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License Information

Information in this document is subject to change without notice and does not represent a
commitment on the part of CIMCO A/S. The software described in this document may be
used or copied only in accordance with the terms of the license. The purchaser may make
one copy of the software for a backup, but no part of this user manual may be reproduced,
stored in a retrieval system, or transmitted in any form or by any means electronically or
mechanically, including photocopying and recording for any purpose other than the
purchaser's personal use, without prior written permission from CIMCO A/S.

TERMS OF USE FOR:

Software: CNC-Calc v7

Version: 7.x.X

Date: February 2014

Copyright © 1991-2014 by CIMCO A/S

Notice

CIMCO A/S reserves the right to make changes to the CNC-Calc v7 Software at any time
and without notice.

Software License

You have the right to use the number of licenses of the enclosed program, which you
have bought from CIMCO A/S. You may not distribute copies of the program or related
documentation to any persons or companies. You may not modify the program or related
documentation without the prior written consent of CIMCO A/S.

Disclaimer of all Warranties and Liability

CIMCO A/S makes no warranties, either express or implied, with respect to the software,
its quality, performance, merchantability, or fitness for any particular purpose. The entire
risk as to its quality and performance is with the buyer. Should the CNC-Calc v7 software
prove defective following its purchase, the buyer (and not CIMCO A/S, its distributor, or
its retailer) assumes the entire cost of all necessary servicing, repair, of correction and any
incidental or consequential damages. In no event will CIMCO A/S be liable for direct,
indirect, or consequential damages resulting from any defect in the software, even if
CIMCO A/S has been advised of the possibility of such damages. Some jurisdictions do
not allow the exclusion or limitation of implied warranties or liability for incidental or
consequential damages, so the above limitation or exclusion may not apply to you.
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Notice:

The accompanying software is confidential and proprietary to CIMCO A/S. No use or
disclosure is permitted other than as expressly set forth by written license with CIMCO
A/S.

Copyright © 1991-2014 by CIMCO A/S. All rights reserved.

Q This software contains confidential information and trade secrets of CIMCO A/S. Use,
disclosure, or reproduction is prohibited without the prior express written permission of
CIMCO A/S.

CIMCO CNC-Calc, CIMCO Edit and the CIMCO Logo are trademarks of CIMCO A/S.

Microsoft, Windows, Win32 and Windows NT are registered trademarks of Microsoft
Corporation.

Other brand and product names are trademarks or registered trademarks of their
respective holders.
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1. Overview

CIMCO CNC-Calc v7 is an add-on for CIMCO Edit that enables novice programmers to
draw 2D geometrical contours, lay out toolpaths for mill and lathe, and simulate the
resulting NC program.

CNC-Calc v7 is a great tool for the operators and toolmakers who are untrained in the use
of advanced CAD/CAM systems. For them, CNC-Calc v7 can help increase productivity
and assist in the day-to-day NC programming. For a small company it can be the first step
into the CAD/CAM world.

1.1. Designed for usability and productivity

CIMCO CNC-Calc v7 is designed for ease-of-use that enables the user to draw contours
fast and easily. It features common functions for drawing lines and circles in relation to
the coordinate system and/or existing geometry. Functionality ranges from the plain
"horizontal line" to the complex "circle tangent to three elements". It includes advanced
trimming capabilities and an easy point and click approach for toolpaths layout.

CIMCO CNC-Calc v7 imports DXF files. From DXF files it is possible to generate
toolpaths for lathe and mills, such as ISO, Fanuc and Heidenhain controllers. Other
features include generation of user-defined compensation types like computer, controller,
wear, and reverse wear.

Since CIMCO CNC-Calc v7 is an integrated part of CIMCO Edit it is an easy task to
view, edit, and simulate generated toolpaths. This enables the user to validate programs
and thereby optimize the use of machine resources.
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1.2. User Interface

CNC-Calc v7 can draw 2D geometry, and generate NC code in ISO and Heidenhain
conversational format for contours and drilling cycles. The main program window (with

an empty drawing pane) looks like this:
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CNC-Calc main window.

To the left of the drawing pane, you see the CNC-Calc and Element Info panes. The
CNC-Calc pane shows coordinate entry fields and other information about the activity
you are performing at any given time, while the Element Info pane shows the statistics of
any element hovered over by the mouse. Below an example of the Element Info pane

display is shown.
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CNC-Calc pane with entry fields.
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Start Angle: | 106,602 |
End Angle: | 180,000 |
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Element Info pane with information.
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2. Installation

CNC-Calc v7 is installed as part of CIMCO Edit v7. Please see the CIMCO Edit v7
documentation for installation instructions.

If you are upgrading from an existing installation without CNC-Calc, reinstallation of
CIMCO Edit v7 is not necessary. Just copy the new key file (named "license.key") to the
appropriate directory.

2.1. Enabling CNC-Calc
Start CIMCO Edit v7 and verify that the CNC-Calc tab is available in the Ribbon.

If not, open the editor configuration by clicking the ¥ Global Setup icon in the Editor
tab. Go to the Plugins section in the left tree of the configuration window. Now ensure
that the option Disable CNC-Calc is unchecked. You must restart the program to activate
the CNC-Calc tab.

(- General Plugins

- Editar ;

Printing Select plugins

[=- File types [] Disable Backplot Dizable MC-Baze
gloolz:fnumbers [ Disable advanced simulation Dizable DNC-Max client

- Load/Save ["] Digable DMCAS erial communication I [”] Disable CHC-Cale

- File compare

- M achine

- Backplat [] Digable advanced MC-Functions

- Tool scanning

[ Disable File compare [ Dizable Mazatrol Viewer

- CNC-Cale Configuration password
- Multi Charinel

- Tool List
- Other

- Global Colars
... External Commands Macros/Machine configuration path:

Configuration password:

- M azatrol Viewer

[ Help ][ Drefault ][ Cancel ][ QK

Enabling the CNC-Calc tab.
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3. Mouse Functions

The mouse buttons are used to perform the following functions:

Left button

Selects whatever is described in the lower left corner of the program window.

Middle button (on most mice, pressing the scroll wheel)

Fits/zooms the geometry drawing to the entire graphics area. This can also be
achieved by clicking the " icon.

Right button

Drag the geometry drawing across the graphics area by holding down the right
mouse button as you drag the mouse.

Scroll wheel

Zoom in and out, centered on the cursor position.
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4. CNC-Calc Tab

In this section, the functions under the CNC-Calc tab are described.

The functions in CNC-Calc v7 are activated using the appropriate icons on the Ribbon.
The commands are organized into different menus under the CNC-Calc tab.

If the function can be activated through the Ribbon bar or a keyboard shortcut, the icon or
the shortcut is displayed next to the command name.

Q The CNC-Calc add-on is optional and will be present in the Editor only if you also
purchased it.

Q If the CNC-Calc tab is not available, please refer to Installation to read about how to
start CNC-Calc.

4.1. File

This section describes the functions in the File menu. These functions are used to handle
file operations like loading and saving files. You can also access the CNC-Calc

configuration through this menu.
D 7 Open Drawing =
g Save

MNew o
Crrawing Setup CNC-Calc

File
The File menu.

D New Drawing

Clears the graphics area and opens a new document.
7 "3  Open Drawing
Opens existing CNC-Calc drawing files or DXF files.

The downwards arrow next to the Open Drawing icon gives access to a recent
files list, making it easy to reopen a file that you have been editing recently.
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TR,
L

Save

Saves the drawing to your hard disk. If it is the first time you save the drawing,
you will be prompted for a file location and name. Save function can also be
accessed with Ctr/+S.

Setup CNC-Calc
Lets you access the configuration for CNC-Calc.

Please refer to the section CNC-Calc Settings for more information on how to
configure CNC-Calc.

4.2. View

The functions in the View menu control the way the drawing is displayed in the graphics
area. Here it is possible to perform various zoom functions.

Q
Q

@\ Zoom Cut
| Foom All
foom
In @ Zoom Window

View

The View menu.

Zoom In

Zoom in centered on the middle of the graphics area. Zoom in can also be
accessed with Page Down.

Zoom out

Zoom out centered on the middle of the graphics area. Zoom out can also be
accessed with Page Up.

Zoom All

Use this function to fit the drawing to the graphics area. This can also be done by
clicking the middle button on the mouse (on most mice, pressing the scroll wheel),
or with Ctrl+End.

Zoom Window

Zoom Window lets you zoom in on an area, which you select by first clicking at
one corner, then dragging the rectangle and clicking at the opposite corner.
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4.3. Modify

This section describes the functions in the Modify menu. These functions are used to
modify the drawing geometry in different ways.

X

XT3 |5 48

X7 ™ 'y

XX | g O
Modify

The Modify menu.

Trim To Intersection
Use this option to trim the selected element to the nearest intersection(s).

Select the element to be trimmed on that part to be removed. It is then trimmed to
the intersection(s) nearest to the point where it was selected. The trimmed element
is also broken in two if there are intersections on both sides of the selected point.

Trim One Element
Use this option to trim one element to another.

Select the element to be trimmed first, on the section to be kept, and then select
the element to trim to. This kind of trimming may extend the trimmed element to
the intersection with the element it is trimmed to.

Trim Two Elements
Use this option to trim two elements to each other.

Select the two elements to be trimmed, on the sections to be kept. This kind of
trimming may extend the trimmed elements to their intersection.

Fillet Elements

Use this option to create a fillet between two elements, with a fillet radius you
select.

It is optional whether the two elements should also be trimmed to the fillet.

Chamfer Elements

Use this option to create a chamfer between two elements, with a defined angle
and/or distance.

It is optional whether the two elements should also be trimmed to the chamfer.
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[ b o

Break Element
Break element will divide an element into two pieces.

First select the element to be broken into two, and then select the point at which it
should be divided.

Join Elements

Use this option to join two selected elements into one.

Delete

Use this option to delete the elements you select. They can be restored with the
Undo function (the ¥2 Undo icon in the Modify toolbar).

Remove Duplicates

Select this option to delete elements that are duplicated in the drawing.

Offset Elements
Use this option to offset the elements you select by a specified distance.

It is optional whether the original element should be kept.

Mirror Elements

Use this option to perform a mirror operation of the elements you select along a
line selected as the mirror axis.

It is optional whether the original element should be kept.

Translate Elements

Use this option to translate the elements you select along a vector defined by
selecting two points.

It is optional whether the original should be kept, and it is possible to create
multiple copies, where each copy is translated one step further along the selected
vector.

Rotate Elements

Use this option to rotate elements. This will create one or more copies of the
selected elements, rotated around a selected point, at a specified angle per copy.

It is optional whether the original element should be kept.
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L . Scale Elements

Use this option to create one or more copies of the selected elements, scaled about
a selected point by a specified scale factor.

It is optional whether the original element should be kept.

O Undo

Select this option to undo one or more operations. This can mean deleting
elements created, restoring deleted elements, and/or undoing modifications to
elements. Undo can also be accessed with Ctrl+Backspace.

4.4. Snap

This section describes the different kinds of snap options that are available in the Snap
menu.

The snap option is only available when some point position has to be selected or
indicated.

HP A
+ MK
O X
Snap
The Snap menu.

I:I Snap to Grid

+++
Toggle snap to the grid points.

* Snap to Points

Toggle snap to points drawn by the user.

Snap to Center Points

©

Toggle snap to the centers of circles and arcs.

Snap to Mid Points

AN

Toggle snap to the midpoints of elements.

Snap to End Points

N

Toggle snap to the endpoints of elements.
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>.< Snap to Intersections

Toggle snap to the intersections between elements.

ﬁy.r Enable All Snap Types
Activates all snap types.

ﬂb( Disable All Snap Types

Deactivates all snap types.

4.5. Points and Lines

This section describes the functions in the Draw Points/Lines menu. This menu contains
functions for drawing points and lines defined in different ways.

- =X
S AL A
|40

Draw Points / Lines
The Draw Points/Lines menu.

* Point

Use this option to draw a point at the selected position.

/ Between 2 Points

Use this option to draw a line between two selected points.

l Vertical

Use this option to draw a vertical line.

The first point selected defines the starting point (and the X coordinate), the
second point selected defines the length (and need not be directly above or below
the first point).

+—— Horizontal
Use this option to draw a horizontal line.

The first point selected defines the starting point (and the Y coordinate), the
second point selected defines the length (and need not be directly to the left or
right of the first point).
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A

Polar
Use this option to draw a line defined by its polar coordinates.

First select the starting point of a line, and you then select (or write) the angle and
length of the line.

Perpendicular
Use this option to draw a line perpendicular to another line.

You first select the line your new line is to be perpendicular to, then the starting
point of your new line. You then select the length of your new line, and last you
select in which direction from the starting point your new line is to go.

Parallel
Use this option to draw a line parallel to another line.

You first select the line your new line is to be parallel to, then the starting point of
your new line. You then select the length of your new line, and last you select in
which direction from the starting point your new line is to go.

Bisector

This option allows you to draw a line bisecting two other lines, i.e. a line that
halves the angle between two lines.

You first select the two lines you want to bisect, then you select the length of your
new line (from the intersection of the two lines you are bisecting), and last you
select which of the four possible solutions you want to keep.

Tangent Two Elements
Use this option to draw a line tangent to two circles or arcs.

You select the two circles or arcs your new line is to be tangent to, and then you
select which of the solutions you want to keep.

Tangent Angle
Use this option to draw a line tangent to an arc or circle, at a selected angle.

You first select the arc or circle your new line is to be tangent to, then the angle
and length, and last you select which of the two solutions you want to keep.

Tangent Through Point

This option lets you draw a line tangent to an arc or circle that goes through a
selected point.

You first select the arc or circle your new line is to be tangent to, then the point it
is to go through, and last you select which of the two solutions you want to keep.
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' | Rectangle

Use this option to draw a rectangle where you select the two opposite corners.

It is possible to define a corner radius for the rectangle (the corner radius is
ignored if there is not room for it).

4.6. Arcs and Circles

This section describes the functions in the Draw Ares/Circles menu. These functions let
you draw full circles (360 degree arcs) and arcs defined in different ways.

@ ™
Center Twao J 3% :}I

Radius Points -.51 ‘\\, e

Draw Arcs / Circles

The Draw Arcs/Circles menu.

@ Center Radius

This option lets you define the center of the circle, followed by the radius.

O Two Points

Use this option to define the circle by selecting two (diametrically opposite)
points.

O Three Points

Use this option to define the circle by selecting three points on the periphery of
the circle.

ﬂ Tangent Two Elements
This option lets you define a circle tangent to two elements, of a defined radius.

You first write the radius, then you select the two elements the circle is to be
tangent to. Last you select which of the solutions you want to keep.

& Tangent Center on Line

This option lets you define a circle tangent to one element, with its center on a
line, of a defined radius.

You first write the radius, then you select the line the center is to be on, and the
element the circle is to be tangent to. Last you select which of the solutions you
want to keep.
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Tangent through Point

This option lets you define a circle tangent to one element, through a point, of a
defined radius.

You first select the point the circle is to go through then write the radius, and
select the element the circle is to be tangent to. Last you select which of the
solutions you want to keep.

Tangent Three Elements
Use this option to define a circle tangent to three elements.

You select the three elements the circle is to be tangent to, and then you select
which of the solutions you want to keep.

Two Points

This option lets you draw an arc by selecting the endpoints of the arc, entering the
radius, and selecting which solution you want to keep.

Three Points

This option lets you draw an arc by selecting three points.

\:) The arc created will not cross the zero degree point (3 o'clock). The
selection order of the three points is unimportant.

Start and End Angles

Use this option to define an arc by its center point, radius, starting angle, and end
angle.

Tangent Dynamic

Use this option to construct dynamic tangent from one element through a point.
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4.7. Pattern

This section describes the functions in the Pattern menu. These functions let you easily
create rectangular and circular bolt hole patterns.

Rectangular Bolt Circular Bolt
Haole Pattern  Hole Pattern
Pattern

The Patters menu.

Rectangular Bolt Hole Pattern

Use this option to define a rectangular bolt pattern.

You first select the start point of the pattern (one of the corners), and then enter
the step in X, step in Y, number of holes in X, number of holes in Y, and the hole
diameter.

O Circular Bolt Hole Pattern
Use this option to define a circular bolt pattern.

You first select the center of the bolt pattern, select the radius of the bolt pattern,
and then enter the start angle, step angle, number of holes, and the hole diameter.
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4.8. Text

This section describes the functions in the Text menu.

These functions let you draw two kinds of letters: simple letters and TrueType letters. The
simple letters are like the letters used on drawings. These letters can be used to mill, for
instance, a part number on a part. The TrueType letter is more artistic, and any TrueType
font installed in the Windows operating system can be used.

=

A;

Text
Entry a

Text
The Text menu.

Text Entry
Use this option to define simple text written on a line.

You enter the starting point, angle of the line, then the distance between and
height of the letters. It is also possible to select the horizontal and vertical
alignment of the text.

Text Circular Entry
Use this option to define simple text that is written on a circle.

You select or enter the center and radius of the alignment circle, then the start
angle, space between and height of the letters. It is also possible to select the
horizontal and vertical alignment of the text on the circle.

TrueType Text Entry
Use this option to define TrueType text written on a line.

