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EXEER M
_ Ucancam |

3a pga 3ano4yHeme co n3paboTyBare Ha HaWMOT An3ajH NOTPeOHO e Ha BEKTOpUTE O HaLPTOT Aa UM
3agjagemMe nateku u HadnH Ha obpaboTtka. OBoj npouec ce nsseaysa co cogpteepotT Ucancam. Bo
Ucancam ro npukadyBame NpeaxoaHo NOAroTBEHUOT LPTEX U MM NpeaoapeayBame cute napameTpu 3a
obpaboTka kako WTo ce: gebennHata n gUMeH3nnTe Ha paboTHOTO napye, rofieMmHaTa, AUMEH3NUTE U
cneundukaummTe Ha HOXOT 3a obpaboTka, mHanHaTta gnaboymHa n natepH Ha obpaboTka.

OTKako ke ro ctapTyBame nporpamoT He npeyekyBa MHTepdejcoT Ha cCOPTBEPOT BO KOj MOXE Aa
npuMeTMMeE rmaBHUTE CEKLMN CO anaTtku Kako LUTO e rnaBHOTO 6ap MeHWn NOYHYBajKn 04 HajrOpHUOT
neB KoL, MEHUTO Mo HEro co noeeke yHKLMM 1 onepauum Kako U1 MEHUTO CO HajYecTo ynotpebyBaHm
anaTkm 3a (bopMn 1 BEKTOPU BO JIEBUOT KOLL.

A untitled - UCancam V12 - [=] X
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S0 ® 1 P ETR. -RC) ETH @&RBem
— 20, Fo P 10 B E) ) 50 0 0 B0 %0 1 700, 10 120 120 140
o T ) e e [ L e . e DO P 2 DT P e e O B et e P O i et e N Ot A e
Y i D
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CeKuuja co anaTku 3a upTare u CeKuuja co anatk 3a
MoanduumMpatbe BEKTOPH NO3ULUOHMPatbe, AUMEH3UN

1 nponopunu

H\..H”\H.mm!”l"Hw.u

IeEE = \Pae/
AT LsEENI=E0E
10 Objects Selected, DX=60.000 DY=20.000 x98.911 y 16114 20000 Snap | - Hide path

A untitled - UCancam V11

Edit(E) View(V) Draw(G) Text(T) Moc

3a ga ro npykayMme nocakyBaHWOT LipTex noTpebHo e of g:“"(”;) e I
rnmaBHoOTO Gap MeHu ga usbepeme File, na aa knMkHeme Ha Save(s) cuis ] G
konyeTto Import. Save As(A)... CtrlShift+S [~
Export the selected... 1
I Import(R}... Ctrl+R I
Export...

il Designb&ntral...
Layer 3

MNotes...

Select Scanner...
Image Scan...

Image Processing 3

Print(P)... Ctrl+P
Print Setup(R)...

15B18R.ucc

2 NCKS-UCN.ucc

3 AF-DEC.ucc

4 D\Downloads\..\HD-GTR3.ucc
Excit(X)

=
~e |3
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Co KnnkHyBak€e Ha konyeTto Import He npeyekyBa HOBO NPo30opye MMeHyBaHo Import Bo koe noTpebHo
e faa ro noumpame nocakysaHnot DXF dpajn n ga ro npukadmme co 1oa LUTO Ke ro ceriekTupame u ke
knukHeme Open.

4 | > ThisPC > Local Disk (M:) DXF > DXF Radek
Organize *  MNew folder

Name

File name: | rade:

v

Otkako ke knnkHeme Open He npevekyBa Masno HOBO npo3opye nmeHysaHo Import DXF File kage wto
notpebHo e aa ja oTwtnknupame onuujata Create Dxf Layer n ga nputncHeme OK.

Import DXF File X

1 ik Millirrster [ oK

B Create Dyf Layel

Co nputnckane Ha konyeto OK ce nojaByBa OKBUP OKOMY HAUPTOT KOj ro npukavyBame 4vunja yHKumja
€ [la HM nokaxke rpadpmyka penpeseHTaumnja 3a Konky npocTop ke 3adaTtn HaUpTOT 1 Kage 6u ce Hawon
Ha paboTHOTO napye. [NMNoTpebHo e Aa ro No3nLMOoHNPaMe OKBUPOT U Aa KITMKHEME CO NEeBUOT KITUK Ha
MayCoOT Kora CMe Ha nocakysaHarta nosuuuja.

p—

b
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EXEER M

Co oBa cme v npukadnie BeKTopuTe Ha paboTHaTa NoBpLUMHA U CNedeH YeKop e Aa UM 3ajageme
noHaTamoLLHK napameTpu 3a obpaboTka.

