Mastercam ¥6, . Toolpaths for Cat Hull
Cbap Ie, 2 4 Rough HQT OptiCore and Finish Blend

A. Machine Type and Stock Setup.
Step 1. If necessary, open your file from Chapter 20.

Step 2. If necessary, display Operations Manager. Use Alt-O.<&

Step 3. If Machine Group is not displayed in the Operations Manager, B o —

Fig. 1, click Machine Type Menu > Mill > Default. Tockats | | e |
k| N P el

BEllvwval $|x

=] EE Machine Group-1
El-1lL Properties ZZECHNO DAVING

Step 5. Click Stock Setup in the Toolpaths Manager, Fig. 1. e

- @ Tool settings

-4 Stock setup
-1, Safety zone: ;

Step 4. Expand Properties (click the +) in the Toolpaths Manager, Fig. 1.

Step 6. Click the left front top corner of the stock to move the origin,

Fig. 2. After you click corner the arrow will point to corner. Fig. 1
x| £ Chaining x|
. . . Fiss | Tool Sattings  Stock Setup | Safety Zone |
Step 7. Click All Entities box button in o & @]
the Stock Setup dialog box, Fig. 2. [ =il
. . . ';u;emangu\ar  Solid M @I £
Step 8 Clle OK ¥{ m the MaChlne © Cylindrical cee [ = E‘
Group Properties, Fig. 2. or ey ez
[ Display /I\
B. Create Loft Surface for 7 r/ P ~
Blend. - pr T TN
Step 1. Draw the surface green. Click e / S T
the color swatch in the Status Bar : Click corner
at the bottom of the screen. Key- to move arrow 7 19
in 36 for green color number and Sopom| ol BT 'l
ENTER All Surfaces Ansolds | [T __r_!\__@s___&\_lnsalecl ] @
press . I Use Machine Tres v 2
v %] ?] }
Step 2. Click Create Menu > Surface > Fig. 2 _ Fig.3

Ruled/Lofted.

Step 3. Click the Single button ,/ in the ) >
Chaining dialog box, Fig. 3. Chain 1 -

Step 4. Click Chain 1 and Chain 2 at the bottom of
the bounding box, Fig. 4. If the chaining di-
rections arrows are not pointing in the same

& Chain 2

direction - click Reverse Q:ﬂ .
Fig. 4

Step 5. Click OK ¥”‘ in the Chain dialog box, Fig. 3 and OK ¥?‘ in ribbon bar to fix surface.

Step 6. Save H . Use Alt-F S.
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C. Rough OptiCore HST Toolpath.
Click Toolpaths Menu > Surface High Speed > OptiCore.

Step 1.

Step 2.

Step 3.

Step 4.

Step 5.

Step 6.

Step 7.

Step 8.

Step 9.

Step 10.

v

Click OK

in the NC name dialog, Fig. 5.

Click the surface and hull to select as Drive
surfaces/solid, Fig. 6.

Press ENTER to accept solid selection as

drives surfaces.

Click Containment Select button

b

in the Toolpath/surface selection dialog box,

Fig. 7.

Select C-plane in Chaining dialog box, Fig. 8.

Click Chain button

ooy

dialog box, Fig. 8.

in the Chaining

Click a line of top rectangle bounding box. The
top rectangle will be selected, Fig. 9.

v

Click OK |_&f
tion dialog box.

Click OK

in the Chaining dialog box.

in the Toolpath/surface selec-

CAMY DOCUMENT S4my moamsihILLANES
ICAT

x|

Toolpath/surface seleckion

r Drive

x|

Fig. 6

Containment
chain

x|

w ||| [ @
i) ﬂl &l r Cplane o
B -
o k| ® [lside =] I wai
- Approsimate startlnﬂwlt—&l LI il
Q| @
Fig. 7 248 1|
1]
v | ?]
Fig. 8
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Step 11.

Step 12.

Step 13.

Select Tool
from the tree
control and:
click Select
library tool
button, Fig. 10.

Click the Filter
button, Fig. 11.

