NC Studio
YcTaHoBKa, HACTPOMKA, M HAYAJI0 PadOThI.
OcuoBoii mporpammuoro odecnedenuss NC Studio sinsiercs miara, BcTaBisiemMasi B CHCTEMHBIN

010k KomnbloTepa. OHa HE TOJIBKO COACPIKUT B ceOe KOHTPOJUIEP, IPEOOPa3yIOIINil CUTHAJIBI B
KOMAaH/Ibl CTAHKY, HO U SIBIISICTCSI KJIFOYEM K IporpaMme, 0e3 TUIaThl MporpaMma He 3ayCTUTCS.
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CriepBa, He Tporas 3Ty miary, 3anyctute nactamisrop NC Studio ¢ aucka, kotopbiit Ber
TIOJTYYHITH BMECTE cO cTaHKOM. CrieyiiTe Mo IcKa3kaM CHCTEMBI, Ha BCE BOIPOCHI JKMUTE
MOJATBEPKIEHUE, MHCTAJUISTOP YMHBIN OH caM Bce clenaer. Bo BpeMst yCTaHOBKH 3aTIOMHUTE
MyTh, 110 KOTOPOMY YCTaHOBHTCS CTyAUs. 110 3aBepIICHUIO YCTaHOBKH, €CJIH ITpOrpaMma He
MPEATIOKUT BBIKIIOYNTH KOMIIBIOTEP, BBIKIIOYHTE €r0 CAMOCTOSITENFHO (HE C KHOTKH, a KaK
MTOJIOXKEHO Yepe3 3aBEPIICHHE PadOTHI)

YcTaHOBHTE 1J1aTy B JIF000H CBOOOIHBIN CIIOT CBOEro KOoMITbloTepa. Eciii He 3HaeTe Kak 3To
JIEJIaeTCsl, MPUTIIACUTE CIICIUATICTA IO KOMITbIOTepaM, YTOOBI HE UCTIOPTHUTH IJIATy WK CaM
KoMIbroTep. KoMIbloTep MOJ0MAET CaMblii CTApEHbKHM, HO HE IpeBHUM. BrosiHe nocTatouHo
nporeccopa Ha 1000 merarepir, o ruradaiita namsatu u 20 TUTOB KECTKUH TUCK, HO €CJIH €CTh
BO3MOXKHOCTb, JK€JIaTeIbHO YTOOBI KOMIBIOTEP JUISl CTYAUU OB OTAENBHBIM, TO €CTh YTOOBI Ha
HeMm kpome WIndows u ctyauu Hudero He O0buto. Eciu sxe Bbl ucmonb3yeTe KOMIBIOTED s
MMOBCETHEBHOM PabOTHI, TO €r0 MOIIHOCTH JOJIKHA OBITh U30BITOYHOMN, YTOOBI B MPOIIECCE
(bpe3epoBKH HE TPOUCXOAMIIO HETIPUATHBIX COOCB.



WTtak, miaty ycTaHOBUIIM (MJIM 3aIUIaTHIIN CIIELUANIUCTY 3@ €€ YCTAaHOBKY) B KOMIIBIOTED,
COGICHUIIM ¢ OJIOKOM YIPaBJICHUS CTAHKOM (CHHUI YKEJIe3HBIN SIIMK) CIIEHUAIbHBIM Kabenem,
KOTOPBIH €CTh B KOMIUIEKTE K CTaHKY (II€penyTaTh HEBO3MOKHO OH TaKOW OJIUH, U BOTKHYTb €r0
HE TyJa KyJa Hy’KHO HE BO3MOKHO). BKilrouaeM KOMIIBIOTEp CHOBA.

