REALREZ

3ATOYHOW CTAHOK C uny and CBEPN
U OPE3 REALREZ-AE30

BAXKHO:
BHUMaTeNbHO NPoUTUTE BCHO MHCTPYKLINK 1 YOeAUTeCh, UTO MONHOCTBIO NOHANN ee

cofiep<aHue nepep UCnonb3oBaHnem 060pya0BaHNA.
CoxpaHuTe UHCTPYKLMIO ANA faNbHeNLLIero ucnonab30BaHuA.
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1. MEXAHWYECKAA KOHCTPYKLIUA
1.1 KOHCTPYKUUA CTAaHUHDI

Ocb /
O Y
[naBHbIIA
4~ MOTOp
lLlyn ana yctaHOBKU MHCTPYMEHTa
. ‘A
LinupoBanbHbIi Kpyr \ f/t Ocb C
Bunt - o
[bIne3aLnTHbIN Ocb X
KOXYX

2. ONUCAHUE OBLL X MAPAMETPOB CELIMOUKALIUIA
[lapameTtp 3HayeHune
Moaenb REALREZ-AE30
[lnanazoH wnudoBaHus 4-20 Mm
MowiHocTb ABuratena wnudosanbHoro kpyra (750 Bt
(KopocCTb BpaLLeHusa Kpyra 2700 06/MuH
BxoaHoe HanpsXeHue 220B
CepBocucTema PazpaboTaHHas 4-oceBasd WANPOBaANbHAA CUCTEMA
(noco6 ynpaBneHus CeHCOpHbIN IKpaH
JOPEKTUBHOCTb 3aTOYKH MakcumanbHas: 1-4 MUHYTbI Ha UHCTPYMEHT
[lpon3BOANTENLHOCT 33 CMEHY 200—300 MHCTPYMEHTOB 3a CMEHY
Cneundmkauma Kpyra 032012511 (mm)
CpoK cnyx0b! Kpyra 800—1000 wr. (ansa ppe3 6 mm)
Bec 50 kr/XXX (3aBUCUT OT Moaenu)
[abapuTbl 660%530%840 mm / 730%680%630 Mm (3aBUCUT OT Moenn)
(ranpaptHble yanru ER32 4,.6,8,10,12,14,16, 18, 20

2-3ybas LWwapoLuka, ppe3a ¢ KpyrabiMm HoCoM, TpéxrpaHHoe ceepno, PM-cepno, 4-3ybas
LlononHuTenbHble GYHKLUK / P op Py sy P P /

HepaBHOMepHaA dpe3a

[lepeHOCHOM NbiNecOOpHBINA CTON, WNUPOBANBHbIN CTON C NblNeyaaneHnem, Ko A Kpyra,
LlononHutenbHble akceccyapb P P ¢ e HyX AR KpY

HecTaHAapTHble uaHrn ER32 u T. A

[Mpumeyanue: [Mpn ncnonb3oBaHUM aBuUraTeNnenn pasHblX Mapok W mojenen BHelHUe rabapuTbl
MOTYT OTNNYATLCA. [ToaKouaemoe nuTaHue JoMKHO ObITb 3a3eMeHo.



3. UHCTPYKLIUA NO TEXHUKE BE3ONMACHOCTU

[ina obecneyeHua 06e30nacHOCTV nepef MCNONb30BaHWeM AaHHOrO 06opyaoBaHMA HeobXoaumo
03HaKOMMTbLCA W CTPOro cobnoaaTh CneaytoLue npasuna, ytodbl CHU3UTL PUCK NONYUYEHNA TPABM U
noBpexaeHna 06opyaoBaHuA.

1. Hagnexawaa 3awmta rma3 u nuua: lpu pabote ¢ obopynoBaHnem Bceraa WUCNONb3yuTe
3aLLUTHbIE OYKW UK MACKY ANA NpeoTBPaLLEeHNA TPaBM.

2. [lonyctumasa CkopocTb BpaLLeHMA LWANGOBANbHBIX MHCTPYMEHTOB He JO0JKHA ObITb HIKe
CKOPOCTM X0NocToro xoaa obopynosanuaA: Mpu nokynke WAndoBanbHbIX KPYroB 0643aTeNbHO
npoBepAnTe NX MaKCUMANbHO A0MYCTUMYK0 CKOPOCTb BpaLLeHUA, YTobbl OHa COOTBETCTBOBANA
CKOPOCTW  WINuHAena 000pynoBaHWA. 3710 NpeaoTBPaTUT  pa3pylleHue Kpyra 13-3a
Hel0CTaTOYHOMN CKOPOCTU U BO3MOXKHbIE TPAaBMb.

3. B uenax 6e3onacHocTn nepes Ucnonb3oBaHnem 060pyaoBaHne A0MKHO ObITb 3a3eMileHo AN1A
3aLLUTHI ONepaTopa OT MOPaMXeHNA NeKTpuyeckum TokoM. llepen BKnoueHuem yoeantech, Uto
BbIKNoYaTeNlb 000py10BaHNA HAXOANTCA B NONOMeHUM "BbIK.'

4. Tlpn noBpexkaeHnn unu obpbiBe Kabena NuTaHUA BO BpeMaA PaboTbl HEMeIeHHO OTKAYuTe
MUTaHKe n 3ameHuTe Kabenb. He ncnonb3ayitte 0060pynoBaHue ¢ noBpexaeHHON NPOBOAKOMN.

5. 06pasytowaaca B npouecce paboTbl Nblib MOXeET ObITb BpeiHa 1A 3[0P0BbA, @ UCKPbI MOTYT
BbI3BaTb BO3ropaHue unu B3pbiB. [lo3ToMy npu pabote HeoOXoauMO NPUHUMATH
COOTBETCTBYHOLLME Mepbl 3aLLUTbI: UCNOMb3YiATe NbINeCoC UNKN pecnupaTop BO Bpemsa paboTbl
obopynoBaHuA. He ucnonb3yiite 060pynoBaHne BO BaXHbIX, NErkKOBOCMIAMEHAILLINXCA UK
B3PbIBOOMACHbIX CpejiaX.

4. QYHKLUMW U UHCTPYKLIUWA NO SKCNNTYATALLUW
4.1 BknioyeHune obopyaoBaHuA

CHauana Haxxmute 3e/leHyI0 KHOMKY BKJIIOUEHNA NUTaHWA cnieBa, utobbl 3anyctutb 0bopyaoBatme.
3aTeM, Ceaya noackaskam Ha aucnnee, HaxmuTe KHonky copoca. locne Bo3Bpata 000pynoBaHuA B
HyneBoe MoJoXKeHNe HaXMIUTe KpacHY KHOMKY aBapUMHOM OCTaHOBKW CnpaBa, uTobbl 3aKpbITb
npegynpexaatouiee coobuwieHne. lMpumeyanune: [lepen Kaxaon YCTAaHOBKOM WHCTPYMEHTA
HeobXoAUMO  HaXKWUMaTb KHOMKY aBapuilHOM  OCTaHOBKKU. [locne 3aBepLieHUA  YCTAHOBKMK
MHCTPYMEHTa aBapuiiHyto 0CTaHOBKY cneayeT copocuTb.
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4.2 OnncaHue nHTepdenca 4.3 A3bIK B neBom Bepxuem yrny

HaXKmuTe Ha COOTBETCTBYIOLLIMN A3bIK MW KHOMKY " 3aKPbITb™ B NPABOM HUMHEM Yriy.

4.4 (Tpenka B 1eBOM HUXXHEM yrny
"N L

usernamne

Manual | Permission : Parameter
operation operation setting

Permission i Parameter e
operation operation setting

Boibepute paspeluenue ana onepauuu, utobbl BblbopaTb UMA nonb3osatena "Onepatop” wnn
"Menenxep". [lepen oTrpy3koil C 3aB0oJa Ha CTaHKe MO YMOMYAHWUIO BbIMONHEH BXOA MOf
OMepaTopom, YTO MO3BONIAET C(pa3y NpucTynatb K wWAnMQoBKe. KnueHTbl MOryt BOWTW Kak
"MeHemxep" Ana HaCTPOIKI NapamMeTpoB CornacHo ceoum notpedHoctam. laponb oneparopa: 121.