Click None

Il Surface High Speed Toolpaths - OptiCore

| ¥ |

Toolpath Type
T

Ho\da‘

Cut Parameters

Tool containment
Transitiors
Steep / Shallow
Linking Parameters

A Filter # Tolerance
Flanes #C5)
Coolant

Carined Text

Misc Values

Axiz Contral

Quick Yiew Seflings

;I—I_'ILI

# | Tool Mame | Dia.l Cor. rad.l Le

4 | G|

Tool dia |0.25
Comer radius: |0.125

Tool name: I 1/4 BALL ENDMILL

Tool #: 252
Head # |1

Len offset |252
Dia. offset; [252

Feed rate: IB.!ﬂ 76
EPT: II] 0008

Spindle direction: | Cw/ vI
Spindle speed: 21339
SFh |139.9869

Right-click far options
button under Tocl T/4BALLEN..
Tool Diameter  0.25 r Flunge rate: IS-‘ﬂ 7B Retract rate: |6.4176
' Select library tool Filter Active |
Corner Radiuz  0.125 -
TOOl TypeS, Feed Rate £.4176 ‘ ™ Foice tool change [+ Rapid Retract
. Spindle Speed 2133 Tool inspection / Wiange ——————————————
Fl . 12. Coolant On Comment
g ToolLength O = 4000 Inches d
Length Offsst 252 Foice refiact every
Diameter 0. 252 o g M= 5
: 0 CPlane / TP.. TOP -
Step 14 Clle Endmlllz Auis Combin...  Default [ Tobatch
Sphere button | ...
@ = digabled

second button
top row),

Fig. 12 and
click OK.

CADocuments . AMILL_INCH.TOOLS-E &

] I Tool Name | Dia. | Car. 1ad. | Length | nF\ulesl Tyupe | Aad. Tupe | ;l
. L] 18 CENTERDRILL 0125 [ili] 20 2 Center Diil None L
Step 15. Click 252 Ball ¥ TMCENTERDAILL 035 00 0 2 Center Dl None
L] 1/2 CENTERDRILL 05 il 20 2 Center Diil None
.
Endmill 1/4 [ 1/8SPOTDAILL 0125 0o 20 2 Spat Diil None Eier, |
/ > # =5 1/4 SPOTDRILL 025 00 20 2 Spat Dril Naong '__
.
: L] 1/2 SPOTDAILL 05 il 20 H Spot Diil None v Filter Active
Flg' 13 and Cth L 164 DRILL 001553 00 10 H Dl Mane 367 of 367 toak
OK L] NO. 78 DRILL 0016 il 10 H Diil None
. L] NO. 77 DRILL 0,018 il 10 H Diil None
% 10 NO. 76 DRILL ooz il 10 H Diil None
W [iapiiom nem  on n 5 o Mo =¥ x

Fig. 11

x
 Toal Types r~ Toal Diameter
AU LA LTAF AR
g g % !:g H H % i~ Radius Type
— = = - - — W None ¥ Comer ¥ Full
7
% q&‘ U H ﬁ = U i~ Taol Material
W ¥ HsS [V Ceramic
H al ﬂl IV Carbide [ Usei Def 1
Operation masking Unit mazking 7 TiCoated P User Def 2
INn operation masking j INn unit masking j Al Monge | Copy job setup mat |
BResetall | v/ | x | ? |
Fig. 12
ILL_INCH.TODLS-6 x|

CADocuments . AMILL_INCH.TOOLS-E &

] I Tool Name | Dia. | Car. 1ad. | Length | # Flutes | Tyupe | Aad. Tupe -
¥ 2 1/R2BALLENDMILL 003125 0015625 0375 4 Endmil2 Sphere  Full
¥ o7 1ABBALLENDMILL 00625 00325 0379 Endmil2 Sphere Full
¥ 2 VWRBALLENDMILL 009375 0046875 0375 4 Endmil2 Sphere Full
¥ 24 1/8BALL ENDMILL 0128 00625 037 4 Endmil2 Sphere Full Eil
¥ =0 5/2BALLENDMILL 015625 0078125 037 4 Endmil2 Sphere Full —
¥ o5 3415 BALL ENDMILL 009375 04375 4 Endmil2 Sphere  Full I Fiter Aclive
1L} 05 4 17 of 367 tools
¥ x5 5/15 BALL ENDMILL] 325 01525 07 4 Endmil2 Sphere Full
) /B BALL ENDMILL 1375 01es 07 4 Endmil2 Sphere Full
BIE oo wosoperoan o wmwe Wy v %[ 2
|

Fig. 13
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Step 16.