OBaa npoueaypa ce nssegyBa Taka LITO NPBOBUTHO M1 cenekTupame BEKTOPUTE Ha KOU Ke UM
3agaBame naTekn n KNMKHyBame Ha cermeHToT Toolpath Bo rmaBHOTO 6ap MeHM Co WTO ce oTBapa
npo3opye co NoBeke anaTkm n pyHumMn og Koe ja nsbupame onunjata Profile Machining.

A untitled - UCancam V12 = X
File(F) Edit(E) View(V) Draw(G) Text(T) Modify(M) Transform(B) Align(A) MNode(K) Parametric(P) Toolpath(N) Help(H)
CFAGRATYEALSG
PHP IRKQAKER T A S

Wi [ . Lk e B B O B T e e T OO T T T T T e | S
A T e g
> (Custor] v T
@ ?: E=3 |2050000 %

= [ [zzo0000 = ®
| %
ol Oetation

L ®[Jom B
Y= 5
. { Origin EE
N = o° B
LT
% |
=
E
& :
ME @A@ =K
85
E

sl Zilana

1

P/
siPEEHM = 0@

Command:Readyl(Esc or Right button to end command) % 133777 y20.748 20000 Snap [N -|| " Show path

LT

Cekoj cenekTupaH BEKTOp ja MeHyBa bojaTa BO LpBeHa, MMa NnaBu MHOUKaATOPU BO CEKOj KOLL
3a NPOMEeHa Ha NponopLuMK, UMa NHOANKATOP 3a NPOM3BOSTHO POTUPaH-E HA BEKTOPUTE N TOYKA BO
LEeHTapoT 3a NpoOMeHa Ha nosuuuja.

< F\;/AFL ----- HEIK |
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Node(K) Parametric(P) Help(H)
Drilling 3
Flute Machining...
| | S A= Cleemne i el e P Tl il
3D Corner Engraving...
Midline Machining...
Insert and Inlay 3
Prism Machining...
Intelligent Area Machining...
Embossing Machining..

>

Wireframe Machining...

v

Image Machining
Toolpath Style

o

Toolpath Qutput...

Post Set ...

Tool Management...
Toolpath Walk Simulation...

Toolpath Shaded Simulation...

r Toolpath Edit

Toolpath Regenerate
Toolpath Stat.

N 4

Co knukHyBamne Ha onuujata Profile Machining He npevekyBa HOBO, UCTO MUMEHYBaHO NpPo3opye, BO
Koe nMamMe 3aJ0rmKUTENHN napaMeTpu 3a obpaboTka Kov rv nogecysame BO 3aBUCHOCT Of noTpebuTe.

Profile maching X

[Erd M D3 0H22 | [ Tool lbray
Cut position (=] Plunge
_ - - O
@ (@) On () Outside () Inzside
r = ~ O
3
O

/ _h\\ Cut parameters

— /.\ M N P Tosldepth (4650 [3]  Sequence |XFis 2
P —5i] //\\ R R < »
S L u Side allowance: 0.000 % Degth fist

A f
S Mubilaperfdepth per =
— O layer) =
o Cut drection
[ 4 (®) Clockwise O Anticlockwise

Tip:Outside is anticlockwase, nside is clockwase.

ol

RADEK 5




EXEER M

Tool Management

Tool Type:

Current Tools:

Tool Picture:

H]] End Mill Toc|
U Ball Mose T
@ Corical d Too
U Bl Mill Too
B Dl

[ enamtiiorsve 7] endbinoshis
[0 eramiiorena 7] endbinos uaz
[0 eramiiozortn [T end i 6oman
[ eramiiozonzz [T end i vanzz
[0 eramtioa sz 7] enaminz20mz
[ eramiinzznzz

[ eraminanmzs

7 Tapebai T
< >
Tool Parameler
Diameter Of BladelD)  Height Of Blade(C)
< >
Add Edit Delet

|Er\d Mil D30 HZ22

Cu pasition Plunge
m} Bridge.
@®0n Ouside  Olnside -
O | Trochoiddl
01 | Dscilation
Cut parameters
Total depth 4850 3 Sequence  First v
Side allowance: 0.000 2 Depth fist

er{depth per

0.000
Cust direction

® Clockuise

TiprOutside is anticlockwise, inside is clockwise.