You enter the starting point and angle of the line, and then the height of the letters.
It is also possible to select the horizontal and vertical alignment of the text.

TrueType Text Circular Entry
Use this option to define TrueType text written on a circle.

You select or enter the center and radius of the alignment circle, then the start
angle and height of the letters. It is also possible to select the horizontal and
vertical alignment of the text, on the circle.



CNC-Calc Tab 23

4.9. Milling Operations

The functions in the Milling Operations menu allow the user to perform various
operations used in the manufacturing of parts. All the operations can be exported directly
to CIMCO Edit or to the clipboard, for insertion in a user-defined location.

150 Milling - ||l |

I B Q| el |8 A a3
Milling Cperations
The Milling Operations menu.

-A. Face Milling

Use this option to create a facing operation based on a selected outline contour.

Pocket Milling

[k

Use this option to create pocket operations for one or multiple pockets. These
pockets can contain multiple islands, or none.

In a single operation, it is possible to make both roughing and finishing cuts, but
only with one tool.

Qu Contour Milling

Use this option to create operations for contour milling.

A contour operation can machine multiple contours with roughing and finishing
cuts, but only with one tool.

! 'J | Drill Holes
Use this option to create drilling operations for hole drilling.

From a drawing, the hole positions can be selected with the use of a filter, or by
simply indicating the hole position. If multiple holes are drilled, they can be
arranged in both rectangular and circular patterns.

Il Helix Drilling
Use this option to generate operations for helix drilling.

Like normal drilling, multiple holes can be selected with the use of filters, or by
selecting the individual circles from the drawing.
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Thread Milling

Use this option to create threading milling operations. The threads can be inside or
outside, and can be created for tools with one or multiple teeth.

Multiple threads can be selected with the use of filters, or by selecting the
individual circles from the drawing.

Mill Letters

Use this option to generate operations for milling simple letters on the drawing.
These letters will have to be drawn using the simple letter function.

All letters can be selected with the window function, and machined in operations
based on their start and end depths.

Mill TrueType Letters

Use this option to create operations to mill the outline and/or the interior of the
individual letters. These letters will have to be drawn using the TrueType letter
function.

The letters can be selected with the window function, and all letters with the same
parameters can be machined in one operation.

Export Contour
This option can export a contour that the operator has selected on the drawing.

If a controller has smart canned cycles, for example a specific pocket operation,
the user can create a macro in the editor to support this, and then export the actual
contour for insertion in the canned cycle.

Calculator

Feed and speed calculator is used to generate tool changes, or to simply calculate
the feed and speed, based on the data of a specific tool.
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4.10. Turning Operations

The functions in the Turning Operations menu allow the user to perform various
operations used in the manufacturing of parts. All the operations can be exported directly
to CIMCO Edit or to the clipboard, for insertion in a user-defined location.

E=ﬂ

IS0 Turning - ||l |

L0 (=) | G | B ||

Turning Cperations

[

The Turning Operations menu.
Roughing Turning
Use this option to create a roughing operation based on a selected outline contour.

In this operation it is possible to create both roughing and semi-finishing cuts, but
only with one tool.

Face Turning
Use this option to create a facing operation.

This operation can contain both roughing and finishing cuts, but only with one
tool.

Finish Turning
Use this option to create a finish operation based on a selected contour.

This operation will make only one toolpath that fits the selected contour.

Grooving
Use this option to create a grooving operation based on a selected contour.

This will enable machining of the areas that could not be machined with either the
Roughing or Finishing operation.

End Drilling
This option generates operations for drilling a center hole in the part.

The drilling operation will be performed as one continuous motion or as pecking
with or without dwelling at the end of each plunge.
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Threading Horizontal
Use this option to create threading operations for inside and outside threads.

The geometry of the thread can be entered by hand or selected from tables. The
thread geometry can be normal or conical.

Cutoff
This option generates an operation for cutting off the part from the stock.

In the operation it is possible to define the corner geometry as sharp, round or
chamfered.

Export Contour
This option can export a contour that the operator has selected on the drawing.

If a controller has smart canned cycles for example a specific roughing operation,
the user can create a macro in the editor to support this, and then export the actual
contour for insertion in the canned cycle.

Calculator

The feed and speed calculator is used to generate tool changes, or to simply
calculate the feed and speed, based on the data for a specific tool.
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5. Program Menu

Most of the CNC-Calc v7 functions are accessed through the menus in the CNC-Calc tab.
However, a few are logically located under the global #* File menu.

5.1. File Menu

|' x Close

X

Closes the active file. If the active file has been modified, you will be prompted to
save it. Close can also be accessed with Ctri/+F4.

Close All

Closes all open files. If any files have been modified, you will be prompted to
save them.

Save

Saves the drawing to your hard disk. If it is the first time you save the drawing,
you will be prompted for file location and name. Save can also be accessed with
Ctrl+S.

Save As

Saves the drawing under a different name.

Exit
Closes CIMCO Edit v7, and thus also CNC-Calc v7. If any files have been

modified, you will be prompted to save them. Exit can also be accessed with
Alt+F4 (Alt+F4 is a Windows standard).

The functions New and Open under the # jcon respectively create an empty NC
document and open an NC file from disk. To create or open CNC-Calc drawings use the
functions New Drawing and Open Drawing located in the File toolbar.
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6. CNC-Calc Settings

This section describes in details the configuration of CNC-Calc.

Perhaps the most important thing to remember when configuring CNC-Calc is that the
configuration is specific to each machine type.

6.1. Main Configuration
The main configuration is entered most easily by selecting the icon &‘Setup CNC-Calc

from the File menu.
D 7 Open Drawing
J Save

Mew -
Drrawing Setup CNC-Calc

File
Opening the CNC-Calc setup window.

It is important to select first the correct machine type under the File types setup dialog,
since all settings will apply for the selected machine. The window below shows the main
configuration dialog.

Setup: CNC-Calc - ISO Milling [

=1- General CNC-Calc - ISO Milling
- Editar
" Prinling CNE-Calz Settings
[=)- File types [ Turning
- Colars . 5
. Elack numbers Diameter programming
Load/Save Selected Post Processor:
- File compare . - =
- Mathine CACIMCO7BETAVCIMCOE it PastsiMill\fanuc. js @
- Backplat
Toal scanning Grid
= CHC-Cale Show grid
- Multi Channel B Show sub-grid
- Tool List -
Other 10.00 2 Show arigin
- Global Calors

- External Commands
- Mazatrol Viewer
Plugins

[ Help ][ Default ][ Cancel ][ aK

Main CNC-Calc configuration window.
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The top part of the CNC-Calc configuration dialog contains the settings for toolpath
output, with the settings for the drawing grid at the bottom section.

CNC-Calc Settings

i

Grid

12 5

Turning

Check this option to select turning (lathe) output.

Diameter programming

Selects whether X axis output is in diameter measurement or in radius
measurement. This option is only available if turning (lathe) output is selected.

Selected Post Processor

Use this field to specify the post processor that should be used to format the output
of the CNC-Calc operations. Click the folder icon |=J at the right of the field to
browse for the desired post processor.

If changes need to be made to a post processor to suit your personal needs, feel free
to contact CIMCO A/S at info(@cimco.com or at telephone +45 4585 6050.

Show grid
Use this check box to specify if the grid should be shown.

Grid size

Use this field to set the spacing between main grid points.

Show sub-grid

Select this option to have a sub-grid visible when zoomed in to a degree that shows
few main grid points.

Show origin

Select this option to have lines along X and Y zero visible.


mailto:info@cimco.com
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6.2. Color Configuration

The Color configuration is entered by selecting Global Colors in the configuration tree,
and scrolling down to the CNC-Calc colors in the list.

Setup: Global Colors

= General Global Colors

qutqr Global Colors
i Printing

[=)- File types Text

- Colors . CHC-Calc Background
- Block numbers D CHE-Cale Grid

3 tﬁ::’:ﬂap‘:e [ one Cale Subegrid

- Maching [l enc-cale i

- Backplat . CHEC-Cale Drawing

- Todl scarming [ ]oMC-Cale Selected

. CMC-Cale . CHC-Calc Selectable

- Multi Channel I:‘ CHC-Calz CHC Selectable
. Tool List I:‘ CHC-Calc CHMEC Contour

- Other [ ]enc-Cale Element Hit

® Global Colors . CHC-Calc Stock Color

- External Commands [ CHC-Cal: Feed Move

- Mazatral Viewer

- Pluging Red: u [ M gradient

Green: u Light: u

BElue: U [SelectEoIor] [ Default ]

][ Default ][ Cancel ][ (0] 8

CNC-Calc color configuration window.

To change the color of a CNC-Calc element, either left click the element in the list to
select it and then click the Select Color button, or you can double-click the element in the
list. The color can then be picked from a standard palette, or a custom color can be
defined.

To quickly modify a specific color, select it from the list and move the sliders to get the
desired color.



Using CNC-Calc Help 31

7. Using CNC-Calc Help

This section describes how to use the help system in CIMCO products.

A standard Windows Help file is available through the drop-down Help menu by clicking
CNC-Calc help.

Editor help

CHC-Calc help
Go to the CIMCO web site

Download Latest Version

& About

T
Help menu.

7.1. Using Help In Dialogs

CIMCO CNC-Calc v7 contains multiple dialogs that provide drop-down lists, check
boxes, text fields and buttons for specific configurations.

To get help for a particular dialog item, click the ? at the top of a dialog box, as shown
below.

Click the question mark.

This will change the cursor to an arrow and a question mark indicating that you are in
Help Mode. The new pointer is shown below.

2

The question cursor.

Now click on the item that you want further information about. If help is available for the
selected item, a small window will pop up displaying the help text. If no help is available
the general help file is launched. An example of a pop-up help is shown below.
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e e e

Select this option to show the full
path of files in the window title. ervTeceiving

iles [%.%]
The pop-up information.

You can also display the pop-up help for a dialog item by clicking in the field and then
pressing F1.

7.2. Printing Help Information

If you wish to print just a single section of this help file, click the Print button on the
toolbar (shown below).

R
Hide Locate Back Forward Print
Help buttons.

If you wish to print more than a few sections, you should open the PDF version of the
help file. The PDF document produces a much nicer printout.

You can download the PDF version of the user guide from the CIMCO website.

\i) You will need Adobe Reader to open the PDF file.
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CNC-Calc Tutorials

fr"*' ) The final execution of the program depends to a high degree on the applied macro
programs. It is also important that the correct setup of CNC-Calc is used for each
machine/control.

o Important

Do not run the generated NC programs as is!

This is due to the fact that no tool changes or other codes for spindle speed etc. are
generated.

The same is the case in terms of program start and program finish codes. These codes
could for instance be inserted with the macro functionality provided in the CIMCO Edit
editor.
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8. Before You Start

The first thing to do before proceeding with any of the tutorials is to set the toolbar
parameters. Start CIMCO Edit v7 and verify that the CNC-Calc tab is available in the
Ribbon. If not, open the editor configuration by clicking the " Global Setup icon in the
Editor tab. Go to the Plugins section in the left tree of the configuration window, and
ensure that the option Disable CNC-Calc is unchecked. You must restart the program to
activate the CNC-Calc tab.

Setup: Plugins E X

(1 General Plugins
- Editor Select pl
“ Printing SleCl plgre
[=)- File: types [ Dicable Backplat Dizable NC-Baze
- Colars
Block mumbers [ Disable advanced simulation Disable DMC-Max cliznt
- Load/Save [T Disable DNC/Serial communication | D pisable che-Calc |
- File compare X § N -
.. Machine [C] Disable File campare [ Disable Mazaticl Viewer
Backplot [ Digable advanced MC-Functions
- Tool scanning
- CMC-Cale Configuration passward
- Mult E_hame‘ Configuration password:
Tool List
- Other
- Global Calors
- External Commands Macros/Machine configuration path:
M azatrol Viewer D

[ Help II Drefault ][ Cancel ][ 0K

Enabling the CNC-Calc tab.
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9.Tutorial Mill 1 - 2D Construction of a Part
for Milling

150
12.5 175

N
1/

'
/ R 12.5 ()
R 5 (48)
=1
9 10 0X)
A\ /7
>~
- R 12.5 (X4)
o

Sample 2D part.

This tutorial demonstrates one of many ways in which the 2-dimensional part above can
be drawn in CNC-Calc v7. Since the part consists of a number of similar elements and
since its part-elements are symmetrical, only a subsection of the part needs to be drawn.
The rest emerges from mirroring. Finally, joining the mirrored elements with straight
lines completes the part.

This tutorial demonstrates the use of the following functions:

e Draw a rectangle with a corner radius.

e Draw a circle with known center and radius.

e Draw vertical and horizontal lines from known points.
e Offset a circle.

e Make curves between elements.

e Delete elements.

e Mirror elements about lines.

e Join end points with straight lines.



Tutorial Mill 1 - 2D Construction of a Part for Milling

36

9.1. Open a New Drawing

To make a new drawing, click on the icon | 'New Drawing in the File toolbar under the
CNC-Calc tab. When the new drawing is opened the following window is displayed:

% mNoe - CIMCO Editvi.0= [Untitled Drawing]
[ Editor  NCFunctions  Backplot  File Compare  Transmission | CNC-Calc
[ o cvormn @ Xy e s — N 'OLRA
el seve WX e | - S S AL 0. o

Center Two
I =0 | radius points 3\

Draw Points / Li...

Hlewi SR Zoom
Drawing Setup CNC-Calc n

File

| XX 0| OX

View Modify Snap Draw Ares / Cirdles

=

Rectangular Bolt Circular Balt
Hole Pattern  Hole Pattern
Pattern

Window ~ Help~™ = & X

O

A A 150 Milling - | (@]
Tt a || EN QY @A alo)

Entry
Text Milling Operations

| BlUnttled memgl

4bx

CNCCale

Element Info

45.00 ,

Machine Zemn 2
oo oo

Machine Zeo ¥:
0w [

‘ Machine Zem ¥

Fart Diameter

[7] Use -4z Substitution 50.0

‘ —————

Make sure that the file type ISO Milling is selected in the File Type field of the Milling

Operations toolbar.

Window ™ Help™ = & X

‘ : 150 Milling - ?r‘;|
o a|mEdn & A a|C
Text Milling Operations

o

appear.

If you hold the cursor over an icon, a short description of the icon's functionality will

You can change the colors of the drawing area by selecting :'QSetup CNC-Calc and then
Global Colors from the tree menu. For this tutorial we have chosen to use blue as our

drawing color and white for the background.
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9.2. Draw the Geometry

9.2.1. Draw arectangle with round corners
e Click on the Rectangle icon "1 in the Draw Points / Lines toolbar.

o Enter the values shown in the figure below to draw a rectangle with sides = 150,
height = 100 and corner radius = 12.5, and centered in the drawing area:

Rectangle

Firgt Corner #:

Fl ) 5
First Carner v

] A0
Second Carner

O 5 X
Secaond Carner "

" 500 0]
Corner B adius:

125 5

e Click on [¥] to approve the command and draw the rectangle.

;/ ™
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9.2.2. Draw a circle defined by its center and radius
Click on the Center Radius icon () in the Draw Arcs / Circles toolbar.

Enter the value Circle Radius = 5 in the CNC-Calc pane.

Activate the function Snap to Center Points () in the Snap toolbar.

Circle Center And R adiuz

Center Point

Center Point '

Circle R adius:

O

@
@

50/ &

Snap to the center of the left topmost corner arc. The circle will automatically
move to the center point when the cursor is close to it. The pointer also changes
indicating snap to arc/circle center.

Left-click to add the circle.

.
@




Tutorial Mill 1 - 2D Construction of a Part for Milling 39

9.2.3. Draw vertical and horizontal lines

9.2.3.1. Vertical Lines
o Activate the functions Snap to Center Points ) and Snap to Mid Points /.

« Click on Vertical | in the Draw Points / Lines toolbar to draw a vertical line.

e Enter the value Line Length = -20.0 into the CNC-Calc pane. The negative value
indicates the vertical line is in the -Y direction from the start point of line.

Wertical Line

Start Point OF Line &

Tx
Start Paoint OF Line "

iv
Line Length:

O] 200 §]

e Snap to the center of the circle drawn in the previous step.
e Click to add the vertical line.
e Snap to the midpoint of the topmost horizontal line (match up with the Y-axis).

e Click to add another vertical line with the same values. This one will serve as a
mirror line for the mirroring of our part about the Y-axis.

9.2.3.2 Horizontal Lines

e Click on Horizontal *— in the Draw Points / Lines toolbar to draw a horizontal
line.

e Similar to the above, draw a line with Line Length = 20 from the same circle
center. This time Line Length is set to a positive value to indicate the horizontal
line is in the +X direction.
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e Add then a horizontal mirror line from the center of the left vertical line (match up
with the X-axis).

- N

o S/

9.2.4. Offset a circle
e Click on the Offset Element icon +" in the Modify toolbar.

o Enter the value Offset Distance = 7.5 (12.5 - 5 = 7.5) into the CNC-Calc pane.
Select the option Copy (uncheck to Move).

