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Nachine Group Froperties &l

Files | Tool Settings Stock Setup |Safely Zons |

Stock View

A 3

e |

v Display ’/['\\

¥ Fit seree ¥ - I
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@ Wirs frane frs.0 = i es.0 ‘I
s XL o=
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/\ Tool Nanager gj
®'  =Toolusedin an operatian [Part] Bath -

‘ Number J Tool Type I Diameter | Tool Hame | Corner radius ] Radiuz Type

1 Face mill A0.0000 0000000 mm - Mone

@ 2 Endmill Flst 20.0000mm 20 FLAT ENDMILL 0000000 mm Mone I Fiker Active
@ 3 Endmill Flst 10,0000 10 FLAT ENDMILL 0000000 MNone

@ 4 Dl 10,0000 10 DRILL 0000000 - Mone

< ' . &
|Mil_MM.TOOLS | 3 = [Library)

NumberJ Tool Type ] D\ameter] TooIName] Corher radius] Radius Type o ‘

¥ 1 CenterDil 5.0000.. 5. CEM.. D0000000.. Mone T

% Center Drill 10.000.. 10.CE.. 0.000000.. Mone

® 3 CenterDil 15.000.. 15.CE.. D0.000000.. Mone

g 4 Center Ciill 200000..  20.CE.. 0000000.. Mone I Filter &ctive
5 Center Dl 25.000..  25.CE.. D0000000.. MNone

% & SpotDil 5.0000.. 5.5PO. 0000000.. Mone Eilter...

¥ 7 SpotDil 10.000.. 10.5P.. 0.000000.. Mone

% & SpotDil 16.000.. 15.5P.. 0.000000.. Mone

¥ 9 SpotDil 20.000.. 20.SP.. 0.000000.. Mone

¥ 10 SpotDil 25.000.. 25.5P.. 0.000000.. Mone

E 11 Dl 1.0000.. 1.DRILL 0000000 .. MNone P
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Facing D_(l
Toolpath paransters | Facing paransters |
[ Hunber [ Tool Type [ Diameter [ Tool Wame [ Corner r: Tool mame: |
w 1 Face mill 40.00... 0. 0o0oo0
Tool #: |1 Len. |1
@/ 2 Endnil.. 20.00... 20 ... 0.000000 e
@ 3 Endnil .. 100000, 10, ... 0.000000 Head # |- Dia |1
W 4 Drill i0.00. .. 0. ... 0000000
Tool dia: |40.0
Corner |0.0 Coolant. ..
Feed rate: |100.0 Spindle (300
Plunge | 100.0 Retract
[~ Force tool chang i
3 | 3 Comment
Right-click for
ect library tool! [ Tool filter
| ise walues | ¥ 30l display. ‘ u |
[” To batch Home pos. .. | [ | Flanes. .. ‘ Canmed Text.. |
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(" Absolute (% Incremental
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(® Abzolute ( Incremental

Tip comp:

Roll cutter around cormers:

Cutting method:

Roughing angle:

Move between

[7 Feed rate betwesn o
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Tigzag

Secperas: 5.0 % [0
(¢ Absolute ( Ineremental -
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‘eed plane .. | [10.0 ’UD—

Migh speed loops v

]
Depth. .. -1.0 Across owerlap: 50 % ’W
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meerzation [(557 Approack g oo
Z stock to leave: 0.0 Exit distance: g 0.0
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X]

Toolpath parameters ]Contom— parametars]

| Hunber | Tool Type | Dianeter | Tool Name | Corner r: Tool mame: | 20. FLAT ENDMILL

@' 1 Face nill 40.00.. 0. 000000
Tool #: [2 Len. [2
@ 2 Endeil... 20.00.. 20, ... 0.000000 o
@ 3 Endnil... 10.00.. 10. ... 0.000000 Head # |-1 Dia. |2
@ 1 Drin 10.00.. 10. ... 0.000000
Tool dia: |20.0
Corner [0.0 Coolant. ..
Feed rate: [B0.0 Spindle [E00
Plunge [B0.0 Retract
[7 Force tool chang Iv Ha a
< | 5| Comment

Right—click for
[~ Tool filter

| ise values. |

Home pos. .. | | |

ect library tool

M ol gisplay | T |

[~ To batch Flanes... | Camned Text... |
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¥ Betract... | [N

¢ Abselute ( Incremental

Feed plane 10.0

(" Abselute (* Incremental

op of stock. .| (0.0

* Abzelute ( Incremental

Depth. . . -z1.0

* Absolute  Incremental
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Computer =
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Compensation ’—_l
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Feed plane 10.0
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Compensation
direction:

Tip comp

Reoll cutter
around

[v Infinite look chead

Linearization
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op of stock. .| (0.0 Max. depth
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Pocket (Standard)
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Toolpath parameters Focketing parameters ]Roughinngmishing parameters]
r Machining direction
= - |7l'3' Climb ¢ Conwentiona
[ Tip comp

P getact,.. | [0

@+ #bzolute { Incremental

feed slame | [0

-

Tip

Hone i

Eoll eutter
around

Linearization
tolerance

R

{~ Absolute (¥ Incremental Al stock to leave
Z stock to

op of stock .| [0.0

@ Mbsolute ( Incremental [

Depth. . . -11.0

(* kbsolute ¢ Incremental

Focket type: |Standard

Advanced

V| R| 2|

o W BEHLEE / RSBt S8, w253 (Constant Overlap Spiral) 738, 17#E 2.5mm,
RN TR 0.2mm, RAEE )70 M T —0aEn . ar FEFoR.

Pocket (Standard)

Toolpath parameters] Focketing parameters Roughing/Finishing parameters ]

W Rough Cutting Constant Overlap Spiral
-~
e —
Tigzag : Parallel Parallel Morph Spiral High Speed One ¢
Sviral Svira. .. o
< I k4
Stepover 25.0 B (infimitne 4ol Tl W Entry - helid

Stepover distance [2.5

v Spiral inside to o

i st

[” Start finish passz at clos
[~ Keep tool down

Roughing

¥ Finish Owerride Feed Speed
Fazzes Spacing Spring Cutter compenzation | [ Feed rate

|1 0.2 |D computer ﬂ [~ Spindle =peed

I Finish outer boundary r

[ st i/t |
|~ Machine finish passes only at final depth
[~ Machine finish passes after roughing a1l ;|
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Simple drill — no peck
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Toolpath parameters Simple drill - no peck ISimple drill eustom parameters]

r Cycle

o r |Irill/Connterbore
-

IEEEN O

(¢ Absolute ¢ Incremental
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Dwell
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