding bén trai ciia may va doi mat véi
may.

Y = Move forward and withdraw/ di chuyén vé phia
trugc va rut vé.

X = Move left and right/ Di chuyén trai va phai.

Z = Move up and down/ Di chuyén Ién va xuéng.

Function ---MPG/ Chirc ning MPG
This function is to having some slightly adjustment. For example, when measuring cutter length
manually or find the mechanical coordinates. Chirc nang nay c¢6 mot sé diéu chinh nhe. Vi du, khi
diéu chinh chiéu dai dao bang phuong phao thi cdng hoac tim toa do k¥ thuat.

Press MPG and take out hand remote control for
slightly adjustment/ Nhan MPG va |4y tay khoi diéu
khién dé diéu chinh.

First, please choose which axis you would like to
move (X, Y, Z) then, choose the speed for
following/ Trudc tién, hdy chon truc ma ban mudn
di chuyén (X, , 2).

x1 = Move 0.001mm (slow)/ Di chuyén 0.001mm
(cham)

x10 = Move 0.01mm (medium)/ Di chuyén 0.01mm
(trung binh)

x100 = Move 0.1mm (fast)/ Di chuyén 0.1mm
(nhanh)

MPG
Simu

sige| v
Block| Skip
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Auto measurement for cutter/ Po tw dong cho dao

Step one: Switch the mode to JOG and

i press Auto Cts. Then, press auto Probe
sl for measuring the cutter (T1-T8).

Budc 1: Cong tic ché do JOG va nhan

Auto Cts. Sau d6, nhdn Auto Probe dé

do dao (T1-T8).

|| |

F1 Position F2 Program F3 Custom !
—>

NOTE: If the quantity for cutters are over than 8, you could revised T1 to T11 manually, in this
way, T11 will be cutter 9.

CHU Y: Néu s6 luong dao 16n hon 8, ban ¢d thé sira lai T1 dén T11 bang tha cong, theo cach nay,
T11séladao 9.

Press T1, then the unit will start

measuring. If you want to double check

the figure please press F4 Run - F5

Tool set/ Nhan T1, sau khi may bt dau

do. Néu ban mudn kiém tra sé lan 2 hay

i I — nhan F4 Run > F5 Tool set (Cai dit
— dao)

How to input the software/ Cach nhap phan mém

Insert USB - File Manager - Press F4
(File import) > Chose left up side USB
file > Chose the file you want - Press
F1 to import the file to computer/ Chen
USB - File Manage = Nhan F4 (Nhap
phdi) = Chon file ban muén = Nhan
F1 dé nhap file vao may tinh.

Back to the homepage = Press F4(Run)
—> Press F1(Select file) = Choose the
file you want to put in process/ Tro vé
trang chit > Nhan F4 (Chay) = Nhén
F1 (Chon File) = Chon file ban muén.

This could also connect to the Internet, the third image is for choosing Internet instead of USB/
May ciing c6 thé két ndi vai Internet, hinh anh thi ba 1a dé chon Internet thay cho USB.
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How to set up Mechanical coordinates/ Cach cai dat toa do

CNC should know where it should start. We recommend use pointed cutter to measuring origin, and
input the figure in the coordinates you want (G54), we usually seems the left lower side as origin. No
matter where the origin is, it should be the same as you set in the CAM/ CNC nén biét noi bat dau
van hanh. Ching t6i dé& nghi st dung vi tri caa dao dé do diém gdc, va nhap sé toa d6 ban mubn

(G54), chung t6i luén xem nhu phia dudi bén trai 1a diém gdc. Khdng véan dé khi chon diém géc 1a &
d4au, nén giéng khi ban cai dit trong CAM.

= -

Step one: Measuring the size of the
material and insert sealing to avoid air
leak out, this could increase absorb
efficiency.

Budce 1: Do kich thudc cua phdi va bit
kin dé tranh khi thoat a ngoai, diéu nay

cling c6 thé gitp tang luc hit.

Step two: press vacuum clamp to
absorb the material.

Budc 2: Nhan kep hut chan khong dé
hat phoi.
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Step three: Move the cutter to origin
that you set in CAM.

(EX: If we set the origin in the middle
of the material and please do the same
in CAM).

Budc 3: Di chuyén dao t6i diém géc —
vi tri ban cai dat trong CAM.