4.5 YcTaHOBKa MHCTPYMEHTA

LLlar 1: Wcnonb3ynte poXKKOBbIM 1 HaKUAHOW KNouu ana ¢pukcauum rankn ER n LaHroBow BTYNKNA
COOTBETCTBEHHO. YepXKuBanTe POXKOBbIN KJH0Y NPaBoW PyKOW, a HAKUAHLIM KNIOYOM B NIEBOU pyKe
ocnabbre ranky ER BpalLieHnemM npoTuB YacoBOil CTPENKM U CHUMUTE eeé.

lar 2: B cootBeTCTBUM C pa3MepoM 3aTauyMBaemoro WHCTPyMeHTa Bblbepute COOTBETCTBYIOLLYIO
uaHry ER, yctaHoBute raiky ER, 3atem BBepHute ramky ER B uaHroByi BTynKy. [lomectute
MHCTPYMEHT, TpebytoL i 3aTouKN, B railky ER, BbICTaBUB ANMHY BbICTYNA UHCTPYMEHTA B J1anas3oHe
35-105 mm. [lpaBoun pykou yaepuBanTe LaHry poXKOBbIM KJTOUOM B HEMOABUXKHOM COCTOAHIMU, a
NIeBON PYKOM C NOMOLLIbIO HaKUAHOTO KNtoya 3aTaHuTe raiky ER BpalieHneM no 4acoBou CTpenke ang
(DUKCaLMN UHCTPYMEHTA.

ar 3: Otperynupyute yron mexay WHCTPYMEHTOM W YCTAHOBLUMKOM WHCTpymeHTa. Octpue
NHCTPYMEHTa JOJIXKHO HAaX0AUTbCA NoJA YIMoM NMpuMepHo 45 rpaaycoB K rop30HTanu, Kak nokasaHo
Ha cxeme Huke. [lpumeyanue: [1na 3-x rpaHHON Qpe3bl B KauecTBe pexyLlen KpoMKM UCnosb3yeTca
BTOpOe ANNHHOE N1e3Bue, a ANA 4-X rpaHHON Gpe3bl - CIOMaHHaA KpOMKa.



y OcTpue UHCTpYMeHTa OcTpue UHCTpYMeHTa
roN MeXAY yron mexpy D
NOBEPXHOCTAMN Pexyiwan yacTb NOBEPXHOCTAMMY cAyllad Hactb
:Q_j — N :U
OcTpure NHCTPYMeHTa
yron mexay PexyLuas yactb
MOBEPXHOCTAMM
I:\/ -

4.7 Bbibepute TUN UNHCTPYMEHTa,

Tpebylowiero 3atouyku (Ha npumepe
4.6 Haxxmute Ha nycTyi0 06nacTb 3KpaHa ABYXNne3BUNHOU Pppe3sbl)

N L
~Z | [N

Language

h 2 flute fiat end millf 2nute

0.0mm

4.9 Haxxmute gna 3anycka uam BbIXoAa
4.8 Bbi6epute Heob6XoaMMbIN guameTp U3 OKHa

= = = .
: -

HaXMuTe KHOMKY 3anycka AnA Hayana wnndoBku. [Ina oTMeHbl WAKGOBKM HAKMUTE HA OKHO
JKpaHa.

35—~—105mm
|

T




Reset E-stop

5. BXOZ AIMUHUCTPATOPA
==

Language

¢

HaxxmuTe Ha onepauuto paspeLueHuit, Bbloepute numa nonb3osartena "MeHemxep', BBeauTe napoinb

123123, 3atem Haxxmute "Bxon'".