(Cffset Element

Dffzet Distance:

75 N

Stepz
1|en

Copy [uncheck to kove)

e Click on the circle and select the outermost of the appearing circles.
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N ~

9.2.5. Create afillet between elements
e Click on the Fillet Elements icon | in the Modify toolbar.

o Enter the value Fillet Radius = 5, and leave the option 7rim Elements checked.

Fillet / Rounding

Fill=t Radius:
5

Trim Elements

o To select the elements for the fillet operation, click on the circle by A and on the
line by B.

TN
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From the possible solutions select the part of the circle which makes the right
fillet. In the picture below you can see how it should look.

Do the same by the vertical line.

Click on the Delete icon * and delete the two residual lines (the ones pointing
away from the center of the circle).

e /

9.2.6. Mirror elements

Click on the Mirror Elements icon ®¥ in the Modify toolbar.
First, click on the vertical mirror line.

Then click on all the elements which should be mirrored (the circle and the inner
corner). You can hold down the left mouse button while dragging out a window
around the elements.

Now do the same and mirror along the horizontal mirror line. Continue mirroring
until your drawing looks similar to the one below.
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e Click on the Delete icon ™ and delete the mirror lines.

- »

e Y

9.2.7. Connect the inner elements
e Activate the snap function Snap to End Points 7
« Click on Between 2 Points icon . in the Draw Points / Lines toolbar.

e Snap to the two arcs' end points and add the remaining horizontal and vertical
lines to finish the part.

& )

2 S
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9.3. Save the File

Click on the Main Menu #icon and then select Save As from the drop-down menu.
Give the file the name CNC-Calc Milling Tutorial 1 and save it (the file name extension
is added automatically).

CIMCO Editv6.2= [Untitled Drawing

Window ™ Help™ - & X

= jctions  Backplot File Compare  Transmission | CNC-Calc
[ e anen Ly e s —1S (YOIN OO A D soum =
,—.Q Open  Ctil-0 Zoom A|IX e :." | m* WAZ A Center Two 2% Rectangular Bolt Circular Bolt || Text a [y il Q[ ;m@‘h al\@
< n W X¥eho OX I b= [0 Radius Points & ™\ | Hole Pattern  Hole Pattem | Entry @ -
[ﬁ Close cirters I View Modify Snap | Draw Points / Li.. Draw Arcs / Circles Pattern Text Milling Operations
ose  Ctrl+|
4 b x

r‘_x. Close All i

= . G o)

T R,
—

Exit  Alt-F4

ERE NN

(>
®J

Blement Info

Machine Zera Machine Zera ' Machine Zero 2 Part Diameter
00 [ 0o o) [ ] Use ‘Y-sis Substitution 50.0]
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10. Tutorial Mill 2 - Machining the Part

With CNC-Calc v7 it is possible to create toolpaths directly from the program's
geometrical drawings. Thereby, calculations become more secure and programming
becomes much faster compared to doing it manually. At the same time you get a big
advantage since it is possible to move, copy, rotate, scale, and mirror elements with the
result of instant NC-code generation. There are several machine types in CNC-Calc, but
the most commonly used are ISO G-code programming and Heidenhain plain text.

~

(0, \O

Sample 2D part.

This tutorial demonstrates how the 2-dimensional part above can form the basis for NC-
codes for various types of machining.

In order to produce the final part we will use the following operations:

e Face Milling

e Contour Milling
e Pocket Milling
e Drilling

\_) This tutorial builds upon the result from CNC-Calc Tutorial Mill 1.



Tutorial Mill 2 - Machining the Part

46

10.1. Open an Existing Drawing

To open a drawing, click on the icon ©~ Open Drawing in the File toolbar under the

CNC-Calc tab. An Open file dialog will appear.

Loak in:

.| Drawings

-~

Mame

v@_? &7

Date modified

L@- CMC-Calc Milling Tutorial 1.cdd

02-01-201213:45

itk inch-g71.cdd
i lathel .cdd
L@.metric-g?l.cdd
L@.tutnriall.cdd
L@tutnriald.cdd

[P TR ) ST ¥ G

1| 1]

File name: CHC-Calc Milling Tutorial 1.cdd

01-07-2012 21:19
01-07-2012 21:19
01-07-2012 21:19
01-07-2012 21:19
01-07-2012 21:19

AC AT A1 47971

Files of type: [CNC—CaIc Drawing files (*.cdd, ~.dd)

Select the file CNC-Calc Milling Tutorial 1.cdd and click Open.

You should now see the part from CNC-Calc Tutorial Mill 1 displayed.

CIMCO Editv6.28 [C:\CIMCO\CIMCOEd t6\Drawing=\CNC-Cale Tutorial Mill L.cdd,

Editor  NCFunctions  Backplot  File Compars n | CNC-Cale a x
[) & omenommim - NG IC IO AN =] A 2 somim &
save ] - 0 BV R a =
New El Zoom xXr O b e s ALA Center Two L% Rectangular Bolt CircularBolt | Text [l Q[ iﬁ|w|m a”\gl
Drawing '] Setup CNC-Cale m || XX 0 OX | ¢ O || radius points 3 ™\ = | " HolePattern Hole Pattern | Entry @ ==
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Q If you hold the cursor over an icon, a short description of the icon's functionality will
appear.

You can change the colors of the drawing area by selecting i Setup CNC-Calc and then
Global Colors from the tree menu.

10.2. Face Milling

CNC-Calc v7 can generate CNC toolpaths for face milling, with or without finishing
passes and using different cutting strategies.

10.2.1. Creation of Facing Toolpaths

First, in the Operations toolbar, select the programming format of the NC-program in the
File Type drop-down menu. Select ISO Milling.

Then click on the icon ™~ Face Milling to generate a CNC-Toolpath for face milling.

150 Milling - ||l |

L@l Q| oo el | ||| anl |

Milling Operations

Write the text FACING in the Comment field of the CNC-Calc pane Face Milling. This
text will be included at the start of the final NC code for this operation. When multiple
operations exist in the same NC program, the comments will help to locate and identify
the start of each operation.

Click on the outlining contour of the drawing. This will select the bounding contour that
the facing operation will operate on.
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Click on the button Parameters in the CNC-Calc pane Face Milling. This will open the
configuration dialog for setting the face milling parameters.

Enter the values into the dialogs as shown in the pictures below.

Depths Tab

Face Milling Parameter
Depths | Strategy

Cutter Diameter: Roughing
Roughing Stepdown:

Depth Settings

Start Depth: Finish

Finish Stepdown:
End Depth:

Finish Cuts:
Retract Height:

Stock to Leave:
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Cutter Diameter: This is the diameter of the cutter. Here it is a 30 mm Face Mill.
Start Depth: This is the top of the part.
End Depth: The final depth (will be corrected by Stock to Leave).

Retract Height: When the operation is finished, this is the height that the tool will
retract to.

Roughing Stepdown: The maximum roughing cuts that the operation will take.

Finish Stepdown: If Finish Cuts is larger than zero, this is the cut that will be
taken in each finishing cut.

Finish Cuts: The number of finishing cuts that the operation will perform. If the
value is left at zero, only roughing cuts will be made.

Stock to Leave: The amount of stock that is left at the end of the operation (after
both roughing and finishing cuts).

Strategy Tab

Strategy

Strategy
Cutting Method

[Egzag

Maove between Cuts
[High Speed Loops

Owerap Across: Facing Angle:

Owerdap Mong: Stepaver:

Entry Distance:

Exit Distance:

Cutting Method: The method used to perform the face operation. It is possible to
select Zigzag, Climb, or Conventional.
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e Move Between Cuts: Is only used for the Zigzag Cutting Method, since the other
methods will move free between cuts.

e Overlap Across: The amount that the mill will hang out over the side diagonal to
the cutting direction.

e Overlap Along: The distance that the tool will move out over the end before the
high speed loops are taken.

o Entry Distance: The distance that the tool will start out at before the actual cut is
taken.

o Exit Distance: The distance the tool moves out after the final cut is taken.

o Facing Angle: The angle at which the operation is performed. An angle of zero is
along the X-axis, and an angle of 90 is along the Y-axis.

o Stepover: The distance between each of the parallel cuts of the facing operation.

After entering the values, close the parameters dialog with OK. To show the generated
toolpath click on Show Toolpath button in the Face Milling pane.
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Now click on the button Export Editor to export the generated NC code to a new
window in the Editor. The following screen should now be displayed.



Tutorial Mill 2 - Machining the Part 51

”ﬁ E,q = - CIMCO Edity6.28 [Untitled ]

Editor  NCFunctions  Backplot  File Compare  Transmission | CNC-Calc Window ™ Help~™ - & X
= - ¢ T 2 / N rr\C 'an
F Open Drawing ) ‘r § &, A Ao Milling - |
& save 1 sl S Al 3 a

New Zoom . . . — || Center Two " || Rectangular Bolt Circular Bolt || Text = Il el 1

Drawing % Setup CHC-Calc In ~ ) < Radius Paints Hole Pattern  Hole Pattern || Entry a ‘ ‘A a ‘ |

File View Maodify Snap | Draw Points /Li... Draw Arcs / Circles Pattern Text Milling Operations
| ELCNC Cale Miling Tutonal 1.cdd (4] Unttled = 4bx
NC-Assistart 1 (FACING)
2 GO ¥-110.000 ¥-50.000
Desciiptiar:

3 G0 z10.000

4 GO Z0.100

5 |G1 ¥X90.000

6 G3 X90.000 ¥-25.000 10.000 J12.500
7 /G1 X-90.000

8 G2 ¥-90.000 Y0.000 I0.000 J12.500
9 G1 X90.000

10 G3 X90.000 ¥25.000 I10.000 J12.500
11 G1 X-90.000

12 G2 X-90.000 Y50.000 I0.000 J12.500
Cycles / Macros 13 |G1 X90.000

14 G1 X100.000

15 GO z10.000

16 G0 X-110.000 ¥-50.000

Modiy

Program Start and End
Tool changs
Program comment

o »

(300 Rapid move 17 GO Z0.000
GO1 Linear mave 18 |G1 x90.000
G02 Clockuise atc move 15 G3 X90.000 Y-25.000 I0.000 J12.500
603 Counterclockwise e mave 20 |G1 X-90.000
04 Duvel 21 G2 ¥-90.000 Y0.000 I0.000 J12.500
GO7 Hypothetical asis interpolati 22 |G1 X90.000
609 Evact stap check far ane b, 23 G3 ¥90.000 ¥25.000 I0.000 J12.500
G10Data setting mode [Standa 24 Gl X-90.000
G11 Data setting mode cancel 25 G2 X-90.000 Y50.000 I0.000 J12.500
G15 Palar coordinate mode can. 26 |G1 X90.000
616 Palar coordinste mede 27 61 %100.000
G17 XY plane specification 26 G0 Z10.000
G18%Z plane specification |

icensed to DEMO - NOT FOR RESALE - CIMCO Integration n1/29, Co 21 bytes INS 59 i

See section “Inserting a Tool with Feed and Speed Calculator” for information on how to
insert a tool using the Feed and Speed Calculator.

10.2.2. Inserting a Tool with Feed and Speed Calculator

The Feed and Speed calculator built into CNC-Calc is used to insert feed and speed data
into the NC program. All the data used in the calculations can normally be found in the
reference material supplied by the manufacturer.

In the facing example, we use a face mill that we give the following characteristics:
diameter is 30 mm, it has 5 flutes, a cutting feed of 0.08 mm per tooth, and a cutting
speed of 190 mm/min.

To use the feed and speed calculator for milling operations, select the icon #4 Calculator
in the Milling Operations toolbar.

150 Milling - |

= Bl Q|| k| ||| A an||

Milling Operations
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Fill in the following values into the Feed and Speed Calculator pane:

e Tool #: Number assigned to the tool, let’s say that Feed and Speed Calculator
the face mill have a tool number of 1. redl
ool H:
e Diameter (D): Diameter is 30 mm. 1
 # Flutes (Z): The number of flutes is 5. Diameter (D] in mm:
a0
e Feed per tooth (Sz): In this example it is set to # Flutes (2]
0.08 mm. 5
o Cutting Speed (V): Is set to 190. Feed per toath (52] in mm:
0.08
The fields are linked together, so as entries are made in the Cutting Speed [/] in mm./mir:
Cutting Speed field, the fields RPM and Feedrate will be 140
automatically updated. G ()
2D'|5_
If we then want to have 2000 rpm and a feedrate of 800 eeiate] il mmfmig:us =
mm/min instead of the calculated 2015 and 836.385, the -
value for the cutting speed will be updated to 188.5 | @ Metis Inches
mim/min
Change the RPM to 2000 rpm and the feedrate to 800 | ExportEdtor | | Export Cipboard
mm/min.

Click on the button Export Clipboard on the Feed and Speed Calculator pane. The line
for the NC program is now in the clipboard, and it is ready for insertion.

Change the window to that of the NC program, and press Ctr/+Home to move to the very
start. Insert the text from the clipboard, either by pressing Ctrl+V, or selecting the icon E*
Paste from the Edit toolbar in the Editor tab.
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The NC program should now look similar to the one below.
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10.3. Contour Milling

CNC-Calc v7 can generate contour milling toolpaths - with and without radius
compensation.

10.3.1. Creation of Contour Toolpaths

To begin the creation of an NC program for the contour operation, select ‘Contour
Milling to generate a CNC-toolpath for contour milling (ensure that ISO Milling is
selected in the field File Type).

150 Milling - i@

I B Q| k||| | A an||

Milling Operations

Write the text CONTOUR in the Comment field of the CNC-Calc pane Contour Milling.
This text will be included at the start of the final NC code for this operation. When
multiple operations exist in the same NC program, the comments will help to locate and
identify the start of each operation.



Tutorial Mill 2 - Machining the Part 54

Move the pointer over the outlining contour of the drawing. This highlights the contour
element; the arrows indicate the direction the tool will travel. Click on the part of the
element that makes the contour direction clockwise like in the picture below.

What side the tool will machine is controlled by the Work Side drop-down box on the
General tab in the parameters dialog.
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Click on the button Parameters in the CNC-Calc pane Contour Milling. This will open
the configuration dialog for setting the contour milling parameters.

Enter the values into the Parameters dialogs as shown in the pictures below.
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General Tab

This tab contains all the general parameters that are used for roughing and finishing in
both depth and side cuts.

Contour Milling Parameter:

General | Side Cuts I Depth Cuts | Lead In/Cut

Cutter Diameter:
10.0

Depth Settings
Retract Height: Start Depth:
10.0 0.0

Safe Distance: End Depth:
20 50

Stock to Leave
Stock to Leave XY Stock to Leave Z:
0.0 0.0

Compensation
[ Apply on Roughing Side Cuts

Compensation Type
’Computer

Work Side
|Left

e Cutter Diameter: The diameter of the tool in use.

e Retract Height: The height to which the tool will move between contours, and
where it will stop at the end of the operation.

o Safe Distance: The distance above the part, where the feedrate will change from
rapid to cutting speed.

o Start Depth: This is the top of the stock.

o End Depth: The depth at which the last cut will be taken. This value is corrected
by the Stock to Leave Z value.

e Stock to Leave XY: The amount of stock that is left in the XY/side direction at
the end of the operation (after both Roughing and Finishing).

e Stock to Leave Z: The amount of stock that is left in the Z/depth direction at the
end of the operation (after both Roughing and Finishing).
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e Apply on Roughing Sidecuts: If this option is checked, the compensation type
will be applied to both roughing and finishing side cuts. Otherwise computer
compensation is used for roughing cuts, and the selected compensation type for
finishing cuts.

o Compensation Type: This is the compensation type used for the operation.
e Work Side: This field determines on which side of the contour the tool will pass.

Together with the selected direction of the contour it determines if the milling
type will be climb or conventional.

Side Cuts Tab

Configure the cuts taken in the XY direction.

Contour Milling Paramete

General | Side Cuts | Depth Cuts | Lead In/Out
Use Side Cuts

Roughing Passes Finish Passes
Number of Passes: Number of Passes:

Spacing: Spacing:

Machine finish passes at
@ Final Depth 1 Al Depths

Finish Overdap
Civedap Distance:

e Use Side Cuts: If this option is checked, the operation will perform the cuts
defined by the parameters. Otherwise, only one cut at the final contour will be
performed.

o Number of Passes (Roughing Passes): The number of roughing side cuts in the
operation.
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e Spacing (Roughing Passes): If more than one roughing pass is taken, this is the
distance between them.

o Number of Passes (Finish Passes): The number of finishing side cuts in the
operation.

e Spacing (Finish Passes): The distance of each finishing pass.

o Final Depth: If this radio button is checked, the finishing passes will only be
taken at the final depth.

e All Depths: If this radio button is checked, the finishing passes will be taken at
every depth.

e Overlap Distance: The distance that all the finishing laps will overlap, in order to
smooth the surface.

Depth Cuts Tab

Configure the cuts taken in the Z direction.

