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EXEER M

Kpeunpane Hauptu n reHepmupamwe Ha G koa cajnosu ce nssenysa Bo nporpamot ArtCAM nsgageH og
Autodesk. Co nomoLl Ha 0BOj Nporpam Ke rv npunpemmme paboTHuTe napameTpu n G-KkogoT cnopep
KoM MalluHaTta Ke nocranysa.

MpB yekop Bo ArtCAM e Bo cekuujata Models, oa kpenpame HOB MOZEN CO KMMKHYBakE Ha onuunjata
Create New Model.

A

File Edit Vi Vector Bitmap Relief Toolpath 3D Print eip

A AUTODESK

) B New Model 8 New Project i Open
ARTCAM ! 4

© Recent Models

= : Recent Models

— [Gwonn]

New Model ks

Dimensions

WHamKaTop 3a Origin
TOYKa Ha HaypToT

Co knukHyBamwe Ha konyeto New Model He npevekyBa HOBO Mpo3opye Kage WTo noTpebHo e aa

ja BHeceMe BKynHaTa paboTHa noBpLUMHA Ha Koja Ke ro npaboTtnme HaupToT/am3ajHoT. Bo noneto
Width ja BHecyBame wnpuHaTa Ha nap4yeTo a Bo noneto Height HeroeaTa BucuHa. O gecHarta cTtpaHa
Ha Npo30p4eTO MMaMe penpeseHTaumja Ha paboTHOTO Napye Kage WTo MoXeMe Aa ja nbepeme
noyeTHaTa To4yka 3a obpaboTka (HynMpaHn kKoopauHaTK). AKO KIMKHEME Ha 61O Koj of KoweBuTe
(vnn cpeguHaTta Ha napyeTo) MHOMKATOPOT Ke ce npemMecTy Bo nsbpaHarta nosuumja nu copTBEPOT Ke ja
CMeTa Taa Toyka Ha paboTHOTO Napye 3a NoYeTHa pedepeHTHa TouKa.

OTkako Ke rv nogecmme napameTpuTe Ha paboTHOTO napye, KNukHyBame Ha konyeto OK n He
npeYeKyBa rmaBHUOT MHTEPAdE|C Ha COPTBEPOT Kaae LUTO HK ja reHepupa paboTHaTa noBpLUMHA CO
npeaxogHo BHeceHUTe napameTpu. CriegeH Yyekop e Aa ja geduHupame gebenvHata Ha paboTHOTO
napye, Aa ro BHeceme HaupToT 1 Aa My 3ajageMe napameTpu 3a obpaboTka.

Imported File

3a ga gpogagemMe HaupT NnoTpebHo e Aa KNukHeme Size and Fositon File Units o
3 Width: 60.000 mm The imported file does not indicate
Ha onuujarta Vector n og MeHuTO aa usdbepeme o 20000 the unit forthe data t contained.
eight: i mm
Import n He npevyeKkyBa HOBO MpPOo30p4ye Npeky Koe - Please specify the units the file was
Minimum X: 440000 mm created in.

MoXe fa ro nsbepeme npeaxoaHo n3paboteHnoT
uptex. Liptexot Tpeba na e covyBaH Bo DXF
dopmart 1 npeg ga ro gogageme tpeba Bo HOBO-
OTBOPEHOTO MPO30pYe Aa ja cenekTnpame mepHaTta =

evHMLUa 1 aBTOMAaTCKO CrojyBaHke Ha BEKTOpUTE. Rejoining Tolerance: mm

Minimum Y: 285000 mm ® mm (inches
Centre in model
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T Scisaeco MRA(EK

OTKako ke ce nojaBaT BEKTOpUTE Ha paboTHaTa NOBpLUMHA MOXeMe LOMOMHUTENHO Aa rv nogecume co
HeKoja of (pyHKUMUTE BO HAjNIEBOTO NPO30pYe CO HAjYECTO KOPUCTEHN anaTkn

A (Untitled) - Autodesk AtCAM Premiu m 2018
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Cekoralu kora cakame fa cernektnpame HeKkoj of BeKTopuTe noTpebHo e Aa ja KnvkHeme npseara
onuuja BO cekuujaTa HajdecTo ynotpebysBaHun anatku (ctpenkarta). [Jokonky cakame ga kopuctnme
Apyra anatka notpebHo e Aa ja KrnmkHeme, copTBepoT PYHKUMOHMPA TakKa LUTO ce JofdeKa e
cenekTupaHa ogpefeHa anaTka Hej3auHaTa yHLKMOHANHOCT € BO edDeKT.

HecenektupaHuTe BeKTOpU ce cekorawl nnaea 6oja. Kora ke rn cenektnpame ja meHysaat 6ojaTta BO
po3eBa.
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EXEER M

zl} View - Bitmap Layer

@ Q@ g e

[lokonky cakame fa ja npoMeHuMe nosuvupjara,
ronemMuHaTta unv opuveHTauujata Ha BeKkTopute
noTpebHOo e NpeaxoaHo Aa ce CenekTupaHu n og
cekumjaTta co HajuyecTto ynotpebyBaHun anaTtku ga ja

cenekTnpame/aktmempame onuumjata Transform. I . Transform
™ Rotate, scale or shear the selected
objects

Moxxe aa npuMeTMe AeKa OKOMy CeNnekTUpaHuTe BEKTOPU MMaMe OOMONMHUTENHM TOYKN U OMNUmm
3a TpaHcopMupare Ha HaupToT. LipBeHnTe ToukM ce oaroBopHM 3a NpoMeHa Ha AUMEH3UM a
BMONETOBUTE 3a poTauuja.