6. DPE3A

6.1 Haxxmute Ha nycTyio 061acTb JKpaHa 6.2 [iByxne3Bu

WHaA ¢ppe3a

Language

. ;' 2 flute flat end mil
=L i~ e
2 [S

=

A

2 flute fiat end mill
Grinding end
face speed
Slotting
speed

1st relief angle

~~~~~ X correction
. 2nd relief angle

Finishing speed

0.10mm/s

0.40mm/s

0.50mm/s

6.3 Bbi6epute pazmep 6.4 Cnepyowan ctpasuua

Grinding end face
Y correction

Grinding end face
X correction

C correction

Cutting edge
speed

1st relief angle
Y correction

2nd relief angle
Y correction




2 flute fiat end mill

0 Recipe Round nose | Size selection
Clamping tool
R angle off

Last page

Slotting X correction

Slotting width

Open blade X
reference amount

Open blade
feed amount

Slot X reference

slot2 X reference

quantity “ Slotting X feed amount

quantity
Onuus OyHKums
[namerp Hactpoiika cornacHo GakTuyeckomMy UHCTPYMEHTY

Koppekuus TopLieBoil WAndoBKu

X: Ynanenue matepuana (nonoxutenoHoe 0.1 = +0.1mm) Y: lo3uyua nogaum (otpuuatensHoe 0.1 =
0.1MM OT LieHTpa pe3bi)

(kopocTb KoppeKLK TOpLeBO LWNNHOBKH

Yem BbiLLie 3HAYEHMe, TEM BblLLe CKOpPOCTb (He NPEBbILLATD 1)

Koppekuus C

Hacrpoiika yrna nogaun npu ¢ppesepoBaHuu na3oB (1° cooTBETCTBYET NOBOPOTY Bniepen Ha 1 rpaayc)

CkopocTb Ppe3epoBaHunaA/pe3aHus

YeM BbiLLie 3HaUEeHUe, TEM BbiLLE CKOPOCTb (YeM MeleHHee CKOpoCTb dpe3bl, He NpeBbiLwaTh 1)

Koppekuws nepBoro 3agHero yrna

X: Ynanenue matepuana (-0.1=+0.1mm) Y: Mo3uuua nogaun (-0.1 = +0.1mm 6anxe K LeHTpy ppe3sbl)

(KopocTb yncToBom 06paboTKm

Yem BbiLLie 3HaYeHKe CKOPOCTU nonepeyHoro nepemeLieHnA UHCTPYMEHTA, TeM BblLle CKOPOCTb

Koppekuus BTOporo 3aaHero yrna

X: Ypanenune matepuana (-0.1=+0.1mm) Y: Mo3uuua nogaum (-0.1 =+0.1mm 6anxe K LeHTpy ppe3bl)

Koppekuus ¢ppe3epoBaHus na3os

X: Ynanenue matepuana (nonoxutenoHoe 0.1 = +0.1mm) Y: lo3uuus nogaum (otpuuatensHoe 0.1 =
0.1MM 0T LieHTpa ¢pe3bi)

[LinpuHa nasa

Hactpoiika wupmHbl nasa

OnopHoe 3HaueHue X OTKPbITOr0 Jie3BUA

ﬂpM 3Ha4Y€HUU NAPAMETPa MEHEE 0 OTKPbIBAlOTCA HECKOJIbKO CETMEHTOB, HAlPUMep -0.1

BenuunHa nogaum OTKpbITOro sie3pnA

HauanbHas Touka MHOI'OCT)’I'IEH‘laTOﬁ LI.IHVI(I)OBKM ANA YMEHbLIEHUA KOJTNYeCTBd LI.IHM(I)OBBHMFI

OnopHoe Konuuectso X nasa

”pVI 3Hd4eHUW NapaMeTpa MEHEE 0 OTKPbIBAKTCA HECKOJIbKO CErMEHTOB, Hallpumep noadyd 0.1Mm

KaX[blW pa3 A0 AOCTUXEHWUA KOHEYHOW NO3NULUK, pacCuUTaHHON nporpaMmon. Pekomenpyetca
MCNoNb30BaTh ANA MHCTPYMEHTOB CBbiLLe 10MM.

BenuunHa nopaum X npu dppesepoBaHui NasoB |HayanbHas TOYKa MHOFOCTYNEHYATOI 3aTOYKN ANA YMEHbLLIEHUA KONMYECTBa 3aToyeK

6.5 lepekniouarenn R-yrna 6.6 CoxpaHuTb

| 2flute fiat end mill
0 Recipe Round nose | Size selection u.-.‘k 0
Clamping tool | Clamping tool
R angle off Last page '

2 flute fiat end mill

Round nose | Size selection
R angle off Last page

slotting X correction slotting Y correction Slotting X correction _
Slotting width Slotting width Is it saved as a recipe?

Open blade X m Open biade m Opan blade X “
reference amount feed amount reference amount e “

siot : J:’f‘:i:yenco “ Slotiing X fesd amount slot X reference “

auantiy e

slot2 X reference slot2 X reference
quantity quantity

\

B nonoxenun R Angle BbimonHAetca 3atouka obbiyHOM @pe3bl. [pu BknwoyeHHoM R Angle
BbINOMHAETCA 3aToyka ¢pe3bl C KPYrmbiM  KOHUeBMKOM. [laHHaA QYHKUMA (BA3AHA C
nepekntoyatenem R-yrna Ha cTpaHuLe Kpyrnoro KoHLeBuKa.




[lapameTpbl MOryT ObITb M3MEeHeHbl M0 HeobXoAUMOCTW, MOoCNe Yero HeobOXOAUMO HaXaTb
"CoxpaHuTtb". Boibepute "Het" a1 oTMeHbl coxpaHeHua unu “[ila" ana noATBepaeHnA u nepexoa

Ha CleayioLLYyio CTpaHuLY.

6.7 HoBoe Ha3BaHue nporpaMMbl 6.8 bazoBble nporpammbi
2 flute fiat end mill - A
‘N | Clamping tool - ‘
& o I e
| : = =
Slotting X correct : 4200 o500 \
5 214 -1.000 0800 |
New recipe name
Slotting width = s 5
T ‘218 -1.000 0550
: = = = f
Fifacice ol “ |m -
veri
Slot X reference “
auanity T
ot (Tieures “
quantity
v
< M_” > Free

BBeauTe Ha3BaHMe co3aaBaeMon nporpaMmmbl. "OTMeHa" - OTMeHUTb coxpaHeHue, "TloaTBepanTL " -
COXpaHUTb HOBYIO NPOrpammy.

[lporpaMmbl, OTMeUEHHble CUMBOAOM *, ABRAOTCA 3aBOACKMMU 0a30BbIMK  HACTPONKAMMU
0bopynoBaHuA. OHM He MoryT ObiTb YAaneHbl UK Nepe3anucaHbl U MOTYT UCMONb30BaTbCA NS
BOCCTAHOBEHNA 3aBOACKINX NAaPamMeTPoB.

6.9 3arpyska 6.10 3arpy3Kka u o6HOB/IeHUE

‘208 «1.000

Download

4000 0500 ( ~1.000 0600

P

4
N
o
=

parameter update recipe?

‘210 3
212 4 212

: - Do you want to upload a
. Do you want to download the recipe? . y a

T

v
i Free

< > ‘ S ’
Boibepute HeoOXxogumylo nporpammy W3 CNKUCKa U Haxkmute "3arpy3utb’. "HeTr' - OTMEHMTb
3arpysky, [la" - 3aMeHUTb TeKyLLue napameTpbl.

v

Boibepute nporpammy ana moaudukauuu U3 cnmcka n Haxmute "00HOBUTL'. "HeT' - OTMEHUTb
nencteue, "Jla" - nepesanucatb U3MeHeHHble JaHHble B COOTBETCTBYHLLYI NPOrpammy.

AHanornuHbiMm o6pazom paboTaloT BCe QYHKLUM W Onepauun, CBA3AHHbIe (O CTPaHULLAMY
"llporpammbl (Peuientbl)” n "CoxpaHeHue" Ha JaHHOM 060pya0BaHMN.
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6.11 3aKpbiTHe OKHa 6.12 3a)KUM UHCTpPYMeEHTa
'

~ B 2 flute fiat end mill
*204 Colse e 0
AT Clamping tool
‘ Last page
Delete .

' : Open blade X Open blade
reference amount feed amount

Slot X reference S
S Slotting X feed amount
slot2 X reference
quantity

Recipe Round nose

ER R

Upload updates

N
6.£00
QE00
0800
0500
0.5%0

" I g "
> >
a u o

1 B H B

E*..
£

Free
3 > :

Haxmute KHOMKY MNycka [N1A  Hayana
3aTOYKKU. HaXkMUTe Ha OKHO [ANA OTMEHb
3aTOYKM.

35—~—105mm
|

——"

e N

6.13 TpexnesBuitHas ppesa 6.14 Bbi6op pasmepa

3 flute fiat end mill] 2ute ena fiuts mang cut Round noss

0.0mm '
15 ‘ o
) 22 "'- ) “r . [ -
" - ¥ ol e '3 16mm
%o ‘.‘,, . .\,'-., " Y”' . e ¥
..‘. L 3 "y o4 TR O e
R DY e £ v O LB d A
I‘I.' v = '-.. i ‘ V
v -1 3
7
/" ‘!
.;,"-‘r
3 | 4
BV
- : .
= = = -
A2 o ” .
R LR
. e
"' ,' J
m m y

BepHuTech Ha CTPaHULY BbIOOPA MHCTPYMEHTA U BblbepuTe Tpexne3BuiiHyio Gppesy.

6.15 Cnegylowas crpanuua