Step 17.

Back in Tool
page set:

Tool # 1
Head # 1
Feed rate 60

Plunge rate 30
Fig. 14.

Select Cut Pa-
rameters from
the tree control
and set:

Cutting meth-
od Climb

Stepover
Absolute Dis-
tance .15

Stepdown
Absolute Dis-
tance .25

Stock to leave
on walls and
floors .04

Fig. 15.

Il Surface High Speed Toolpaths - OptiCore

REICT =

Toolpath Type =

Rl ool
Ho\dal‘
[l Cut Parameters
Tool containment
Transitiors

e Steep J Shallow
[+ Linking Parameters

A Filter # Tolerance
Flanes #C5)
Coolant

Carined Text

Misc Values

e iz Contral -
4 I »

Quick Yiew Seflings

Tool 1/4 BALLEM..
Toal Diameter  0.25

Corner Radiuz  0.125

Feed Rate E0

Spindle Speed 21339
Coolant On
ToolLength 25

Length Offzet 0
Diameter Off.. 0
CPlane / TP.. TOP

Auis Combin...  Default
= edied
@ = digabled

# | Tool Mame | Dia.l Cor. rad.l Le
¥ 2 1/4 BALL ENDMILL 0. 0128 0
| | 2l

Select library taal..

Toal inspection / change

Force retract even

Right-click far options

FEilter... |
= 4000 Inches

© (400

I~ Filter Active

finutes

[~ Tobatch

Tool dia |0.25
Comer radius: |0.125

Tool name: I 1/4 BALL ENDMILL

Tool #: |1

Len. offset: |0

Dia. offset; [0

1

Head # F‘_

Spindle direction: lﬂ

Feed rate: IW Spindle speed: IW
Fer. [oo07 SFM 1239053
Flunge rate: IW Retract rate: IW

™ Foice tool chang ¥ Rapid Retract

Comment

(ST

v | %| S| ?

)

Il Surface High Speed Toolpaths - OptiCore

REICT =

Fig. 14

Toolpath Type =
c o Tool

Holdzr

Transitiors
e Steep J Shallow
[+ Linking Parameters

A Filter # Tolerance

Flanes #C5)

Coolant

Carined Text =

e Mise Valugs
[l iz Contral -
[l | 3
Quick Yiew Seflings

Tool 1/4 BALLEM..

Toal Diameter  0.25
Corner Radiuz  0.125
Feed Rate E0

Spindle Speed 21339
Coolant On
ToolLength 25

Length Offzet 0
Diameter Off.. 0

CPlane / TP.. TOP
Auis Combin...  Default
= edied
@ = digabled

Cutting method
Stepaver

Stepdown

™ Stepup

I Mill vertical walls

ETE
W % [0
[lie = [g
Mintoolpathradis[25 %

Clirmb

/

=
o

#

=
)

=
5]

@ @

R

0

=
=
=

[ Gap size

" Distance

@ 2 of tool diameter

w

i~ Motion < Gap size, micra it

Micro lift distance

Back feedrate

128352

~ Maotion > Gap size, retract

INevEr

| ERRIEE

¥ Dptimize cut order

Tip comp

Stock to leave 0.04
on walls

Stock to leave
o foors

v | %| Q| ?

)

Fig. 15
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Step 18.

Step 19.

Select

Tool contain-
ment from the
tree control and
set:

Tool contain-
ment
Compensate
to: Center

Fig. 16.

Select Linking
Parameters
from the tree
control and set:

Clearance
plane .2

Part clearance
2

All Leads 0
Fig. 17.