Depth Cuts | Lead in/Out

Use Depth Cuts

Foughing Passes Finish Paszes
Max Roughing Steps: Mumber of Cuts:

lUse Even Depth Cuts Steps:

Helix Linearization

[ Linearize Helx Movements

Toolpath Linking
) By Depth @ By Contour
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e Use Depth Cuts: If this option is checked, the operation will perform the cuts
defined by the parameters. Otherwise, only one cut at the final depth will be
performed.

e Max Roughing Steps: The maximum cut that will be taken in a roughing cut.

e Use Even Depth Cuts: If this option is checked, all the roughing passes will have
the same distance. If it is left unchecked, cuts will be taken at the Max Roughing
Steps distance, and any rest material will be taken with the last cut.

o Number of Cuts: The number of finishing depth cuts in the operation.
o Steps: The distance of each finishing pass.

e Linearize Helix Movements: Some machines cannot make helix movements, and
if this option is checked, all helix movements will be converted to lines in the NC
operation.

e Linearization Tolerance: When the helix is converted to lines, this will be the
maximum error for the final lines.

e By Depth: This is only used if multiple contours are milled in the same operation.
If selected, the cut on each depth will be performed on all contours, before any
cuts are made at a new depth.

o By Contour: If selected, one contour will be milled from start to finish, before the
next contour is worked upon.
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Lead In/Out Tab

Configures the way the tool will approach the contour at the start/end of the roughing,
and for each finishing pass.

The use of lead in/out is optional, when the compensation is set to computer or none. It is
however mandatory, when any compensation is performed by the controller.

Contour Milling Parameter:

| General | Side Cuts | Depth Cuts | Lead In/Out

Use Lead In/Dut Parameters
Lead In Lead Out

Use Line Use Line
Line Length: Line Length:

(@ Perpendicular (@ Perpendicular

() Tangent
Use Arc lse frc
Radius: Radius:

() Tangent

Sweep: Sweep:

Feedrates
[ Use custom feedrates

e Use Lead In/Out Parameters: Enables or disables the lead in and out.
e Use Line: Enables or disables the lead in/out lines.
o Line Length: The length of the lead in/out line.

o Perpendicular: If this option is selected, the line will be perpendicular to the
following element for lead in, and the previous element for lead out.

o Tangent: If this is selected, the line will be tangent to the following element for
lead in, and the previous element for lead out.

e Use Arc: Enables or disables the lead in/out arcs.

¢ Radius: The radius of the lead in/out arc.
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e Sweep: The sweep angle of the lead in/out arc.

e The two arrows in the middle of the dialog are used to copy all values from lead in
to lead out, and vice versa.

o Use custom feedrates: Check this option to enable using custom feedrates for the
milling operation.

e Feedrates: Click this button to open a new window to enter custom values for
Cutting (XY), Helix/Ramp, and Plunging (Z) feedrates.

Now, close the parameters dialog with OK. To show the generated toolpath click on
Show Toolpath button in the Contour Milling pane.
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Click on the button Export Clipboard. The NC operation is now in the clipboard, and it
is ready for insertion.

Change the window to that of the NC program and press Ctrl+End to move to the very
end of the file. Insert the text from the clipboard, either by pressing Ctrl+V, or selecting
the icon % Paste from the Edit toolbar in the Editor tab.

The NC program in the Editor now consists of two operations, and currently they are both
made with the same tool. Now we need to insert a new tool for the contour operation. See
section “Inserting a Tool with Feed and Speed Calculator” for information on how to
insert a tool using the Feed and Speed Calculator.
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10.3.2. Inserting a Tool with Feed and Speed Calculator

Follow the steps from the previous operation for inserting a tool with the built-in
calculator.

Instead of the values used there, use the following values into the Feed and Speed
Calculator pane:

o Tool#:2 Feed and Speed Calculator
e Diameter (D): 10 mm Tool #
« #Flutes (Z): 4 2
Diameter [0 in mm;
e Feed per tooth (Sz): 0.06 mm 10
e Cutting Speed (V): 175 mm/min # Flutes [2).
4
Now, the last two values have been calculated and inserted Feed per tooth [S2] in mm:
in the dialog. They should be: 0.05}
Cutting Speed (4] in mommin;
« RPM (n): 5570 1727878
. RPM [n]:
e Feedrate (F): 1336.9015 mm/min E5D
Feedrate [F] in mmdmir:
Correct the RPM to 5500 rpm and then Feedrate (F) to 1320
1320 mm/min. @ Metric Inches
Now the Feed and Speed dialog should look like the one to L Cea |
the right. | Export Editor | [ Export Clioboard |

Click on the button Export Clipboard to copy the
generated line to the Windows clipboard.

Change to the NC program in the editor. After the contour operation was copied to the
editor, the cursor is at the very end of the program. In order to insert the tool line from the
clipboard, we must locate the start of the contour operation. Since the comment
CONTOUR was inserted, it is easy to locate the start of the operation.

Find the text CONTOUR, either by pressing Ctri+F, or selecting the Find % icon from
the Find toolbar under the Editor Tab.

Go to the start of the comment line and insert the text from the clipboard, either by
pressing Ctrl+V, or selecting the icon £ Paste from the Edit toolbar.
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The NC program should now look like the following:
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502 Clockuise arc move 143 (G2 X-82.100 ¥-37.500 10.000 J19.600

G03 Counterclockwise aic move 44 |G1 Y37.500

502 Duel 45 G2 X-62.500 Y57.100 I19.600 J0.000

GO7 Hypathetical axis interpolat 46 |G1 X0.000 ¥57.100

G503 Enect stop check for one b 47 /G2 X1.500 ¥56.100 I0.000 J-1.625

G10Dats seiting mods (Stands 48 |G3 X3.000 ¥55.100 I1.500 JO.625

511 Data setting mode cancel 19|G1 X62.500

615 Polar coordinate mode can... 50 G2 X80.100 ¥37.500 I0.000 J-17.600

G16 Polar coordinate mode 51|cl Y-37.500

G170 plane spectiestion || 55 1G5 ¥62.500 ¥-55.100 I-17.600 J0.000

5182 plane specifcation 2|l X692 500 T-55.100

Add 54 G2 X-80.100 ¥Y-37.500 I0.000 J17.600 i

10.4. Pocket Milling

CNC-Calc v7 can generate pocket milling toolpaths.

10.4.1. Creation of Pocket Toolpaths

To start creating an NC program for the pocket operation, select the function ' Pocket
Milling to generate a CNC-toolpath for pocket milling (ensure that ISO Milling is
selected in the field File Type).

150 Milling - i@

| Ol o ek ||| A @|| |

Milling Operations

Write the text POCKET in the Comment field of the CNC-Calc pane Pocket Milling. This
text will be included at the start of the final NC code for this operation. When multiple
operations exist in the same NC program, the comments will help to locate and identify
the start of each operation.



Tutorial Mill 2 - Machining the Part 63

Click on the inner contour of the drawing. This will highlight the inner contour that will
be used as boundary for the pocket operation.

E \ B CINCO Edit v6.2= [C\CIMCO\CIMCOEdit6 \ Drawing=\CNC-Cale Milling Tutorial Ledd.
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File View Modity Snap | Draw Points /L. Draw Arcs / Circles Pattern Text Milling Operations
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Click on the button Parameters in the CNC-Calc pane Pocket Milling. This will open the
configuration dialog for setting the pocket milling parameters.

Enter the values into the Parameters dialogs as shown in the pictures below.
General Tab

This tab contains all the general parameters that are used for roughing and finishing in
both depth and side cuts.
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General | Side Cuts | Depth Cuts | Entry Strateay | Lead In/Out

Tool
Cutter Diameter:

Depth Settings
Retract Height: Start Depth:

Safe Distance: End Depth:

Stock to Leave
Stock to Leave XY: Stock to Leave Z:

Compengation Type
Computer

Miling Type
() Convertional

Feedrates
[ Use custom feedrates

e Cutter Diameter: The diameter of the used tool.

e Retract Height: The height to which the tool will move between contours, and
where it will stop at the end of the operation.

o Safe Distance: The distance above the part, where the feedrate will change from
rapid to cutting speed.

o Start Depth: This is the top of the stock.

e End Depth: The depth at which the last cut will be taken. This value is corrected
by the Stock to Leave Z value.

e Stock to Leave XY: The amount of stock that is left in the XY/side direction at
the end of the operation (after both Roughing and Finishing).

e Stock to Leave Z: The amount of stock that is left in the Z/depth direction at the
end of the operation (after both Roughing and Finishing).

o Compensation Type: This is the compensation type used for the operation.

o Conventional: When checked, the operation will be generated using conventional
milling.
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e Climb: When checked, the operation will be generated using climb milling.

o Use custom feedrates: Check this option to enable using custom feedrates for the
milling operation.

e Feedrates: Click this button to open a new window to enter custom values for
Cutting (XY), Helix/Ramp, and Plunging (Z) feedrates.

Side Cuts Tab

Configure the cuts taken in the XY direction.

| General | Side Cuts | Depth Cuts | Entry Strateay | Lead In/Out

Roughing Passes: Finish Passes:
Max Roughing Spacing: Cuts:

Spacing:

Finish Passes at
@ At Final Depth () A all Depths

Finish Owverdap
Cwerdap Distance:

Roughing Smoothing
Disabled

e Max Roughing Spacing: The maximum side stepover used in the roughing of the
part.

e Cuts: The number of finishing side cuts in the operation.
o Spacing: The distance of each finishing pass.

o At Final Depth: If this radio button is checked, the finishing passes will only be
taken at the final depth.

e At All Depths: If this radio button is checked, the finishing passes will be taken at
every depth.
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e Overlap Distance: The distance that all the finishing laps will overlap, in order to
smooth the surface.

e Roughing Smoothing: This slider controls the amount of smoothing used. The
higher the value (rightmost), the smoother the resulting toolpath will be.

Depth Cuts Tab

Configure the cuts taken in the Z direction.

General | Side Cuts | Depth Cuts | Entry Strategy | Lead In/Out

Use Depth Cuts

Roughing Passes: Finish Passes:
Max Roughing Steps: MNumber of Cuts:

\Use Even Depth Cuts Steps:

Toolpath Linking
(2 By Depth

o Use Depth Cuts: If this option is checked, the operation will perform the cuts
defined by the parameters. Otherwise, only one cut at the final depth will be
performed.

o Max Roughing Steps: The maximum cut that will be taken in a roughing cut.

o Use Even Depth Cuts: If this option is checked, all the roughing passes will have
the same distance. If it is left unchecked, cuts will be taken at the Max Roughing
Steps distance, and any rest material will be taken with the last cut.

e Number of Cuts: The number of finishing depth cuts in the operation.

o Steps: The distance of each finishing pass.
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e By Depth: This is only used if multiple pockets are milled in the same operation.
If selected, the cut on each depth will be performed on all pockets before any cuts
are made at a new depth.

o By Pocket: If selected, one Pocket will be milled from start to finish before the
next pocket is worked upon.

Entry Strategy Tab

This tab is used to configure how the tool cuts from one Z level to the next.

| General | Side Cuts | Depth Cuts | Entry Strategy | Lead In/Out

Entry Strategy
() Plunge
) Ramp
Ramp Parameters

@) Helx Entry
Helex Parameters
Helix Angle: Ramp Clearance:

Helix Diameter: Minimum Helx Diameter:

Helie Linearization

[ Linearize Helix Movements

o Plunge: When this is selected, the tool will move straight down.

o Ramp: With the ramp entry, the tool moves down to the Ramp Clearance above
the part. Then it makes a ramp movement with the length Ramp Length and the
angle Ramp Angle.

o Helix Entry: Moves down to Helix Clearance above the part. Then it will spiral
down with the angle Helix Angle in a circular movement with a diameter between
Helix Diameter and Minimum Helix Diameter. How big the actual diameter
will be depends on the geometry.
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e Linearize Helix Movements: Some machines cannot make helix movements, and
if this option is checked, all helix movements will be converted to lines in the NC
operation.

o Linearization Tolerance: When the helix is converted to lines, this will be the
maximum error for the final lines.

Lead In/Out Tab

Configures the way the tool will approach the pocket at the start/end of the roughing, and
for each finishing pass.

The use of lead in/out is optional, when the compensation is set to computer or none. It is
however mandatory, when any compensation is performed by the controller.

| General | side Cuts | Depth Cuts | Entry Strategy | Lead In/Out
Use Lead In/Out Parameters
Lead In Lead Out

Use Line Use Line
Line Length: Line Length:

@ Perpendicular @ Pempendicular

(7 Tangent () Tangent

Use Arc Use Arc
Radius: Radius:

Sweep: Sweep:

e Use Lead In/Out Parameters: Enables or disables the lead in and out.
e Use Line: Enables or disables the lead in/out lines.
o Line Length: The length of the lead in/out line.

e Perpendicular: If this option is selected, the line will be perpendicular to the
following element for lead in, and the previous element for lead out.
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o Tangent: If this is selected, the line will be tangent to the following element for
lead in, and the previous element for lead out.

e Use Arc: Enables or disables the lead in/out arcs.
e Radius: The radius of the lead in/out arc.
e Sweep: The sweep angle of the lead in/out arc.

e The two arrows in the middle of the dialog are used to copy all values from lead in
to lead out, and vice versa.

Now, close the parameters dialog with OK. To show the generated toolpath click on
Show Toolpath button in the Pocket Milling pane.

‘.ﬁ_‘ Ep = - CIMCO Editwb.2= [C\CIMCO\CIMCOEdite\Drawings\CNC-Calc Milling Tutorial Ledd 2 ]
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Pocket Miling

Comment:

POCKET

[T Single Step

4
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oo [ on i} [T Use YAk Substitution 50.0
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Click on the button Export Clipboard. The NC operation is now in the clipboard, and it
is ready for insertion.

Change the window to that of the NC program and press Ctr/+End to move to the very
end of the file. Insert the text from the clipboard, either by pressing Ctrl+V, or selecting
the icon % Paste from the Edif toolbar in the Editor tab.

The NC program in the Editor now consists of three operations, and since we use the
same tool for the contour and pocket operations we will not insert a tool before the pocket
operation.
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10.5. Drilling

CNC-Calc v7 can generate codes for drilling in either canned cycles or as longhand.

10.5.1. Generate a Drill Cycle

To start creating a NC-program for the drilling operation, select the function "' Drill
Holes in the Milling Operations toolbar to generate a drill cycle (ensure that ISO Milling
is selected in the field File Type).

150 Milling ol

| Bl Q||| el | ||| R an|| |

Milling Operations

Write the comment DRILLING in the Comment field of the CNC-Calc pane Drilling.
This text will be included at the start of the final NC code for this operation. When
multiple operations exist in the same NC program, the comments will help to locate and
identify the start of each operation.

Drilling

Cornment:
DHILLING_

[] Uze Selection Filker

[ Filker I [ Dirill Parameters ]

[ Reorder Circ H Reorder Rect I

Back Hew

Ewport Editor Export Clipboard

Click on the button Drill Parameters to open the parameter dialog window shown
below. For this drilling operation, please enter the parameters shown.
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Drilling Parameters

Drilling Parameters

Dilling Type
Standard Peck Driling -

Diepths
Retract Plane:

1o
Safe Distance:
@ Incremental () Absolute

20

Feedrates
@ Use Plunging

2000

Contioller Type
THC 430

Reference Plane:

0.0
Depth:
@ Incremental () Absolute

7.0

@ Use Retract

500.0

Output Tppe
@) Canned

() Longhand

Threading

Tapping Speed:

50.0

1000

Fietract Speed:

200.0
First Depth:

Diwelling

@) Use Upper Dweling

Walue 25 1.0
@ sz Lower Dweling

1.0 0.75 20

e Drilling Type: This drop-down box is used to select the operation type. The
posible parameters depend on the type selected.

e Canned (Output Type): Select this radio button to use a canned cycle. The canned
cycle depends on the selected machine, and the possible parameters reflect this
canned cycle.

e Retract Plane: The retract plane is the height that the tool is moved to before it
traverses between holes.

e Reference Plane: This is the height of the material. For some machines like
Maho, this is also the height that the operation is calculated around.

o Safe Distance: The safe distance is the distance above the reference plane where
all moves toggle between feed and rapid.

o Depth: This field is used to enter the final depth of the operation.

o Use Plunging: This radio button is used to indicate if plunging moves should be
performed with the entered plunging feedrate.

o First Depth: This field is used to enter the first depth for a pecking operation. The
following pecks will be calculated based on degression and minimum depth.
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Notice that in this example it makes no difference if Incremental or Absolute is
selected for Safe Distance and Depth, since these incremental values refer to the
Reference Plane, which is 0.

For the selection of the location of the holes, several options are available:

1. Select each hole location with the cursor. In order to get the correct hole center for
circles and arcs, the Snap to Center Points (Dfunction should be used.

2. Select the actual circle or arc. This will create a new hole location at the center of
the circle/arc.

3. Use window selection with or without filter. If the filter is used, it is possible to
limit the selection to circles or arcs in different ranges.

In the following we will use the filter to select the corner holes, but not any of the arcs.

Click on the button Filter in the CNC-Calc pane Drilling. By setting up the filter as
shown, we will limit the window selection to include only circles in the range from 0 to
10 in diameter. Click OK after entering the values shown.

Selection Filter

[] 21 Paints

Circles Arcs
1 Al Circles 1 Al s

71 Mo Circles @ Mo frcs
@ Circles in Range (71 Arcs in Range
Circlez min. Diameter: Arcz min. Diameter:

0.0

Circlez max. Diameter: Arcz max. Dameter:

10.0

Cancel ] [ 0k

Now enable the option Use Selection Filter in the left hand pane, and then make a
window selection that includes the entire drawing.
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When this selection is made, only the four corner holes should be selected.
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The order of operation can then be changed by clicking on Reorder Circ and Reorder
Rect in the Drilling pane.