File Edit View Model Vector Bitmap Relief Toolpath 3D Printing Window Help
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T Sciseeco MRATEK

Ce popeka e aktnBHa (pyHkuujata Transform, Ha gecHaTta cTpaHa Mame npo3opye Co Nonnkba BO KOU
MOXeMe MpeLM3HOo a rv perynmpamMme nNpoOMeHUTE Ha HaupTOT.

Bo Scale and Size ja npomeHyBame BrcuHaTta u
LUMpUHaTa.

AKO e cenekTupaH KaTaHeLoT LIpTeXOoT ke

M 3a[PXX1 OPUrMHAIHUTE NPONOPLUK, ako
CMeHMMe BUCUHA, LuMpuHaTa aBToMaTCcku ke ce
NPOMEHM.

Bo Origin Position ja meHyBame Origin Toukara.

Co onuujata Move ja MeHyBame nosuunjaTta Ha
LipTexoT Ha paboTHOTO Napye, Co onuujata
Rotate ogpenyBame cteneH Ha poTauumja Ha
LPTEXOT, a co Shear ro 3acekyBame HaUpTOT 3a
ogpeneH cTeneH.

Tool Settings: Transform

Scale and Size

Width | 406.205 mm _,

L] Height 135.402 mm _'_'
ﬁ Maintain aspect ratio

Scale in O mim . Percent %

Origin Position

[ X X ] ’
®-® X 458.336 Y 294867  mm | E}
[ X X ]

Mowve

4AY | -13.409 mm

Rotate

Fad | degrees

r!r W o degrees
H O

degrees

Kora ke 3aBpLUMMe CO NocTaByBaHe Ha HaUpOT NOTpebHO e aa ja fedbuHupame gedbenuHara Ha
mMartepujanoT co dpyHkumjata Material Setup koja ce Haora 6ap menuTo Toolpath.

odesk ACAM Premium 2018

Model WVector Bitmap Relief |Toolpath = 3D Printing Window Help

% . - {.‘l Material Setup...

@ B

w 20 Toolpath
Bitmap Layer

2, @

D Toolpath
W« Create Bridges
+‘ Create Custom Form Tool...
Import Toolpaths...

E Save Toolpath As..

ﬁ Load Toolpath Template...

Simulation

Toolpath Drawing
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EXEER M

Bo HoBoO-0TBOpPEHOTO Npo3opye nmeHyBaHo Material Setup Bo noneto Material Thickness.

Material Setup X r ‘

E Model Thickness

0.000 mm

Material Thickness

Model Position In Material

®

— Mo @oo |Toroma
] Mateisl 2 Zem
RR/A] ! 165 Jswmore
7777777777777777777 _OK Cancel

il

Ja BHecyBame TovHaTa gebenuHa Ha paboTHOTO Napye 1 cenekTMpame nosvumja 3a Hynuparwe Ha
Z-ockaTta Ha noBpluMHaTa Ha paboTHOTO napye kaj Material Z Zero.

CnepneH yekop e oa 3agagame nateku 3a obpaboTka Ha HaUPTOT K Toa MOXe Aa ro n3segemMe Taka
LUTO MPBUYHO Ke ro ceriekTmpame BEKTOPOT CO KIMKHYBaHw€e Ha CTpesikaTta BO JleHTaTa CO HajuecTo
ynoTpebyBaHu anatku n goAeKa e cenekTupaH BeKTopoT ke Brieseme Bo 6ap meHuTo Toolpath u ke ja
n3bepeme onumjata New 2D Toolpath, Profile. Mennto New 2D Toolpath ru cogpxu cute pyHkumm
LUTO n3BeayBaaT ABOANMEH3NOHANHKN onepaumn a 3a pernjedHa TpoaguMeH3noHanHa obpaboTka Ha
nap4yeTo, yHKumMmnTe Moxe aa rm Hajaeme Bo MeHuTo New 3D Toolpath

Eitmap Relief Toolpath @ 3D Printing Window Help

_- s ‘I Material Setup...

& Delete Material

> = 2 2 ° .
-2

MNew 2D Toolpath I Profile...

Mew 3D Toolpath Clearance...
Create Bridges V Caming...
jevel Carving...
P) Create Custom Form Tool... Beeltaning

Smart Engraving...
Import Toolpaths...

rilling...
Save Toolpath As..
Mew Inlay Toolpath

Load Toolpath Template... Ralce o Roimd s
Texture...
Drrill Banks...

Jachining Wizard...

Creator...