3 flute flat end mill _ 3 flute fat end mil _ .
o 0 Round nose | Size selection —_— 0 Recipe Round nose | Size selection
. Clamping tool - | Clamping tool ,
R angle off Next page | R angle off Last page
R ter Grinding end face
o | N Short edge 1 Short edge 2
Grinding end 0.10mm/s BHnding srdiace m slotting width slotting width
face speed - X correction
Siottin | Short edge 1 | Short edge 2 |
et 0.40mm/s C correction slotting X correction slotting X correction
bt Cuttng eto | Short edge 1st relief Short edge 1st relief
Long edge 1st relief Long edge slotting | Short edge slotting Finishing speed
angle X correction Y correction m Y correction - | 0.50mm/s
2nd relief angle Long edge 1st relief Open blade X _0.08mm Open blade
X correction angle Y correction reference amount 5 feed amount
Long edge slott 2nd relief angle Slot X reference e

4




10 e

[lapametp

OyHKuumA

Nnametp

HactpoiiKa cornacHo GakTuyeckomy MHCTPYMEHTY

KoppeKkuus TopLeBoi LWANQOBKK

X: Ynanenue matepuana (nonoxutenpHoe 0.1 =+0.1 mm) Y: Mo3uuua nogaun
(otpuuarensHoe 0.1=0.1 Mm oT LieHTpa dpe3bi)

(kopocTb KoppeKLMK TOpLEeBOI LWANHOBKY

Yem BbiLLIe 3HAaUeHWe, TEM BbiLLE CKOPOCTb (He npeBbiLLaTh 1)

Koppexkuua C

PerynupoBka yrna nogauu npu ¢ppeseposaHuu na3os (1° cootBeTcTByeT
noBOpoTy BnepeA Ha 1 rpaayc)

(KopocTb dpe3epoBaHnA/pe3aHms

YeM BbiLLIe 3HAYEHMe, TeM BblLLE CKOPOCTb (YeM MeasieHHee CKOPOCTb Gpe3bl,
He npeBbiLwath 1)

Koppekuus na3a AnnHHOro ne3susa (Camoro ANIMHHOIO)

Koppekuus na3a kopotkoro ne3sus 1 (camoro KOpoTkoro)

Koppekuus nasa kopotkoro ne3sus 2 (cpeaHero)

X: Ynanenue matepuana (-0.1=+0.1 mm) Y: [lo3uumns nogaun (otpuuatenbHoe
0.1=0.1 MM oT LieHTpa dpe3bl)

(KopocTb uncToBoil 06paboTKM

Yem BblLLe 3HaUYeHue CKOPOCTK nonepeyHoro nepemeLleHUA UHCTPYMEHTa, TEM
Bbille CKOPOCTb

KOppEKLIMﬂ NepBoro 3afHero yrjia AJIMHHOro Jie3BuA (camoro AnnHHoOro)

Koppekuua neporo 3agHero yrna kopotkoro ne3sius 1 (camoro KopoTkoro)

Koppekuws nepBoro 3agHero yrna Kopotkoro ne3sus 2 (cpeaHero)

X: Ynanenue matepuana (-0.1=+0.1 mm) Y: llo3uumnsa nogaumn (-0.1=+0.1 mm
bnuxe K LeHTpy ppesbl)

KOppEKLlVIﬂ BTOPOro 3afAHEro yria AJJIMHHOI 0 J1e3BUA (camoro AnuMHHOrO)

Koppekuus BToporo 3agHero yria Kopotkoro ne3sus 1 (camoro KopoTkoro)

Koppekuua BToporo 3aiHero yria Kopotkoro ne3sus 2 (cpegHero)

X: Ynanenue matepuana (-0.1=+0.1 mm) Y: llo3uumnsa nogaum (-0.1=+0.1 mm
6nuKe K LeHTpY dpe3bl)

linpnHa nasa

PerynupoBKa LMpMHbI Na3a (He meHee 0)

OnopHoe 3HauyeHue X OTKpbITOro Ne3Bus

[pu 3HaueHnn napameTpa meHee 0 OTKPbIBAIOTCA HECKONbKO CErMEHTOB
(Hanpumep, noaaua 0.1 MM KaXfblii pa3 10 A0OCTUXKEHUA KOHEYHON NO3NLUK).
PekoMeHYeTcA A MHCTPYMEHTOB CBbiLe 10 MM

BennunHa nogaun OTKpbITOro sie3BnA

HauanbHaA ToYKa MHOTOCTYneHYaTou Wan$OBKN AN YMeHbLUeH!A
KOyYecTBa WNNdoBaHuit

OnopHoe Konuyectso X nasa

[pu 3HaueHUn napameTpa MeHee 0 OTKPbIBATCA HECKONbKO CErMEHTOB
(Hanpumep, noaaua 0.1 MM Kaxablii pa3 10 AOCTUKEHUA KOHEUHOI MO3ULIMK).
PekoMeHAYeTcA AR MHCTPYMEHTOB CBbiLe 10 MM

BennunHa nogaum X npu ppeepoBaHum nasos

HauanbHas Touka MHOroCTyneH4aTon WaNGoBKK ANA yMeHbLIEHNS
KoNnuecTBa WiandoBaHMuil

6.16 Haxxmute Ha u3obpaxkeHue B neBom
BepXHeMm yrny

3 flute fiat end mill
0.0mm

0

e, Clamping tool

Last page

Recipe Round nose | Size selection

Short edge 1 Short edge 2
slotting width slotting width
Short edge 1 Short edge 2
slotting X correction slotting X correction
Short edge 1st relief Short edge 1st relief
angle X correction angle Y correction
Short edge slottin et
Open blade X Open blade
Slot X reference :
covees [P

6.17 Bbibepure
ppesy

4 flute fiat end millf
0.0mm o

YyeTbipexne3BUNHYIO




6.18 Bbibepute pasmep

4 fute fat ead min

6.19 Cnepyowan cTpaHuLa

e 17

Next page

4 flute flat end mill : (
0 Recipe | Round nose | Size selection
| Clamping tool '
Diameter Grinding end face
Y correction
Grinding end Grinding end face
face speed 0.10mm/s X correction
Slotting 3
speed . 0.40mm/s C correction
Long edge slotting Cutting edge
X correction speed
Long edge 1st relief Long edge slotting
angle X correction Y correction
Long edge 1st relief long edge 2nd relief
angle Y correction angle X correction
Finishing speed 0.50mm/s gﬂsﬂ:ﬁ

| 4flute fiatend mill  [e—
somm o ‘ 0 I Round nose | Size selection
] | Clamping tool
Last page
Short edge slotting - Short edge slotting m
X correction Y correction
Short edge 1st relief - Short edge 2nd relief -
angle X correction angle X correction 0.53mm
Short edge 1st relief - Short edge “
angle Y correction groove width
Y correction
reference amount feed amount
K y
[lapamertp OyHKLMA
[namertp Hacrpoitka cornacHo pakTuyeckomy MHCTPYMEHTY

Koppekuusa TopLeBoi WandoBKU

X: Ynanenue matepuana (nonoxutenbHoe 0.1 =+0.1 mm) Y: lo3uums
nogauu (otpuuarensHoe 0.1=0.1 Mm oT LeHTpa ppe3bl)

CkopocCTb KOppeKLi TOPLIEBOI LNUPOBKU

Yem BbilLie 3HAUEHKe, TeM BbiLLe CKOpPOCTb (He NPEBbILLATD 1)

Koppekuma C

PerynupoBka yrna nogauu npu dpesepoaHuu nasos (1° COOTBETCTBYET
noBopoTy Bnepes Ha 1 rpaayc)

CkopocTb dpe3epoBaHusA/pe3aHus

YeM BbiLLe 3HaUeHMe, TeM BbiLLe CKOPOCTb (YeM MeiIeHHee CKOPOCTb
dpe3bl, He npeBbILaTh 1)

Koppekuua nasa aAnuHHoro ne3susa (coeguHuTeNbHOro) Koppekumsa nasa
KOpOTKOro ne3BusA (CNOMaHHoro)

X: Ynanenue matepuana (-0.1 =+0.1 mm) Y: lo3uuus nogaum
(otpuuarenpHoe 0.1 =0.1 MM 0T LeHTpa ¢pe3bi)

KOppeKI.IVIﬂ NepBoro 3aAHEr0 yriia AJINHHOIO IE3BNA (coequHUTENBHOrO)
KOppEKI.IVIiI nepBoro 3afHero yriia KOpoTkoro Jjie3BuA (cnomaHHoro)

X: Ynanenue matepuana (-0.1=+0.1 mm) Y: llo3uumns nogaum (-0.1 =
+0.1 Mm bnuKe K LeHTpY dpe3bi)

(KopocTb YMCTOBOI 00pabOTKMU

Yem BblLLe 3HaUeHKe CKOpoCTU nonepeyHoro nepemeLLeHuA
WHCTPYMEHTQ, TEM BbiLLE CKOPOCTb

KOppEKllVIﬂ BTOPOro 3aAHEro0 yria AJIMHHOIO NE3BUA (coequHUTENBHOIO)

Koppexuusa BToporo 3aHero yrna KopoTkoro ne3susa (C10OMaHHoro)

X: Ynanenue matepuana (-0.1=+0.1 mm) Y: lo3uuus nogaum (-0.1 =
+0.1 Mm bnuxe K LeHTpyY dpe3bi)