(Vi du: Néu ban cai dit diém géc &
chinh gitra phéi thi nén cai dat diém do6
trong CAM)

Step four: The figure will appear in
section A, and you have to input it to
Gb54. Click X axis in G54 and press F1,
then the figure of X axis will be input
to X axis of G54 which is in section B.
Budc 4: Sb s& xuét hién & section A va
va ban nhap dén G54. Chon tryc X &
G54 va nhan F1, sau d6 s6 cua truc X
s& la dau vao dén truc X cua G54 - &
section B.

Step five: The figure will appear in A
section, and you have to input to G54.
Click Y axis in G54 and press F1, then
the figure of X axis will be input to Y
axis of G54 which is in section B.
Budc 5: S6 s& xuat hién & section A, va
ban nhap dén G54. Chon truc Y ¢ G54
va nhan F1, sau d6 sb cua truc X s& la
dau vao dén truc Y cua G54 - ¢ section
B.

NOTE: DO NOT input Z axis figure to
G54 if you already set material
thickness in CAM.

CHU Y: KHONG nhap s6 truc Z dén
G54 néu ban sin sang cai dat do day
phdi trong CAM.
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t:u-q AL P &
s=my | [ N

Step six: Back to the homepages and
press F4 (Run) for processing. Please
double check the file is correct one,
once confirm press start for processing.
Budc 6: Tro vé trang chi va nhan F4
(Run) dé gia cong. Hay kiém tra hai lan
file 1a ding, xac nhan mot 1an nhan Star
dé gia cong.

NOTE: We recommend using MFG simulation for first processing. Press AUTO button and MFG
simu then start. The machine will start under MFG mode. Once you make sure the progeam is
correct, you could press MFG simu again to close this mode, then, the machine will start under

AUTO mode.

CHU Y: Chiing t6i d& nghi sir dung md phong MFG cho lan gia cong dau tién. Nhan nit AUTO va
MFG simu, sau d6 khoi dong. May sé chay & ché 46 MFG. Pam bao 1a chuong trinh diing, ban c6
thé nhan nit MFG simu lan nita dé tat ché do nay, sau d6 may s& khai dong ¢ ché ¢o AUTO.

General questions/ Nhiing van dé thwong gip

Questions/ Cau hoi

Answers/ Tra 1oi

1. Does speed rate, plunge rate and spindle
speed has recommend figure?
Gidi han téc do, plunge, va toc d truc duoc
dé xuat?

The figure are based on experience. It depends
on the material (hard or soft) you have/ Sé liéu
dua trén kinh nghiém ctia nguoi van hanh may.
If you set a figure which is too fast or too slow,
you could make adjustment as the following
image/ Néu ban cai dat thong s quéa nhanh hozc
qua cham, ban c6 thé diéu chinh nhu hinh anh
bén dudi.

300 o ffond

[sorde oo <f ol

Gon o offo 24
o1 s offond

For MDF, we recommend/ Déi véi van MDF:
Spindle speed/ Téc do truc: 16,000

Feed rate/ Toc 6 dua phoi: 3000-5000
Plunge rate: 800-1000

4. Can I delete the file which is already exit in
the machine?
C6 thé xoa file di thoat trong may khong?

Enter to file manager - press F3 to delete the
file = choose the file you want to delete.

Nhan enter vao file manager > nhin F3 dé x6a
file > chon file ban mudn x6a.

5. How to change the cutter?
Thay dao nhu thé nao?

It’s better to have a working table to change the
cutter./ S& tét hon néu c6 mot ban lam viéc dé
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Maintenance/ Bao tri

G B B 3 BrBr
1

Please clean three axis by air gun, especially X axis rack/ Hay vé sinh 3 truc bang sting phun
khi, dac biét voi thanh rang cua truc X.

Please use R32 or R68 gear oil to maintain machine. Pull 4 to 5 times once a time/ St dung dau
R32 hoic R6 dé bao tri may. Kéo 4 dén 5 lan 1 Itc.

Please do not make the spindle rotate up to 24,000 if necessary, in order to extend the life of the
spindle/ Khong chinh tdc dé truc 1én dén 24,000 néu can thiét dé dam bao tudi tho cua truc.
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Daily Maintenance/ Bao tri hang

ngay

Clean the spindle taper, please use a clean cloth and wipe
gently./ V¢ sinh taper cua truc, sir dung vai sach va lau sach.
€ (Spindle speed, unless necessary, we recommend use the

maximum speed of 24000 rpm, to guarantee the life, it is
recommended to use 80% of its rotation speed/ Néu
khdng can thiét, khéng van hanh may & toc do ti da
24000 rpm dé dam bao tudi tho may, nén sir dung 80%
téc do dé dam bao may hoat dong tbt va on dinh)