G
Fluting...
Simulation 3 o

Toolpath Drawing

Co onuujata Profile ru 3agaBame napameTpuTe Ha CMTE BEKTOPU KOU cakame aa buaaTt MCKPOeHH,
OOHOCHO, CO(PTBEPOT reHepupa NaTekn 3a HOXOT KOU ce ABWMXKaT Mo camuTe BEKTOPU NN OKBMPOT Ha
HaLpTOT.
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[okonky cakame ga naxnebame Hekoja gpopma Toa Ke ro nssegeme co onuujata Area Clearance 3a
Koja ke gucKyTupame noHaramy.

Co knukHyBane Ha New 2D Toolpath -> Profile He npeyekyBa HOBO npo3opye nmeHysaHo Profiling

BO KOe NpBOOMTHO cenektupame egHa og onuuute: Along, Inside n Outside. 3a natekata Ha HOXOT
OVPEKTHO [a ja npaTu NuHMjaTa Ha BEKTOPOT ja cenektupame onumjata Along, co onuujata Inside
COPTBEPOT Ke reHepupa naTekn Ha BHaTpellHaTa cTpaHa Ha BekTopuTe a co onuujata Outside nctute
ke Guaat reHepupaHu of HagBopeluHaTta ctpaHa. OBue onuum urpaar ronema ynora co 3aBpLUHUTE
OUMEH3NN Ha n3paboTeHOTO napye.

Profiling

Profile Type & Vector Assodiation

Il Profle  Along = | Selected Vectors

Along
e _ Ingside
Cutting Dep
M . Outside
pumep: i Start Depth: | 0 mm
D,OKOJ'IKy cakamMe aa ncedyeme KoLkKa co oapeneHu l_l

. Finish Depth: | 18 mm
HagBOpeLlHN OUMeH3nn I'IOTpeﬁHO e [aja

ns3bepeme onumjata Outside o npuymHa WITO
cobTBEpPOT Ke ja 3eme BO npeasug aebenvHata
Ha HOXOT 1 Ke ' reHepupa naTtekuTe o
Ha[BopeLlHaTa CTpaHa Ha BEKTOpOT 3a ogpeaeHa h Click To Select...
AucTtaHua, BO OBOj Crny4yaj 3a NoroBuHa o, '
AnjaMeTapoT Ha HOXOT CO KOj ke ro nspabotmme

Tolerance: 0.025 mm

Profiing Tool

napyeto. GMHANHMOT NPOAYKT ke Buae Kouka co ‘» SO RERRE  E0
NOEHTUYHM AMMEH3NN HA HALINOT HaLUpPT.

[okornky ja n3bepeme onuujata Inside codpTeeToT B 2ddLead In / Out Moves
Ke reHepupa naTteku BO BHAaTPELIHOCTa Ha HaUpTOT.

OBaa byHKUMja ja KOPUCTUME AOKOSIKY Cakame BO i B .
paboTHOTO Napye Aa MamMe OTBOP CO MPELM3HM e
ANMEH3UN NOEHTUYHM CO HALLMOT HaLPT. '.. B Add Bridges

Options
L Tt Spanence: Ontimise
Toolpath

i MName:

Calculate Later Calculate Mow

RADEK 7
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MotpebHo e Bo noneto Finish Depth ga ja BHeceme puHanHaTa BpeQHOCT 3a KOSKY cakaMe HOXOT
[Aa Haerese BO Matepujanot. [Jokonky cakame ga ro ucKpomme napyeto notpebHo aa gogageme
pononHuTtenHu 0.2mm BO npocek 3a puHanHata gnaboynHa.

CnepeH yekop e aa nsbepemMe HOX CO Koj Ke buae nssplueHa obpaboTkaTta a Toa MoXe fa ro
n3BegemMe Co KnvkHyBawe Ha aatabasarta co HoxeBu nog cermeHToT Profiling Tool Bo cekuyujata Click
To Select.

Profiling

Profile Type & Vector Association

ll Profie | Along ~

Cutting Depths

Tool Database
mm

Tools and Groups

¥ Tools & Groups

E1{Z7 Metric Tools |
-'f Aluminum

(3‘7 Steel

=+ Wood or Plastic

= Roughing and 2D Finishing

----- ] End Mil 12mm

..... m End Mil 10 mm Edit...

----- End Mill 6 Cutting Direction: | Climb
H = M:"522 p— @ Cutting Direction: | Climb

----- F] End il 3mm

----- D End Mil 1.5 mm

=" 3D Finishing

----- ) Bal Nose 12mm

----- U Ball Nose 6 mm i

----- U Ball Nose 3 mm
) Bal Nose 1.5mm AddiTool x B Add Bridges

V-Carving .. .

-l Radek Engrave Add Group...

ol VRit 32 mm 90 deares he

Tool / Group Description e 3 mm

mm

Copy
! B 2ddieadIn SO

B 2dd Ramping Moves

Options
Import... Save Copy... Browse... Select Cancel
Cut Seanence: Ontimise

Toolpath

E MName:

Caloulate Later Calculate Now

He npedvekyBa HOBO npo3opye nmeHyBaHo Tool Database Bo koe nmame nucta of cuTe HOXEBU
AopageHun Bo gatabasarta Ha codptBepoT. Tyka ce 3anvaHu cuTe napaMeTpy Ha HOXXEBUTE KaKo U
O6p3nHa Ha obpaboTka n MHory apyru onumn. Bo meHnTo Metric Tools ro 6apame KOPEKTHUOT HOX, o
cenektupame u knvkHyesame Edit 3a ga nobueme npuctan 4o cute napameTpu 3a HOXOT.