linpuHa nasa

PerynupoBka LWnp1HbI nasa (He MeHee 0)

OI'lOpHOE 3HayeHue X OTKPbITOro ne3BnA

[lpy 3HaYeHun napameTpa meHee 0 OTKPbIBAKOTCA HECKONIbKO CErMEHTOB
(Hanpumep, nogaua 0.1 MM KaxKabin pa3 10 AOCTUXKEHUA KOHEYHOA
no3uuuu). PekomeHayetca AnA MHCTPYMEHTOB BbiLLe 10 Mm

BennunHa nogaun OTKPbITOro nes3suA

HauanbHas To4Ka MHOTOCTYneHYaToil WiKQOBKN ANA YyMEHbLLIEHUSA
KONMYeCTBa WAMPOBaHNIA

OnopHoe Konuuectso X nasa

[lpu 3HaueHUn napameTpa meHee 0 OTKPbIBAIOTCA HECKONbKO CETMEHTOB
(Hanpumep, nogaya 0.1 MM KaXablil pa3 10 JOCTUXKEHUA KOHEUHOIA
no3uwuun). PekomenayeTcs Ans UHCTPYMEHTOB CBbiLe 10 MM

Bennumuna nogaun X npu ¢ppesepoBaHum na3os

HauanbHaA Touka MHOI'OCT)’I'IEH‘I&TOVI 3dTOYKKN ANA YMEHbLUEHUA
KO/INYeCTBa 3dTOYEK
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7. KPYTNIbIW KOHLUEBUK
7.1 HaxXmute Ha n3obpaxeHue B neBom
7.2 Bbi6 "K A !
BEPXHEM yrny .2 DbIOEPUTE RKPYIbiN KOHLEBUK
4 flute flat end mill 4 flute flat end mill
0 Round nose | Size selection oomm o 0 Size selection
(T | Clamping tool Clamping tool
- Rangle
Short edge slotting Short edge slotting grinding speed b ldit
X correction =0T Y correction g0t R angle R angle radius
: , radius correction
Short edge 1st relief Short edge 2nd relief | L
angl., xgco"mn ang|:dx°°°mcﬁ°" R angl. X comon R ang|. Y comction m
Short edge 1st relief m Short edge m R angle 2 X correction R angle 2 Y correction m
angle Y correction groove width :
’ rotation angl rotatior nsati
2d ralint angie rotation angle on compensation
Y correction 0.3 Horizontal correction Rotation correction
Open blade X | Open blade Safe position e e
Slot X reference _
A |
7.3 Bbl6epute pa3mep
0 Size selection
{ Clamping tool
R angle
grinding speed 2.00mm/s
R angle R angle radius
R radius correction
R angle X correction R angle Y correction
R angle 2 X correction R angle 2 Y correction
Rcorner2 R corner 2X
rotation angle rotation compensation
Horizontal correction Rotation correction
Safe position
| R angle open

[lapameTp

OyHKUMA

(kopocTb 3aTouyku R-yrna

YeM BbiLLe 3HaueHune, TeM BbilLie CKOpOCTb (He npeBbilath 1)

[0pn30HTaNnbHas Koppekumsa

PerynupoBka ropu3oHTanbHoro yrna gpesbl (1° 03HauyaeT A0NOAHUTENbHbIN NOBOPOT Ha 1
rpajlyc Bnepen)

Paauyc R-yrna

Cornacto TpeboBanuam, 3HaueHue 0.5 coorBetcrayet R0.5

Koppekuusa paguyca R-yrna

[lo3BonseT rnbko PEryinpoBarb ¢opmy nodie 3aTO4KW. "pM HE0CTaTOYHOM pPa3Mepe U
noBpexxaeHn KpOMKW 3Ha4eHUE MOKHO YBEJTUYUTD

X-Koppekuma R-yrna

BnnseT Ha nnaBHOCTb nepexoa MeXay 3aAHNM yriom i R-yrnom. [pn Hannuum crynexeis

X-Koppekuma R-yrna 2 noce 3aTOYKKM YBENUYNTD NapameTp
Y-Koppekuua R-yrna BnuaeT Ha nnaBHOCTL nepexofa mexay nessuem u R-yrnom. [lpu Hanuuum cryneHen Ha
Y-Koppekuma R-yrna 2 Ne3BUM YBENMYNTD NapameTp

BpawyatenbHaa koppekuua R-yrna 2X

OcTaBUTb 3aBO/ICKME HACT pOﬁKM

BpalatenbHaa Koppekuus

OcTaBUTb 3aBOJCKNE HACTPONKH

Yron cnupanu

YCTaHaBNMUBAETCA COrNACHO GaKTUYECKOMY MHCTPYMEHTY. [Ipn 3HaUMTENbHOM OTKIOHEHUN
MOXET He COOTBETCTBOBATb TPEOOBAHMAM 3aTOUKM




8. YETbIPEXNTE3BUNHAA HEPABHOZENEHHAA OPE3A
8.1 Haxxmute Ha nsobpaxeHue B neeom 8.2 Bbibepute "YeTbipexne3BunHan
BepPXHeM yrny HepaBHop,eneHHaﬂ

4 flute round nose end mil | 4 flute unequal fute, | Round noss
0 Size selection Geen SH0SCHONd U , . o
Clamping tool “ S = '.'::,‘. S :
Rangle | "
grindinc speed 2.00mm/s |
R angle | R angle radius
R angle 2 X correction m R angle 2 Y correction
R corner 2 | - Rcorner 2X
rotation angle j rotation compensation
Horizontal correction Rotation correction
safeposmon " e
A

8.3 Bbi6epute pazmep 8.4 (nepyiowan cTpaHuLa

. Recipe Size selection
Clamping tool
. Grinding end face
= = = = : 0.00mm/s 'speed
Long odge slotting | Y correction
g Bo Y correction

4 fus oequd
surbce end mil
'I S ‘... 0

Grinding end face
Y correction

Grinding end ’ _—
face sgud 0.00mm/s C correction
siotting | Cutting edge

Long cdgo 1st rollef

e angle X correction '.anﬁil'l@xcomcﬁ‘ rection
Long edge 1st relief Long edge
angle Y correction groove width
cuttlng Gdﬂb c Diameter
eompensation angle -
Concave angle

o Recipe Size selection
Clamping tool

Short edge slotting snort edge slottlng
X correction
Short edge 1st relief Short edge 2nd relief
angle X correction angle X correction
: Short edge
Short ‘edge 1st relief
angle Y correction groove width
2nd relief angle g ——
Y correction Groove offset angle
Open blade
Open blade X
reference amount feed amount
Slot X reference Slotting X feed amount
quantity
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[lapametp

OyHKLMA

Koppekuus TopLeBon WandoBKu

X: Ynanenue matepuana (0.1 =+0.1 mm) Y: lo3uumna nogaun (otpuuartensHoe 0.1=0.1 mm
OT LieHTpa pe3bl)

CkopoCTb KOppeKLMM TOpLIEBO LLNNDOBKY

Yem BbiLLie 3HAUYEHWE, TEM BblLLIE CKOpOCTb (He NPeBbilldTb 1)

Koppekuusa C

PerynupoBka yrna nogauu npu gppesepoBaHum nasos (1° cOOTBETCTBYET NOBOPOTY Bnepes Ha 1
rpagyc)

CkopocTb ppe3epoBaHnA/pe3aHus

YeMm BbiLLie 3HAYEHWE, TEM BblLLIE CKOpOCTb (4yem mefIeHHee CKOpOCTb ¢pe3b|, HE MpeBbilLdTb
1)

Koppekuus na3a aAnnHHoro ne3sus (coeuHUTENbHOrO)

Koppekuua naa KOpoTkoro ne3susa (C10MaHHOro)

X: Ynanenue matepuana (-0.1 = +0.1 mm) Y: lo3nuua nogaum (otpuuatensHoe 0.1 =0.1 mm
OT LieHTpa pe3bl)

Koppekuua nepBoro 3aiHero yrna JNIMHHOro ne3Bus (COeAMHUTENbHOTO)

KOppeKllVIﬂ nepBoro 3aAHEro yriia KOpoTkoro ne3BuA (cnomaHHoro)

X: Ynanenue matepuana (-0.1 =+0.1 mm) Y: lMo3nuna nogaum (-0.1=+0.1 mm bnmxe K
LIeHTpY dpe3bi)

KOppeKllVIﬂ BTOPOro 3aAHEro yria AIMHHOIO NE€3BUA (coequHMTENBHOTO)

KoppeKuMﬂ BTOPOro 3aAHEro yriia KOpoTKoro ne3BuA (cnomaHHoro)

X: Ynanenue matepuana (-0.1 = +0.1 mm) Y: lMo3nuna nogaum (-0.1=+0.1 mm bnmxe K
LIeHTpY dpe3bi)

[inpnHa nasa

PerynupoBka LWMp1HbI Na3a (He MeHee 0)

Nlnametp

YCTaHOBUTb COrNAcHO pa3mMmepy UHCTPYMEHTA

BorHyTbiil yron

06bl4HO yCTaHaBNMBaeTCA 2°

KomneHcaunoHHbIN yron pexyien Kpomkiu C

PeKoMeHayeMoe 3HayeHue: 0

