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Introduction of CNC sawing machine operation
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DGSK series of copper and aluminum CNC sawing machine feed and feed are controlled

by servo motor, clamping material used cylinder clamping. The machine tool adopts

touch screen + PLC control circuit to complete a series of programs such as automatic

feed, automatic feed, no-feed alarm shutdown, etc. .
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#Az%. Basic parameters:

PURBS | U0 % & [ ko3& | FBPL | T A/F| T/ER |\ A B | T | B B K| ISR
Edmm) | B K Z |2 F|(HE [ & %= FE Cmm) | BE (mm) | (mm)
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DGSK-150 | 150 10~650 |55 380V |03 ~|350 ~|+01 2] 100 1900*135
0.6 450 0*1500
DGSK-180 | 180 10~650 | 7.5 380V [03 ~ (350 ~|[+o01 ] 100 1900*135
0.6 500 0*1550
Model of | cutting single main operat saw machinin tail fuselage
machine height feed motor ing working | blade g length size (mm)
tool (mm) length power | voltag | Pressur | diameter | accuracy | (mm)
(mm) (KW) e e (Mpa) | (mm) (mm)
DGSK-150 | 150 10~650 |5.5 380V |03 ~|350 ~|+101 #5100 | 1900*135
0.6 450 0*1500
DGSK-180 | 180 10~650 | 7.5 380V [03 ~ (350 ~|+01 2] 100 1900*135
0.6 500 0*1550
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3, Mechanical Access: Please put the machine in a good position, adjust the mechanical
level, install a good feed frame, adjust the feed frame height and machine table level.
Note: The machine tool horizontal installation space at least 6 meters, vertical installation
space at least 2 meters. Machine tool environment should be kept clean, surrounding

space without physical interference
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4. Adding oil: 1. Adding 3 liters of No. 46 rail oil to the lubricating pump oil tank.

2. Add 4 litre aluminum cutting oil to the cooling pump oil tank. Note: check the fuel tank

daily. If the fuel is not enough, add it in time
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4. Air: connect the 8mm trachea into the oil-water separator of the machine tool and open
the air source. -LRB-noPleaseease make sure that the air pressure is in the range of 0.3-
0.6 mpa when the machine is runniDo. do not cut off the gas when the machine is

running.)(noCheckheck the amount of oil in the tank every dlif. if the oil is insufficient, add

it in time.)
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5. Wiring: The Machine is three-phase four-wire, please connect the machine power line

L1, L2, L3, N into the short-circuit, leakage protection of 380V four-wire power switch,
which 'n* Power Supply Zero Wire, PE grounding wire, machine tool housing should be
reliably grounded. Note: The Machine is equipped with phase sequence protection, such
as phase sequence protection red light, power supply is not open, please switch the

power lines L1, L2) .
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6. The adjustment process:

1, change the knife: the alloy saw blade installed on the machine tool spindle, locking the
blade cap screw. Note: the direction of the saw blade and the direction of spindle

operation should be consistent, do not install the wrong
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2. Charging: put the material to be processed into the feeder, and adjust the position of
the cylinder of the side clamp. It is advisable to keep the side clamp 10mm with the
material. Note: the first time before the material should be put into the rack to adjust the

height and level
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Parameter setting:
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1. Output setting: set the number of cuts we need and stop automatically when we reach

the output.
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2. Unit of discharge: set the amount of material to be put in (for example, if we put in 5
pieces of material, just enter the number“5” in the“Output setting”. This will automatically

increase the current output by 5. For each cut we make)