Clean the machine (especially X-axis rack) after work, using
air spray gun to remove debris/ V& sinh may (dac biét la ray
truot truc X) sau khi 1am viéc, sir dung sting phun hoi dé loai
bo cac manh vuyn)

@ Lubricating oil/ Dau béi tron: R68

Table clean everyday/ Vé sinh ban lam viéc mdi ngay

Weekly Maintenance/ Bao tri han

Air conditioning unit, check the pressure value, and adding oil
(recommended to use R68 oil)/ Biéu kién khi, kiém tra gié tri
&p suat va bo sung dau (dé nghi sir dung dau R68)

Lubricating - Support frame for dust cover/ B6i tron — Nang
khung cho b6 phan che bui

Cutter Measuring, please put some oil to prevent it become
rusty/ Do dao cat, hdy bd sung mot it dau dé tranh bi gi sét.

Monthly Maintenance/ Bao tri han

Clean ATC/ Vé sinh ATC

CNC MACHINE CENTER LH-481S
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Clean the filter on the upper end of the vacuum pump, please
open the cover and take out the filter/ V¢ sinh b6 16 cua bo
phan bom chan khéng, hdy mo nap va lay ra khoi bo loc.

@ Please note: do not use air gun to blow inside, please take
out the filter, and blow it, in order to prevent the dust goes in
the down side filter/ Hay luu y rang: khong str dung stng phun
hoi dé théi vao bén trong, hay Iy ra khoi bo loc, va thoi, dé
tranh bui roi vao bo loc.
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Machine Parts/ Cac bg phan caa may
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( MPG )" DB15 Pin (F)

For MPG and the direction of axis

www.thmaychebiengo.com

Pin Signal Pin Signal Pin Signal

1 [MPG_A+ 8 RED| & [MPG_Z— PURPLE | 49 |IN6O & RED
BLACK

2 |MPG_A A GRAYl 7 |INss X BROWM 412 |IN61 10 GRAY
BLACK

3 |MPG_B+ s BLUE( g [iN57 ¥ BLACK | 43 |IN6G2 =100 BLUE
BLACK

4 |MPG_B— B ORANGE| 8 |58 7z WHITE| 44 |GND DORMGE
BLACK

5 |MPG 7+ YELLOW| 40 [mso o GREEM| 45 VGC(+5V) PINK

( D/A ) connector Green DECT terminal

This connector is for control spindle speed

Pin Signal Pin Signal

1 |D/A+ 3 |D/A-

2 |DiA+ 4 DiA-

16PIN

CRRRRagRE

=
=]
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Braki
s
FAN
A
PN
g1 A o
+P) E g
|_nzu ™
Em?._rm resistor ry -L.r/
Ay
B2 - AN
FA
15HP Broke resistor 1200W6.8(12 series connection T 015 n3) {orient) A
20HP Brake resistor 1500W 502 series connection Sui2(peaition mads)
SWI3(2nd oo /oec)
®Mld{deita complete)
SMI5{¥—delta chang)
SUB(Extra foult)
ilel]
Delta VFD-V
B1 INVERT Arniplifier
E E Delta VFD
+P)
-(N)
E E Broke resistor
B2
25HP Brake resistor 12000 802 series
connaction then,porallel connection Delta VFD=V

30HP Brake resistor 1200W6.802 serles
connection then,parallel connection
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M code
M3 Spindle ON
MO04 Anti-clockwise
M5 Spindle OFF
M6T1 Cutter change
M7 Air blow ON
M9 Air blow OFF
M12 Tool magazine forward
M13 Tool magazine backward
M14 Tool magazine down
M15 Tool magazine up
M18 Dust collector up
M19 Dust collector down
M20 Vacuum ON
M21 Vacuum OFF
M24 Left Vacuum motor ON
M25 Left Vacuum motor OFF
M26 Right Vacuum motor ON
M27 Right Vacuum motor OFF
M34 Right vacuum ON
M35 Right vacuum OFF
M40 Left and right vacuum ON
M41 Left and right vacuum OFF
M58 Tool magazine clockwise
M59 Tool magazine anti-clockwise
M60 Tool magazine back to #1 cutter
M37T1H1 Auto cutter measure
M70 Two zone
M71 Separate zone
M80 Separate zone finished
M90 Release limit
M99 Continue the program

CNC MACHINE CENTER LH-481S



T™N THUONGNGUYEN WOODWORKING www.thmaychebiengo.com
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