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HUONG DAN SU DUNG MACH3 CO BAN

MUC LUC

1. GIOI THIEU CO BAN MOT SO CHUC NANG TREN CAC
SCREEN THUONG DUNG
a) Program Run.
b) MDI.
c) Diagnostics.
d) Tab MPG.
2. HUGNG DAN MOQT SO TRUONG HOP QJ THE.
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1. GIOI THI EU CO BAN CAC SCREEN THUONG DUNG.

a) Program Run screen.

4 Mach3 CNC Controller EEX

Fle Corfig Function Cfg's View ‘Waards Operstor Plugln Control Help

Program Run Alt1 | MDIAIZ | ToolPath Alid Offsets Alt5 | Settings Alt Diagnostics Alt.7 Mill->G16 GOGS3 617 G40 G20 G0 GA4 G54 G40 593 GB4 Ga7

Scalc gy

+1.0000

Mo phong

Load Wizards Last Wizari | Blepl:
S Wizards |

it o N [ spinate cwis 1700
A _ B . foo)

Rewind Cul W |
Single BLK AltN |
[

Edit G.Code |
_ RecentFile |

— Cacthao tac voi

oia co - A " 7 "
mu. ﬁle b:a cong Toolchange Pos. TOC d(.) cac TOC d? tl'lllc
] > T r 3
—Run From Here | —bisluiine truc X,Y,Z... | chinh - Spindle

Elapsed 00:01

o e 0.00 Spindle Speed
_+ulud l Jog ON/OFF Ctrl-Alt) II 0.00 o

") Facebook - Mosa Fir...

« START - Bit dau gia cong.

- PAUSE - Tam ding.

« STOP - Dung.

« RERET & Emergency(ting khin cip).

« CAC THAO TAC V Ol FILE GIA CONG:
+ Load G-Code : Chon file gia cong.
+ Edit G-Code : Chinh sra file gia cong.
+ Recent file  : Liét ké cac file gia condd my gan day.
+ Close G-Code : bong file gia congiang ni.

+ Line : Sb tha ty cia dong ¢nh ma maydang chy.
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+ Set next line : Xacdinh mdt hang & bat dau chay tir d6 va ti diém
hién tai.
+ Run From here : Kiém tra bado caa may so &i toadd mudn chay,

saudo di chuyén dén diém musn chay vadoi.

+ Rewind . Tro vé dau file gia cong.
« CUA SO TQA PO.
+ Toa d¢ theo dbc chwong trinh:
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+ REF ALL HOME: Iénh di chugn cac toc vé diém goc may (HOME).

+ GOTO ZERO : Lénh di chugn céc tnc dén diém X0, YO, Z0, ...

+ OFFLINE : Khi muén chay thir chrong trinh trén may tinh (clong
trinh vAn chay nheng may khong cly).

+ ZERO X, ZERO Y, ZERO Z, ZERO 4 : khi b4m chen thi tea d¢ cia

truc twong wng < vé 0.

* Lwu y: Toads chuong trinh c6 tld thaydsi con a dé cia may thi la nic

dinh theo théngdcia mji may va khdng “set ZERQuroc.

« CUA SO MO PHONG:

- Hién thi ban V&, gbc toadd va md pldng qué trinh chy cia cac tac.
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« CUA SO Feed Rate:

Téc d6 hién tai

Téc d6 thiét lap

- Trén dra $ nay hén thi
hoac giam toc do d6 (6
« CUA SO SPINDLE

i | INSINGISSPESEN

SRO %
Spindle CW F5 100

Téc dé tra vé tirencoder " ﬁ

Toc da hién tai
et RPM ™ ol
SO 80004

.wiSpeed

cWhmén aia Cac tac va cho phéping
00%).

Téc d6 thiét lap
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b) MDI screen.