Yron cmelleHns nasa

PekoMeHayemoe 3HayeHue: 10

OnopHoe 3HauyeHue X OTKpbITOro ne3sus

Ipn 3HaueHnn napametpa <0 OTKPbLIBAKOTCA HECKONbKO cerMeHToB (noAaya 0.1 Mm f10
[OCTXXEHUA KOHeYHOW no3uLum). PekomeHayeTca Ana MHCTPYMeHToB >10 MM

BennunHa nogaun OTKpbITOro Jie3BWA

HauanbHas TouKa MHOI'OCTyI'IEH‘laTOVI 3dTOYKU ANA YMeHbLUEHNA KONUYeC(TBd onepaum7|

OnopHoe Konuyectso X nasa

[lpy 3HaueHun napameTpa <0 OTKPbIBAKTCA HECKONbKO cermeHToB (nogaua 0.1 mm ao
KOHEeYHO no3uyuu). PekomeHayetca ana MHCTpyMeHToB >10 Mm

Bennuuna nogaum X npu gppe3epoBaHnm nazoB

HauanbHas TouKa MHOI'OCTyI'IEH‘laTOVI 3dTOYKU ANA YMeHbLUEHNA KONUYeC(TBd onepaum7|




9. LUAPOLLKA
9.1 HaxXmute Ha nsobpaxeHne B neBom

BEPXHeM yrny
-
P——

9.2 Bbibepure
lapoLKa"

- 2fiute ball nose end millf 2rutsong
0.0mm

"[iByxne3BunHas

e end mil

Clamping tool

Short edge slotting shon edge slottlng
X correction
Short edge 1st relief Short edge 2nd relief
angle X correction angle X correction
Short edge 1st relief Short edge
angle Y correction groove width
2nd relief angle e e
Y correction Sroove oitser angie.
Open blade
‘Open blade X Ren Mace
reference amount feed amount
quanﬁty

94 Bblbop pexuma pesaHua: (He

9.3 Bbi6epute pamep peKkomeHpayeTca Bl(mhob)

, | 0 i Size selection
Clamping tool
Rangle R angle

grinding speed 0.50mm/s slotting speed 0.50mm/s
‘Ball nose radius ‘Radius compensation
1st relief angle 1st relief angle

X correction Y correction
2nd relief angle 2nd relief angle

X correction Y correction

Second rear angle Second rear angle X
rotation angle rotation correction
Horizontal correction Cutting selection
Top shape hape Not cut flat
_/

9.5 (nepyowan (TPaHULA

Recipe Size selection

2 fiute ball nose end mill

0.0mm =
e

Clamping tool

Sl 1 Slotting 1
x&mon Y correction
Slotting 1X Slotting 1X |
reference value feed value -0.70mm
Slottlng 1 d.p!h
Slotti S Slotting2Y
eomngﬂig correction
Slotting 2Y
re Slqtﬂng glue feed value
ool salting: Tool setting
X correction Y correction
X correction Spiral angle
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[lapameTp

OyHKLMA

(kopocTb WwnndoBku R-yrna

Yem BbiLLie 3HAUEHME, TEM BblLLE CKOPOCTb (He npeBbiLLaTh 1)

(kopocTtb ppe3epoBaHua R-yrna

Yem BbilLie 3HAUYEHKe, TeM BblLLe CKOpOCTb (He NPEBbILLATD 1)

[0pn30HTaNbHaA KoppeKLms

PerynupoBKa ropu3oHTanbHOro yrna wapowwku (1° cooTBETCTBYET NOBOPOTY Brepes Ha 1
rpagyc)

Paaunyc WwapoLuku

Hactpoiika cornacHo GakTuyeckomy MHCTPYMEHTY

KomneH cauua paauyca

YcTaHOBKa NapameTpa no GakTuueckomy pa3mepy UHCTPYMeHTa nocie Wwnndoku. Mpu
NOBPEX/AEHNN KPOMKM 3HaUeHNe MOXKHO YBENIMUNTD

X-KoppeKkuua 1-ro 3agHero yrna X-koppekuua 2-ro 3agiHero yrna

[lapameTp U3MeHAET LWUPUHY Ne3BUA - YeM MeHbLLe 3HaueHune, TeM LIKUpe ne3BHue.
Hanpumep: nsamenenue ¢ 0 Ha -0.1 o3Hayaet 10 AonoNHMTENbHBIX MPOXO/A0B C
nepemeLeHnem X-ocu B 0TpULLATeNbHOM HanpasneHuu (Bnepéa)

Y-koppekuus 1-ro 3aaHero yrna Y-koppekuus 2-ro 3aiHero yrna

YCTpaHAET LIeHTPaNbHYI0 BbIMYKNOCTb LWAPOLLKK. [Ip1 Hanuumm BbINYKNOCTH MEXAY
Ne3BNAMMU YMEHbLLUTE MapaMeTP - 3T0 YBEIUUMT BbieT Y-0Cu B 0TPULLaTENIbHOM (neBom)
HanpaBneHuu

Yron noBopoTa BTOPOro 3ajiHero yrna

[apameTp ans n3bexxanus xonocrbix XoA08. OCTaBUTb 3aBOACKUE HACTPOIKU

Bropo# 3aaHu# yron HacTponku
X-KoppeKuus noBopoTa
(Dopma BepLLMHbI Bbibop no TekyLieit popme MHCTPYMEHTA

Koppekuus 6e3onacHoit no3uuumn npu ¢ppe3epoBaHni/pe3aHiu

OtBoA Ha 6e30nacHoe paccToAHNE NpU CMeHe Ne3BUS

Bbibop pexuma pe3aHus

He pekomeH/yeTca BKI0YaTh - COKpaLLAET CPoK Cny0bl Kpyra. Hanpumep: npyu Bbibope
MN0CKOT0 pe3a NporpaMmma CHUMET 3a/IaHHYI0 [UIMHY M0 CeKLUAM

Y-KoppeKLusa nnockoro pe3a

[lonHoe cHATMe 3awuTHOrO YyacTka. 00bIYHO OTpULATENbHOE 3HaYeHue (Hanp. -1)

be3onacHas no3uuma Y npu pese

[apaHTUpyeT 6e3onacHoCTb no3uuui Wwnndosku. 06bIYHO NONOXKUTENBHOE 3HAYEHUe
(Hanp. 1)

(KopoCTb BbIpaBHUBAHMUS

Yem BbliLLE 3HaUEHMNe, TeM BbiLLe cKopocTb (pekomenayetca <1). lpu neperpese
MHCTPYMEHTA COKpALLIAeTCA CPOK CNYObl Kpyra

[inuHa nnockoro pe3a

[lpy 3HaueHn 1 cHumaeTca 1 MM LLAPOLLKK

OI'IOPHOE 3Ha4eHWe BblpaBHUBAHUA

[ina ogHokpatHOro wandosaHus. lMpu annHe pesa 1 mm 1 3HayeHuu 0.1 BbinonHAeTcA 10
npoxoAoB no 0.1 mm

OpesepoBaHue nasza 1 BnnAet Ha rnybuHy nasa - yeM MeHblLLe 3HauYeHne, TeM Menbye na3 (Aanblue oT LieHTpa
X-KoppeKuus no BepTUKanu)
OpesepoBaHue nasa 1 BnnAeT Ha ropu3oHTaNnbHOE pPacCToAHNe MEXY 1e3BUAMU - YeM MeHbLUe 3HayeHue, Tem

Y-KoppeKuma

MeHbLLE NPOMEXYTOK

OnopHoe 3HauyeHue X nasza 1

[pu 3HaueHun <0 OTKpbIBAaeT HeCKONbKO cermeHToB (moAaya 0.1 MM 10 KOHEYHOI
no3uwun). Pekomenayetca ans MHCTPYMEHTOB >10 MM

BenuyuHa nogaum X nasa 1

MHOI'OCTYI'IEH‘IaTaﬂ Hd4dJ/IbHAA TOYK4 LLIIWI(I)OBKVI

KomneH cauus rnybunbl nasa 1

OcTaBUTb 3aBOACKIUE HACTPOKM

X-KoppeKLus naza 2

[apaHTUpyeT rnybuHy 60KoBOro nasa

Y-KoppeKLuA nasa 2

06ecneyunsaet wupuHy 6okoBoro nasa. [lpu manon niowaau nasa oba napamerpa
YMEeHbLLAKTCA

OnopHoe 3HaueHue Y nasa 2

[pu 3HaueHun <0 OTKpbIBaeT HeCKONbKO cermeHToB (moAaya 0.1 MM 10 KOHEYHOI
no3uuu). Pekomenayetcs Ans MHCTPYMEHTOB >10 MM

BenuyuHa noaaun Y nasa 2

MHOI'OCT)’I'IEH‘laTaﬂ Hd4dJ/IbHAAl TOYKA 3dTOYKU

Y(TaHOBKa MHCTPYMEHTa

X-KoppeKuma

AKTMBHO Npu Heobpe3aHHON BepLuMHe. PekomeHAYyeTCA oTpuLaTeNbHbIN paanyc (Hanp. -5
ana 10 mm wapotwuku). Mpu HecoBnagieHnu no X ymeHbLNTb A0 -5.1

Y(TaHOBKa UHCTPYMEHTA

Y-KoppeKuma

AKTMBHO Npu Heobpe3aHHOI BepLuuHe. Pekomenayetca 0. [lpu HecoBnageHum no Y
yBenuyutb Ha 0.1

be3onacHas no3uyus

[apaHTupyet 6e30nacHocTb no3uuum no X. PeKomeHAyeTcA NooXuTeNbHOe 3HaueHue
(Hanp. 2)

X-KoppeKuus

Hacrpov'u(a no (I)aKTWlECKOMy UHCTPYMEHTY. ”pM 3HAYNTE/IbHOM OTKJIOHEHUWN MOXET He
COOTBETCTBOBATDb Tpe6OBaHMﬂM 3dTO4YKH
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10. CBEPJIO
10.1 Haxxmute Ha n3obpaxkeHune B neBom

3 facet drillf 2fute ‘Round noss

10.2 Boi6epute "CBepno”

Recipe Size selection