ok Cancel

O Anticlackwise

MpB Yekop e aa n3dbepeme cooaBeTeH HOX oa 6asaTa Ha NogaToLM 3a HOXEBM a Toa ce U3BeayBa Co
TOa LWITO Ke ro NPUTUCHEME HajropHOTO NeBo none o konyeto Tool Library co wto ce otBopa meHwu/
nmMcTa co noBeke TUNOBM Ha HOXeBW. [JOKONKy HeMOXeMe Aa ro Hajaeme nocakyBaHWOT HOX BO
nuctaTa MOXXeme Co KIMkHyBawe Ha konyeto Tool Library na pobueme npuctan go nposopyeto Tool
Management kage WTO MMame fgetanHa nucta og aatabasarta co Hoxesu. Bo cekuyumjata Tool Type
MOXe [a MM Hajaeme cuTe rpynn n TUNOBK Ha HOXEBW, a CO CeNneKkTupamwe Ha HeKoj o4 TUNOBUTE BO
cocepgHoTo npo3opye Current Tools gobrBame nucTa co cuTe HOXEeBU of, Toj TUN BO AaTtabasarta. Bo
cocefHarta cekuuja Tool Picture nmame rpacuyka penpeseHTaumja Ha CeNeKTUPaHNOT HOX.

3a pa nsbepeme HoX, Bo cekunjata Current Tools, ro cenektupame HOXOT U KIMKHyBame 2 natu
Ha Hero. 3a Aa NPOMEHNME KapaKTEPUCTMKM Ha CenekTUpaHnoT HOX KIMkHyBame Ha Edit a 3a ga
[ofazeme HOB HOX BO BeKenoctoevkarta nucrta KnnkHysame Ha Add.

Tool Type: Current Tools:

[D] End il Toe | [ 1] End MilD1.5 He
[Menamicnene [ enarnpsrzz
U BallNose Te

[T enaminnzorio [T Endmitoaoran
() concatron [T eramiozonze [T endnnpenze
U BullMil Too| |[T] enomitna17s waz [ EnaMinnzz 0H33
B o [7] enaminaznez

[7] enaminnannzs
U TaperBall Te

< >

[7] Endminpstis

Tool Parameter.

Tool Picture,

Diameter Of Blade(D] Height Of Blade(C)

5.000 15.00
< >
Add Edit Delete
-
% —

TRUAN

P

e

-

=

RADEK

Close

LN —r s |
D)EK |

4

End Mill Tool X
Desciiption(s] | STFIIIERIE | Fotaion speed el (2000 |
Diameter(D) |5.DDEI | Feed speed [/min] |suuu o0 |
Man Cut Depth(H) |‘ 5.000 | Plunge speed|/min] |ann i) |
Tool No, o Fast speed(/min) 5000000 |

Caesi
End Mil D3.0 H22 I Toollibray
Cut position =] Plunge...
o L O Bridge
(® 0n ) Outside O Inside
Trocheidal
] Oscillation,
Cut parameters
Tatal depth: |‘i 650 Sequence X First w
Side allowance o000

Multilayer(depth per
0 layer)

Cut direction

(®) Clockwise

O Anticlockwise

Tip:Oulside is anticlockwise, inside is clockwise.

oK

Cancel
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Bo HOBOOTBOPEHOTO NPO30pYe MM BHECYBaMe MOTPEGHMTE NapameTpy Kako LUTO Ce:

Description: Onuc/me Ha HOXOT.

Diameter: lujametap Ha HOXOT.

Max. Cut. Depth: MakcumarnHa BUCUHA Ha HOXOT (KOMNKYy MOXe MakcuMarHo Aa HaBrese BO
maTepujanor).

Tool No. : PegeH 6poj Ha HOX (OBaa onumja € KopucHa LOKOSKY KOPUCTUME CUCTEM 3a aBTOMaTCKa
NpOMEHa Ha HOXEBMN).

Rotation Speed: bpoj Ha poTauun Ha HOXOT BO MUHYTa.

Feed Speed: bpanHa co Koja MawumHaTta ke ro obpaboTtysa nap4eTo (Konky 6p3o ke npocekysa).
Plunge Speed: Bp3nHa co koja HOXOT Ke HaBne3e BO MaTepujanor.

Fast Speed: bp3nHa Ha OBMXeHe Ha OCKUTE KOora HOXOT He € HaBrie3eH BO Matepujasor.

OTkako Kke ro nogecume HoXoT 3a obpaboTka noTpebHO e oA fonHaTta cekunja nmeHyBaHa Cut Position
Aa nsbepeme natokas 3a HOXXOT MMEHO Adanu ke naTyBa AUPEKTHO BP3 NIMHUUTE 04 HaUpTOT, UNn o4
HMBHaTa HagBOpPELUHA U BHATpeLlHa CTpaHa.