Click on the button Export Clipboard. The drilling operation is now in the clipboard,
and it is ready for insertion.

Change the window to that of the NC program and press Ctr/+End to move to the very
end of the file. Insert the text from the clipboard, either by pressing Ctrl+V, or selecting
the icon % Paste from the Edit toolbar in the Editor tab.
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The NC program should look like the following.

Editor NC Functions Backplot Window ™ Help™ - & X

N XER =

File Compare  Transmission  CNC-Calc
1 Select All X Del ~

—' &) Undo ¥ Append File

¥ NextTool change

¢
150 Milling - @ Find Previous .

5 2
@7 Find Next

1 Previous Tool change

New Open Close Save Save Print Global | [mg|[E[| (<2 ][ © Copy  Cut  Paste Find Go to Line/Block
5 o 5 As - Setup @HU@U (¥ Redo F Insert File ¥ Replace e
File i File Type s Edit Find

[ BLCNC Cale Millng Tutoral 1 c;/ [B]CNC-Calc Miling Ttorial 2NC *
NCAesisiat 975 G2 X57.400 Y-20.655 z-4.000 I16.845 J-5.100 -

976 |G1 X57.400 Y20.655 Z-4.000

577 G2 X45.655 Y32.400 Z-4.000 I5.100 J16.845

978 |G1 X-45.655 Y32.400 zZ-4.000

979 G2 X-57.400 Y20.655 Z-4.000 I-16.845 J5.100

980 G1 X-57.400 Y-20.655 Z-4.000

981 G2 X-45.655 Y-32.400 z-4.000 I-5.100 J-16.845

982 |G1 X21.613 Y-32.400 Z-4.000

583 G2 X21.688 Y-32.450 Z-4.000 I0.000 J-0.081

981 G3 ¥21.763 ¥-32.500 z-4.000 I0.075 J0.031

985 |G1 X45.729 Y-32.500 Z-4.000

586 G2 X57.500 Y-20.729 Z-4.000 I16.771 J-5.000

Cycles / Macros 987 G1 X57.500 ¥20.729 Z-4.000

988 G2 X45.729 ¥32.500 Z-4.000 I5.000 J16.771

983 G1 X-45.729 Y32.500 Z-4.000

990 G2 X-57.500 Y20.729 Z-4.000 I-16.771 J5.000

Descriptian

Hadiy

Progiam Start and End
Tool change
Frogiam comment

) »

300 Rapid move 991 |G1 X-57.500 Y-20.729 Z-4.000
GO Linear move 592 G2 X-45.729 Y-32.500 Z-4.000 I-5.000 J-16.771

GO2 Clockwise arc move 993 |G1 X22.763 ¥-32.500 Z-4.000

603 Courterclockwise aic move 994 G3 X27.763 ¥-27.500 Z-4.000 I0.000 J5.000

604 Dwrel 595 GO X27.763 Y-27.500 Z10.000

GO7 Hupothetical axis interpolati, 996 (DRILLING)

G09 Exact stop check for one b 997 G0 X62.500 ¥37.500

G10 Data setting mode [Standa 395 GO Z10.000

G11 Data setting mode cancel 999 GB3 X62.500 Y37.500 z-7.000 R2.000 Q1.000 F200.000
615 Poler coodinste mode can. || 1000 %-62.500 ¥37.500
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plang specification 1003 G8O

the tool change. Write the following line just before the DRILLING comment:

T3 MO6 S1200

Since the feedrate for the operation is defined in the canned cycle, we will enter manually

This will assign the tool no. 3 with a spindle speed of 1200 rpm to the drilling operation.

Now save the NC program as CNC-Calc Milling Tutorial 2.NC.
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11. Tutorial Mill 3 - Backplot in the Editor

One of the advantages of running CNC-Calc inside CIMCO Edit v7 is that the editor can
be used to manipulate and backplot the NC programs generated in CNC-Calc.

It is very important to verify/simulate the programs before they are executed on a
machine. Please pay special attention to the movements in the Z axis, and make sure
that they run with the required feed and rapid move speed.

In the following, we will setup the backplot and verify the program generated by the
previous tutorial.

11.1. Before You Start

The first thing to do before proceeding with the simulation is to set the menu parameters.
Start CIMCO Edit v7 and verify that the Backplot tab is available in the Ribbon. If not,
open the editor configuration by clicking the Global Setup “icon in the Editor tab. Go
to the Plugins section in the left tree of the configuration window. Now ensure that the
option Disable Backplot is unchecked. You must restart the program to activate the
Backplot tab.

Setup: Plugins

= General Plugins
i Editar
Printing
= File types ||:| Dizable Backplot I Dizable HC-Base

- Eelors [7] Dizable advanced simulation Disable DMC-Max client
- Block nurnbers
- Load/S ave [ Dizable DNC/Serial communication [ Disable CHC-Cale
al:ci?r:;pare [7] Dizable File compare [ Disable Mazatral Viewer
- Backplot || Disable advanced NC-Functions

- CHC-Cale
- Multi Channel Configuration password

Select pluging

- Tool List Configuration passwond:
- Olther

- Global Colors

- External Commands

Wl azatrol Viswer M acros/Maching configuration path:

’ Help ][ Drefault l[ Cancel l[ oK

Enabling the Bacplot tab.
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11.2. Open an Existing NC Program

To open a NC Program, click on the icon ©~ Open in the File toolbar under the Editor
tab. This will open an Open File dialog where you can select the file you want to open.

Lookin: |, Samples - 8 ¥ & G-

Mame Date modified

 MillPlus 25-07-201210:17

. Multi Channel 25-07-201210:17

| Siemens 8400 25-07-201210:17

| Tests 26-07-2012 10:46
?@CNC-CEIC Milling Tutorial 2.MC 25-07-2012 16:24
1| 1

File: name: CNC4Calc Milling Tutorial 2.MC

Files of type: | ISO Millng Files (" NC:"NCL:"ISO;"NCF) v |

[ Open as read-only

Please select the NC file from the last tutorial (CNC-Cale Milling Tutorial 2.NC) and
click Open.

You should now see the NC program from the CNC-Calc Tutorial Mill 2 displayed.
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- oo e o o roo e C o |




Tutorial Mill 3 - Backplot in the Editor 77

® If you hold the cursor over an icon a short description of the icon's functionality will
appear.

11.3. The First Backplot

When the NC program has been loaded into the editor, it is possible to backplot it.

Click on the Backplot tab at the top of the Ribbon bar. Then click on the icon =
Backplot Window to backplot the NC program opened in the current window.

Editor NC Functions | Backplot File Compare 1
& T Backplot File ~ | () (.._“.) & Fit To Window ~ Iy

> Close Backplot @ View Reset 2
\Backplot| . Zoom Zoom
Window || Backplot Setup In out Top

File fa | View

Y ""@cuccanc Miling Tutorial 2.NC *
| NC-Assistart |[ 1 T1 M06 52000 F8

Now the screen should look like the one below.

% [ —_—
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18 G0 z0.000

19 |G1 X90.000

20 G3 X90.000 Y-25.000 10.000 J12.500
21 |G1 X-90.000

22 G2 X-90.000 Y0.000 I0.000 J12.500
23 G1 X90.000

24 G3 X90.000 ¥25.000 10.000 J12.500
25 G1 X-90.000

26 G2 ¥X-90.000 Y50.000 I0.000 J12.500

27 |G1 X90.000 O

28 |[G1 X100.000 % 110000 I [ ] Took [ T1] Dist. [ .000] "”””HD”H
29 GO Z10.000 T v -50.000] J: [ | Feed| Rapid] Totsk | 17786.924
30 T2 MO6 S5500 F1320.000 i z[ T0.000] K[ ] R bW s ow et
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Here, the toolpath is shown. It looks OK, but it can be configured to look a lot more like
the final part. To do this, we need to define the individual tools and the stock.

11.3.1. Backplot Tool Setup

The following steps will show you how to set up the tools used in the backplot.

Click on the icon ' Tool Setup in the Backplot 7ool toolbar. This will open the Tool
Setup window.

W T1 - (Default) Type: Diameter: Corner radius:

End Mill Bull 4MH R1 End Mill Bul = 4 1

T2 - (Default)
End Mill Bull 4kt R1

T3 - (Default)
End Mill Bull 4k4k4 R

Description Type

End kill Flat 2k End Mill Flat
End kill Ball 2Mbd End Mill Ball
End Mill Bull 2MM RO.5 End Mill Bull
End kill Flat 3Mb End Mill Flat
End ill Ball 3M End Mill Ball
End kill Bull 3Mb4 RO.8 End Bill Bull
End kill Flat 4hbd End Mill Flat

EENENSVRNSURY FU I S S N )

Delete | | Modiy | [ add | [ Assignte T

[¥] Save tool information [ Cancel ][ QK. ]

When the Backplot parsed the NC program, it detected that three tools were being used.
Since these tools have not been defined, the screen will look like the one above.

In order to backplot the program correctly, we need to define these three tools. By
changing the type and the diameter of the tools, we can create the correct setup. If you
want to change tool color or define tool lengths, click on the Tool Setup | icon at the
right of the selected tool.
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Please select and enter the values for the three tools shown on the picture below.

]
[ L
Face mil 20mk

T2
End Mill Flat 10MH

T3 Diameter:

Dil 10MH 10

Description Type

End ill Flat 2k End Mill Flat
End kill Ball 2Mb End Mill Ball
End Mill Bull 2Mb R0.S End Mill Bul
End kill Flat 3Mb End Mill Flat
End Mill Ball 3MM End Mill Ball
End Mill Bull M RO.S End Mill Bull
End kill Flat 4k End Mill Flat

SN FL NP R PU I (T VR

Delete | | Modiy | [ add | [ ssignte T3

[¥] Save tool information [ Cancel ][ QK. ]

These are the same tool values that were used when the NC programs was generated in
CNC-Calc.

Now exit the tool configuration dialog with OK.

After the tools have been configured, the screen should look like the one below. Try to
find the tool changes (M06) and verify that the tool does indeed change when a tool
change is encountered in the NC program.
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11.3.2. Backplot Stock Setup

The following steps will show you how to set up the stock used in the backplot.

Click on the icon ™ Solid Setup in the Backplot Solid toolbar. This will open the Solid
Setup window.

Stock Dimensions
i <
10

Min '
ETALE

Man
102515

2125 |

I
B21%

119.2

Dimensions: |

[T Use eylindrical stock

Options
[ Use a different color for each tool
[7] Do niot shaw tool setup when all tools are defined

[ Smooth surface

[ Stop if tool collizsion detected (rapid through stock)
[ Stop if cutting with tool shoulder

[ Stop if cutting with tool shaft

[ Stop if tool holder collision detected

Lows Quality [Fast] M edium Quality High Quality [Slow]

0

Toal Library

Cancel ]
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The default values shown in the dialog are based on the cutting moves in the NC
program. Since the tool moves down in cutting speed, the Z-max will nearly always be
too big. The same is the case for the facing operation. That will give a too large stock
along both the X- and Y- axes.

From the facing operation, we know that the top of the stock should be Z = 2.00 mm.
From the drawing, we know that the values of the corners are (-75.00, -50.00) and (75.00,
50.00).

We now make the stock 2 mm larger along the X- and Y-axes, so the values will be the
ones shown in the dialog below. You can also adjust the quality of the solid by moving
the slider at the bottom of the dialog.

Saolid Setup

Stock Dimensions

Min Min v it Z:
TR B2 G

Max Max " MaxZ:
= 521

2=
57
7

Dimensions: 154 104

[ Use cylindrical stock

Options
"] Use a different colar for each toal
7] Da nat show toal setup when all taols are defired

[ Smooth surface

[] Stop if tool colision detected [rapid through stock)
[] Stop if cutting with tocl shoulder
] Stop if cutting with tocl shaft

[] Stop if tool halder colision detected

Lo Quality [Fast) Medium Quality High Qluality [Slaw)

1

oo |

Please enter these values and exit the dialog with OK.

Now, everything has been configured and the backplot can be used to verify the
operations. The screen should now look like the one shown below.
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12. Tutorial Mill 4 - Milling of Letters

This tutorial demonstrates how a 2-dimensional text can be used as the basis for an NC
program milling letters and numbers.

12.1. Open a New Drawing

To make a new drawing you must click on the icon 'New Drawing in the File toolbar
under the CNC-Calc tab. When the new drawing is opened the following window should
now be displayed:

E moe - CIMCO Edit\7 0% [Untitled Drawing]
Editor  NCFunctions  Backplot  File Compare  Transmission CNC-Calc Window ~ Help~™ = & X
D g QXLELLLH3 20200 B O Aj - -l
Hew isae zoom s :.!‘ /* /AK/( er SR R attorn Hole ot |1 gt =i e EE EC O s
Drawing Setup CNC-Calc m || XX OX | =<0 na P t&'\\ Hole Pattern H\Ptt a
File View Modify snap | Draw Points / Li.. Draw Arcs / Cirdles Pattemn Text Milling Operations
EUrted Drawng | arx
CNCCale
Element Info
4500
I - : I
I 1
Machine Zera Mackine Zera Y Machine Zero 2 Part Diameter
B [N S| 00 i) [ Use Yois Substitution 500]

Make sure that file type ISO Milling is selected in the File Type field in the Operations
toolbar. Text machinig is not suported for turning operations.

Window ™ Help~™ = & X

150 Milling - ||

B RERE T

Text Milling Operations

S A -
U U
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Q If you hold the cursor over an icon a short description of the icon's functionality will
appear.

You can change the colors of the drawing area by selecting i Setup CNC-Calc and then
Global Colors from the tree menu. For this tutorial we have chosen to use blue as our
drawing color and white for the background.

12.2. Simple Letters Milling

In this part of the tutorial we will machine a single line of text composed of letters and
numbers. For this example we have chosen the text "CIMCO 123".

Normal upper and lower case letters (no accents, dieresis, tildes, etc.), numbers, and some
special characters can be entered.

12.2.1. Drawing the Text

To begin the creation of the text that will be used for machining, click on the icon A Text
Entry in the CNC-Calc Text toolbar.

The Text Entry pane appears to the left to define the text that will be drawn.

In the input field at the bottom named Text, enter the text that will be machined; in this
example "CIMCO 123". In addition to the text, five additional parameters are needed to
specify start point, baseline angle (relative to the horizontal axis), distance between
letters, and letter height. Fill in the fields with the values shown below.

Text Entry

Start Point 2

68| @,
Start Point "

30 |,
Text Angle:

159,
Space Between Letters:

E 1]
x

Tent Height:

259,
Text:

CIMCO 123
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When you are done entering text and values, click on the blue check mark button [ at the
bottom right of the dialog to accept the insertion. This is important, since otherwise the
text will disappear once you start doing other things.

Your screen should now look like the following.

% & - CIMCO Edit v6.2= [Untitled Drawing
Editor NC Functions Backplot File Compare Transmission CNC-Calc Window ™ Help™ = & X
1<} Open Drawing - QX e i 2 @ OO - .Y 150 Milling - m)
sz L - 5{ o ]
Hew El o Zoam xr . b / /ALZ/( enter wo 2R Rectangul \ Bolt Circ | Bo \t Text =R E=E l“A' al@
Drawing '] Setup CHC-Calc n | XX OX 1 b= O1|| Radiar poimts 2™\ | St hatern ot Pathr a
File View Madify Snap Draw Points / Liv.. Draw Ares / Circles Patt: Milling Operatio
[ BlUntitled Drawing 4bx
Text Ertry
Stat Point
s
Stait Point At
N J
Test Angle
Space Batween Lelters
Test Height /
|

o
\

o

Machine Zera X Machine Zero : Machine Zer Z:
0 [ 00 00 [7] Use s Substitution 500

The drawing now shows the text, and its geometry can now be used for generating the
toolpaths.

12.2.2. Milling of Letters

To begin the creation of an NC program for the letters milling operation, ensure that ISO
Milling is selected as programming format for the NC program in the File Type drop-
down list in the Operations toolbar.

Then select the feature Letter Milling by clicking on the icon AIMill Letters in the
Milling Operations toolbar to generate a CNC-toolpath for milling letters.

150 Milling - |5

L Bl Q|0 & || A @ || 3

Milling Operations
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The CNC-Calc Letter Milling pane will appear on the left side of the screen as shown.
Write the comment LETTER MILLING 'CIMCO 123" in the Comment field. It is a good
practice to include the text to machine in the comment for the letter milling operations.

Letter Milling

Comment:

TTER MILLING 'TIMCO 123

Parameters

[ Back ] [ M ew ]

[ Export Editor ][E:-:pu:urt I:Iipl:u:aru:l]

Now click on the Parameters button and enter the values shown below.

Letter Milling Parameters |

Depth Settings
Retract Height:

Safe Digtance:
Start Depth:
End Depth:

Stepdowin £:

Cancel ] [ ] 4

Now, use window selection to select the text you want to mill. On the drawing, left-click
one corner, hold down the mouse button, and drag diagonally. When the desired text is
framed, release the button. The frame disappears and the text will have turned yellow to
indicate that it has been selected.
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Next click on the Export Editor button, and the NC codes for machining the text will be
shown in a new window in the Editor.

