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Offset on Check : Omm Oftset on Top : Omm

Offset on Hard Boundary : Omm
Offset on Contour @ Omm Closed Pocket
Offset on Bottorn : Omm

Offset on Check : Omm Cftset on Top : Omm

Offset on Soft Boundary : Omm
Offset on Hard Boundary : Omm
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Machiring | Radial | Axial | Firishing | Hsm |

Direction of cuk; |Climb j 2

Machining tolerance: |D.1ml‘l‘| ?
Fixture accuracy: |D. 1mm

Compensation | 1

El

5 55 Glls oS 5,8 Sl 1) Oy S5 2 S Ol (o0 Coand ) sl OLES 5 s
Climb

8 ess 555k plnil IS Gl om
Conventional

QTQ:J&;\{Scsj\z)ljé.u:éﬁ6%@‘}»@&9.?:5&54@&%&):6)}5“@}5
S s glemaly b aS s 0s e Al VL IS Wl SIS s g




a3
Machining tolerance
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Machining | Radial | fxial | Finishing | HaM |

Mode: |TDD| diameter ratio ﬂ ?
Distance between paths: | ?
Percentage of tool diameker: |5III EI

Creerhang: |5IZI % ?

[ awvoid scallops on all levels

[ Truncated transition paths 2

[ contouring pass 2
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Hede: |Num|:uer of levels j ?
Paximumn depth of cut: | ?
Murnber of levels: | 1 ?
Automatic draft angle: |Du:|eu;| ?
Breakthrough: | omm ?
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fone |Siu:|e finish at last level & botbom j ?
Side finish thickness: |Dmm ?
b of side finish paths by level: | 1 ?
Bottarn thickness on side finish: |Elmm ?
Side: thickness on botkorn: |Elmm ?
Bottarn finish thickness: |I:|mm ?
[ spring pass [ awoid scallops on bottam
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Machining Stepover | Finishing | H3M |

Sequencing: \Radial first ) -

Radial Strakegy (Dr)

Distance bebween paths: [4m E 2. Mumber of paths: [4 E ?

Crverhang For rewark areas: =0 %

Axial Strategy (Da)

Mode: | J ?
Mazximurm depth of cut: . Mumnber of levels: [ E

Automatic draft angle: | Odeg % ?

|Elmm ?

Breakthrough:
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Feedrate

[] automatic compute from kooling Feeds and Speeds

Approach: | 300mmm_nnn =
Machining: | 1000mm_mn =]
Retract: | Lmm_mn
Finishing: (0. 1mm_mn
Slowdown rate: [1n
Ui \Linear =l

Feedrate reduction in corners

4 Feedrate reduction in corners

Reduction rate : |8IZI
Minirurm angle |45deg
Maximurn radius | 1mm

Distance before corner : | L

(] (2] (] (] [

Distance after corner | 1rmm

Spindle Speed
[] aukomatic compute from kooling Feeds and Speeds
4 Spindle outpuk
Machining: |?I:Iturn_mn gl
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NC Code
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b )3 L3l 53 5 oS on Ol (g 5 5o IS (511,
Output file
W 053k cpls o AT 03 5 oS o SRSl s A 655 210
Execute
S gl Sl a5 U85 S s

.;\;r\,ﬁ;u)c)uﬁm@owwﬁwbbh‘ddﬁﬁ;

s pla by w0 ST G b 5L

.J;a:u;M\QT&udbfﬁc\;w1é\j

PRy
Facing

L

QJ;_J'JQQTﬁSc:ﬁ@JALBG\omJEJJyng&gﬁijjju:d\gl&d\jm

G PRV R NI




Offset on Check : Omm Offset on Top : Omm

Offget on Contour : Omm
Offset on Bottom : Omm
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Tool path style: I Ore way j

Machining | Fladial | Awial | Finishing | HEM |

— Radial Strategy [Dir)

e IMaHimum distance j ?
Distance between paths: |4Dmm E
Percentage of tool diameter: |5|:|
End of path: Out =

Overhan: |5|:| E ?

Tool side approach clearance: |2.5mm E ?
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Profile contouring
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Between two planes
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Between Two Planes
Offset on Bottom : -5mm
Offset on Contour : Omm
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Bottom: hard
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Profile countering
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Between curves and surface
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Stop : On Offset on Check : UmmStan s

Offset on Bottomn : 0mm
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Stop : In Dﬁsmmcmﬁ@%;m

Between Two Curves
Offset on Bottom : Omm
Offset on Contour : Omm

ol 5 IS 0T Jioles i oS 58 e Ol 5 JSKE las la 05K 5l eslizal L

23 ST Sraled Sha o 5 Sl o 03ls 0Lt b glast 2 Lad o Bl > S o)

Q53
Profile countering




¢y
By flank countering
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Curve following
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Offset on Top : Omm
Stop : In

Top : Hard

Start - In
Offset on Check : 0mm

Bottom : Hard

Offset on Contour : Omm
Offset on Bottomn : Omm
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Spot drilling
g

, Jump distance ; Omm
Origin offset : Omm I Top R

Offset on Check : Omm ~  Fixed Axis

-@\ ) 18mm Y Closest
* M 4 Points
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Feature : Edge
Diameter : 18mm  Depth : Omm
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Drilling
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Extension : Through Top Element
Offset on Check : Omm ~  Fixed Axis

-@\' Closest

-~ I 10 Points

Origin offset : Omm I Jump distance ; Omm
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Feature : Hole.28 (Simple)
Diameter: 12mm  Depth : 38mm
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Drilling break chips
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Mame: | Tool Change.3

Commenk: |N|:| Description
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