4 Mach3 CNC Controller
Fle Config Function Cfg's Wiew Wizards Operator  Plugin Control  Help

Program Run Alt-1_ | MDIAI2 | ToolPath Ad | Offsets Al6 | Settings Alts Diagnostics Alt.7 Mill=G15 61 G10 G17 G40 G20 GI0 GI4 G54 G43 GAT GBA GIT j

S IM
[l sog owore cutas [ sl

Cira s6 nhiplénh

eset G-Codes M-Codes

History | Clear [Status:{f Too Fast for Puley. Using Max Profile:fiachaMil

" My Ccon... | EIHUGNGDRNSI,.. | ©) Google-Mosls ... | B MachSTirorilp... | (8] Mcrosolt Power... | B MACH3 MAGE © MWSnap - anams &; PR 4maen

- O ctra $ nay c6 2 tinh #ing throng st dung:

= Local System Rotatedtrong qua trinh gia cong cééboay ¢ truc sao
cho phu lop v6i phdi.(nhip géc theaton vi BO).
= |nput:

Vi du: Mudn di chuyén dén toadd A(100,100,10) ta gb vaeérnh sau:
GO X100 Y100 Z10 ENTER.
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c) DIAGNOSTICS SCREEN.

H Mach3 CNC Controller
Fle Config Function Cfg's View Wizards Operstor Phugin Control  Help

Pragram Run Alt-1 | MDIA2 | TeolPath Al i Offsets AltS Settings Altf Diagnostics Alt.7 Mill-=G15 G1 G10617 G40 G20 G0 G94 G54 G439 593 GBA GI7

Machine Coord TWorkOmset 02 Offset

£agaal - £ acaal

Current Positon

_Zerw All |
RefX | [l *Pos

+0.00000 -

Tool Offset
+0.0000

TOA DO TOA DO

ZERO SO HIEN TAI

vdicoc SO VOl
MAY GOC MAY

FUOTT SiLLULL)

Rety | [l YPos
RefZ ZPos
__RefA APos
RefB_ | [l BFos

Spindle Toggle,
Flood Toggle

Mist Toggle

I el Active
M run
B ool Request

e Stant

Macros Running
Time in Int.
Blended Spd
Bufter Load
Gueue Depth
ot

P Bare

Time Seale
Reduced

LookAhead = Zg
CFU Speed +1662,0000

Serva FI’BH‘. Generator

__GCodes | _MCodes |

Too Fast for Pulley.. Using Max,

i stant PHa " [Mmdocnccon. | D HGNGDANST. | ) Googs-Modla... | B MachITutorishpi..

__+00000

[ Mhcrosoft Power...

+0.0000

-
.
Input Signals current State
M Eicoé-+ Ml Edonv+
- EdogH- Edogy-

B input 1 B i eLimit
W input2 B w2 esLimit
Input 3 Ma++Limit
l Input 4 . M+ +Limit
Digitize M5+ +Limit
Indenx Mé&i++Limit
M Limitoy M Torchon
B emergency

Output Signals current State

Il Enabia1 B Enavie 2
Bl Enables M Enabies
BN Ouputt [ Outout2
M outbuts B outputs

Mach3ill

| MACH 3IMAGE

abs max xy.2
+12.6965
+12.6113

Min
_ +52633
+6.2975
_____-0.2000
Beain T (m)
+g
Pulse Freguency

23770
M oozt W Eoogae
EdogZ- M Eioos
B wi-umt B WiHome
B wa-Lrt B w2Home

l M3-Limit MIHome
Md=-Limit E MéHoma
M5Home

MEHome

I Torcnon

B Enabies

W outout3 B Output4

W oigitze

- Khi mudn 1 tmc bat ki vé HOME ta im vao nUtREF truc trong ang.

d) Tab MPG.
- Bam phim “tab”dé hién thi.

File:fic:MachaGCode\oadrunner tap

Tool
Dia.

Close G.Code | Reverse Run

___Load G.Code

Block Delete |
M1 Optional Stop |

od Culé W
Run From Here [Dweh | [ov o

SetNextLine |
4470

Auto Taol Zora |

Remember | Retum
B 00010
||__sog owors curana (]

It
_ M.Codes +0.000

8§ Safe Z tumed off. lgnonng Safe_Z move

)il -Tin.. |2 MachiTuteri., | Moot Po...

4 [u3lMetNL..
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, Khoang di
: di chuyén
i cho moi
i bude dich
Taoc do di (6 ché dé di
chuvéﬁ cac chuyén
trl_}:; so v tirng birce)
tac dé
“Feed Rate”
thiét lp.
Cac phim
' dieu khién

hwdng cac

‘ Shift Jog to Qveride Jog Modae th_lC,

- Khi muén di-chuyn tirng brdc nho ta 1am nle sau: Bm phim “CTRL”
+ “HUONG MUON DI CHUYEN".
- Khi muén bdm phim céc trc di chuyén 100% éc d6 ta dung:

“SHIFT”+"H UONG MUON DI CHUYEN"

- Con binh tlrdng im phimdiéu khién cac hréng thi may & di chuyén
véi tée do duoc thiét 1ap & muc “Slow Jog Rate”.