To verify the generated toolpath we must simulate it using the integrated Graphical
Backplot. To open the backplot window, click on the Backplot tab at the top of the
Ribbon and then on the icon =% Backplot Window.

. Editor  NCFunctions | Backplot | FileCompare  Transmission  CNC-Calc Window ~ He
T Backplot File - | (@) (@) &, Fit To Window - &y | Front 7 5 solid Model T s

& 2 @ @ R N L\-} N w || hE
3%: Close Backplot @ View Reset ) Left [} a Zoom / Regenerate solid ¥y

Backplot Zoom Zoom _ || Toolpath Mode || Tool Tool || o 150 Milling -/ Find .

Window [] BatkplotSetup || 1n out TITop View From Tool @ Setup || Ty Solid Setup 2 Q
File ) View Toolpatn Tool solid Other ] Find

[Bunttled Drawing = ] Littied * | apx
NCAssstart 1 (LETTER MILLING 'CIMCO 123') -
2 GO ¥-43.451 Y¥-22.128
Descriptior:

3 G0 2z10.000

4 GO X-43.451 Y-22.128 Z2.000
5 |Gl ¥X-43.451 Y-22.128 Z-1.000
6 Gl X-49.274 ¥-0.395 z-1.000
7
8
3

m

Gl X-38.795 Y-10.528 Z-1.000
Gl ¥X-34.785 ¥3.488 Z-1.000
Gl X-28.962 Y-18.246 z-1.000
10 G1 X-28.962 Y-18.246 Z2.000
11 GO X-28.962 Y-18.246 Z10.000
12 GO X-12.300 Y-13.781 z10.000 |
Cycles / Macros 13 G0 X-12.300 Y-13.781 22.000
14 G1 ¥X-12.300 Y-13.781 Z-1.000
Gl X-17.129 Y-15.075 z-1.000
G2 X-23.253 Y-11.540 Z-1.000 I-1.294 J4.830

Madity

Program Start and End
Tool change
Program comment

o
e
56

500 Repid rove 17|G1 X-26.488 Y0.534 Z-1.000
501 Linear move 18 G2 X-22.953 Y6.658 z-1.000 I4.830 J1.294
G02 Clackwise arc move 15 |Gl X-18.123 Y7.952 Z-1.000

503 Counlerclockwise aicmove  |[20 G1 X-18.123 Y7.952 Z2.000

B04 Dwel 21 G0 X-18.123 ¥7.952 z10.000

GO7 Hypathetical axis interpolati 22 G0 X-6.914 Y-5.868 Z10.000

G039 Exact stop check for one b, 23 G0 X-6.914 Y-5.868 Z2.000

G10Dala setting mode (Standa 24/G1 X-6.914 Y-5.868 z-1.000

511 Data setting o cancel 25 @l X-9.503 ¥3.792 Z-1.000

G15Polar coodinate mods can.. || 26 G2 x2.571 ¥7.027 z-1.000 I6.037 J1.618
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g:;gvlﬂ”“ﬂw:m“”" _||2s &2 x-6.914 ¥-5.868 z-1.000 I-6.037 J-1.618
plane speciication 29 G1 X-6.914 Y-5.868 Z2.000

Add 30 GO X-6.914 Y-5.868 z10.000 il
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Your screen should now present "CIMCO 123" in the following way.

“E Hj D - CIMCO Editvb.2= [Untitled #]
Editor  NCFunctions | Backplot | FileCompare  Transmission  CNC-Calc Window ™ Help™ - & X
e, 7 Backplot File - % @, Fit To Window - &y JFront ~ 7 S % \-C ?J__rl 7% Solid Model [ [ T e ) o
3¢ Close Backplot @ view Reset o eft - o~ || o= s & Zoom / Regenerate solid - L
Backplot Zoom Zoom . Toolpath Mode | | Tool | Tool ) ol Fna
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| BlUntitled Drawing * Tig Uintitled * X
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3 |G1 X-28.962 Y-18.246 Z-1.000
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Notice the rapid moves, indicated by the yellow lines, retracting to the level we defined
using the Parameters dialog.

At the bottom right of the backplot window, start the simulation by clicking the (] Start /
stop simulation icon.

Simulation speed and direction is infinitely variable both forwards and backwards. This is
controlled by dragging the slider =~ © " cither to the right (forward) or to the left
(backward).

If you want to verify a certain operation in the NC program, simply click on a line of the
NC code to the left. The simulation tool will immediately position itself on the
corresponding place in the simulation. You can move the tool one line at a time using the
up and down arrow keys on your keyboard, or skip through the code a page at a time
using PageUp and PageDown.

The example text milling program "CIMCO 123" can be used as a subprogram to another
program by simply cut-and-paste, but can also be completed as an independent program,
providing it is supplied with the code lines for Program Start / Program Stop, Tool
Change, and Feed/Speed, which you can quickly add either manually or using the
Macro functions in CIMCO Edit v7.
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12.3. TrueType Letters Milling

In this part of the tutorial we will machine a single line of TrueType text composed of
letters and numbers. For this example we have chosen the text "CIMCO 456".

Normal upper and lower case letters, numbers, and special characters can be entered.

12.3.1. Drawing the Text

To begin the creation of the TrueType text that will be used for machining, click on the
icon @ TrueType Text Entry in the CNC-Calc Text toolbar.

The Text Entry pane appears to the left to define the text that will be drawn.

In the input field Text at the bottom, write the text to be milled with TrueType letters; in
this example "CIMCO 456". Enter the coordinates for the starting point of the text, the
angle (relative to the horizontal axis) of the text baseline, and the height of the letters.

Text Entry
Start Point #4;
a|e,
Start Point "
al|e,
Text Angle:
an | e,
Text Height:
25 |9,
T et
CIMCO 456
| Alignment | | Select Faont |

Next, by clicking on the button Select Font and opening the font dialog, select the font
type and font size. End this dialog by clicking 'OK'. As a result of the changes you make
in the font dialog the look of the text changes. You can enter the font dialog again until
you are satisfied with the layout.
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Font:
Times Mew Roman

Tempus 5ans ITC = | |[Regular
Trebuchet MS m

Verdana [
Virer Thangd ITE i

Sample

AaBbYyZz

Script:
Westem

Using the Alignment button, you can select the text horizontal and vertical alignment
relative to the starting point entered.

Harizontal Alignment
(7 Left

@ Center
() Right

Yertical Alignment
) Taop

() Center

@ Battarn

When done, click on the blue check mark button ¥J at the bottom right of the dialog to
insert the text.

With parameters, text, and font defined your screen should look like the following.
Depending on your choice of font type this might vary.
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The geometry is now finished and can be used for the generation of toolpaths.

12.3.2.

Contour Milling of Letters

To begin the creation of an NC program for the TrueType letters milling operation,
ensure that ISO Milling is selected as programming format for the NC program in the
File Type drop-down list in the Operations toolbar.

Then select the feature TruType Letter Milling by clicking on the icon @l Mill TrueType
Letters in the Milling Operations toolbar to generate a CNC-toolpath for milling letters.

IS0 Milling

| i Q|0 & ||| A an| |3

Milling Operations

- ||l
saal

Now the CNC-Calc Letter Milling pane is opened to the left of the drawing area. Write
LETTER MILLING 'CIMCO 456' in the Comment field.



Tutorial Mill 4 - Milling of Letters 92

Letter Milling

Comment:
TTER MILLING 'CIMCO 456

[ Show T oolpath ] [ Parameters ]

[ Back ] [ M ew ]

[ E wport Editor ][E:-:pu:urt Elipbnard]

Next, click on the Parameters button. The TrueType Text Milling Parameters dialog
appears. Check the Mill Outline option at the top and fill in the rest of the fields as
shown below. Click OK when done.

True Type Text Milling

killing O peration
kill Quatlire [] Mill Irtericr

Cutter Diameter: Stepover
Stepdown £

Depth Settings
Retract Height: Stepover =T

Safe Distance:
Stock to Leave

Start Depth: Stock to Leave £

End Depth: Stock to Leave ="

Cancel ]

Use window selection to select the letters to mill. This is done by left-clicking in the
upper-left corner of the drawing. Now hold the mouse button down and drag the cursor to
the lower right corner and release the mouse button.
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Click on the Show Toolpath button. Now the generated toolpath will be shown on the
drawing. Since the toolpath coincides with the contour of the letters it can be difficult to
see.

Now click on the Export Editor button in order to transfer the generated program to the
editor.

With the generated program in the editor it is now possible to backplot it. This is done by
first selecting the Backplot tab and then clicking on the Backplot Window = jcon.

| % T - CIMCO Editv6.28 [Untitled ]

Editor NC Functions Backplot File Compare Transmission CNC-Calc Window ™ Help~ - & X
& T BackpiotFile + | (@) () Fit To Window Front 7 N\ Xy Solid Model (e ) ) @«
3: Close Backplot || _ B View Reset Left o Zoom ate solid i 4!
\BA?‘(”T‘E i Backplot Setup | 1 oot [®1Top View From Taol Taolpath Meret| ol :Tij,:] Solid Setup EEjtEng bR Q
File T View Toolpath Tool Solid Other Fl Find
| ElUnttled Drawing * %] Unttled * 4bx
ey — 1 (LETTER MILLING 'CIMCO 456') B
— 2 GO ¥X-28.202 Y-8.935 o
5 GO Z5.000
4 GO X-28.202 Y-8.935 Z2.000
5 Gl X-28.202 Y-8.935 Z-0.500
§/G1 x-29.975 ¥4.138 z-0.500
7/G1 X-23.433 ¥7.916 -0.500
5 Gl X-23.200 Y7.512 7-0.500
9 Gl X-23.720 ¥7.212 Z-0.500
10 Gl X-24.048 Y7.001 Z-0.500
T 11 Gl ¥X-24.322 ¥6.779 7-0.500
12 G1 X-24.542 Y6.546 Z-0.500
Cyeles / Mocros 13 Gl X-24.709 ¥6.301 Z-0.500
e T e —| 1461 x-24.792 ¥6.121 z-0.500
Toal choet Sl 15 61 x-24.843 ¥5.920 z-0.500
Progrem commerk gl 15 1 x-24.864 ¥5.700 z-0.500
500 Fapid move I 17 61 x-24.853 ¥5.459 7-0.500
BT Linear mave 15 Gl X-24.792 ¥5.222 7-0.500
B02 Clockvise are move 19 Gl X-24.648 Y4.878 Z-0.500
503 Courterclockwise a1c riove 20 Gl X-24.420 Y4.427 Z-0.500
504 Dwel 21 G1 X-24.108 Y3.868 7-0.500
B07 Hypcthetical as interpolat 22 G1 X-17.990 Y-6.729 Z-0.500
509 Evact stap check for ane b 25 G1 ¥X-17.655 Y-7.290 Z-0.500
G10Dats ssiting mads [Stands 24 G1 X-17.372 ¥-7.724 2-0.500
611 Dala setting mode cancel 25 @1 X-17.140 Y-8.032 Z-0.500
515 Poler coordinte made can 26 Gl X-16.959 Y-8.214 7Z-0.500
G186 Polar coordinste mode 27 |G1 X-16.790 ¥-8.317 z-0.500
GI17#Y plane specification 28 G1 X-16.592 Y-8.392 Z-0.500
G182 plne speckieatn | 35 g1 %-16.366 Y-8.437 Z-0.500
¥-8.452 7-0.500 Il

Add 30 Gl X-16.112

Use the buttons in the lower right corner of the window to control the simulation speed
and direction. By clicking on a line in the NC code to the left, the tool will jump to that
position in the simulation. The up and down keys move the line selection to the previous
or next line, and the tool will be moved accordingly.
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File T View Toolpath Tool Solid Other fa Find
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29 G1 X-16.366 Y-8.437 Z-0.500 T v 893 J:[ | Feed| Fapid| Totat | 1179.605]
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12.3.3.

Pocket Milling of Letters

The toolpath generated from the text looks like a contour operation formed by the

outlines of the letters and numbers. The area inside these contours - inside the letters - can
be milled as a special pocket milling operation. The rest of this tutorial will show you

how to do this.

1. Return to the drawing by clicking the tab Untitled Drawing (or the name of your

drawing if you have saved the drawing).

2. Click on the button New in the Letter Milling pane, and enter a comment for the

operation.

3. Click on the button Parameters.

4. Insert the new parameters as shown below (remember to check the option Mill

Interior and disable Mill Outline).
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True Type Text Milling Par:

Milling Dperation
[] Mill Datlive kill [teriar

Cutter Diameter: Stepover
Stepdown £

Depth Settings
Retract Height: Stepover =T

Safe Distance:

Stock to Leave
Start Depth: Stock to Leave £

End Depth: Stock to Leave ="

Cancel ]

5. Window-select the text.

6. Click on Show Toolpath - the generated toolpaths will now be shown on the screen.

_%_. \ = CINCO Editws.2= [Untitled Drawing
[ Editor NC Functions Backplot File Compare Transmission CNC-Calc Window ™ Help™ = & X
E‘IDDEH Drawing = LN § ; )" = ‘3" i 'z; o (‘/ Z & % @ o S ;1! 2 E O A g 150 Milling M=
Save. o [ L] . L4 ) .
oy Hsm e | BN XY 0O OX | SO i roms AN e vosren | tay @ | BT @i Aan (]
File View Modify Snap Draw Points / Li... Draw Arcs / Circles Pattern Text Milling Operations
[ Bluntiled Dmmng-ﬁv Unttied * 4px
Leter Miling
Comment

TTER MILLING TIMCO 456"

Element Info

Machine Zero ¥ Machine Zern Y. Machine Zemn 2

B w 0 00 [

Part Diameter
[7] Use ‘v#vis Substitution 50.0

‘ : : ]

7. Click the button Export Editor. Now the NC codes for the machining are shown in the
editor.
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8. Simulate the program to verify the toolpath the same way we did earlier in this tutorial.

ﬁ.q = - CIMCO Editv6.2% [Urtitled "] = J
Editor NC Functions Backplot File Compare Transmission CNC-Cale Window ™ Help~™ - & X
o, T Backplot File © % % &, Fit To Window ~ iy | Front ~ ?J_—rl [T Solid Model = EE @y
: 3¢: Close Backplot @ View Reset B Left ~ & Zoom / Regenerate solid L
D S adkplot setup | Tqa™ Tol #1op - [T Viiew From Tool . Tomm Mede Tw J:to'p 7y Solid Setup EDlRuing find e Q
File il View Toolpath Tool solid Other £l Find
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30 G2 ¥X-29.224 ¥-10.202 z-0.500 10.12 _ |~ zZ| 5000 K | R: bWt W P

It is possible to generate toolpaths with both Mill Interior and Mill Outline selected

under Parameters. This will create both the pocket operation on the inside and the milling

of the contours.

The example program "CIMCO 456" can be used as a subprogram to another program by

simply cut-and-paste, but can also be completed as an independent program, providing it

is supplied with the code lines for Program Start / Program Stop, Tool Change, and

Feed/Speed, which you can quickly add either manually or using the Macro function in

CIMCO Edit v7.
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13. Tutorial Lathe 1 - 2D Construction of a
Part for Turning

80
50 20

|
¢ v %
<L '{Z/\?‘ 2>
O

k / \x 5

Sample 2D part.

# 50
g 20
e
)
W24

% 50

This tutorial demonstrates one of many ways in which the 2-dimensional part above can
be drawn in CNC-Calc v7. Since the part is symmetric about the horizontal axis, only a
subsection of the part needs to be drawn. The complete part emerges from mirroring. The
part will be used to generate turning toolpaths, so we only need to draw the outer contour
of the upper half.

This tutorial demonstrates the use of the following functions:

e Draw a vertical line defined by its starting point and length.

e Draw a horizontal line defined by its length.

e Draw a circle with a given radius defined by its center.

e Draw a line defined by its end points.

e Draw a polar line.

o Offset a geometric element.

e Trim element between points of intersection with other elements.
o Connect and bevel two elements by a given angle and distance.

e Connect and round with a given radius between two elements.
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13.1. Open a New Drawing

To make a new drawing you must click on the icon |

| 'New Drawing in the File toolbar

under the CNC-Calc tab. When the new drawing is opened the following window should

now be displayed:

'7 moE -

Editor NC Functions Transmission CNC-Calc

AL{/C GO

Center Two

Backplot  File Compare

& XY e i =
X 'y /'9( 7

W e §
0. o

"} Open Drawing ~
& save
New Zoom

a8 O AA

Rectangular Bolt Circular Balt

Window ~ Help~™ = & X

150 Turning

- [l

Text

Drawing [ Setup CNC-Cale n | XX @ X | b= O || radius Points & ™\ - | " Hole Pattern  Hole Pattern || Entry a \—“—/\—/uuuu\—/
File View Madify Snap | Draw Paints / Li... Draw Arcs / Circles Pattern Text Turning Operations
B\ Unttled Drawing | q4bx
CNCCale
Eement Info

45.00 ,

Machine Zero
0w [

Machine Zem 2
oo

Fart Diameter

[7] Use -4z Substitution 50.0

‘ : , =

Make sure that file type ISO Turning is selected in the File Type field in the Operations

toolbar.

