GCode Pilot V3.3

Hwdng dan st dung minh hoa

NC Converter & Smart Checker cho phay 2.5D / 3-axis
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1. Pham vi va nguyén tac an toan

Pham vi an toan

GCode Pilot 1a cong cu hd tro kiém tra, khéng thay thé mé phong may

e ™
Hé tro tét Can mé phéng riéng
0 NC phay 2.5D 1 4/5 truc
0 3-axis co ban ! TCP/RTCP, G43.4
[ Cycle khoan/taro/doa ! G68.2, méat nghiéng
0 Ra profile va tool ! Macro/probing phirc tap
\ /

Hinh minh hoa 1: 1. Pham vi va nguyén tac an toan

GCode Pilot V3.3 h tro doc, kiém tra va chuyén ddi co ban chuong trinh NC phay 2.5D / 3-axis. Phan mém phu hop
cho viéc ra soat file trwéc khi dwa vao backplot, mé phdng hodc kiém tra tai may.

Khéng dung GCode Pilot nhw céng cu xac nhan va cham cudi cuing. V&i chwong trinh c6 A/B/C, TCP/RTCP, G43.4,
G68.2, mat phang nghiéng, macro phirc tap hodc chay ddng thoi 4/5 truc, chi nén xem két qua nhw tham khao ban
dau.

Trwéc khi chay may that, ludn kiém tra lai bAng CAM/backplot, dry-run, single block va quy trinh an toan ctia xwéng.
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2. Quy trinh str dung nhanh

Quy trinh kiém tra trwérc khi xuat NC

Ludng st dung khuyén nghj trong xwéng

© .0 .0 .o 0o _o

Chon profile Nap file Smart Check Chuyén doi Backplot Dry-run
ngudn/dich NC gbc ERROR/WARNING/INF&hi da ré canh bao va so sanh single block

Hinh minh hoa 2: 2. Quy trinh st dung nhanh

. Chon **Tlr may** dung véi file gbc.

. Chon **Sang may** ding v&i may muén xuét.
. Kéo tha hoac chon file NC/EIA/MIN/TXT.

. B&m **Kiém tra G-code** trudc.

. Xem ERROR, WARNING, INFO.

. Chi bam **P&i G-code + kiém tra** khi da hiéu cac canh bao chinh.

N OO o~ WOWN -

. M@ file xuat, mé phdng va chay thir an toan trwéc khi gia cong.

Quy trinh dung la kiém tra trwde, chuyén dbi sau. Néu dbi trye tiép, ngudi dung dé bé sét 16i vén da cé trong file gbe.
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3. Man hinh chinh va cach chon profile

Man hinh chinh GCode Pilot

Anh chup truc tiép tir chwong trinh

6’\ GCode Pilot

Tir may Sang may

Okuma OSP E —» | MazakEIA -1

T

+ D8I G-code + kiém tra

Hinh minh hoa 3: 3. Man hinh chinh va cach chon profile

Profile ngudn quyét dinh cach phan mém doc chwong trinh. Profile dich quyét dinh cach phdn mém xuét chwong trinh.
Khéng chon profile chi vi file nhin giébng Fanuc hoac co6 cung dudi file.

Néu chwa chac may thudc profile nao, hay chon profile gan nhat dé kiém tra thong tin, nhung chwa nén public output
cho may that. V&i may mai, nén thu thap thém file mau that dé cap nhat quy téc.

