PAP AN
Mén thi CN CAD/CAM-CNC co ban (dé s6 01, thi ngay 22/12/2015)
Giang vién : Nguyén Vin Minh
Caul {5 diém}
1.1 Trinh tw gia cong

Buoéc Nhi€ém vu gia cong Dung cu gia cong
1 Tién vat mat Dao tién tho trai
2 Tign tho ti1en dNang ngoa Dao tién tho trai
(khdng rénh)

Tién tinh bién dang ngoai

3 Ao Dao tién tinh trai
(khong rénh) i
Tién ranh Dao tién ranh
5 Tién ren ngoai M20x2.5 Dao tién ren ngoai
1.2 Phiéu céng nghé
May May tién CNC 2 truc
] Vit liéu Kich thudce Ky hiéu Ghi cha
Phoi
HK Al ¢62 X 85 XXX XXX
Ga kep Chuan chi tiét
85,00
TT_L 70,00
n o z M(.-", Wfra §
Mam cdp 3 chau ¥ : o
J‘J 1.00
W SHIFT
Ché do cit
1 T0101: Roughing tool SCAC L 1616 2 T0101: Roughing tool SCAC L 1616
S =120 m/phit S =120 m/phut
F =0.12 mm/vong F =0.12 mm/vong
t=1mm t=0,5+1 mm
3 T0202: Finishing tool SDJC L 1616 4 T0303: Parting off tool
S =150 m/phat S =100 m/phat
F = 0.1 mm/vong F = 0.1 mm/vong
t=0,1mm | t=1=3mm
’__- % 3,00
N ‘
-~ R1,00
5 T0404: External Thread tool NL 12-3L
S =150 m/phat
F = 0.1 mm/vong
t=0,1+0.2 mm
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1.3 Viét chiong trinh gia cong CNC

00001

N5 T0101 G96 S120 G95 F0.12 M4
N10 GO X65 Z0

N15 G1 X-1

N20 GO X72 Z2

N25 G73 Ul R1

N30 G73 P35 Q76 U0.2 WO0.1
N35 G0 X0 Z0

N40 G1 X18 Z0

N45 G1 X20 Z-1

N50 Z-15

N55 X24

N60 Z-22

N65 X40 Z-50

N70 X42

N75 G3 X48 Z-53

N76 G1 Z-64

N80 GO X80 Z80

N85 T0202

N90 G96 S150 G95 F0.1 M4
N95 GO X72 22

N100 G72 P35 Q76

N105 GO X80 Z80

N110 TO303

N115 G96 S100 G95 F0.1 M4
N120 GO X22 Z-10

N125 G77 R1

N130 G77 X14 Z-12 P1000 Q1000 R200

N135 GO X80 Z80

N140 T0404

N145 G97 S1000 M4

N150 GO X20 Z1

N155 G78 P021060 Q100 RO.1

N160 G78 X16.95 Z-12 P1525 Q200 F2.5

N165 GO X80 Z80
N170 M30

Luu y: - Bai 1am c6 thé chon cdc thong so ché dp cit hop Iy khdc
- Phan 1.3 chi dwoc tinh diém néu co lam phan 1.1 va 1.2 phu hop
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Cau 2 {5 diém}
2.1 Trinh tu gia cong

Budéc Nhi€ém vu gia cong Dung cu gia cong
1 Phay mit phing Dao phay mit dau
2 Phay bién dang ngoai Dao phay mit dau
3 Phay héc vudng Dao phay ngén
4 Phay hdc tron Dao phay ngon

2.2 Phiéu céng nghé

May May phay CNC 3 truc
Vit liéu Kich thuéce Ky hiéu Ghi chd
Phoi
HK Al 100 x 70 x 16 XXX XXX
Ga kep Chuan chi tiét
100.00
[
Q/ //
A) / /
4 /
- / / /4
E to /4 /a
g v 100
Ché d cat
1 TOL Ho1 Facemill () 40 2 T01 HO1 Facemill ) 40
S=2000 vc‘)ng/phﬂt S = 2000 vong/phut
F = 150 mm/phiit F = 150 mm/phdit
t=1mm t= 2 mm (chwong trinh con lip 3 lan)
3 T02 HO2 Endmill () 16 4 T02 HO2 Endmill () 16
S = 2500 vong/phut S = 2500 vong/phit
F =100 mm/phut . F =100 mm/phut
t =2 mm (chuong trinh con lap 4 lan) t =2 mm (chuong trinh con lap 8 lan)
Luu y: - Bai 1am c6 thé chon cdc thong sé ché dp cit hop Iy khdc

- Phén 2.3 chi dwoc tinh diém néu cé lam phan 2.1 va 2.2 phit hop
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2.3 Viét chwong trinh gia céng CNC
00001 (Chuong trinh chinh)
N5 G54
N10 G43 TO1 HO1 M6
N15 G97 S2000 G94 F150 M3
N20 GO X-25Y20 Z2
N25 G1 Z0
N30 X100
N35 Y59
N40 X-25
N45 GO0 Z5
N50 GO X50 Y-25 Z0
N55 M98 P30002
N60 G1 Z5
N65 G49 GO X100 Y100 Z100
N70 G43 T02 HO2 M6
N75 G97 S2500 G94 F100 M3
N80 GO X63 Y35 Z1
N85 M98 P40003
N90 G1 Z5
N110 GO X23 Y35 Z0
N115 M98 P80004
N120 G1 Z5
N125 G49 G0 X100 Y100 Z100
N130 M30
00002 (CT con phay bién dang ngoai)
N5 G91 G1 Z-2
N10 G90 G42 D10 G1 Y5
N15 X88 Y5
N20 X95 Y15
N25 Y65
N30 G1 X5 Y65 C7
N35 X5 Y5 R8
N40 X60
N45 G40 GO X50 Y-25
N50 M99
00003 (CT con phay hdc tron)
N5 G91 G1 Z-2
N10 G2 X0 Y0 17 JO
N15 G90
N20 M99
00004 (CT con phay héc chir nhat)
N5 G91 G1 Z-2
N10 G90 X23 Y23
N15 X37
N20 Y47
N25 X23
N30 Y30
N35 M99
Lueu y: Bai 1am c6 thé chon dwong chay dao hop Iy khdc hodic ding/khéong ding hiéu chinh
ban kinh dao.
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