Cucrema npu 3ammycke oOHapyKUT HOBOE YCTPOMCTBO, YKa)KUTE MyTh K JpaiiBepaM B TO MECTO,
Kyna y Bac ycranosunaces nporpamma NC Studio. ITocie 3aBepuieHust ycTaHOBKHU JIpaiBepoB
nepe3arpy3ure KOMIbIOTEp.
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[Tpu HEe0OXOIMMOCTH, BBIBEAUTE SPIIBIK HA paOOUHIi CTOII

3ammyckaeM CTYJUIO, BUAUM BOT TAKOE OKHO:

Mpu HaxaTum “Honb”

CTaHOBMTCS Tam, ) ; CTa pT yn
roe HaxoauTcs  BO3Bpart “B Hynu
KOHYMK chpesbl Cumynsumsa YN

P PerynupoBka
arynvpoBsa CKOPOCTH BpaLLeHUs

ckopocTtu wnuHAens
nepemetieHus

Crapt/cTon
BpalleHnA

Ax M. Coor W.Coor. Remaine: Feedrate(mmimin Current Command Set

X 10319 544 0.000 Setting Lu n M Hnenﬂ
TR [T, ot e D e BPY4HYHO
z 69537 18.375 0.000 Current Line(t R Spind

¢ Jog
0.01mm
0.05mm
01mm

0.5mm

B aTOM OKHe oToBOpaXkaeTcsa ABUXKEHNE
dpesbl, a Tak e pesynbraTbl CUMYyNaLmMm

Smm
Tip
Press TURBO(or CTRL) keyto jog

10mm
more rapidly

[MaHenb py4HOro
ynpasneHusa
nepemMeLlleHnammn
wnuHaensa
(HeakTuBHa, korga

CTaHOK BbINOMHAET
nporpammy (Y1))

Ready 2012-09-21 15:58:00 NUM

TyT s moxmucan Bc€, 4To HEOOXOAMMO 3HATH JJISl YCIIEITHOTO Havyasia paboThl, OCTaIbHOE
OCBOMTE B TIpoliecce paboThl, HO IPEXKIe YeM MPUCTYITUThH K paboTe Ha CTaHKE, TpeOyeTcs
IIPOU3BECTH [IEPBOHAYAIIBHBIC HACTPOUKHU CTYUU.



Jlst TOTO IIEnKaeM Mo BKJIAJIKe params
U ycranoBuTe Bce 3HaUCHMUSI, KAK HAa CKPUHE.
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File Edit View Operation Machine MWindow Help

B 2OR @623 »uEnsx ¥ oz @ |
| Joc | LE |
[N siae |
Ax  M.Coor. . Coor.  Remaine: —Feedrate(mmimnin) Spindle rev: 1~ Current Command Set:
¥ 10318 37.544 0.000 J— Sefting; J—' Sefting; | 20000 G54
POTE TR O ETTaT ' :
Yo 157.741 49.700 0.000 0 120% Actual: 0 ol ime aeon Actual 20000
. 69537 [ 1sars 0000 ’ 100% (o
Current Line(E | Spindle: oN I ‘
Manual Feedrate ,:I
[300] = -JOG -
Normal Jog | 300) mmimin & Jog
i 2000 : T Z
Rapid Jog ‘ mm/min o o  0.01mm
Manufactory Auto Mode Parameters
000 Feedrate:  |1800 i  0.05mm
Machining | 1500 mminin é') >((§+) © 04mm
[ "Enable the defautt feedrate, and ignore the feedrate declared in the  0.5mm
file." z Y-
[ "Enable the default spindle rpm, and ignore the rm declared in the file., | 6] @ < 1mm
and ignore the rm declared in the file." 3
)  5mm
"Enable the self-adaption optimization algorithm for the feedrate, Tip: .
which wil give better performance of machining effection Press TU_ZBO(UT CTRL) keytojog | ~ 40mm
mare rapidly
. "lJK Increment Mode, which means IJK values at a circle G code are
incremental values from the center of the circle.”
D "Enable Z-down feedrate, also called the Tool-droping feedrate.”
1500 mmmin
"Optimize the Tool-raising feedrate, i.e. Using GO0 feedrate st &
tool-raising code."
GO0 code is alway with 100% feedrate. (L

Auto stop spindle on pause or stop (Need to re-startup).
[ Mirror sxis [ Mirror &xis

D "After a machining task ends, move to the following position automatically "

% 0 v. [o z [o

Safe Height
Safe Height is the z-axis workpiece coordinate where tools does never
touch workpieces accidentally.

Safe Height is: |2 mm ;]
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Ready

Bce 3HaueHus M Bce «TrajJlOuKM» CTaBbTe TaK, Kak TyT. [ TOro 4ToOB! yCHEIHO HayaTh paboTy
Ha CTaHKe, BaM He 00s3aTeNbHO 3HATD, MOYEMY U 3a4€M TYT YTO €CTh, 3TH apaMeTpPhI
1o100paHsbl 11 CTa0MIBHOM paOOThl CTAHKA.