AKko cakame ga nogagemMe HOX Koj ro HeMa Bo faTtabasata ja nsbupame onumjata Add Tool n rm
NOTNONHyBamMe CUTE NOMUHA CO MHPOPMaLMKM U NapamMeTpu 3a HOXOT.
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Kora ke ro otBopume npo3opyeTo 3a NpoMeHa Ha NnapameTpu 3a HOXOT He rnpeYveKyBaaT HEKOIIKY
nonuka u Toa; noneto Diameter Bo Koe ro BHeCyBamMe AnjaMeTapoT Ha HOXOT, noneto Stepdown

Koe ogpeayBa 3a KorkaBa AMCTaHUa ke HaBrese HOXOT BO paboTHOTO napye OQHOCHO Ha KOMKy
NOMUWHYBaHa Ke ja NoCTUrHe ouHanHata 3agageHa anaboyvmHa (ako nmame BHeceHo 20mm puHanHa
AnaboymHa a Bo noneto Stepdown cme BHene BpegHOCT 3a 5mm Toa 3Ha4M HOXOT Ke ja NOCTUrHe
uHanHata gnabo4vmHa BO 4 LMKNyCK T.e. NPOrpeCUBHO Ke HaBnerysa 4 natm BO MatepujanoT co no
5mm gna6ok pes.)

Edit Tool X F i
o] DescTERen [Exct Wil 2 Dismeter (D)
ools
T Tool Type [ Slot Dl Stepdown

Tool Number

Tool Units mm ~

Rate Units mm/sec ¥
Notes

End mill can be used for Roughing, Area

Clearance, Cutovts, Inlays and Profiing T 15

Stepover (Size, % of D) 0 [
Spindle Speed (pm) 15000 F

Feed Rate (mm/sec) E

L Plunge Rate {mm/sec) F

In "
Cancel

Bo noneto Description ro BHecyBame MMeTO Ha HOXOT, BO NoneTo nog Hero, Tool Type, ro
cenekTnpame KOPeKTHUOT TUM Ha HOX, BO noneto Spindle Speed ja BHecyBame Gp3nHaTa Ha
poTupawe Ha gopesaTta, Bo noneto Feed Rate ja BHecyBame BpegHOCTa Koja ogpeaysa Kosky 6p3o ke
ce OBWXM rMmaeaTa Ha MaluvHata gogeka ro obpabotysa maTtepujanoT (oBaa (pyHKUKja ogpenysa co
Koja 6p3nHa ke ro obpaboTyBame nap4yeTo, O4HOCHO, OTKaKO Ke HaBnese HOXOT BO paboTHOTO napye
CO Koja Bp3nHa ke ceve no noepLuMHaTa Ha napveTto) u Plunge Rate noneTto BO koe gedumHMpame co
Koja B6p3nHa ke HaBnese HOXOT BO paboTHOTO napye, 3a KOSKy MUMMETPU BO CEKyHAa.

Kora ke 3aBpLuMMe CO BHECYBaH-€ Ha NapameTpu 3a HOXOT knukHyBame Ha OK u Ha Select Bo
NpeaxoaHoOTO NPo3opye.

CnepneH yekop e ga ce ocurypame geka e n3bpaH KOPEKTHUMOT HOX, Aa v nogecnme napameTpuTe 3a
Safe Z v pa knukHeme Ha Calculate Now.

Safe Z e onuuja co Koja 1 KaxxyBaMe Ha MallvHaTa 3a KOJKy MUITIMMETPU MOXE HOXOT a ce NOKpeHe
Hag paboTHOTO Napye oTKako Ke nanese og marepujanot. Safe Z e akTMBHO caMO KOora HOXOT ce
nomecTyBa 0 e4eH pe3 KOH ApYr, naneryesa og 6uno koja agnaboymHa u ga nocturHan Bo maTepujanor,
ce kadyBa Ha 6e3begHa BMCMHA 1 NaTyBa KOH crieqHaTa Todka kage wto Tpeba aa HaBnese NOBTOPHO
BO MaTepwjanor. '

Co knukHyBahe Ha konyeTto Calculate Now cme 3aBpLunne co noctaByBawe Ha NapameTpu 3a
obpaboTka n copTBEpPOT HN reHepupa Toolpaths 3a HOXOT KOj ro UMame n3bpaHo.

RADEK 9|




EXEER M

3a pa gopgageme gononHutenHu Toolpaths co pasnuyeH HOX 1 co Apyr edpekT ja NoBTOpyBamMe
nocTankara Kage LUTO M cenekTupaMe camo BEKTOPUTE 3a KOM cakame Aa uspabotvme nateku n oa
meHunTo Toolpath Bo ropHmoT neB kow Bo New 2D Toolpath ja nsbmnpame onumjata Area Clearance.