Cac diém can nhin trén man hinh chinh la: profile ngudn, profile dich, file gbc, két qua kiém tra va viing chi tiét dong
code.
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4. BO profile may trong V3.3

Profile may V3.3

Fanuc-family: g&n nhau & n&n phay co ban, khéng giéng tuyét déi

Fanuc / Robodrill Brother Speedio
Nén phay 3 truc co ban Uu tién G77 khi xuét taro

OKK Fanuc

Gan Fanuc, kiém tra option

DMG Mori ISO
ISO/Fanuc-family, khéng phai Mazatrol

High-speed/smoothing tuly option Gén Fanuc, tham sé c6 thé khac

Haas NGC

Khéng coi la Fanuc thudn

Okuma / Mazak ISO

Ludng riéng theo profile

I Makino Fanuc I Mitsubishi M80

Hinh minh hoa 4: 4. B¢ profile may trong V3.3

V3.3 bd sung nhém Fanuc-family dé doc cac chwong trinh phay 3 truc phé bién hon:

« **Fanuc / Robodrill**: gan Fanuc tiéu chuan, dung lam géc cho nhiéu file xwéng.

« **Brother Speedio**: wu tién G77 khi xuét chu trinh taro.

« **OKK Fanuc**: gan Fanuc/Robodrill nhwng van can kiém tra option may.

+ *DMG Mori ISO**: danh cho ISO/Fanuc-family, khdng phai Mazatrol héi thoai day du.
« **Makino Fanuc**: kiém tra k§ high-speed, smoothing va option diéu khién.

« *Mitsubishi M80/M800**: gan Fanuc nhwng tham sé va option cé thé khéc.

« **Haas NGC**: khéng nén coi la Fanuc thuan du ct phap co ban kha gan.

« **Mazak 1SO, Okuma OSP, Okuma G284**: dung cho cac ludng riéng da co.

"Fanuc-family" nghia la giébng & nén tang phay co ban, khéng cé nghia la dung chung 100%.

GCode Pilot V3.3 - Hwéng dan sir dung minh hoa

Trang 6



5. Poc két qua Smart Check

Két qua Smart Check

Anh chup truc tiép tir chwong trinh

K&t Qua Kiém Tra

Két Qua Kiem Tra

okk_fanuc_demo.NC

okk_fanuc_demo.NC A WARNING T3

okk fanuc_demo.NC % ERROR

Hinh minh hoa 5: 5. Poc két qua Smart Check
Smart Check chia két qua thanh ba murc:

« **ERROR**: can stra hodc xac nhan kj. Néu c6 ERROR nghiém trong, khdng nén xuét file chay may.

+ **\WWARNING**: ¢6 rli ro hodc can xac minh theo may/xuwéng.

« **INFO**: théng tin ra soat, thuwdng khéng chan chuyén déi.
Vi du: triing s6 dao khac dwdng kinh 12 16i cAn xem k¥; 1&nh high-speed phu thudc option thwdng 1a INFO/WARNING;
cycle thiéu dir liéu nén dwoc gilr nguyén va bao canh bao thay vi tw suy dién.

Néu ERROR duy nhét I tring s dao khac kich thwéc, phan mém co thé héi ngwdi dung cé tiép tuc hay khéng. Néu
c6 ERROR khac, nén xt ly file gbc truwée.

GCode Pilot V3.3 - Hwéng dan sir dung minh hoa Trang 7



6. Profile-gate va Iénh dac thu may

Profile-gate

Khong phai moi canh bao profile d&u 12 18i gia céng

g Y
Dong code dworc bao: G54 la work offset, khéng phai G05/G05.1.
G54 \ J
4 ™
G05.1 Q1 G05/G05.1 that nén bao INFO dé kiém tra
option high-speed theo may.
G05 P10000

Hinh minh hoa 6: 6. Profile-gate va Iénh dac thu may

Profile-gate duing dé bao cac 1énh co thé phu thudc option, tham sé hodc ddi didu khién. Muc tiéu la nhéc kiém tra theo
may that, khéng phai bién moi I&nh dac biét thanh 16i.

Trong V3.3, G05/G05.1 trén OKK, Makino hodc Mitsubishi nén dwoc xem 13 thong tin kiém tra high-speed option. Day
thwong 1a **INFO**, khéng phai 16i chuyén dbi.