Il Surface High Speed Toolpaths - OptiCore

YEHWEE

Toolpath Type =
c o Tool
Holder

[+« Cut Parameters

Trangitions ‘
Steep / Shallow

[+ Linking Parameters

A Filter # Tolerance
Flanes #C5)
Coolant

Carined Text

Misc Values

e iz Contral -
4 I »

Quick Yiew Seflings

Tool 1/4 BALLEM..
Toal Diameter  0.25
Corner Radiuz  0.125
Feed Rate E0
Spindle Speed 21339
Coalant On
ToolLength 25
Length Offzet
Diameter OIf...
CPlane / TP.. TOP
Auis Combin...  Default

oo

+  =edied
2 = disabled

Toal containment

Compensate to: 1

= Inside o Cenler‘  Outside
Offset distance |

¥ | &dd cffset distance to oo radius

Total offset distance = 1]

Fig. 16

Il Surface High Speed Toolpaths - OptiCore il
Toolpath Type = 5
. Taal [ Retracts
Halder Clearance plane IU 2 ‘ %l
& pbsolute  © Incrementa)
Bl Cut Parameters v Outputfeed move  [S00.0
Tool containment Curl up IU.W B33
Transitiors:
i Steep / Shallow Curl dogn ID'1 683
I:I Linking Parameters ‘ e e IIJ2— _I_I_
e A Filter # Tolerance | 1 |
Flanes CS) — —
Caolant T +
Canned Text b J \
s Mise Values
e iz Contral - ~Leads
4 | 3 Linear entry/exit I — Fitti
[incremental] oo ‘ Fiting
Quick View Settings Visfies] e ety IU'U
Toal 1/4 BALLEN.. & trirnmming
Toal Diameter  0.25 Verlical arc exit IU-U distance 0.0825
Corner Radiuz 0125
Feed Rate &0 Horizantal arc entry IU-U
Spindle Speed 2139
Coolant On Horizontal arc exit IU ]
ToolLength 2.5
Length Offset 0 M I IU_U
Diameter Off.. 0 =¥ ferp ange
CFlane / TP.. TOP I
Auis Combin...  Default I i i
v =edied
& = disabled “ | x | e} | |
g
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Step 20.

Step 21.

Step 22.

Step 23.

Step 24.

Step 25.

Step 26.

Step 27.

Select Are Fil- x4
ter/Tolerance ‘ YEILHW E
from the tree e
s Todl
control and set: | v
El- ' Cut Parameters
. : Tool containment
Cllck Reﬁne Transitiors
staep 4 Shallow
toolpath but_ [1“\/ Linking Parameters
ton Fi . 18. “.rer / Tolerance
’ g Eloolant[\h"CS] ? Total tolerance 0.om Refine toalpath |
Carined Text
In the Refine o tovd @
R
< »
Toolpath ___
. Quick Yiew Seflings
dlalog box set: Taal /4 BALLEN..
Fio. 19 EOD'D‘;msle' 3335 Toolpath filst ————————————————
lg. euéner aae s . .
gp\:di Stpaed 21039 ’—Zadm oo
Coalant On
. ToolLength 25
slide the Toler- |{erotn ¢
ances Distribu- |t oo
tion slider to P
Cut tolerance = © == v| %| @] 2|
25% - 2
Fig. 18
check Line/Arc Filtering Setting X

uncheck One way filtering

Click OK v‘; in Refine Toolpath dia-
log box.

Click OK Q{/ in OptiCore dialog box.

Allow Mastercam to calculate the tool-
path.

Click OK laff in OptiCore dialog box.

Allow Mastercam to calculate the tool-
path.

Save | bkl | Use Alt-Fs.

My preferences are:

- Short
-r - Narmal
-Lang

i

-Best - Miriimal
- Better - Momnal
-Good ___~ | - Extended

MNC program Surface quality Calculation
length [Toolpath smoothness) time:
[~ Tolerances Distribution
Cut Linest Filter Smaothing Taotal
tolerance: tolerance: tolerance tolerance:
0.00025 + |oooms o+ [oo = 0.001

5.0% —[F | 7m0z | |— ooz 100%
NN

™ Create arcs in=2
[ Create arcs inYZ
Mirirurn arc radius

Mawirnurn arc radivg

0.000038

¥ Linedsrc Filtering 5 ettings

[V Create arcs in sy I~ One way fitering

I (0.005
I 100.0

" Use maximal tolerance value for bath
= Tighten Line filtering tolerance

= Tighten Arc filtering tolerance

J— 50%

1 Smoothing Settings

= | Wse Fived Segment Length
Seament Lenath 0.02
[~ Shift points randomly alonag toolpath