TADCNC ‘ NGUYEN NGOC PUC
Cung ép may CNC theo yéuaa. 0989315944
duc50cdt.ntu@gmail.com



2. HUONG DAN MQT SO TRUONG HQP CU THE.
a) Trinh tw cac thao tac khi & dung may: .
- M¢é may (kém tradén ngén, nat ESTOP...) => rdh |\

Tiép tuc cong véc khi thly nut “reset” khdng con rip nhay.

- Bam vao béu trong “REF ALL HOME” dé di chuyén céc toc vé gbc
may. Burdc nay @Gt quan tpong réu saudo trong qua trinh gia congaiy ra
sir ¢o gay dao, it buroc ...

- Load file gia cdng #ng cach Bm vao béu trong “Load G-code”, ga phoi
|En may.

- Chon diém zero:

= Trong ltc to file gia cong (G-Code) chiingda chyn diém ZERO,
lGc nay ta di chugn cac toc dén mot vi tri trén phoi sao choivri 3
truc ném trongtng Wi diém ZERO trén phn mém.

= Truong hyp khdng nk diém gbc mim & vi tri ndo ta dung cach sau:
bim “ZERO X", “ZERO Y” saudd nhin qua béni@ $ md ptong ta
s3 thay diém giao gira 2dwong “mau tim” —d6 ladiém 0.

Cach lam trén may mhsau:

£ +0,0000 [ " 5
= +0.0000,0" 75
‘“’“’ g +0.0000 | Sacos
+u muo =
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- Néu gic toadd ¢ diém khac thi cacdn thaydoi tuong ang.

= Sau khi di chugn céac toc d¢én diém nhr trén hinh ta #m “ZERO X”
, “ZERO Y”. Saudé muwn kiém tra liéu rang méng phéi cédua kich
thuéc hay khéng ta 1am mhsau: cho trc X va Y di chugn lan leot
theo hréng V& cudi ban & (huéng miii ténden trén hinh) va nhin trén
cira $ mé phong, réu trén gra $ cac tuc di chuyén hét ban V& ma
miii dao con Bm trén phoi ngta ladu phéi.

= XAacdinhdiém “ZERO Z” bang cach Bm cho toc Z chay xudng, khi
gan téi mat phoi ta it dau dung clec ning di chuyn tirng hrée bing
phim “CTRL + hréng xubng Z” (muc dich dé tranh trong hop khéng
kiém soétduoc toc 46 vadam dao xdng phdi). Khi vra cram mit
phodi ta Bm “ZERO Z”.(day la trdong hyp chon diém ZERO Z am
mat trén aia phoi — thong ghg)

Vay la tadd xacdinh dugc diém ZERO(0, 0, 0). Sado ta nfit Z 1én nét
khoang dé an toan va ép tuc cac s tiép theo.

- Sau khida ga phoi va afn duoc diém ZERO ta kiém tra hi cac thong
sb mot lan niradé dam bao khdng c6 ndm 1an gi Xy ra. Déi véi nhirng
ngudi mai st dung may, nic duda tham ko va caidit thong 8 vé
Feed Rate trén gh mém nhung do kh nang kiém soét clrong trinh |
kha nang X ly si ¢6 chra Ht nén bantau ta $ giam “Feed Rate”
xuéng thip saudé trong qué trinh aly may $ dan din ting 1én va cang
lam nhéu thi kinh nghém < cang nhiu.

- Sau khida kiém tra l§ ta bit dau cho cly may — Bm nut ‘Cycle
Start”.

b) Xir Iy tr wong hop mat dién.(é day toi chi dwa ra mt cach ar ban va it
nham Ian)
- Motsb chay:
> Vé HOME khi cton diém ZERO md may (throng réu khdng cos
c6 thi cH can 1am 1 &n IGc mbi khai dong may).

> Khi cupdién may phi tu dong ESTOP dugc.