Window ™ Help ™ =

F X

150 Turning

‘ﬂ

-

tl'- d ‘_H_H_H_H_HEHLH_,

Text Turning Operations

appear.

If you hold the cursor over an icon a short description of the icon's functionality will
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You can change the colors of the drawing area by selecting i Setup CNC-Calc and then
Global Colors from the tree menu. For this tutorial we have chosen to use blue as our
drawing color and white for the background.

13.2. Draw the Geometry

13.2.1. Draw vertical lines defined by start point and length

Click on the Vertical icon | in the Draw Points / Lines toolbar.

Enter the values shown in the figure below to draw a vertical line of 12 mm:

Vertical Line

Start Point OF Line =

o 07z
Start Paoint OF Line
] 0 Tx
Line Length:
12 {1

Click on ¥ to approve the command and draw the line.

Q Depending on the axes' color it can be difficult to see the line, since it is situated on the
X-axis.

o Draw another vertical line by entering the following values in the dialog that is
already open:
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Vertical Line

Start Paoint OF Line 2

] -11n

Start Paint OF Line

O i
Line Length:
25

e Click on ¥ to approve the command and draw the line.

@ Click on * Zoom All in the View toolbar. This will make the drawing fill the whole
drawing area on the screen.
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13.2.2. Offset an element
e Click on the Offset Element icon =" in the Modify toolbar.

o Enter the value Offset Distance = 80 in the CNC-Calc pane.

Dffzet Element

Offzet Distance:

RN,

Steps:

L Ed
e

Copy [uncheck ta Move)

e Now click on the leftmost line (the 25 mm line drawn in the last step). After doing
this, two lines will appear (only the rightmost can be seen on the drawing).

e Now click to the right of the selected line to keep the line shown in red (it turns
blue after clicking on it).
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13.2.3. Draw a circle defined by its center and radius
o Click on the Center Radius icon () in the Draw Arcs / Circles toolbar.

o Enter the values shown in the figure below:

Circle Center And Radius

Center Point £

[« A10+50 | (@
Center Point x:

[ 70 @
Circle B adius:

[ 25 @

e Click on ¥] to approve the command and draw the circle.

T
-~

/ N

——
~.
\“ah_‘ ;//J
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13.2.4. Draw a line defined by its endpoints
e Click on the Snap to End Points icon /" in the Snap toolbar.

« Click on the Between 2 Points icon . in the Draw Points / Lines toolbar to draw
a line between two points.

o Select the top point of the two long lines of 25 mm to draw a line between those
elements. Notice that the cursor changes when it snaps to the endpoint of the lines.
After the line is drawn, the drawing should look like the one below.
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13.2.5. Draw a horizontal line defined by its length
e Click on the Horizontal icon *— in the Draw Points / Lines toolbar.

e Enter the value Line Length = -20 to draw a horizontal line of 20 mm in the -Z
direction.

Horizontal Line

Start Paint OF Line 2
Start Paint OF Line 5

Line Length:

M

=

-20

il

e«  With the // Snap to End Points function enabled, select the top end of the short
vertical line furthest to the right. This will draw the horizontal line.
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13.2.6. Draw a polar line
« Click on the Polar icon .25 in the Draw Points / Lines toolbar.

o Enter the following values into the CNC-Calc pane:

Polar Line

Start Paint OF Line &

=
Start Paint OF Line 5

#x
Line Angle:

[l 180+45 | A
Line Length:

[C] 5

e  With the / Snap to End Points function enabled, select the left end of the short
horizontal line drawn in the previous step. The drawing should look like the one
below.
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13.2.7. Chamfer the foremost corner
e Click on the Chamfer Elements icon I in the Modify toolbar.

e Define the chamfer using Distance and Angle and enter the values shown in the
picture below into the CNC-Calc pane:

Chamfer Lines

1 One Distance

) Two Dizgtances

@) Digtance and Angle

First Length

200
Second Length

0.0{|=
Chamfer Angle

30 F

Trim Elementz

o Since the chamfer angle is different from 45 degrees, it is important to select the
lines in the right order. The angle will always be measured from the first element
selected.

So first select the vertical line marked A and then the horizontal line marked B on
the drawing below.

—— 7
/!

A

o From the four possible solutions select the one which makes the right chamfer. In
the picture below you can see how it should look.
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™,
i
/ \
[\H j
N /
/

13.2.8.

Click on the Between 2 Points icon . in the Draw Points / Lines toolbar.

Enter the following values into the CNC-Calc pane:

Line Through 2 Points

o O O O

Firgt Paint On Line <

20 |4
Firgt Paint On Line &

20| A
Second Paoint On Line £

40 | 45

Second Paint On Line #:

20 |

[ Palyline

e Click on ] to approve the command and draw the line.

-

Draw a line defined by its endpoints
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13.2.9. Trim between points of intersection
« Click on the Trim to Intersection icon > in the Modify toolbar.

e Now trim the long horizontal line. To do this, click on the part of the line you
want to remove - indicated by A on the picture below.

e Now trim the large circle. To do this, click on the part of the circle you want to
remove - indicated by B on the picture below.
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N

13.2.10. Fillet intersections
« Click on the Fillet Elements icon | in the Modify toolbar.

o Enter the value Fillet Radius = 2 in the CNC-Calc pane.

Fillet # Rounding

Fillet B adius:

2|

Trim E lements
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e Select the elements on which the fillet operation should be performed. This is
done by left-clicking on the part of the elements that you want to keep.

To fillet the leftmost corner, select the elements as indicated on the picture below
by A and B. Then, you must select and left-click precisely on the arc element you
want to keep. This is the pink arc on the picture below.

o0
5 U )

\\
\\ -

B

o Now repeat the operation to fillet the additional radius 2 corners.

Select the other two corners A+B and A+C as shown at the picture below. Then
select the correct arcs to keep. At the end of the operation the drawing should look
something like the picture below.

IR R

Repeat fillet operation with radius 1 corners

o First change the Fillet Radius value in the CNC-Calc pane from 2.00 to 1.00.

\) You might want to zoom in on the area we will be working on, as on the picture below.
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e Then select the 3 corners A+B, B+C and C+D as shown on the picture below.
Then select the correct arcs to keep. At the end of the operation the drawing
should look something like the following picture.

. ¥ LN

D

Now the drawing is finished, and it should look like the one below:
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13.3. Save the File

Click on the Main Menu “# icon and then select Save As from the drop-down menu.
Give the file the name CNC-Calc Turning Tutorial 1 and save it (the file name extension
is added automatically).

CIMCO Edit v6.2= [Untitled Drawing

— E{tmﬂs Backplot File Compare Transmission CNC-Calc Window ™ Help~ = & X
[ e cnen |- @ 2 2y »¢ g LB OO0 H O AL sowm @

L ' xS AL A %D . a __
ey WX A - §

Oy Ctrl=0 Zoom Center Two Rectangular Bolt Circular Bolt Text = LAl s IR Sl 2 1 r
=/ Open G- 3 n W[ XX L0 OX | =4 O || Radius Points S ™\ - || Holepattern  Hole Pattern || Enty @ \L“I—/\I—/\L'“U\EI\LH!—/
@ a Chil+Fa L View Modify Snap Draw Points / Li... Draw Arcs / Circles Pattern Text Turning Operations

ose  ctrl- )
apx
l_‘_x' Close All r
g Save  Ctrlss ||
10
—
-
. e
Exit Alt-F4
v
Element Info
Machine Zem 2 Machine Zen X Fart Diameter
o [ 0o [T Use Y-sis Substiution 500,
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14. Tutorial Lathe 2 - Machining the Part

With CNC-Calc v7 it is possible to create toolpaths directly from the program's
geometrical drawings. Thereby, calculations become more secure and programming
becomes much faster compared to doing it manually. At the same time you get a big
advantage since it is possible to move, copy, rotate, scale, and mirror elements with the
result of instant NC-code generation.

Sample 2D part.

This tutorial demonstrates how the 2-dimensional part above can form the basis for NC-
codes for various types of machining.

In the following we assume that the stock used is @60 mm, and that it projects
sufficiently from the chuck jaws.

In order to produce the final part we will use the following operations:

e Facing the Front of the Stock
e Roughing the Part

e Grooving the Part

e Finishing the Part

e Threading the Part

e Dirilling the Part

e Tapping the Part

o Parting-off the Part

Q This tutorial builds upon the result from CNC-Calc Tutorial Lathe 1.
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14.1. Open an Existing Drawing

To open a drawing, click on the icon ©~ Open Drawing in the File toolbar under the

CNC-Calc tab. An Open file dialog will appear.

Lockin: |, Drawings

-

Mame

L@.CNC—CEI: Milling Tuterial 1.cdd

-0

bv

Date modified
02-01-201213:45

16-04-2012 12:23

&\ inch-g71.cdd

[}, lathel .cdd
L@.metric-g?l.cdd
\_@.tutoriall.cdd

[ P o S

4 | i

File name:

20-07-201212:35
20-07-201212:35
20-07-201212:35
20-07-201212:35

LG IR LRI -

k

CMNC-Cale Tuming Tutorial 1.cdd

Files oftype: | CNC-Calc Drawing files (" cdd, *.cx)

7]

l Cancel ]

Select the file CNC-Calc Turning Tutorial 1.cdd and click Open.

You should now see the part from CNC-Calc Tutorial Lathe 1 displayed.

% CIMCO Editv6.28 [ C:\CIMCO\CIMCOEdit6', Drawings\CINC
. Editor  NCFunctions  Backplot  File Compare  Transmission | CNC-Calc Window ™ Help~™ - & X
£ Open Drawing - & XY g e — | K @ o a3 - ) A A 5o tuming - (]
5 w - N . o > B
New G‘)I e Zoom xr o . IS LA Center Two S Rectangular Bolt Circular Bolt || Text a \EM\E\HEEMM
Drawing Setup CNC-Calc n W[ XX L0 OX L =9 0O | Radius points 3 ™\ = Hole Pattern  Hole Pattern || Entry a - -
File View Modify Snap | Draw Points / Li... Draw Ares / Cirdles Pattern Text Turning Operations
LELCNCCale Turing Tutoral 1.084 *| q4bx
CNCCale
. —
\\ /
\ 7
e //
—_— -
Element Info
Machine Zera Z: Machine Zera %; Part Diameter
oo on [T Use y-Auis Substitution

o

appear.

If you hold the cursor over an icon a short description of the icon's functionality will
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You can change the colors of the drawing area by selecting i Setup CNC-Calc and then
Global Colors from the tree menu.

14.2. Facing the Front of the Stock

In the following section of the tutorial we will generate an NC program to face the front
of the part. In order to select the facing operation the below described steps must be
performed.

14.2.1. Creation of Facing Toolpaths
Ensure the file type (NC Format) for our facing example program is ISO Turning.

Then select the feature Face Turning by clicking on the Face Turning ['icon in the
Turning Operations toolbar.

IS0 Turning - ||| |

| B 6 B )| B || =) B | ) |

Turning Operations

This will open the Face Turning pane to the left of the drawing area. Now insert the
values shown in the dialog below.

Face Tuming « Comment: This comment will be shown in the final
Comment: NC-Program. It is always good to include a comment,
FALING in order to distinguish the various operations in the
Start Point 2: final program.
Statt Paint iLE o Start Point Z: This is where the facing operation will
60 (T start along the Z-axis.
End Paint 2. o Start Point X: This is the start diameter of the facing
0l operation.
End Point 3

0[X] e End Point Z: This is where the facing operation will
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Now we have defined where the facing operation will work on the stock. This will be
shown on the drawing as a rectangle with arrows that indicate the direction of the operation.

Click the button Parameters in the CNC-Calc pane to define how the operation will be
performed. Enter the following values into the parameter dialogs shown below.

Cuts Tab

Use this tab to configure the tool setup and other parameters for the operation.

Face Turning Parameters

Cuts Erttry./ Exit

Tool Definition Roughing
Roughing Stepover

Tool Crientation

Py Finish
I:“mish Stepover

Tool Radius

Finish Cuts:

Stock to Leave:
Owvercut Amourt:

Finish Compensation
Compensation Type
Computer

o Tool Orientation: The nine icons represent the possible nine orientations of the tool.
o Tool Radius: This is the nose radius of the tool.
e Overcut Amount: The distance the tool will cut longer than the End Point X value.

e Roughing: Here, the check-box can be used to enable or disable the use of
roughing passes. If roughing is used, each cut will be the size of the Roughing
Stepover.

e Finish: The check box can be used to enable or disable the use of finish passes. If
finish passes are used, Finish Cuts passes will be made with a depth of the Finish
Stepover.
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e Stock to Leave: The stock to leave is the amount of material that will be left after
the whole operation is performed.

o Compensation Type: The compensation type that is used for the operation. The
two most commonly used are Controller or Computer.

Entry/Exit Tab

This tab is used to configure how the tool approaches and leave the part.

Face Turning Paramete

e

Entry/Retract Entry Vector
Enttry Amount: Use Ertry Vector

20
Ertry Angle

Retract Amourt:
20
Ertry Length

Exit Vector
Use Exit Vector

Exit Angle

Exit Length

e Entry Amount: The length that the tool will start each cut above Start Point X.

o Retract Amount: The length that the tool will pull free along the Z-Axis before it
makes moves for the next cut.

o Use Entry Vector: Enable/Disable the use of entry vector.
o Entry Angle: The angle of the entry vector.

o Entry Length: The length of the entry vector.

o Use Exit Vector: Enable/Disable the use of exit vector.

o Exit Angle: The angle of the exit vector.

o Exit Length: The length of the exit vector.
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After entering the values, close the parameters dialog with OK. To show the generated
toolpath on the drawing click on Show Toolpath button in the Face Turning pane.
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Try experimenting with the various parameters and see how they change the generated

toolpath.

14.2.2. Exporting the Toolpath and Backplot in the Editor

Click on Export Editor in order to generate the actual program. Now, a window like the
one shown below will appear. Notice that the comment from the dialog is inserted at the

top of the program as a comment.
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To verify the generated toolpath, we must simulate it using the integrated Graphical
Backplot.

To open the backplot window, click on the Backplot tab at the top of the Ribbon and then

T

on the Backplot Window == icon in the File toolbar.

Now a window like the one below will appear.
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[y The Backplot animation is controlled using the slider and command buttons located in

the bottom right.

14.3. Roughing the Part

In the following section of the tutorial we will generate a Roughing NC program. In order
to select the roughing operation the below described steps must be performed.

14.3.1. Creation of Roughing Toolpaths
Ensure the file type (NC Format) for our roughing example program is ISO Turning.

Then select the feature Roughing Turning by clicking on the Roughing Turning [ icon
in the Turning Operations toolbar.
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150 Turning - ||| |

LB | 6| B =] B B ) |

Turning Cperations

This will open the Roughing Turning pane to the left of the drawing area. Now insert the
values shown in the dialog below.

Roughing Tuming

Comment:
ROUGHING

Retract Point Z:

e,
Retract Pairt

0%
Radial Min:

0 ;e

Radial Max:

Bl
[] Use Awial Stock Limits

O O O O

Auial Mir:

0 -
Auial Maw

| i
[ Single Step

Show Toolpath

Back Mew

Export Editor Export Clipboard

Comment: This comment will be shown in the final NC-
Program. It is always good to include a comment in order to
distinguish the various operations in the final program.

Retract Point Z: This is the Z value to where the operation
will retract the tool after completion.

Retract Point X: This is the X value to where the operation
will retract the tool after completion.

Radial Min: This is the lower machining limit for the
operation in the X direction.

Radial Max: This is the upper machining limit for the
operation in the X direction.

The roughing operation works on a contour, and in order to generate a toolpath we must
select that contour. This is done by clicking on the contour as indicated in the picture

below.

When the selection is made the contour is selected until the end. This is OK for this
operation but we really do not want any work done on the leftmost face, so in order to
exclude this click the Back button once. This will deselect the leftmost face.

Now your drawing should look something like the one below.
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Click on the button Parameters in the Roughing Turning pane to open the parameters
dialog. Enter the following values into the parameter dialogs shown below.

Tool Tab

This tab is used to configure the settings for tool, work orientation and compensation type
used for the operation.

Lathe Roughing Parame

Tool | Cuts | Entry/Exit

Tool Definition Work Orientation

Tool Orientation

Tool Radius

Plunge Settings
[C] Use Axial Plungs [7] Use Radial Plunge

Plunge Angle: Flumge dngle:

Compensation
Compensation Type
Computer
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Tool Orientation: The nine icons represent the possible nine orientations of the tool.
Tool Radius: The nose radius of the tool.

Work Orientation: The four icons control the way we machine the part. In the
following we are machining outside from right to left.

Use Axial Plunge: If the tool permits it, check this option to allow horizontal plunge.
Use Radial Plunge: If the tool permits it, check this option to allow vertical plunge.
Plunge Angle: Is the maximum angle we will allow the tool plunge.

Compensation Type: This is the compensation type that is used for the operation.
The two most commonly used are Controller or Computer.