Teneps xxmem kHOTKY Manufactoru , Bam npeayioxuTcst BBECTH Hapoib.

[‘.‘Password X ;

Please input the password to open the Manufactory
Parameter Window:

Please enter a | aapat]

naponb: ncstudio

OK Cancel

[Mapoxap ncstudio mpsim Tak Kak s HarMcasl, MaJICHBKUMU OyKBaMH U 0e3 poOena, monajuem
croza:
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File Edit Yiew Operation Machine Window Help
= ZER &2 P0ED| s ¥ Z @
JoG IDLE
[ e state |
Ax M. Coor. W.Coor. Remainen -Feedrate(mminin) 1 Spindle rev: 1 Current Command Set:
X 10319 0.000 J— Setting J_ Setting: 654
v. 1tz [ agzo0  ooon | o T e bctuat 0|t Adtua 20000
I B9537 18.375 0.000 . 100% 100%
| Current Line(E | | Spindle: ON |
a2
JOG
"Set the workbench dimensions, which decide when the system @ Jog
raises an out-of-limit alarm after the i i has ¥ z
ive " + +
hecome effective. Brucars pip oS @ @ © 0.01mm
— Start (Mechanical) Coor. — id (Mechanical) Coor. Bawero cranka 005
| .05mm
* o | 330 o y y
- +
 01mm
i o o 230 mm @ ®
=  0.5mm
7% -60 o Z: 0 mm - <
L J J [ih) @ © 1mm
Note: Please restart after changing above
 Smm
Mobile Calibrato: ; Tonuwuua kanuépartopa B Tip:
Thickness of the |2 mm € e Tpax, ¢ 10 10 g0 0,05 Press TURBO(or CTRL) keytojog | ~ 400000
more rapidly
f ¥ |0003125 mmipulse Start-up Feedrate:
180 mmimin
v |0.003125 mmipulse
the maxium feedrate of z axis:
7 0003125 Tiiotise 1500 mminin
Acceleration
Set the angle-per-pulse while Y axis is a revolving axis:
Linear Acceleration: | 400 mmisec Cnen aTth qTonl 6 bINIO B
Connection Acceleration: | 400 it 2 TOYHOCTHU KaK T v T Pl U He
: ~ (1} L]
ok cnpawuBanTe no4vyemMmy
Maximum rpm of the spindle; | 24000 rpm
Startup/stop delay of the spindle: 5000 millisecond -
=
Ready 2012-09-21 | 16:02:46 nUM

BeicTaBisieM 3HaUeHHsI ' Kak TYT yKa3aHo, MeM KHOTIKY Apply 1 BeIKTFOUaeM-BKIIIOYaeM
CTYUIO.

Bcé, npenBapuresibHas HACTPOKa MapaMeTPOB 3aBepIICHA, MOXXHO HaYWHATh padoTy.

[MoxrorosneHnyto 3apanee B. Aptkame Y11 3arpyxaem uepe3 nmyHkT mento File — Open and Load
IMoasoauM KOHYHK (hpe3bl K TOUYKe Hauaia KOOPAWHAT, )KMEM YCTAHOBKY HYyJIEH, IPUIOHUMAEM
(bpesy, moaKIaabIBAEM IO/ Hee KaTMOpaTop, )KMEM CTapT KaIUOPOBKH 10 Z, 5KMEM CHMYJISAIHIO
VTI, eMOTpHM Ha SKpaHe HMHTAIMIO TOTO, YTO OYy/IET JenaTh cTaHOK. ECIii Bce HOpMaJIbHO,
xmem Ctapt VII. (Ipo TO, 9TO 3arOTOBKY HYXXHO KPEIKO MPHUKPYTHTH K CTOJY, PO TO UTO
HY)KHO BKJIFOUHTH 101a9y OXJIQXKIA0Iel KUAKOCTH, a TaK e PO TO YTO CTAHOK MEepeT ITUM
HY’KHO BKJTIOUHTD B PO3ETKY 5 mpomoiay ©)