> NOI THEM: Truong hop bi mit budc, cim dao héc mpt van dé
naodd nghiém teng thi cé té ding kit ki cAch nao ma cé érdirng
dugc may (ndt dién, estop, esc...). Tdng hyp gay dao thi nén
dung ‘FEED HOLD” dé khéng n thoi gian V& HOME lai (vi
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FEED HOLD ¢ PAUSE — tam dirng c6 kEm soaté> dung bado
(hién tai va ZERO), ESTOP-ESC < dirng khin cip khéng kém
soat (nit toa do)).

- C&c hwdc thuc hién: (sau khi khsi déng lai may)

i.  Néu trude luc chy ta c6 cho may&HOME thi khi gip ar ¢b ta ch
can cho may ¥ lai HOME thi may $ lay lai dugc toadd chuong
trinh IGc tuge dd SET. Dado viéc dau tién sau khi cdién lai l1a
“REF ALL HOME " .

ii. “Load G-CODE”

ji.  Chondiém bit dau chay tiép.
- Vi du day la brc tranh mén chay:

- Vaday la méng phéidang chy thi bi capdién:

TADCNC NGUYEN NGOC bUC
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- Cong vic aia ching ta bay gila én tim tadoan chrong trinh mm
truéc diém bi cipdién mot khoang wra phii dé bat dau chay lai. Cach
lam nhr sau:

« Dung chgt kéo thanh trot & caa $ hién thi cheong trinh clay may
hoic click chwt vao khung ¢a $ d6 va kn chubt.

985829 ¥58.653 ¥179.696 7-2.252
955830:¥55.856 ¥179.544 22675
955831:¥50.060 ¥179.191 Z-2.473
985832:50.264 ¥175.838 7-2.584

98533458467 Y178.485 Z-2.763
98534 X58.671 ¥178.133 Z-3.421
98535 X58.875 ¥177.780 -3.333
98536 X60.078 Y177 .427 7-3.602
98537 XB0.2582 Y177.074 Z-2.499
98535 X60.456 Y176.722 7-1.665
958639:¥60.663 ¥176.3639 7-1.308
95540:¥60.893 ¥176.016 7-0.652
98541:¥61.097 ¥175.663 7-0.648
955842:¥51.300 ¥175.311 Z-1.064
955843:461.504 ¥174.958 Z-1.128

QooAA-VEd TOo WATA CNE T 1 ANES

« Saud6 quan sat qua khunga $ md ptong, tng wi mdi dong Enh
thi c6 ndt diém mau ting xut hién. Ta § di chuyén Ién xwng dé
chon 1diém tring ¢in va trge d6 1 khaing nho so \6i diém “cup
dién” (thao tac nay g@a vao cach quan sat wac lugng).

98829:%58.653 Y179.896 Z-2.252
98630:X58.856 Y179.544 Z-2 675
98631:¥59.060 Y179.191 Z-2.473

98834:¥50.671 ¥178.133 Z.3.421
98835:X59.875 Y177.780 Z:3.333
98836:x60.078 Y177 427 1-3602
98837:¥60.282 Y177.074 Z-2.499
98838:X60.486 Y176.722 Z-1.6b5
98839:60.689 Y176.369 Z-1.308
98840:¥60.893 Y176.016 Z-0.882
98841:¥61.097 Y175.663 Z-0.848
98842:61.300 Y175.311 Z-1.064
966843:%61.504 Y174.958 Z-1.128

QOQAANVED TNS V174 GNE 71 ANE

- Sau khida cton duoc dong énh nhr mong mién ¢ trén ta kich vao nit
“Run From Here” va doi mot latdé chuong trinh kém tra, nhin xéng
thanhStatuskhi nao thy

W' 28 Fress CycleStart for preparation move, Check Spindle I

Ta bit ddu nhin “Cycle Start’ chuong trinh § xuat hién théng bao
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Preperational Move to:

176.901
40.535

i

0.442

mom = M= X

11

Frapid Height (10
a ¥ Start Spindle

[~ Prep. at Feedrate

Cancel J Ok J

Nhé tick chon vao 6 ‘Start Spindle” saudé nhin OK, may € bat
Spindle vadi chuyén dén toado cua dong énh ma ta mong nén sau
d6 dtrng doi.

- Luc nay ta kim tra xem vtri nay c6 cach qua xa séi\diém da chay
hay khong, Bu thiy qua xa va khoéng ném t6n thoi gian nhéu thi ta
nén Lra chon lai 1 diém truge gan v6i diém bi ding lai. Néu da ok ta Kt
dau chay may king cach nhn “Cycle Start’ mét lan nia.
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