[~ Minimize number of poits

[ | Bresent arcs as line segments

v | 8| 2|

Fig. 19

Mastercam X6 BOAT CAT TOOLPATHS Page 24-6
Rough HST OptiCore and Finish Blend




D. Verify RouﬁOptiCore HST Toolpath.
[

Step 1. Click Verify in the Toolpaths Man- Toolpeths | soids | are | P
ager, Fig. 20. % H SRR 2] -
hxdvad ®xo oy
. = . . . = EE Machine Group-1 [~ Display contral B
Step 2. Click Machine quickly .& in Verify dia- El-AlL. Properties - TECHNO DAVINCL 3 A1 Movesistep: |1
i el Files
log bOX Fig 21 i@ Tool settings Moves/iefresh 1
’ * : X Stocksetup |
i e, Safet Speed  —— |— Guality
EI:: Toolp:t: érzoouTje-l =
Step 3. Turn on (button depreSSed) Simulate tool ERerg L - Surface bioh Saezd (Opticor ¥ Update after sach toaipath
Parameters
#1 - 01,2500 ENDMILLZ SPHE P
Geometry - HEAEE
 Toolpath - 6595,3K - CAT it I™ Stop on colision
el Conlant. . - OFF [~ Stop on tool change
. [~ Stop after each operation
. ’ . o Fig. 20
Step 4. Click the Play in the Verify dialog box I vetoe
to start the machining. | | w3 o
Step 5. Click OK V” to close Verify dialog _# |
Operation #:
bOX' Toolpath: Surface High Speed
Tool #:
Tool label:

E. Finish Blend

Toolpath.
Step 1. Use Alt-T to turn off
toolpath display.

Step 2. Click Toolpaths Menu > Surface Finish > Blend.

Step 3. Click the hull solid to select as Drive surfaces/

solid, Fig. 23.
Step 4. Press ENTER to accept solid selection as drives
surfaces.
Step 5. Click Check Select button, Fig. 24. Fig. 23
[Tooipati/surface selectiomE
Step 6. Click the surface as Check surfaces/solid, Fig. 25. ‘D”Vem

(0] CAD file (i3] |
Show...

m D:|®|
Shi

o,

Step 7. Press ENTER to accept solid selection as
check surfaces.

Surface Check

i~ Contair

"ol ] 6 |

r~ Blend LI M
V| 2|

Fig. 24
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Step 8.

Step 9.

Step 10.

Step 11.

Step 12.

Step 13.
Step 14.

Step 15.

Click Blend Select button, Fig. 26.

Click Chain 1 and Chain 2 at the top of the

Click the Single button
ing dialog box, Fig. 27.

bounding box, Fig. 28. If the chaining direc-
tions arrows are not pointing in the same direc-

|

tion - click Reverse

Click OK | & |in the Chain dialog box,
Fig. 27.

Click the OK button V’

box, Fig. 26.

Set the Feed rate 80  Fig. 29

Set the Plunge rate 40

Chain 1

Click the Surface parameters tab at the top
of the dialog box.

in the Chain-

Toolpath/surface selection:

—Dr\ve—[4?] k ®
(0] CAD file (i3] |
Show...

x|

B Checkm

Show.

i~ Contain

R

r~Blend
_%Y%@I

V| 2|

& 3 |

—[ 37|
[inside = it
o+l
0| @
4|

Fig. 26

in the Toolpath/surface selection dialog

709 1]
7
v | 2|

Fig. 27

Surface Finish Blend x|
Taalpath parameters I Surface parameters | Fiish blend parameters |
|_n [ Tool Mame Wic. [ Cor. rad. | Taclname: | 1/4 BALL ENDMILL
CHE 1/4 BALL EMDMILL 0. 0128
Tool #: |1 Len. offsst: ID
Head # |0 Dia. offset: ID
Tool dia: |0.25 Correr radius: IU-125
Caalant... | Spindle direction: IEW' -
Feed rate: (0.0 s Spindle speed: |21 3
Plunge rate: [40.0 ~ Fietract rate: IE-‘ﬂ 7B
[~ Force tool change ¥ Rapid retract
1 | #| Camment
Riight-click for options ;I
Select ibrany tool... o Tool filker | LI
Ltz Comba's [Default] | Mizc walues... | I Tooldsplay.. | r Ref paint.. |
[~ Tobatch Home pos... | [T Rotany axis.. | Flanes... | Canned test.. |

Fig. 29
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Step 16.