0.025

Tools List

Ll —

User Parameters

M nogecyBame cute napameTpu 1 nsbupame NpuHUMN NO KOj MalumnHaTa ke ro nssege Area Clear-
ance-ot. Bo noneto Tool Clearance Strategy nmame 2 onuum og Kom HajyecTo ja nusbupame Ras-
ter onuymjata. 3agaBame puHanHa gnaboymHa n ctuckame Ha konyeto Calculate Now. Hoso-

reHepvpaHuTe natekun ke Guaat o3Ha4yeHM Ha LPTEXOT U MOXe Aa M cenekTnpame BO HajaeCcHOTO
nposopye Project, Bo cermeHToT Toolpaths.

Project
B (Untitled)

3
£
X

@ Eitmaps
o * Front Relief
> M Back Relief
W Clipart

+
HE++

o .= Sheets
B Toolpaths
I« Profile
I <> Area Clear
L2 Simulation

Lt LR L L EES

333

Area Clear

Hu npeocTtaHyBa fa rm coyyBame reHepvpaHuTe nateku co 9 T
KIMKHYBah-e Ha konyeto Save Toolpaths .

i Save Toolpaths l
-
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OTKaKo Ke ro KnmkHeme KON4YeTo He NpeyekyBa HOBO Npo3opye nmeHyBaHo Save Toolpaths

Save Toolpaths X

Calculated toolpaths: Toolpaths to save:

TMo. Toolpath Group Toolpath Name TMo. Toolpath Group Toolpath Name
f1  Profie End Mill 3 mm f1  AreaClear End Mill 3 mm

AYTRY
GE

Save Options
I Savein: |C:'-.Users'-.Radek'-.Desktop'-. v| |

[[] Save toolpaths to separate files
[] Append Toolpath details to file names |Fi|e name: |TESTD1| v | | Browse. ..
Add Home move at end of files

Machine file format: | RADEK CNC (“nc) R

Change Spool Directory...

Bo noneto File Name ro BHecyBame nmeto Ha dajnoT, a Bo Save In nsbnpame gupekropuja kage WTo
cakame ga buge couyBaH hajnot. KnukHyBame Ha konyeto Save n codpTBepoT HY reHepupa .nc dajn.
OBoj gajn ke ro annoagmpame o NC Studio n ke ja nssegeme obpabortkata Ha nap4eTo.

nO,CI,I'OTByBaI-be Ha MalluHaTa 3a pa60Ta

3a [a 3ano4yHeme Co NPOLIECOT Ha ceverse UMW rpaBupatsbe, HajHanpen Tpeba aa ja noaroTenme
malumHaTa 3a pabota. OBoj MPOLEC Ce COCTOM Of HEKONKY YEKOPU:

O MeCTeh-€ Ha COOABETEH HOX 3a paboTa

O nocTaByBak€ Ha nogsiora og MeauvjanaH

O nocTaByBak-€ Ha pabOTHOTO Nap4e U HErOBO NPULBPCTYBaHE

0 BKIyYyBah-€ Ha MaluMHaTa, KOMNjyTepoT, Ha NymnaTta 3a Nafgere Ha rnaeata U Ha Bakyym nymnaTta
o nogroteyBane Ha NC - cajn

MecTerwe Ha cooaBeTeH HOX 3a pa60Ta

Bo 3aBucHOCT of npouecoT, n3brpame coofBeTeH HoX 3a pabota. Co kny4 ja oaABpTyBamMe HaBpTKkaTa
KOja LUTO ja ApXXM XMN3HaTa, HOXXOT Ce CTaBa BO XMN3HaTa M noToa 3aBpTyBaMe, Npu LWTO He Tpeba
npemMHory Aa ja 3aaterame HaBpTKaTta.

1




EXEER M

nOCTaByBaI-be Ha noanorata un paGOTHOTO napye

Mog paboTHOTO Nap4ye, Bp3 paboTHaTa Maca NocTaByBamMe NOArora Koja WTo Moxe Aa bvuae

Ha npumep, MeaujanaH, Npu WTo Ke obe3begume gobap BakyyMm, KOj LLITO HU € MHOry BuTeH 3a
npuuBpcTyBake Ha paboTHOTO napye, koe wTto MOPA ga 6uge ctatuyHo npu pabota Ha MmalwuHaTa.
[okonky mawmHaTa paboTu Ha npuHumMn 6e3 BakyM nymna, Toralwl CO 3aTerHyBayu ja npuuBpcTyBame
nognorata n pabotHoTo nap4ye.l0 nocTaByBame pabOTHOTO Napye Ha nogsorarta, 1 No BKIy4vyBake Ha
BakyyMm nymnaTta Tpeba aa nposepume ganu e CtaTuyHo.