Profile maching X
End Mill DSH15 w T ool library I
. ut position Plunge...
N
® On (O Dutside O Inside
L1
N Discillation

Cut parameters

Tatal depth: 4 650 = Sequence X First v

1]

Side allowance: 0.000

4

Multilaperdepth per
L layer) 0.000 o

Cut direction

: — :
(®) Clockwise () Anticlockwise

Tip:Outside is anticlockwize, inside is clockwise.

DK Cancel

OnumjaTa On (Bp3 NMHMja) € KOpUCHA KOra rpaBMpame Ha noBpLUMHATA Ha MaTepujanor.

OnumjaTa Outside (no HagBopellHaTa cTpaHa o4 NuHKjaTa) € KOpMCHa Kora cakame a MCKpoume napye
€O To4YHM anmeHsnn. CopTBeEPOT Ke ja 3eme BO Npeasug aebennHara Ha HOXOT 1 Ke ce nNo3numoHmnpa
HaZBOp O, NMHWjaTa 3a NonoBuHa o4 AnjameTapoT Ha HOXOT.

OnuujaTta Inside (no BHaTpelwLHaTa cTpaHa Ha nMHMjaTa) ce KOPUCTK Kora cakame ga uagnabume
ceKumja co TOYHM AUMEH3MN, BO OBOj Crydaj COPTBEPOT Ke ja 3eme BO npeasun aebennHarta Ha HOXOT
N Ke HaBreryea rno BHaTpeLllHaTa CTpaHa Ha NMHKjaTa 3a NonoBuHa O AujaMeTapoT Ha HOXOT U Ke
n3anabun KOPEKTHU ANMEH3UN.

RADEK 7




EXEER M

Entry/Exit X
® Ramp down

[JRamp up

Angle [30000 2
End Mil DSH15 w Tool lbrary ”92‘ <) Deg

Cut position Plunge..
m] Bridge
O | Tracheidsl
he
O | Dscilation. 1.000

®0n O0uside O Inside

Cut parameters
Total deplh [a650 % Sequence |X Fist v O Leadin/out

Side allowance [0000 =
- Depth first

Mutlayer(depth per
Dy 0.000 = e Radus 3000

Cut diection
(®) Clockuise O Anticlockwise Ange (45,000

Tip:Outside is anticlackuwise. inside is clockwise,

o Carcel Carcel

CnegHa onumja 3a nogecyBane € Plunge co Koja npegoapenyBame NPUHLMIM CO KOj HOXOT Ke HaBrnese
BO maTepwujanor. NocTojat 3 onumn n Toa ce: Ramp edekToT, Pecking Plunge u Lead in/fout . Co Ramp
e(eKToT ro npegoapenysamMme arosioT CO KOj HOXOT Ke HaBrese BO MatepujanoT U OBUXEHETO Ke My
©uae gujaroHanHo, a co Pecking plunge oapeayBame co KOrKy noManun YeKopu HOXOT Ke HaBneryea BO
MarepujanoT BO UCTa TOYKa.

| Profile maching X
End Mill DSH15 w l Tool ibrary I
Cut position Plungs...
= S — U dge
(@) On () Dutside () Inside
Il Trochoidal
O 0
Cut parametes
Total depth: 4850 S Sequence X First ~
Side allowance: 0000 = DR
Mulblayer{depth per
‘ I|:| layer] 0000 =
LE direction
(®) Clockwise () Anliclockwise I

Tip:Outside iz anticlockwizse, nside i clockwise.

OK Cancel

Bo cekunjata Cut Parameters, Bo noneto Total depth ja BHecyBame dunHanHata gnaboymHa wto
cakame HOXOT [a ja MOCTUrHe.

Bo cekuujata Multilayer BHecyBame BpeQHOCT 3a KOJKY naca MaluuHaTta Ke ja nocturHe dpuHanHara
anabounHa. Npumep: okonky domHanHaTa agnadbovmHa e 20mm, a Bo noneto Multilayer BHeceme 4mm
MaLumHara Ke rv noBTopy UCTUTE ABMXEHa 3a UCTMOT HaupT 5 naTu 3a Aa ja nocTurHe puHanHara

agnado4ynHa og 20mm.

Bo cekunjata Cut direction ja nsbupame HacokaTta BO kOja ce BPTU HOXOT/BPETEHOTO.