Clamping tool

Slotting 1
Y correction
‘Slotting 1X
feed value

s |

Slotting 2 Y

Slotting 2Y
feed value

Tool setting
Y correction

Spiral angle

Slotting 2Y
reference value
Tool setting

10.3 Bbi6epute pazmep 10.4 Cnepyiowian cTpaHula

. | 3 facet drill
eomm £33 ipe
5 Clamping tool
L save
Drill diameter Onsncron
nding rear
C correction 00° ki
safe position
Rear angle
| | X correction
| 225 Oblique rear angle
- Back bevel
| S grinding cycles

Oblique rear angle

Back bevel grinding

[Ipumeyanue: [ing Heuenbix 3HaUeHUN AUaMeTpa CBepia MOXHO HaNPAMYI U3MEHUTb NapameTp
"[nametp ceepna’. Hanpumep, npu u3meHeHun 3HavyeHna ¢ 10 Ha 8.8 MoXHo cpa3y ncnonb3oBartb.

3 facet drill '
somm *R10 Recipe Size selection
+ Clamping tool -
> save Last page

Cross blade
Y correction

Cross blade

Cross blade surf inclination angle

‘angle correction

Transverse edge grinding

‘Side edge
grinding frequency
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[lapametp

OyHKUMA

CkopocTb NonepeyHoin KpoMKM

Yem BbiLLe 3HAUYEHWE, TeM BblLLIE CKOpPOCTb (He NPeBbILLATD 1)

CKopoCTb WNUPOBKM 3aAHEr0 yrna

Yem BbiLLe 3HAUYEHWE, TeM BblLLE CKOpOCTb (He NPeBbILlLATb 1)

Koppekuma C

PEI’)’HMpOBK& TOPU30HTAJIbDHOTO yrild NHCTPYMEHTa A obecneyeHus POBHOCTU

be3onacHas no3uums X

[na 6e3onacHoCTH no3uumu no X PEKOMEHAYETCA NOJIOXKUTEJIbHOE 3HAYEHNE (Hanpumep,
)

Yron npu BepLunHe

Yron npu BepLunHe nocie WwWandoBku coctaBnaet 135°

X-KOppeKLlVIﬂ 3aHEr 0 yria

BnuAeT Ha LWnpHHY pexyLen KpOMKIU. YMeHbLLEeHNe 3HaueH!A YBeNnUYnBaeT KpOMKY.
Hanpumep: cmeluenue X Bnepe Ha -0.1 cootetcTByet 10 npoxoaam

X-KoppeKumsa Kocoro 3aJiHero yrna

”pEﬂOTBpaI.I.laET MNOJIHYIO ll.IJ'IVId)OBKy, COXPaHAA WWNPUHY ANA 3dAHETO0 YI)a. Jloruka
COOTBETCTBYET KOMMNEHCaLIUK X-ocu

Y-KoppeKuuA 3aiHero yrna

Hactpoiika no coctosHMio cpefiHeil TOUKI: YMEHbLLUUTb NPY Hel0CTaTOYHOM WANDOBKE,
HO C/IMLLKOM HU3KOE 3HaUeHUe MOXKET 0CTaBUTb 3ayCeHLb

Yron cnupanu

YCTaHOBKa NapaMeTpoB COTNacHO reOMETPUM MHCTPYMEHTA. bonbLumne 0TKNOHEHNS MOTyT
BbI3BaTb HECOOTBETCTBUE (OPMbI NOCNE LWAUPOBKYA

KonnyectBo MpoXoA0B KOCOro 3aAAHETO YrJiad OI'IOpHOE

MHoroctyneHuatas WwandoBKa Ans KpynHbIX MHCTPYMEHTOB (akTuBupyetcs npu >0

3HayeHue WAnpOoBKK npoxoaoB). [lpumep: 10 npoxogoB ¢ 6a3oit -0.1Mm — 10 waros no 0.1mMM B npeaenax
TMM [10 KOHEYHOU TOYKM
Bbibop Tuna TpexrpanHble/PM-cBepna (TpebyeTca fononHUTENbHAA KOHPUrypaLms)

X-KoppeKLA nonepeuHoin KpoMKM

YMeHblLUeHWe napameTpa cyxaeT nepemblyky (Hanpumep, -0.1MM yMeHbLLAET LNPUHY Ha
0.1mMmm)

Y-KoppeKLA nonepeuHoin KpoMKM

YMeHblLeHue YyTONLWaET CEpeaANHY, YBETNYEHUE - YTOHYAET WK CMELLaeT

Koppekums yrna noBepxHocTi nonepeyHoin KpomMKm

YBenuueHue napametpa nosbiwaeT yron nosopota (-Select nocne nasa, ymeHbLuas 301y
BTOPUYHOTO 3a/JHETO Y1

Koppekuus yrna ckoca nonepeuHoii KpoMKy

Yem MeHbLLe NapaMeTp, Tem bonee HaknoHeH yroji nonepeuHoifl KPOMKU

KonuyectBo npoxoAoB nonepeyHoit Kpomku OnopHoe

[InA KpYNHbIX MHCTPYMEHTOB PEKOMEH/YETCA MHOrOCTyNneHYaTas WindoBKa.

3HaueHue WAnhOoBKK Aktusupyetca npu >0 npoxogos. lpumep: 10 npoxogos ¢ 6a3om -0.1Mm — 10 WwaroB no
0.1Mmm

10.5 Tun: BbIbPATb [lopowkoBas

MeTannyprus 10.6 Cnepylowas crpaHula

Powder metallurgy bit
oomm . - *R10

Clamping tool
save

Open cross
blade speed

Drill diameter

Grinding rear
angle speed

C correction

Safe position
X correction

Tool setting
X correction

0.80mm

Rear angle

X correction Top angle angle

-0.08mm

Oblique rear angle
X correction

Rear angle
Y correction

Oblique rear angle

Back bevel
Y correction

grinding cycles

Back bevel grinding
reference value

Powder metallurgy
Type selection drill

Size selection

0.50mm/s

0.50mm/s

b

Powder metallurgy bit
eomm . :f"

ext page

*R10 Size selection
Clamping tool :

Side edge
grinding frequency

Transverse edge grinding
reference value

Chisel edge X
compensation (powder)

Chisel edge Y
compensation (powder)

(=]

Chisel edge C

0.0 Chisel edge groove
compensation (powder)

width (powder)

X-KoMNeHcauua nepemMblyKu (NopoLLK.)

Perynupyer WMp1Hy nepemMbluKu: yMeHbLUIEHUE CYXKaeT, yBeNuueHue paciumpaet

[lpumep: -0.1MM yMeHbLLAET WUPUHY Ha 0.1MM

Y-KoMneHcauusa nepemblyku (MOpOLLK.)

PEI')’HVIp)’ET LEeHTPAJIbH bi/ 3d30p: YMEHbLUEHWNe YTONLWAET CePEAUNHY, YBENTNYEHNE
YTOHAET WU CMELLIdET

(-KomneHcaLnsa nepemblyku (MOPOLLK.)

YBenMueHne 3HaueHnA NOBBILLAET Yrol CKoca nepemMblukm (6onee KpyToil YKIoH)

KomneHcauma nepeMblyKki (NOPOLLK.)

YBennueHue 3HauyeHus PACLLIUPAET KaHABKY NEPEMbIYKK
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00000. 000mm

10 monitoring
00000. O00mm

" Debugging

parameter
00000. 000mm

00000. 000"

Slow speed

Grinding wheel X axis return Z axis return
forward off to zero to zero
Grinding wheel Y axis return
reversal off to zero

[locne Bo3BpaTa Ha rNaBHY CTPAHULY HAXKMUTE HA CTPeNKY B HUKHEM NeBOM Yriy U Bblbepute
"PyuyHoe ynpaBneHue".

WKoHKa onepayuu Cnoco6 ucnonb30BaHUA

X+ / X- KpaTKoBpemeHHOe unu AnutenbHoe HaxaTtue And nepemeLleHns no ocm X
(BneBo/Bnpaso)

Y+ /Y- KpaTkoBpeMeHHO0e uiun [UIuTeNnbHoe HaxaTtue AnA nepemeLLeHuna no ocm Y

[+ ] [- KpaTkoBpemeHHOe Unu AnutenbHoe HaxaTtne AnA nepemeLleHna no ocm Z

(L doBanbHbINA Kpyr BBEPX/BHNU3)

(+/C KpaTkoBpemeHHOe unu AnutenbHoe Haxarue ana nosopota ocu C (yron gpesbi)
BpalieHue Kpyra Bnepes BbIK [nutenbHoe HaxkaTue (2¢) AnA 3anycka/oCTaHOBKU NPAMOro BpaLLeHns Kpyra
BpalLeHue Kpyra Ha3az BblKJ [inutenbHoe HaxkaTue (2¢) AnA 3anycka/o0CTaHOBKM 00paTHOro BpalLeHnsA Kpyra
Bo3Bpat ocu X B HONb [nutenbHoe HaxkaTue (2¢) anA Bo3Bpata ock X B HyNeBoOe NojoXeHue

Bo3gpart ocn Y B HONb [nutenbHoe HaxkaTue (2¢) anA Bo3Bpata ock Y B HyNeBoe NojoXeHue

Bo3Bpar ocu Z B HOMb [nutenbHoe HaxkaTue (2¢) AnA Bo3Bpata 0Ck Z B HYNeBoe NosoxeHue

MomeHT C [nutenbHoe HaxkaTue (2¢) anA 3anycka BpaweHna ocn C (ppesa)

YCTaHOBKA WHCTPYMEHTa [nutenbHoe HaxkaTue (2¢) AnA aKTMBALMM KanMOPOBKN MHCTPYMEHTA