Bkny4yyBake Ha MallMHaTa, KOMMNjyTepoT, MyMmnaTta 3a nagewe Ha rnaBaTta U Bakyym nymnarta

5 ’
=
i

Kora ke 3aBpLiMMe CO NPEeTX0AHUTE NpoLecH,

ja BKnyyYyBame maluuHaTa. Toa ce npasu co
AeaKkTUBMpaH-e Ha UTHUOT CTOM U CO NpeTUCKawe Ha
konyeto ON Ha mawwuHara.

o BKNy4YyBamMe KOMNjyTepoT MpPeKy KOj ja KOHTponMpamMme MalumMHaTa
NymnaTa 3a nagewe Ha rnaBaTa ce BK/lyYyBa BO CTpyja.

|12 RADEK
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Bakyym nymnarta ce BKny4YyBa Ha CKnonkara.

CodTtBepoT oaroBopeH 3a koHTpona un pabota co Mogenot RK-132-ECO e NC Studio. Bo oBoj
codTBEP Ce M3BPLUYBaaT CUTE CTaHAAPAHW ONepaLun Kako U NofecyBake Ha NapameTpu,
perynmpare Ha OCKu, BPETEHO U AucTaHumM, obpaboTka Ha G-code kKomaHam u dajnosu.

Mo nHcTtannpake Ha copTBEPOT NOTPEBHO € Aa ro NoBp3eMe NePCOHANHNOT KOMIjyTep Co
KOHTpONHaTa nsfioda Koja AMPEKTHO KOMyHULMpa co apajsepute Ha CNC-To 1 ja KoHTponupa
MalumHaTa. [JoKosiKy He e NpukadeHa KOHTposiHaTa nsioya Ha KoMnjyTepoT, CoOpTBEPOT HeMa Aa ce
cTapTyBa.

KoHTponHata nnoya ce npukadvysa Bo PCIl cnotoT Ha maTtnyHaTa nnoya Ha KoMMjyTepoT O Kage WwTo
Taa ce Hanojyea u ja obaByBa KOMyHMKaLnjaTa NOMery KOMMjyTepoT U MalunHaTa.

SRR R R RN RN R RN RNRRRNE  RRRRRRRRnny

PO RN NN N RNy SRR
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EXEER M

L .

Kora ke ro ctaptyBame nporpamoT NC Studio He npeyekyBa paboTHa NoBLUMHA CO 4 rnaBHu
NPO30pYMHa U HEKOSKY MOACEKLUN CO KOMaHAMW.

+ NcStudio AD. Engraving M

File Edit V_\ew Operation  Machine Window Help ) )
| B E[E] & de & s nomB|elx v =z =] naysa u cton Ha OGDaGOTKa KaKO M CTaTyC Ha
BKREF ESTOP IMIT ALARR @ rPaHUYHUTE CEH30PWU Ha OCKMUTE U anapm
| LoD
A>  M.Coor  W.Coor Remaine - Feedrate{mm/min) Spindle rev: Current Command Set CeKUMia BO KOja MOMEME 43 MM HYMpame
X 642812 0.000 J— Setting j Setting: G54 v ) A ap
¥ 1197.325 @ 0.000 o T g Actual 0 ELW' ' |I5u;u ! 'mw Actual 24000 OCKUTe, a noaecysame 6p3MHa Ha paﬁOTa
g 5 100%
Z 4500 0.044 o s 100% e o M KOHTPO/a Ha BPETEHOTO
" Log Y Manager "\ Params . Editor JOState % AUTO " MA
1200 1250 1300 1350
Panel -~
¥+ z+
@ @ £
c
\/i lfﬁ ‘Sl
o
Z T
W @ 0}
c
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3a pa goganeme HoB (hajn 3a 06paboTka BO ropHMOT NEB KOLU o KNMKHyBamMe npo3opyeTo File

n cenektnpame onumja New n Open and Load. OTkako Ke ro nogecmme Beke npukadyeHunoT dajn
noTpebHo e fa rm HynMpame ocknTe Ha paboTHOTO Napye 1 Toa ro n3segysame co onuujata Jog
(akTMBHO OBWMXKEH-€ Ha OCKUTE) BO cekumjaTa Panel a HynupareTo ro spwmnme Bo cekumjata NC State.

= McStudio AD. Engrﬂirﬂﬁachine Control System -

Edit  View OEe_ration Mach_i_ne Window Help l TBGPH 4! anHaHH aj.ﬂ
Open and Load... | I | 2|5 A &

Unload § b Tpruau dajn

Hos ¢ajn
Open and Edit... Ctrl+E
Edit Loaded File
1
E Actual:
jons St L soo0 isoon  zeoop oo ZIELL

Save '

Save as..

Save and Load |

Cloze - :
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Feedrate(mmimin} Spindle rev: | Current Command Set: -
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Bo cekuujata Manager umame npuctan Ao cute annoaaupanu ¢ajnosm
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EXEER M

Bo cekumnjata Panel (Manual Movement) umame noeeke onuumu 3a ABMKEHE HA OCKUTE.

AUTO * MA...

Panel

¥+ zZ+ . CeKuuja 3a aKTUBHO
(8) (9) 1L01mm
B B ABMXKEere Ha OCKUuTe
¢ 00
- X+ G
- Mpepoapenexu
S MHTEepBa M 3a
i & - nomecTyBare

. |

Tips: Run at 10 times step length
by pressing CTRL key.