G54 |a work offset phd bién va khéng phai G05/G05.1. Néu mét file chi cé G54 ma bi bao high-speed, can gii file mau
dé kiém tra nhan dién.
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7. Chu trinh khoan, taro va doa

Chu trinh khoan, taro, doa

Uu tién gitr an toan khi thiéu der liéu

Brother Speedio Okuma G284
Nguén Fanuc: G94: F I3 mmipht, c6 thé suy pitch tir F/S
G98 G84 Z-5. R2. F350. khi da di liéu.

. G95: F |a pitch mm/vong.
Xuat Brother:

[ el e o ke iDL ] Thiéu S/F/feed mode: gilr nguyén va canh

bao.

Hinh minh hoa 7: 7. Chu trinh khoan, taro va doa

GCode Pilot nhan dién cac cycle ph6 bién nhw G73, G76, G77, G81, G83, G84, G85, G86, G87, G89 va Okuma G284.

Khi xuat sang Brother Speedio, chu trinh taro wu tién G77. G84 van co thé xuét hién trong file ngudn hodc tai liéu may,

nhwng profile Brother ctia V3.3 wu tién G77 khi da di liéu.

V6éi Okuma G284, néu dang G94 thi F dwoc hidu theo mm/phut va cé thé suy pitch tir F/S. Néu dang G95 thi F dwoc

hiéu 1a pitch mm/vong. Néu thiéu di liéu, phan mém gil» nguyén va canh bao.
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8. Chuyén doéi NC an toan

Chuyén déi NC

So sanh y nghia gia cong, khéng chi so s6 dong

File gbc

File xuit

G90 G54 G17 G90 G54 G17

T3 M06 T3 M06

G43 HO3 Z100. G43 HO03 Z100.

G98 G84 Z-12. R2. F300.

G98 G77 Z-12. R2. F300.

G80 G80

M30 M30

Hinh minh hoa 8: 8. Chuyé&n ddi NC an toan

Khi chuyén ddi, phdn mém chi déi nhirtng phan cé quy tac du rd theo profile. Nhirng doan thiéu di¥ liéu hodc c6 rdi ro
sé dwoc gilr nguyén hoac bao canh bao.

Sau khi xuét file, can so sanh cac phan sau:

* Header va safe start.

» Work offset G54-G59 hoac offset mé rong.
* Tool change, H, D va comment dao.

» Cycle G98/G99, R, Z,Q, P, F, S.

« Lénh M dau/cubi chwong trinh.

« \/j tri Z an toan trwdc/sau doi dao.

Khéng danh gia output chi bing sé dong. Quan trong la y nghia gia cong va trang thai modal phai dung.
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9. Xuat NC Job Sheet PDF

NC Job Sheet PDF

Anh that tir file PDF bao céo

NC JOB SHEET - okuma.MIN / Okuma OSP | mm | G15H1 | G90

TOOL

T
T3
' . T4
T12
T17
T19
T8

T16

MO TA
Khoan @10
Da nhan dién
Khoan @3.65
BDa nhan dién
Khoan @4.6
Da nhan dién
Khoan @28
Ba nhan dign
Dao phay @16
Suy doén tir chuyén dong

Dao phay @10

Suy doén ti chuyén dong
Dao phay @13.5

Suy doén tir chuyén déng

Taro @4

Qi Andn tu b trink

CHU TRINH Z max (mm)
G81 100
G83 100
-GBG 100
7683 100
VG1IG3 100
VG1 100
G1 100
G84 100

Z min (mm)

2.7

-21

-16.85

-20

. Q(mm) = R (mm) [

3

0.6 3

. 1 3
0.2 3

Hinh minh hoa 9: 9. Xuat NC Job Sheet PDF

DONG/BLOCK

5-25

26-41

42-57

58-74

75-346

347-391

392-414

415-429

Sau khi kiém tra hodc chuyén ddi file, ding menu **Béo c4o** dé xuat **NC Job Sheet PDF**. File dwoc tao canh
chuong trinh NC va dung dé in hodc gri cho ngwdi van hanh.