@A@ =K

|8 RADEK
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OTKako Ke 3aBpLUMME CO NoAecyBake Ha CUTe NapaMeTpu KnmkHyBame Ha konveto OK n npumetyBame
Aeka BeKkTopuTe ja npomeHunja 6ojaTta og upBeHu Bo nnasu. Cute BeKTOpKU Co nnaea 6oja umaar
3agjageHo naTtekn 3a obpabotka. CneneH Yekop e ga rm codyBame natekute Bo NC cbajn.

' cenekTnpame cute natekm n Bo MeHuTo Toolpath ja nsébupame onuujata Toolpath Output

A+ untitled - UCancam V12
File(F) Edit(E) View(V} Draw(G) Text(T} Modify(M) Transform(B} Align{A) Node(K]} Parametric(P) Help(H)
CwA eRPELSG

> 2 BRAKBRY A

el SL T T L T O T T -

Drilling

=

o berd Ene bt b

20
= '
% |F: Machining
@ ] Insert and Inlay »
[ =
=
Q| :
o = Wireframe Machining... »
Image Machining r
5 Toolpath Style 3
—: Toolpath Cutput...
- Post Set ...

il

Tool Management...
Teolpath Walk Simulation...
Teolpath Shaded Simulation...

Teolpath Edit 3
Toolpath Regenerate

leN2ox 0
?D|

=

Co onuujata Toolpath Output ru nogecysame Origin ToukaTa (noyeTHa To4yka) kako u Safe Z Height
(6e3benHa BMCMHa Ha NokpeBawe 3a Z ockaTta) U rn obpaboTyBame natekuTe co NocakyBaHUOT
npouecop u rm covyByBame BO NOTPebHUOT Tnn Ha dajn. (Bo HawwmoT cny4aj e .NC dhajn)

Design Central - X
T o i o o e T o o e D Taslpati Qutput—|

Past Processor
Gieneral CHC ~

Origin point

Ease on feature pt
% |22.050 i

Paint & ~
T |26.004

] d
- |0.000 E
& B

Fick

To
LA\ Ell

.__A Speed-down height: 3,000

. ToolPath
P pretSiamnonngensesssseuaconmaueRsmsoR sl PR
-+ P TootEnd Mill D5H15
Lo PoToolMa:T1

i
™4 O | =] 6 M= VE —%

o}

File name
—

‘ C:AUsers\Radek\DesktopB forexDZ‘" [ |

Save Cloze

Mopa ga ce ocurypame geka BEKTOPUTE U reHepupaHnTe NaTekn ce cenekTnpaHu npeq aa ja onbepeme
onuujata Toolpath Output. Bo HOBO 0TBOPEHOTO Npo3op4ye MM BHECYBaMe KOOpaAMHATUTE 3a NoYeTHa
nosvuuja. ' Bnvwysame Bo nonvkata n knukHysame Pick. Bo nposopyeTo Post Processor ro
cenekTnpame CooABeTHNOT NpouecoT 1 Bo File name BHecyBame Ha3uB 3a ¢ajnoT 1 npuTuckame Ha
Save Kon4eTo.

9|




EXEER M

This PC Desktop

H~ H 2
CReERER}

Organize » New folder

File name: | Bforex02_Big.nd

<

Co oBaa nocranka cme 3aBpLuurie co reHepupane Ha g-code co nateku 3a obpaboTka n npeoctaHysa
Aaa ro npedpnume Bo NC Studio, codpTBEpPOT OArOoBOpEH 3a eKk3eKyTupare Ha g-code ¢ajnosu u
KOHTpOSia Ha MawmnHaTta npu paboTa.

|10
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NC Studio

Co ctaptyBarwe Ha NC Studio He npedekyBa rnaBHUOT UHTeEPdEjC HA COPTBEPOT BO KOj MMaMe noBeke
CEKLUMN CO OCHOBHM (PyHKLMK, KONYMHA 3@ KOHTpOSa Ha paboTa, cekuuja 3a Hynmpakwe 1 KOHTpona Ha

BPETEHO Kako 1 6p3nHa Ha paboTa, cekunja co rpadmyka penpeseHTalmja Ha HaLpPTOT U cekumja 3a
aKTUBHO [ABMXEHE N KOHTPOMa Ha OCKUTE.

==]

sxner  [esTos mir auama (@)

G CU OCHUBHI MOJTNTDAE, ROTTIATDA Sd TUSCTUR,
naysa v CTon Ha DGDBGOTK& KaKo M CTaTycC Ha
PAaHUYHUTE CEH30PM Ha OCKUTE U anapm

=
A Moot Wooor Remene | Fesdrats(mina) Soinde v Curent Commana set. e e e e
X ener s | [ [ semg ] samg ase ol l o yanp
Y. 197.325 0,000 0000 ol o Actuat 0 s‘m‘ Pt Actiab 24000 0CKuTe, Aa nogecysame GDSMHB Ha paﬁo'ra
: 0 oo
z a0 [ uos 000 | gy g spnde; __ON 1 KOHTPO/Na Ha BPETEHOTO
Toe Lo v = o A

1200

Ready

SN IS S G e 5

Run at 10 times step length
ssssss g CTRL key.