ToyeyHoe/aloMoBOE NepemeLLieHKe HaxaTtue ana nepeknioyeHus pexxmma nepemetienus (Lar: 0.02mm)
MeaneHHaa/0bbICTpas CKOpoOCTb HaxaTtue ana nepeknioyeHusa CKOpoCTU nepemMeLLeHns

11.1 MoHuTOpPUHT BBOAA-BbIBO/A

DI7 X original position Di14 Zero speed signal D05 Position mode

DI8 Y original position DI15 Motor abnormality DO6 Wheel enable

DI8 Z original position Di16 Complete reset DO7 Wheel forward

D110 Tool setting signal D117 Clamp complete DO8 Clamping Cylinder

Di11 Start

D18 Clamping Cylinder DOS Dust suction

DI12 Pause

DO10 oil pump

D13 E-stop

0000

Back
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[lapameTp OyHKuUA

WoxogHoe nonoxeHue XYZ MoHuTopuHr coctoaHuA ocen XYZ (HaxoxaeHue B UCXOAHOKU NO3ULUK)

CurHan YyCTaHOBKW UHCTPYMEHTA MOHVITOpMHI' U 0T06pa)KQHI/I€ COCTOAHUA UHAYKLWOHHOIO CArHAJld 6noka ne3Bus

[lyck May3a ABapuiiHbii cTON Otobpaxenue cocroanua curnanos yck/May3a/AsapuitHbli cTon

CurHan Hynesow CKOpoCT MoHUTOpUHT cocToAHNA MHAYKLMK 0ck C 1 aBapUIiHBIX COCTOAHMI

PeXKuM no3nLMOHUPOBAHMA Oto6pakeHue TeKYLLEro pexmnma

AKTUBaUMA WNNHOBaNbHOro Kpyra |MOHUTOPUHT COCTOAHMA aKTUBALMM WANGOBANBHOTO KPyra

BpalueHue kpyra Bnepep BbiKI OtobpaxeHue coCTOAHMA NPAMOT0 BpaLLeHUA WAKPOBaNbHOTO Kpyra

Mpumeuanne: Cepblil LUBET napameTpa YKa3biBAeT Ha Hanuuue CuUrHana, CUHWA LBET - Ha
OTCYTCTBME CUTHana.

11.2 llapameTpbl 0TRAAKK

X jog fast Omm/s X jog slow speed Omm/s

X inch Iength Omm
of movement

Y jog fast Omm/s Y jog slow speed Omm/s

Y inch length Omm
of movement

Z jog fast Omm/s Z jog slow speed Omm/s

Z inch length Omm
of movement

0°/s C jog 0°/s
slow speed

C jogging fast

C inch length 0°
of movement

[lapameTp OyHKLMA

(kopocTb pyyHoro nepemelrenus XYZC (KopoCTb nepemeLLeHUA Npyu PYYHOM ynpaBieHU!

(6bicTpan/meaneHHas)

llar nepemetnienna XYZC npu pyyHoM ynpasieHum PaccToAHne eaAUHNYHOrO NepeMeLLieHIA Npu pyyHoM
yrpaBneHun (Kaxable 2 umnynbca)

[Tpumeyanme: I3MeHeHNe He peKOMeHAYeTCA.
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12. HACTPONKA MAPAMETPOB
12.1 Mocne Bo3BpaTa Ha rMaBHYI0 CTPAHULY HAXKMUTE Ha CTPEJIKY B HUXKHEM NIeBOM yray
u Bbl6epute "HacTporika napameTpoB".

— ol
Au UN g | X idling speed Omm/s Y idle speed Omm/s
o Zidling speed Omm/s C idling speed 0°/s
Hetkage icing 1 Tool safting speed —
s | 0.0
Empty operation m Air run cycle III.E
A o o o
S ettt P <
[lapameTp OyHKLMA
Ckopoctb Xonocroro xoaa XYZ( PerynupoBKa CKOpOCTH nepemeLeHna oceil npu WandoBKe
CKopocCTb X0/10CTOr0 X0/Aa B CBA3aHHOM pexkume |PerynupoBka o6LLen CKOpoCTh nepemeLLieHns Npu WandoBKe
CKopoCTb YCTaHOBKM MHCTPYMEHTA PerynupoBKa CKOpOCTU nepemeLLieHNA MHCTPYMEHTa Npu LWANGOBKe
LLukn xonocroro xoaa [ins otobpaxkeHns 10 Mm gpe3bl B pexxume X00CTOro XoAa (He BKNouatb)

[Tpumeyanme: I3MeHeHNe He peKOMeHAYeTCA.

12.2 Cnepylowas ctpaHula

Tool setting position Y Omm z Omm
Tool tip correction X Omm Y Omm Z Omm
Tool tip time 0s Tool tip offset 0°
Tool setting .
deformation Omm Z compensation Omm
| Omm
Centering plane to near grinding wheel plane X distance
Omm
Centering plane to far grinding wheel plane X distance
Omm
Centering point and right side Y distance to near grinding wheel
Centering point and left side Y distance to far grinding wheel Omm
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[lapamertp OyHKLMA

[lo3uLmA yCTaHoBKM MHCTpYMeHTa X Z KoppeKTupoBKa HauanbHON NO3MLUN MHCTPYMEHTA (Ha 0CHOBE NOIHOro Bo3BpaTa 12 Mm
onpaBKu)

Koppekuua octpua uHctpymenta XY Z Hacrpoiika no3uuum 1ocTupoBoYHoro 6noka: X - riayouHa dppesbl  610Ka MHCTPYMEHTa

(oTpuuatensHoe 0.1 =410 Huteit), Y - no3uumna gppesbl n 6510ka HCTPYMeHTa (0TpULaTeNbHOE
0.1=ortctyn Ha 10 HuTeit), Z - BbICOTA pexyLLero 6noka npu obpabotke (otpuuatenpHoe 0.1 =
yMeHbLueHne Ha 10 HuTen)

Bpems noBopoTa MHCTPyMeHTa PerynupoBka BpemeHu, Heo6x0aUMOro ANns NOBOPOTA MHCTPYMEHTA
(MeLLeHre 0CTpUA MHCTPYMEHTA KoppekTupoBKa yrna noBopota nocie pe3aHus

[ledopmauns npu ycraHOBKe MHCTPYMEHTa Pa3HuMLa MeX/y HauanbHbIM KOHTAKTOM M MHAYKLUe KOHTaKTa 6noKa ne3sus
Z-KoMneHcaLus PerynupoBka BbiCOTbI ABUraTeNs WandoBanbHOro Kpyra

PaccTosHme oT LLEHTPOBOUHOI NNOCKOCTU 0 6nvkHero kpyra no X  |OnpeaeneHune pa3HuLibl PacCTOAHMIA MeXay HauanbHOIA TOUKOM MHCTPYMEHTA U
LMAMHAPUYECKUM Kpyrom o X

PacctoAHmMe oT LeHTPOBOYHOI NNOCKOCTU 10 AanbHero Kpyrano X  |OnpefeneHne pasHuLbl paccTOAHNIA MeXay HauyanbHOM TOUKOW MHCTPYMEHTa U AMCKOBbIM
Kpyrom no X

PacctosHme oT LIEHTPOBOlIHOﬁ TOYKWK A0 bnvxHero Kpyra rno Y OI'IPEAEJ'IEHME Pa3HULb paCCTOHHMVI Mexay HauyaJIbHOW TOYKOM UHCTPYMEHTA U
UWIUHAPUYECKUM KPYTOM o Y

PacctosHme oT LIEHTPOBO‘JHOVI TOYKWK A0 Ad)IbHETO Kpyra no Y OI'IPEAEHEHME Pa3HULb paCCTOHHMVI Mexay Haya/IbHOW TOYKOM WHCTPYMEHTA U AUCKOBbIM

Kpyrom no Y




CepBuc
» Y Bac eCTb TexHnYecKue BONpochbl Ui Bbl HyXKaaeTech B 3aNacHbIX YaCTAX UAN UHCTPYKLMAX MO
ykcnnyatauuu?! Mol onepaTuBHO MoOMOXeM BaM Ha Hawem caute https://realrez.ru/
[loxanyncra, nomorute Ham nomoyb Bam. [lnd uaeHTUQMKauun Ballero yCTPOUCTBA Npu
o0paLLeHun Ham noTpebyTCA CepunHbIN HOMep, HoMep NPOAYKTA 1 rof, NPoU3BOACTBA. Bee 3Tn
NaHHbIe YKa3aHbl Ha 3aBOAICKON Tabnnuke.

. Jen.:8800302-17-38
. e-mail: info@realrez.ru

[apaHTUA

- [apaHTUMHBIN CPOK cOCTaBNAET 12 MecALeB, OTCYET HAUNHAETCA C AHA MOKYNKN YCTPOUCTBA.

« [apaHTMA pacnpoCTpaHAETCA WCKNIOUYUTENIbHO HAa He[0CTaTKW, BbI3BaHHblE [AedeKTamMiu
MaTtepuasna Wiu Npou3BOoACTBEHHbIMU JedekTamu. [Ina npeabABNeHUA NPeTeH3Nid B TeyeHue
rapaHTUIAHOTO CPOKA HEOobXOAMMO MpeoCTaBUTb OPUTMHAN MNATEXHOr0 JOKYMEHTa C AaTol
MPOAAXKMN.

« [apaHTNA He NOKpblBaeT C/lyyall HeCAHKLMOHMPOBAHHOTO WCMONb30BaHUA, TaKue Kak
neperpy3ka  YCTpOWCTBA,  MpPUMEHeHWe  CUNbl,  MOBpeXJeHWA B pe3ynbraTe
HEeCAHKLMOHUPOBAHHOTO  BMELLATENbCTBA  WAW  NOMAAAHWUA  MOCTOPOHHUX  MpPeJMETOB.
HecobntofieHne MHCTPYKLNIA MO IKCNyaTauun 1 COOPKe, a TaKXKe eCTeCTBEHHbIN U3HOC TaKXKe He
BXOZAT B rapaHTUIHbIe 00A3aTeNbCTBa.