Step 17.

Step 18.

Step 19.

Step 20.

Step 21.

Check Clearance and set:  ETEEIIEITN x|
05 and Click Absolute Toolpath parameters  Surface parameters I Finish blend Darameters‘I
° 2
Fig. 30 4 E-Iea'il lﬁ Tip comp Tip -
O Bbsolute  © Increment
¥ | sz clearance only at Fhe LI
Uncheck Retract. start and|end of operation Stuﬂf}kdlliuv‘:ave IUU— 7]
r Fietract.. | 0.25 el mlene [ .
. &nsolute € Inciemental on check
Set Feed plane. .1 and Clle Feed plane... | 01 Tiool containment
Incremental. = e @ o .
I~ | Top of stock, | 00 I Addiional offset |D.D
Clle the Finish blend pa_ & sbsclute. € Incremental
rameters tab at the top of e I
the dialog box.
Set Max. stepover: .03,
Fig. 31.
. v | 8| ?
Click the Total tolerance Fie. 30 | | |
1g.
button. 8
Surface Finish Blend x|
Toolpath parameters | Suface parameters  Finish blend parameters |
Total talerance. .. I ID oo
b ar, stepover: 0.03
Cuitting method: ’Z@%j
™ Acrose & Along
(o} LG ]
Blend.. | ™ | Depthilimits.. Gap settings... | Advanced ssttings..
v x| ?]

Fig. 31
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Step 22. Check Line/Arc Filtering Setting,

Step 23.

Step 24.

Step 25.

Step 26.

Step 27.

Fi

slide the Tolerances Distribution slider

to

uncheck One way filtering.

Click OK

g. 32

Cut tolerance 25%

v

Click Gap settings button in the Finish

blend parameters, Fig. 33.

Under Motion, sclect Follow surface(s),

Fig. 34.

Check Optimize cut order and click OK

v

, Fig. 34.

Click Advanced settings button in the
Finish blend parameters, Fig. 33.

Gap settings ﬂ

Gap size
" Distance 0.0

@ % of tool diameter 300.0

;

totion < Gap size, keep tool down

Follow Surface(s) hd
™ Use plunge, le&ta in gap

¥ Check gap motion for gouge

[

otion > Gap size, retract

J

¥ Check retract motion for gouge

¥ Optimize cut order

I™ | Flunge inta previou& ares

™| Follow eontainment boundzr ab gap

Tangential arc radius

Tangential arc angle:

117

Tangential line length:

v | %

2 |

Max, stepover:
Cuitting method:

1 Across
20

Refine Toolpath

[~ by preferences are:

- Shot I - Best - Minimal
-r - Nomal - Better - Normal
- Lang T’ - Good __~ | - Extended
MC pragram Surface quality Calculation
length [Toolpath smoothness| time
7~ Tolerances Distribution
Cut Line/ae Filter Smoothing Total
tolerance: tolerance talerance talerance
| 000025 + | 000075+ | oo = 000
25.0% — Th.0% |— 0.0% 100%
NN

—¥ Line/#c Fitering Seftings

¥ Create arcs in ¥y T One way filtering

~

IDDDE
|1DU.D

' Usze maximal tolerance value for both

[T Create arcs in =2
[T Create ares in Y2
Miriiraurn are: radivs

aximum arc radius

" Tighten Line fitering tolerance

" Tighten Arc filtening tolerance

0.000038 |— B0

I~ Smoothing Settings

I™ | Use Fired Seament Length
Seament Lenath 0.0z
™| Shift points randomly along teclpath

™ Wirimize number of poitts

I™ | Fiesent arcs s line seqments

v | | @

Fig. 32

Toolpath parameters | Surface parameters  Finish blend parameters |

0.0z

Zigzag -
* Along

&+ 3D

Blend... I Depth limits..