CeKuMja 33 KOHTPOAA M aKTUBHO
ABUXEHE HA OCKMTE

CeKUuja BO Koja rpaduyku e
npeactaseH G code-oTu
naToKa30T Ha MaluMHaTa npu
paborta

3a ga pogagemMe HoB hajn 3a obpaboTka BO rOPHUOT SiEB KOLW IO KNUKHyBamMe npo3op4yeto File

n cenektupame onumja New n Open and Load. OTkako Ke ro nogecmMme Beke npukavyeHuoT goajn
noTpebHO e Aa rm HynMpame ockute Ha paboTHOTO Nap4ye 1 Toa ro n3sedyBame co onuujata Jog
(akTMBHO OBWXeHe Ha ockuTe) BO cekumjata Panel a HynupaweTo ro Bpwmme Bo cekuumjata NC State.

Machine Window Help

2B MNcStudio AD. Engraving Machine Control System - [no file
Eile | Edit View Operation 1 TBOPW WM NPUKa4YK @ajn

Open and Load... i & | |H® i Z
Unload @— : TerM d:)ajﬂ |
iHos d:-ajnl

; -

penankii il Feedrate{mm/min} Spindle rev: Current Command Set:

Edit Loaded File ]7 J— Setting: = J Setting: G54

S I I B B B R R R B | . 1 L . A ] 1 -
120z Actual L 6000 15000 24000 Actual 24000
100 100%
Save and Load OTBODH d:)ajﬂ Spindle: on
Clos
= = r'b;l no'q‘%?:a?e’l ro-_ AUTO * MA..

Recent Loaded File 4 1400

Recent Edited File 4 Panel ~

Exit . =
g £ = C
i @) @)
0

g
| x|
RADEK 1




EXEER M

Bo cekuunjata Manager umame npucran Ao cute annoagupaxHn gajnosu

A M. Coor. W. Coor. Remaine — Feedrate{mm/min} Spindle rev:
X 642812 0.000 0.000 J— Setting: J Settin
Y- 1197.325 0.000 0.000 | o 120x Actual O] eomo  isaoo  zanon
L c 100%
= MG 0011 0000 | ¢yprent Line(t oo o
Trace " Log I Manager I Params Editor A 105tate AN
2y _v_|:1 | * g;*.nc;t.u??;x.demo;t |

Pa

File Name | Size | Last Change Time I

Ti
by

Mpo3opuye 3a MeHaLMeHT
Ha ¢ajnosu

Bo cekuunjata Panel (Manual Movement) umame noseke onuuu 3a ABMKEHE Ha OCKUTE.

AUTO = MA...
Panel o I
Y z+ . CeKumnja 3a aKTMBHO
- ) 1.0
= = OBV EHE Ha OCKUTE
" 0.08mm
A c o
@) e MNpepoapeneHu
€ 0.8mm UHTEepBa M 3a
5 5 it NnoMecTyBatbe
Tips: Run at 10 times step length
by pressing CTRL key. -

L{BEp30 ABMKEHE Ha OCKUTE

X+ 1 X- KonunhaTta ce OAroBOPHU 3a ABMXKEHe Ha X ockaTta, Y+ Y-3a Y u Z+ Z 3a Z ockata. O
HUBHATa AecHa CTpaHa Ce HaoraaT UHTepBanuTe cnopeq Kou Ke ce ABWXKW ockaTta u Toa - Jog
onuujaTa, JOKOSKY € cernekTMpaHa nssegysa KOHTUHYMPAHO ABWXEHE Ce JoAeKa € MPUTUCHATO HeKoe
oa konyuwaTta X,Y unn Z, a octaHaTuTe BpegHOCTU OBO3MOXYBaaT ABWMXKeHe cropes NnpeaxonHo
npegoapeneHa guctaHua. Ha npumep, gokonky nsbepeme 5mm u knmkHeme Ha X + , X ockara ke ce
npuaBMWXM 3a TOMHO S5MM Ha aecHo. Rapid Movement unu 6p3o aBuxere Ha OCK1Te ce n3Benysa co
nputuckamwe n gpxene Ha Ctrl konyeto BO koMBUHaLmMja co BUno Koe Konye 3a ABMXKEeHe Ha OCKUTE.