3P SR DA VIRIRIECR, ALK PR R O]
=
3. Current output: show the amount of cut, you can press“Output zero” clean zero cut

output.
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4. Cycle time: shows the time required for each cut cycle. Note: Cycle time can only be

viewed, not set

5 ARUTHE: TREE— A RSB IEIRALE . (. Pras IS A R
R, BN AAS I AN BUATAE, I FATRLIZIE AT AT "B h— 2. )



5, effective travel: refers to each feeder back to the location. For example: the raw
material to be cut is so short that the sensor can not detect the material, so we should set

the“Effective trip” smaller
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6, feed speed: refers to the speed of the saw blade cutting, (such as: set the“20”, feed

speed will be cut at the speed of 20mm/second.
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7. Blade thickness: enter the thickness of the blade we installed (for example: when we

replaced the blade thickness is 3.2 mm, then we should enter 3.2 in this column) .
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8. The starting point of the cut: the point where the blade goes back. (because we have

different sizes of blades, we have different paths to empty.) . If the diameter of the saw
blade is small and the blade is far away from the material, we can set the"Cutting starting

point" a little larger, so that the empty walk will not be so long, to save time.
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9, cutting end: refers to the width of the saw blade cut out, if the material cut off, then we

should be"Cutting end" larger.
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10, processing length: refers to the length of

the product we need.
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11. Workpiece compensation: this means that the manufactured product length does not
match the set product length, which we can change here (note: This parameter can be

set to a negative number) .
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12, the tail material return: refers to the sensor can not sense the material continues to

feed the length. (normally set at 170mm)
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13. Boot: press the “Boot” button to start

running.
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14. Pause: press the pause button while the machine is running. When the machine is
finished cutting, it will pause until it presses the pause button again, and the machine will

continue.
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15, alarm reset: when the alarm bar has display alarm content, you need to press

the"Alarm reset" health, until the alarm to eliminate other operations.
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16. Reset: turn on the power, set the parameters, press the"Reset" button, you can

automatically run.
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17, first knife positioning: press the"First knife positioning™" key, then No. 1 fixture will

press down, we can push the raw materials to the pressure plate location flat head.
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18. CLAMP: press the"Clamp" button before

starting the automatic operation.
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)\, #EwfE: Operation Flow:

JFHLAE: Boot process:
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1. turn on the “Power” switch and enter the

system.
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2. Set the following parameters: product quantity, discharging unit, effective travel, feed
speed, saw blade thickness, cutting starting point, cutting end point, product length, tail

material return.
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3. Press “Reset” to restore the position.
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4. Press “First blade orientation” .
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5, we want to cut the raw materials into the feeder in turn, and top to 1 jig pressure plate.
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6. Press “Clamp” to clamp the material.
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7. Press the “Start” button and the machine

will start

>Hrz:. Shutdown Process:
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current product. After shutdown, turn off the power.
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pause button, and the machine will pause when it has finished cutting the current
product. Then we can measure whether the product is qualified. Press the pause button

again, and the machine will continue running.
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Press the"Stop" button in case of emergency. At this time the machine will stop alarm, at
this time we need to solve the emergency stop, after troubleshooting, turn off the power

and then reset the power.
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Ju. F3h##E: Manual operation:

1. EEHEEN “FHRm” , mad <kazhzir” . Click
n “Manual page” and then click on “Semi-

automatic run”
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arrow” to remove the saw blade for measuring the product length, and then click

the“Reset” button to return the saw blade to its original position) .

3. KRB G, HEsER. Put the end of the
material on the table and place it against the
table.
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Click on the"Start” button, then the machine will automatically clamp-in knife-back knife-

loose clamp. Note: The feeder does not work when semi-automatic is running. To switch

to automatic, click semi-automatic again

. BEESH: Points to note:
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the machine is running. Please turn off the power supply when changing knives,

adjusting machines and cleaning operations.

2. LB E KN EAEE 2 FLE. Machines are
forbidden to work unattended for long periods
of time.
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Please do a good job cleaning the machine before work, machine table, feeder is strictly
prohibited stacking tools, sundries. The aluminum powder inside the machine should be
checked and cleaned regularly. Please turn off the machine power before you leave

work.
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FH . Machine tool circuit failure should have a professional electrician repair or under

the guidance of the manufacturer to repair.