L1Bp30 ABUXKEHE Ha OCKUTE

X+ 1 X- konuukata ce ofroBOpHU 3a ABUXKere Ha X ockata, Y+ Y-3aY n Z+ Z 3a Z ockata. Og
HMBHAaTa JecHa CTpaHa ce HaofaaT uHTepBanuTe crnopen Kou ke ce ABWXK ockata u Toa - Jog
onuujaTa, JOKOSIKY € cernekTMpaHa nsseaysa KOHTUHYMPAHO OABWXEHe Ce JoAeKa € MPUTUCHATO Hekoe
of konyuwata X,Y unn Z, a octaHaTuTe BpegHOCTN OBO3MOXYBaaT ABWXeHe criopes NnpeaxonHo
npegoapeneHa anctaHua. Ha npumep, gokonky nsdepeme 5mm u knukHeme Ha X + , X ockata Ke ce
NpuAaBMXM 3a TOMHO S5MM Ha aecHo. Rapid Movement nnm 6p30 ABmxeH-e Ha OCKUTe ce n3senyBa co
npuTUcKarwe n apxere Ha Ctrl konyeto Bo koMBuHaumja co 6uno Koe Konye 3a ABMXKEHE HA OCKUTE.

PayHo r1 Bo3umMe ockuTe Ao paboT Ha paboTHOTO napye u ja cnywTame Z ockata ce LOAEeKA HOXOT He
Aornpe Ha NnoBpLUMHaTa Ha nap4yeTo u Moxe cnoboaHo aa ce BpTu.

CnegHo e Bo cekuujata NC State Bo nposopyeto W. Coord. inu paboTHn koopanHat aa rm
NPUTUCHEME CUTE MONUKba MHANBMAYASHO 3a Aa M HyNMpamMe OCKUTE.

= NcStudio AD. Engraving Machine Control System - [no file] "N

File Edit View Operation Machine Window Help
BER&od 2B rnwp|e|x T =2

| BKREF |ESTOP .|M|T1.'Eﬂi :
R : eKLKnja 3a HyAnpatbe
(=

Ha OCKH
Ao M. Coor. RETame - Fecarare InTom
X 642812 J_ Setting: | 22!
¥ 1187.325 e Ak
Fa 4.500 100
Trace A Log . f A 05tate

130

OckaTa e yCrneLuHo HynvpaHa kora koopauHatute Bo noneto W. Coord. Ke ce npomenat o 0.000,
[AOKOIKY Ce UCTU CO CNPOTMBHUTE KOoOpAMHaT Ha neso Bo cekuunjata M. Coor. [NoTpebHo e aa ro
KIMKHEMe MOorneTo Kage Tue ce BrvLaHu.
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T Rciseeco MRATEK

Bo cocegHute cekuumn Feedrate | Spindle rev. rn nogecysame pabotHata 6p3nHa Ha MalumMHaTa, unm
CO KOja B6p3nHa ke npocekyBa H13 paboTHOT Napye n 6p3nHa Ha poTupawe Ha BPETEHOTO.

> W BBl Z
" Cekuuja 3a nogecysarbe - |CeKuwnja 3a KOHTpOAa Ha
1Ha paboTtHa Bp3mHa | = BPETEHO |
— Feedrate{mm/min} - — Spindle rev: - 1 Current Command Set: —
¥ Setting: J Setting: G54 |
J [ CeocAcuat O o e e AU 24000 Konue 3a cTapT 1 cTon Ha

CTtaTtycoT Ha rpaHNYHUTE NMMMUT CEH30PK MOXe Aa ro Buanme Bo nposopyeto |0 State kage wto
LipBEHO UCMOSTHETO KPYKYe € nokasaTern 3a NpaBuiHO KanmbpupaH n yHKLMOHANEH CEeH30p.

.. Trace N Log b . Manager N Params A _Editor 10 5tate
Tag 1 Pin 1 Polar...] Mo. 1
@ Calibration 0 M 0
@z Limit 1n-06 N 1
@Y Limit 1n-07 N 2
@ X Limit n-08 N 3
O spindle Low Rev 112 N 0
OSpindIe Medial Rev J1-13 M 1
O spindle High Rev 105 N 2

MNpo3op4e 3a cTaTyc Ha rPaHU4HMK
JIMMUT CEH30PM M CTAaTyC Ha BPETEHO

Bo cekumjata Params moxeme fa rm kanubpupame ocknte, oUMeEH3nn Ha paboTHaTta maca,

o1HO Kannbpuparwe Ha MOTopUTE U MHOTY Apyrn HanpeaHu dyHkumn. Cekunjata Params uma 2
nposopumnsa: Machining | Manufactory koe 6apa noauHka 3a npucran 4o NoHanpegHUTe napameTpu.
INNosuHkarta e ncstudio.