Pa4Ho rn Bo3nme ockute oo pa60T Ha pa6OTHOTO napye um ja cnywTtame Z ockaTta ce gofeka HOXOT He
gorpe Ha nopplmnHaTta Ha nap4yeTto n Moxe cnobogHo aa ce BPTHU.

12
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CnepHo e Bo cekuujata NC State Bo nposopyeto W. Coord. inu paboTHn koopauHaTt ga rm
NPUTUCHEME CUTE NMONUKa MHANBMAYAIHO 3a Aa M HynMpame OCKuTe.

2 NcStudio AD. Engraving Machine Control System - ino file] "N
File Edit View Operation Machine Window Help

BKREF ESTOP |IMIT ALS l -
- ! eKinja 3a HyAnpatbe

| NC State

Ha OCKH
A M. Coor. BT T EETaTE 15
X:  642.812 Setting| 22!
¥ 1197.325 pUUTTUtN e Actual:
Z: 4500 100
Trace A Log | Manage pra f‘ﬁti | Oote
1200 1250 100 1380

OckaTa e ycneLHo HynmpaHa kora koopamHatute Bo noneto W. Coord. Ke ce npomenat 8o 0.000,
AOKOMKY Ce UCTM CO CNPOTMBHUTE KOOpAMHATK Ha neBo Bo cekuunjata M. Coor. [NoTtpebHo e aa ro
KNMKHEME NOoneTo Kaae Tue ce BrvLaHu.

Bo cocenHuTe cekumm Feedrate | Spindle rev. rm nogecyBame paboTHata 6p3nHa Ha MalumMHaTa, unm
CO Koja Bp3nHa ke npocekyBa HM3 paboTHOT napye 1 6p3nHa Ha poTUpaHe Ha BPETEHOTO.

> 0 Lz lIX v 2
. Cekuuja 3a rso,u,ecyaal-be CekuMja 3a KOHTpONa Ha
r Ha paboTHa 6p3uHa = BDETEHO '
efl — Feedrate(mm/min} - rSpindle rev: - 1 Current Command Set; -
3 J» Seﬂlng m J Setting: G54 |
| - ras Actual soon  tmono  asonp STV 24000 Konue 3a cTapT 1 cTon Ha
100% - 100% "
Current Line(E Spindle: ON B p eTeHo
! Parems Y Edtor L 0State [ AUTO ™ MA.

CTtaTtycoT Ha rpaHN4yHUTE NUMUT CEH30PM MOXe Aa ro Buanme Bo nposopyeto 10 State kage wto
LIPBEHO MCMOSTHETO KPyKYe € nokasaTtes 3a NpaBuiHO KanubpupaH n yHKLMOHANeH CEeH30p.

'_ Trace N Log ) Manager N Params . Editor 105tate
Tag 1 Pin 1 Polar...1 Mo, 1
@ Calibration 01 N 0
®7Limit 06 N 1
¥ Limit 07 N 2
B Limit 08 N 3
O spindle Low Rev 112 M 0
OSpindIe Medial Rev -1 N 1
) Spindle High Rev 05 N 2

Mpo3opuye 3a CTATYC Ha rPaHUYHM
NIMMMUT CEH30PM U CTaTyC Ha BPETEHO

13 |




EXEER M

Bo cekuujata Params moxeme ga rm — e o
Kannbpupame ockuTe, AMMEH3MM Ha paboTHaTa J Ty
mMaca, QUHO Kanmbpupare Ha MOTOPUTE U MHOTY A passuor S

apyrm HanpegHun dyHkummn. Cekumjata Params

nma 2 nposopuunma: Machining | Manufactory

Koe BGapa no3nHka 3a npucrtan 4o noHanpegHuTe natn
napameTpu. JlosmHkaTa e ncstudio. :

Please input the password to open the Manufactory
Parameter Window:

Please enter a | .

oK | Cancel |

Password: ncstudio

| Trace A Log ! Manager ' Params Editor N 0State b AUTO ~ MA...
Manual Feedrate - e
| Panel
Machining Normal Jog m mmmin 5
Rapid Jog 12000 mmimin ¥+ Z+ o
(8) (9) '
Manufactory Auto Mode Parameters | e =
GO0 Feedrate: | 2200 mm/min  0.058mm
iming | 1500 i * X+ -
Iachining mm/min ) 6) ‘el
D "Enable the default feedrate, and ignore the feedrate declared in the 0
file.” . v
zZ- Y-
[ “Enable the default spindle rpm, and ignere the rm declared in the file., (1) 2) &
and ignore the rm declared in the file.”
| = O %
"Enable the self-adaption optimization algerithm for the feedrate, Tips: RLIIj at 10 times step length
which will give better performance of machining effection.” by pressing CTRL key. 10

"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, alzo called the Tool-droping feedrate.”