Gap settings. | Advanced settings.. |

v | %8|

Fig. 34

Fig. 33
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Step 28. Select Only between surfaces, Fig. 35.

Step 29. Check Skip hidden face test for solid bodies and click OK

Step 30. Click OK

Step 31. Click OK

Step 32. Save

oA

, Fig. 35.

v

v

sage.

=

F. Backplotting.
Click Surface Blend in the Toolpaths
Manager to select only Blend toolpath,

Step 1.

Step 2.

Step 3.

Step 4.

Step 5.

Step 6.

Step 7.

Fig. 36.

Click Backplot | &=
ager.

> 4

Click Expand

. Use Alt-F S.

in Toolpaths Man-

in the top corner of

Backplot dialog box, Fig. 37.

Turn on (button de-
ressed) Display tool

E and Dis

lay

s
4

rapid moves

Click Play

Click the Info tab in the
middle of the Backplot
dialog box, Fig. 37. Note
the Total time to run pro-

gram (25 minutes).

v

Click OK
Backplot.

, Fig. 37.

, Fig.

in the Finish blend parameters.

to Check and Drive stock identical mes-

Advanced settings

x|

Feset |

At surface [zalid face] edge, rall toal:
 Automaticaly (based on geometry)
' Only between surfaces [sofid faces)
 Over all edges ‘

~ Sharp corner tolerance [at surface/face edage]

" Distance IF
IT onn

% of cut tolerance

¥ Skip hidden face test for solid bodiss s

¥ Check for intemal sharp corner

v | 8| 2|

Operations Manager * X

Toolpaths |salids | art |

W% Hh i ESal| P

5®|vA\¥I%%

= EE Machine Group-1

101 Properties - TECHNO DAYINCI 3 A%

B2 Toalpath Group-1

EL? 1 - Surface High Speed (OptiCor

D Parameters
— @ #1 -0,2500 ENOMILLZ SPHE
[#- GEOMmELY -
~£Z Toolpath - 6595,3K - CAT.M
* Coolart, . - OFf
Face Finish Blend - [WiCs)

Parameters
W #1 - 0,2500 ENDMILLZ®PHE
[#- GEOMmELY -

B2 Toolpath - 950,3K - CAT.NC
r‘ Coolant, .. - OFF

Fig. 36

wi| 2] N

\:)'Isl||«| ey

38.

to close

Fig. 38

Fig. 35
X
2

2
S gl 1
> Niyfalul

= Toolpath Group-1
- Surface Finish Elend

Info L

Cbme

Feed @ 2Bm:28 11
Rapid £ 0.06s

Total £2) 25m:2817s

Details

Path Length
Feed &= 2037175

Rapid « 10.7521

woo-207 20751
Min/Max v 0.0302 93
Z -1.4333 00923

Min/Max

Feedrate 40 80.

v 2]

Fig. 37
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G. Verify the Program.

Step 1.

Step 2.

Step 3.

Step 4.

Step 5.

Click Toolpath Groupl1 in the Toolpaths
Manager to select both toolpaths, Fig. 40.

Click Verify i
ager, Fig. 40.

in the Toolpaths Man-

Click the Play ’ in the Verify dialog
box to start the machining, Fig. 41.

Click OK | &

Save H .

Use Alt-F S.

Operations Manager * =

Toolpaths |50I|ds ot |

Gk N EPoL® P

=l val IO ¢

Bl B8 Machine Group-1
_|l|_ Properties - TECHNO DAVIMCT 3 Ax
E!--88 Toolpath Group-1
EIE,‘? 1 - Surface Hig~d {OptiCor
D Parameters
- @ #1-0.2500 ENDMILLZ SPHE
B-[E] Geometry -
~£Z Taolpath - 6595.53K - CAT.N
""f‘ Coolant... - OFf
=7 7 - Surfarce Finish Blend - [WCs:
D Parameters
- @ #1-0.2500 ENDMILLZ SPHE
E-[E] Geometry -
B8 Toolpath - 950.3K - CAT.NC
""f‘ Coolant... - OFf

to close Verity dialog box.

Fig. 40
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CStopoptions—————————|
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[~ Stop after each operation

[~ Werbose
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