" 0. 1mm
J [ Password &J

Please input the password to open the Manufactory
Parameter Window:

hom

ngth Please enter a | |

oK | Cancel i

Password: ncstudio

17




EXEER M

.

| Tmee Y Log A Manager ¥ Params  \ Edtor . [0State AUTO = MA..
Manual Feedrate - =
1l Panel
Machining Normal Jog IEEE mim/min Al
Rapid Jog 12000 mm/min ¥+ Z+ ~ )
(8) (9) i)
Manufactory Aute Mode Parameters = =
GO0 Feedrate: | 2200 mmemin (" 0.08mm
Machini [ 1500 . mémi b e+ e
achining mm/min @) (6) el
D "Enable the default feedrate, and ignore the feedrate declared in the (0
file.” =
Z- Y- .
D “Enable the default spindle rpm, and ignore the rm declared in the file., 1) (2) S
and ignore the rm declared in the file.”
= & =
“Enable the self-adaption optimization algorithm for the feedrate, Tips: Run at 10 times step length
which will give better performance of machining effection.” by pressing CTRL key. A0

“UK Increment Mode, which means UK 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.”

500 mm/min j
“Optimize the Toolraising feedrate, i.e. Using GO0 feedrate at a

DT l-raisi ode "

L Mposopue 3a noaecysarbe Ha
napameTpu, QYHKLMMU U
KOOpAMHATH

GO0 code is alway with 100% feedrate.

D Auto stop spindle on pause or stop (Need to re-startup).

[ Mirror Axis [ Mirror Axis
D “After a machining task ends, move to the following position autematically.”
X 0 ¥ 0 |z 0
Safe Height

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

Safe Heightis: |10 mm
Import Parametsi=
20 Pl Depth |2 mm Height |5 mm -
4 . S — .

Reaay

Manual Feedrate e onuujaTa co koja ja ogpegyBame 6p3anHaTa Ha CNOPO pavyHO ABMXKEHE Ha OCKUTE U
6p30 aswxkere unm Rapid Jog.

Safe Height e onuuja 3a Z ockata ga ce nogura Ha 6e30eHa BUCUHA Hag paboOTHOTO Napye Kkage WTo
He € BO3MOXHO Aa Jojae 40 cydap CO HOXOT U napyeTo.
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B e A0, Evgroing et CSRRET S e e

File Edit View Operation Machine Window Help
| & B & e & y B4R ¥ =z '

BKREF ESTOP .IMIT ALARM ©

| NC State
B M. Coor. W. Coor. Remaine — Feedrate(mm/min} Spindle rev: Current Command Set: -
X 642812 0.000 0.000 J— Setting: @ J Sefting: | 24000 G54
Y. 1197325 0.000 0.000 o 120y Actual 0 coo0 1sooo 24000 Actual. 24000

i 4.500 0.044 0.000 - (s 100%
Current Line(E | Spindle: o |

Trace Log % Manager * Params 1, Editor ' 1OState b AUTO ™ MA..

Workbench - =
Panel- 1 .
Machining "Set the workbench dimensions, which decide when the system B
raises an out-of-limit alarm after the mechanical coordinate has R _
become effective.” 53 £ i
8) @) -
oo Start (Mechanical) Coor. End (Mechanical) Coor.

|
X: o] mm X 1285 = )
: X X+ i
: 0 : [2390 ) © L
o i mm 34 | mm
2 0
zZ -160 — zZ |e mm
L (1) (2 {
Note: Please restart after changing above
o
Mobile Calibrator = Tips: Run at 10 times step length
Thickness ofthe: .1D mm by pressing CTRL key. o0
Motor Parameter catenf = awis:
X 0.011576 mmipulse Start-up Feedrate:
300 mm/min
v | 0.011576 mmipules I
the maxium feedrate of z axis.
z. [ooosas mmipukse [1500 mmimin Mpo3sop4e 3a HanpeaHu
Acceleration napameTpu
Set the angle-per-pulse while " axie is a revolving axis:
Linear Acceleration: | 400 mmisec 2
Connection Acceleration: | 1000 et
Spindle -
Mazximum rpm of the spindle: _24000 rpm
Startup/stop delay of the spindle: | 5000 i milisecond

Ready

Bo nposopyeto Workbench rn BHecyBame anconyTHute AgUMeH3nn Ha paboTHaTa Maca, of Kou
KoopAnHaTK 3ano4YyHyBa U Kafe 3aBpLuyBa.

Mposopueto Motor Parameter e 3agornxeHo 3a oMHO NofiecyBar-e Ha AUcTaHLaTa 3a Koja ke ce
ABWXaT OCKMUTE, UMEHO 3a KOMKY MyfceBu ockaTta ke NomuHe 1Mm.

Bo nposopyeto Acceleration ro nogecyBame 3abp3yBaH-eTo Ha OCKMTe NMpu paboTa

Bo lNpo3sopyeto Spindle BHecyBame makcumaneH RPM Ha BpeTeHoTO 1 delay Ha cTapTyBame 1
racewe

Bo npegenot Hag cekumjata NC State nmame nHgmkaTop 3a rpaHUYHUTE NUMUTEPW.

EKREF ESTOP IMIT ALARRM @
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& Undbopmaumu: +389 70 215 994
% NponaxeH canou: 02 3095 002
Cepsuc: +389 71 270 963

0 E-mamn: info@radek.com.mk
@ Be6cajT: www.radek.com.mk

& Appeca: Jagpacka Maructpana 716

PABOTHO BPEME
MoH.-MeT.: 09:00-17:00
Cab.: 09:00-14:00
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