500 mmmin

D "Optimize the Toolraising feedrate, i.e. Using GO0 feedrate ata
toolraiging code.”

MNpo3opuye 3a nogecyBare Ha
napameTpu, GyHKUMK U1
KoOpAMHATH

GO0 code is alway with 100% feedrate.

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

[ Mirror Axis [ Mirror Axis
D “After a machining task ends, move to the following position automatically.”

X 0 R 0 "z [o

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

Safe Heightis: |10 mm
Import Parametsis
20 PtDepth |2 mm Height |5 mm -
- :._ Do en i ”'[' _____________ | 5

Tesay

Manual Feedrate e onuunjata co koja ja ogpegyBame Bp3nHaTa Ha CNOpPO padHO ABUMXEHE HA OCKUTE U
6p30 asmxkere nnm Rapid Jog.

Safe Height e onuuja 3a Z ockaTta ga ce nogura Ha 6e3begHa BUCUHA Hag paboTHOTO Napye Kage LWTo
He e BO3MOXHO Aa [0jae A0 cydap CO HOXOT M NapyeTo.

14
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File Edit View Operation Machine Window Help
- B B 3 p| 2 |[X ¥ =2 | @

BKREF ESTOP IMIT ALARR @

| NC State
A M. Coor. W. Coor. Remaine — Feedrate(mm/min} Spindle rev: Current Command Set: -
* 642812 0.000 J— Setting j Sefting: | 24000] | | ooy
PR T
Y. 1197.325 0.000 0.000 o 120% Actual 0 soon 1sona zagpo TCiual 24000
5 100% 100%
Te 4500 0.044 0.000 .
Current Line(E Spindle: oM
| Trace Log  Marager  Params . Edtor . |OState % AUTO ™ MA.
Workbench - -
Panel- 1
Machining “Set the workbench dimensions, which decide when the system (e
raises an out-of-limit alarm after the mechanical coordinate has B -
become effective.” T Z* o
(8] (E)
Natniaciory Start (Mechanical) Coor End (Mechanical) Coor -
X: ] mm X 1288 mm i
X X+
. @) G e
i 0 o Y: 2380 mm = =
@
z -160 - z o mm = .
) (2 L@}
Note: Please restart after changing above
~
Wobile Calibrator Tips: Run at 10 times step length
Thickness of the | 10 mm by pressing CTRL key. SR,
Wotor Parameter Irate nfzaxis
x. | 0011976 mmipulse Start-up Feedrate:
g 300 mmimin
¥ 0.011876 mmipulse I
the maxium feedrate of z axis:
7 [000825 i 1500 mm/min [Mposop4ye 3a HanpeaHK
Acceleration 8 paM&Tp W
Set the angle-per-pulse while ¥ axis is a revolving axis:
Linear Acceleration: | 400 mmisec 2
Connection Acceleration: | 1000 mmisec 2
Spindle
Maximum rpm of the spindle: | 24000 rpm
Startup/stop delay of the spindle: | 5000 milisecond

Ready

Bo nposopyeto Workbench rn BHecyBame anconyTHUTe AUMEH3UN Ha paboTHaTa maca, of Kov
KoopauHaTK 3arnoyHyBa U Kaje 3aBplLuyBsa.

Mpo3opyeto Motor Parameter e 3agornkeHo 3a oMHO NofiecyBar-e Ha AucTaHLaTa 3a Koja ke ce
ABUXaT OCKUTE, UMEHO 3a KOIKY MNynceBu ockaTa ke noMuHe 1Mm.

Bo nposopyeTo Acceleration ro noaecyBame 3abp3yBaHeT0 Ha ockuTe npu paboTa.

Bo lNpo3sopyeto Spindle BHecyBame makcnumaneH RPM Ha BpeTeHoTO 1 delay Ha cTapTyBame 1
raceme.

Bo npegenot Hag cekumjata NC State umame nHamnkatop 3a rpaHUYHUTE NIMMUTEPU.

EKREF ESTOP IMIT ALARR ©

3a ga 3anodyHeme co obpaboTka Ha HaUPTOT NPUTUCKaAME Ha CTapT KOMYETO BO FOPHMUOT CErMEHT Ha
NHTEpdEjCoT N MaluMHaTa 3anoyHyBa co paborTa.

window  Help

[ ] :
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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
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