Job Sheet tap trung vao théng tin cin ra nhanh: tool dang chay, mé ta dao, cycle, Z max/Z min, R, Q, P va dong tham

chiéu.

Z min/Z max chi |a toa d6 1ap trinh nhan dién dwoc. Van phai kiém tra chiéu dai dao, H, offset phdi, db ga,

G53/G28/G91 va md phdéng dwdng chay dao.
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10. Céng cu S/F va dung sai

Cdng cu CNC

Anh that: dung sai, S/F khoan va S/F dao phay

Dung sai S/F khoan

S/F dao phay

Tinh S/F khoan Tinh S/F dao phay

00 mm ©20.021 mm

Hinh minh hoa 10: 10. Céng cu S/F va dung sai

V3.3 ¢6 cong cu tinh S/F cho khoan va dao phay. Két qua la diém bat dau dé lap trinh, khdng phai théng sb bat budc
cho moi may.

Khi dung S/F, hdy xét vat liéu that, dd vuon dao, holder, coolant, dd clrng ga, ap/ae va kinh nghiém xwéng. Néu khéng
chéc, gidm théng sb va kiém tra phoi, tiéng cat, nhiét va bé mat.

Cong cu dung sai/lap ghép gitip tra nhanh kich thwdc gidi han. Néu ban vé cé ghi chu riéng hodc tiéu chuan khach
hang, wu tién ban vé va tai liéu ky thuat cta don hang.
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11. Cai dat, ngén ngir va license

Cai dat va license

Ban Setup/Nuitka cho khach hang khéng cén cai Python

Khi app khéng mé
Windows version
Thw muc lwu file

Antivirus

Quyén ghi thw muc

Backup / report

license_key.txt
Smart Check

K K K K K

Log / anh man hinh
Profile vai tro dao

Hinh minh hoa 11: 11. Cai dat, ngdn ng(r va license

Trong Cai dat c6 thé chon ngdn ngir, noi lwu file, backup/report, Smart Check va cac tiy chon lién quan profile. Trén
man hinh thap ho&c Windows scale I&n, dung thanh cudn trong clra sb Cai dét.

Ban Nuitka/Setup danh cho khach hang khéng can cai Python. Néu chwong trinh khéng mé trén mét may Windows cu
thé, can kiém tra Windows version, antivirus, quyé&n ghi thw muc cai dat, license file va log néu cé.

Néu két qua kiém tra khdng dung ngdn ngir dang chon, hay gri anh man hinh, profile, file m&u va ngén ngir dang
dung.
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12. Checklist trwwéc khi public/chay may

Checklist triréc khi public/chay may

Chi public khi file, tai liéu va quy trinh kiém tra da ro

D’ Pang may, ding profile, ding don vi D’ CycleR,Z,Q,P, F, S da soat
Q’ bung work offset va hwéong ga E’ Khong hiéu sai macro, probing, rotary
B’ bang T/H /D / comment dao B’ Da mé phéng, dry-run, single block

[ Cé nghi ngo: khong chay tw dong. Kiém tra lai trwérc. }

Hinh minh hoa 12: 12. Checklist trwéc khi public/chay may
Trwéc khi dwa file cho ngwdi van hanh hodc chay may that, hay kiém tra:

* Bung may, dung profile, dung don vi mm/inch.

» Bung work offset va huwdng ga.

« Pung sb dao, H, D, chiéu dai dao va comment.

*bungcycle, R, Z,Q, P, F, S.

« Khéng cé macro/probing/rotary/option may bi hiéu sai.

» Da md phdng, dry-run, single block va giam rapid/feed khi chay thir.

Khi bao 16i hoac can cap nhat profile, hay gt file NC gbc, profile ngudn/dich, anh Smart Check va vai dong code
trwdc/sau dong bi bao.

GCode Pilot V3.3 - Hwéng dan sir dung minh hoa Trang 14