Cuts Tab

Use this tab to configure cutting parameters for the operation.

| Tool | Cuts | Eniny/Et

Cuts Finish Passes
Overap: Use Finish Passes

Passes:
Depth of Cut:

Spacing:
Use Even Steps pacing

Retract
Retract Distance: Stock to Leave
Stock to Leave X:

Stock to Leave Z:

Overlap: The distance that a cut will overlap the previous cut.

Depth of Cut: The amount of material that is taken in each cut.
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o Use Even Steps: Indicate what should happen if the total depth is not dividable by
the cut depth. You can select whether even steps or the entered amount should be
used.

e Retract Distance: The distance that the tool retracts from the stock before a
return move is made.

o Use Finish Passes: Check this option if any finish passes should be taken.
o Passes: The number of finish passes to take in the operation.
e Spacing: The depth of each of the finish passes.

e Stock to Leave X: Is the amount of material that will be left in the X-direction
after the whole operation is performed.

e Stock to Leave Z: Is the amount of material that will be left in the Z-direction
after the whole operation is performed.

Entry/Exit Tab

Configure how the tool approaches and leaves the part.

Tool | Cuts | Entry/Exit

Entry/Retract Entry Vector
Entry Amount: Use Entry Vector

Entry Angle
Exdension:

Entry Length

Bt Vectar
Use Exit Vector

Exit Angle

Ext Length
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e Entry Amount: This value is used to extend the toolpath before it starts the actual

cut.
o Extension: This value is used to extend the toolpath at the end of the cut.
o Use Entry Vector: Enable/Disable the use of entry vector.
o Entry Angle: The angle of the entry vector.
o Entry Length: The length of the entry vector.
o Use Exit Vector: Enable/Disable the use of exit vector.
o Exit Angle: The angle of the exit vector.
o Exit Length: The length of the exit vector.

After entering the values, close the parameters dialog with OK. To show the generated
toolpath on the drawing click on Show Toolpath button in the Roughing Turning pane.
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Try experimenting with the various parameters and see how they change the generated
toolpath.
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14.3.2. Exporting the Toolpath and Backplot in the Editor

Click on Export Clipboard in order to generate the actual program. The program is now
in the computer's clipboard and is ready to be inserted into the CNC program.

Change the window to the NC program and move to the very end by pressing Ctr/+End.
Insert the text from the clipboard, either by pressing Ctrl+V, or selecting the icon %
Paste from the Edit toolbar in the Editor tab.

Now the NC program should look like the following screen.
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To verify the generated toolpath, we must simulate it using the integrated Graphical

Backplot.

To open the backplot window, click on the Backplot tab at the top of the Ribbon and then
on the Backplot Window == icon in the File toolbar.

Now a window like the one below will appear.
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14.4. Grooving the Part

In the following section of the tutorial we will generate a Grooving NC program. In order
to select the Grooving operation the below described steps must be performed.

14.4.1. Creation of Grooving Toolpaths
Ensure the file type (NC Format) for our grooving example program is ISO Turning.

Then select the feature Grooving Turning by clicking on the Grooving [. icon in the
Turning Operations toolbar.

IS0 Turning = |""1_;|

15l Sl adfy o il <311 5l 38

Turning Operations

This will open the Grooving Turning pane to the left of the drawing area. Now insert the
values shown in the dialog below.
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The Grooving operation works on a contour, and in order to generate a toolpath we must
select that contour. To select the contour for the operation perform the following steps:

o Ensure that Single Step is checked in the Grooving Turning pane.

e Select the contour shown on the picture below. To do this, start at the far right by
selecting the R2 rounded corner with the indication arrow pointing to the left.
Now select the next two elements, so the selection looks like the one on the
picture below.

Now your drawing should look something like the one below.
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Click on the button Parameters in the Grooving Turning pane to open the parameters
dialog. Enter the following values into the parameter dialogs shown below.

Cuts Tab

Use this tab to configure cutting parameters for the operation.

Tonol Defintion Groave Angle
Tool Width: Angle:

Comer Radius:
Cuts

Direction
Tool Orientation
Bi-Directional

C
Ik Stepover:

Depth Settings

Stock Clearance: [ Use Pecking

Stock Amount

Wall Backoff:

Stock To Leave
Stock To Leave Z Stock To Leave X:

e Tool Width: The width of the tool.
e Corner Radius: The corner radius of the tool.
e Tool Orientation: The two icons indicate how the tool is zeroed.

e Stock Clearance: Indicates how far off the part the tool should move before
making sideways moves.

e Stock Amount: Indicates how much stock there is above the actual groove.

o Wall Backoff: If possible, the tool will move this far away from the wall before it
retracts.

o Angle: This is the angle of the groove's center line. An angle of 90 degrees is a
vertical angle on the outside, while an angle of 0 is a horizontal groove from the right.
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e Direction: This is the direction in which the groove is machined. It can be
Positive, Negative, or Bi-Directional.

e Stepover: This is the amount of material removed in each cut.

e Use Pecking: Indicates weather pecking is used or not.

o Pecking Depth: Defines how deep each peck should be.

e Pecking Retract: Determines how far the tool should retract between pecks.

e Stock to Leave Z: Indicates how much stock should be left in the Z-direction
after the whole operation is performed.

e Stock to Leave X: Indicates how much stock should be left in the X-direction
after the whole operation is performed.

Finish Tab

Use this tab to configure how the finish passes for the operation should be performed.

Lse Finish

Cuts First Cut Direction
Number of cuts: [@]n'}

@ Cow

Cut Depth:

Finish Pass Distances
First Distance:

Finish Compensation
Compensation Type

Computer

e Use Finish: Indicates whether or not finish cuts should be performed.

e Number of Cuts: Describes how many finish cuts should be taken.
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e Cut Depth: This is the amount of material that will be removed with each cut.

e First Cut Direction: The finish cut is made from both sides. The First Cut
Direction is the direction of the first of the finish cuts.

o First Distance: This is how far the first cut will be taken along the contour.
e Overlap: The second finish cut will overlap the first finish cut by this distance.

o Compensation Type: This is the compensation type that is used for the operation.
The two most commonly used are Controller or Computer.

After entering the values, close the parameters dialog with OK. To show the generated
toolpath on the drawing click on Show Toolpath button in the Grooving Turning pane.
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Try experimenting with the various parameters and see how they change the generated
toolpath.
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14.4.2. Exporting the Toolpath and Backplot in the Editor

Click on Export Clipboard in order to generate the actual program. The program is now
in the computer's clipboard and is ready to be inserted into the CNC program.

Change the window to the NC program and move the cursor to the very end by pressing
Ctrl+End. Insert the text from the clipboard, either by pressing Ctr/+V, or selecting the
icon % Paste from the Edit toolbar in the Editor tab.

Now the NC program should look like the following screen.
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To verify the generated toolpath, we must simulate it using the integrated Graphical
Backplot.

To open the backplot window, click on the Backplot tab at the top of the Ribbon and then
on the Backplot Window == icon in the File toolbar.

Now a window like the one below will appear.
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You can perform another grooving operation in order to machine the groove at the end
of the outer thread.

14.5. Finishing the Part

In the following section of the tutorial we will generate a Finish NC program. In order to
select the Finish operation the below described steps must be performed.

14.5.1. Creation of Finishing Toolpaths
Ensure the file type (NC Format) for our finishing example program is ISO Turning.

Then select the feature Finish Turning by clicking on the Finish Turning [ icon in the
Turning Operations toolbar.

150 Turning v |'?1_;|

51 S 1s sl 4] el <111 Sl

Turning Cperations

This will open the Finish Turning pane to the left of the drawing area. Now insert the
values shown in the dialog below.
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Finish Tuming o Comment: This comment will be shown in the final
Comment: NC-Program. It is always good to include a comment
FINISH in order to distinguish the various operations in the
Retract Point
100/ =, final program.
Retract Paint 3 e Retract Point Z: This is the Z value to where the
700 % operation will retract the tool after completion.
el 10 g « Retract Point X: This is the X value to where the
S operation will retract the tool after completion.
adial Max:
E0U - o Radial Min: This is the lower machining limit for the
V| Use Avsial Stock Limits operation in the X direction.
bl i e Radial Max: This is the upper machining limit for the
110 |y operation in the X direction.
el - « Use Axial Stock Limits: This option indicates if axial
¥ limits should be used.
Single Step L . L.
e Axial Min: This is the leftmost machining limit for the
| Show Toolpath | | Parameters | . . . .
operation in the Z direction.
Bt | |t o Axial Max: This is the rightmost machining limit for
| ExportEdtor | | Expart Clipboard | the operation in the Z direction.

The Finish operation works on a contour, and in order to generate a toolpath we must
select that contour. To select the contour for the operation perform the following steps:

e Ensure that Single Step is unchecked in the Finish Turning pane.

o Select the contour shown on the picture below. To do this, start at the far right by
selecting the vertical line with the indication arrow pointing up. Now the whole
contour is selected, so unselect the last vertical line by clicking the Back button.

Now your drawing should look something like the one below.



Tutorial Lathe 2 - Machining the Part 134

"E . = CIMCO Edit v6.28 [C\CIMC O\ ICOEdith\Drawings\CNC-Calc Turning Tutorial 1.cdd
Editor NC Functions Backplot File Compare Transmission CNC-Calc ‘Window ~ Help~™ = 8 X
o —— I w32 . —
bom Drauing @ ﬁ; = s\ / y A Z {( 3;\ - O A A | sotumng ®
Save b - | nu % ) N
New Zoom Center Two Renangu\arﬁ:\\ Circular Bolt TEK\
S Bomacene | TR W X T 0K || LD | A DA e g 1 3 | EEE
File View Modify Snap Draw Points / Li... Draw Arcs / Circles Pattern Ten Turning Operations
[BLeNC Cale Tuming Tutorial 1.cdd * Unttied * ] 4px
Finish Tuming
Comment:
FINISH
Retract Point Z:
B 100
Retract Point |
B 40
Fladhel Min
D =
Fiadial Mas:
B 500 @

Use Auial Stock Limits

A0 |

Aial Maw
z

sl
[ Single Step

Show Toolpath
Export Edtar | [ Expont Cipboard

sl Min:

v

Elemert Info

Machine Zero 7 Machine Zer %: Par Diameter
00 [0 0.0 | Use Y-Asis Substitution

Click on the button Parameters in the Finish Turning pane to open the parameters dialog.
Enter the following values into the parameter dialogs shown below.

Tool Tab

Configure settings for tool, work orientation and compensation type used for the
operation.

Lathe Finish Paramete

Tool | Cuts | Entry/Exit

Tool Definition Work Orientation

[qlolb]

Tool Radius

Plunge Settings
[[] Use Asdal Plunge Use Radial Plunge

Plunge &ngls: Plunge Angle:

Compensation
Compensation Type
Computer
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Tool Orientation: The nine icons represent the possible nine orientations of the tool.
Tool Radius: The nose radius of the tool.

Work Orientation: The four icons control the way we machine the part. In the
following we are machining outside from right to left.

Use Axial Plunge: If the tool permits it, check this option to allow horizontal plunge.
Use Radial Plunge: If the tool permits it, check this option to allow vertical plunge.
Plunge Angle: Is the maximum angle we will allow the tool plunge.

Compensation Type: This is the compensation type that is used for the operation.
The two most commonly used are Controller or Computer.

Cuts Tab

Configure cutting parameters for the operation.

Lathe Finish Parameters

| Tool | Cuts | Eniny/Et

Finish Passes Stock to Leave
Passes: Stock to Leave X:

Spacing: Stock to Leave Z:

Retract
Retract Distance:

Passes: The number of finish passes to take in the operation.

Spacing: The depth of each of the finish passes.
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e Retract Distance: The distance that the tool retracts from the stock before a
return move is made.

e Stock to Leave X: Is the amount of material that will be left in the X-direction
after the whole operation is performed.

e Stock to Leave Z: Is the amount of material that will be left in the Z-direction
after the whole operation is performed.

Entry/Exit Tab

Configure how the tool approaches and leaves the part.

Lathe Finish Parameters

Tool | Cuts | Entry/Exit

Entry/Retract Entry Vectaor
Erttry Amount: Use Entry Vector

Ertry Angle

Extension:

Ertry Length

Exit Vector
Use Exit Vector

Exit Angle

Exit Length

o Entry Amount: This value is used to extend the toolpath before it starts the actual
cut.

o Extension: This value is used to extend the toolpath at the end of the cut.
o Use Entry Vector: Enable/Disable the use of entry vector.
o Entry Angle: The angle at which the tool will approach the part.

e Entry Length: The length of the approach.
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e Use Exit Vector: Enable/Disable the use of exit vector.
o Exit Angle: The angle at which the tool will retract from the part.
o Exit Length: The length of the retract.

After entering the values, close the parameters dialog with OK. To show the generated
toolpath on the drawing click on Show Toolpath button in the Finish Turning pane.
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Try experimenting with the various parameters and see how they change the generated
toolpath.

14.5.2. Exporting the Toolpath and Backplot in the Editor

Click on Export Clipboard in order to generate the actual program. The program is now
in the computer's clipboard and is ready to be inserted into the CNC program.

Change the window to the NC program and move the cursor to the very end by pressing
Ctrl+End. Insert the text from the clipboard, either by pressing Ctr/+V, or selecting the
icon % Paste from the Edit toolbar in the Editor tab.

Now the NC program should look like the following screen.
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To verify the generated toolpath, we must simulate it using the integrated Graphical
Backplot.

To open the backplot window, click on the Backplot tab at the top of the Ribbon and then
on the Backplot Window = icon in the File toolbar.

Now a window like the one below will appear.
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14.6. Threading the Part

In the following section of the tutorial we will generate a Threading NC program. In order
to select the Threading Horizontal operation the below described steps must be
performed.

14.6.1. Creation of Threading Toolpaths
Ensure the file type (NC Format) for our threading example program is ISO Turning.

Then select the feature Threading Horizontal by clicking on the Threading Horizontal
[ icon in the T urning Operations toolbar.

IS0 Turning - || |

LB 160 60| B = | 6 ) |

Turning Cperations

This will open the Threading Z Turning pane to the left of the drawing area. Now insert
the values shown in the dialog below.

Threading Z Tuming e Comment: This comment will be shown in the final
Comment: NC-Program. It is always good to include a comment
THREADING in order to distinguish the various operations in the
Start Z: final program.
] 0z o .
= x: e Start Z: This is the Z value where the operation
nd £
["Shom Toslpath | [ Pasmeters | e End Z: This is the Z value where the operation ends.
[ Back ] I Mew J
[ E wport Editor HEHpnrt EIipbnardJ

Click on the button Parameters in the Threading Z Turning pane to open the parameters
dialog. Enter the following values into the parameter dialogs shown below.
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14.6.2. Thread Form Tab

Configure the form of the thread and the taper in the operation.

Lathe Threading Parameter:

Thread Fom | Cutting

Taper Type

BE Taper Angle:

Number of Stars:

Cperation Type
@) Extemal @ Imtemal

() Left to Right @ Right to Left

Thread Form

Select From Table

Included Angle: Thread Angle:
60.0

Major Diameter: Mimar Dizmeter:
240

Cutting Parameters
Stock to Leave: Stock Clearance:

oK | [ Annuler

o Taper Type: If the taper angle is not zero, a conical thread will be produced. The
two icons represent the two ways the cone can go.

o Taper Angle: Is the angle of the conical thread.

e Pitch: Defines the distance it takes for the thread to revolve one round around the
part.

e Number of Starts: This defines how many starts the thread will have. The normal
number is one.

e Operation Type: Determines whether the thread is at the outside or inside of the
part, and is going from the left to the right or from right to left.

o Select From Table: Instead of typing all the various values for the thread, these
can be inserted from a table. This table contains all of the most common threads
for both Imperial and Metric. Please see the section Select Thread for further
explanations on the use of the table.
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o Included Angle: The total angle of the thread profile.

e Thread Angle: The forward angle of the thread profile measured from vertical.
e Major Diameter: The largest measure of the thread diameter.

e Minor Diameter: The smallest measure of the thread diameter.

e Stock to Leave: Defines how much stock should be left at the end of the
operation.

o Stock Clearance: Defines how far away from the stock the tool should move
before it moves back to the start.

Cutting Tab

Configure the number and the type of cuts that should be used in the operation.

Lathe Threading Parameter:

Thread Form | Cutting

Operation Type

Canned G76 -

Acceleration Distance
() Absolute @ Revolutions

Pulloff Distance
@ Absolute () Revolutions

Type of Cut
@ Constart Area () Constant Depth

Depth calculation
() First Cut Depth

@ Number Of Cuts:
Mumber Of Spring Cuts:

Cvercut
@ Absolute ) Revolutions

e Operation Type: Use this field to select a Canned G76 or Box G92 cycle for the
threading operation.

o Infeed Angle: The angle at which the tool will move down. The reason for this is
to minimize the chip pressure at the front of the tool and thereby obtain a more
even thread.
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e Acceleration Distance: The Distance that the tool will start before reaching the
thread in order to accelerate to achieve a more uniform thread.

e Absolute (Acceleration Distance): With this option the user can enter how far
away the tool should start before reaching the thread.

e Revolutions (Acceleration Distance): With this option the tool will use the given
number of revolutions to accelerate. It will therefore start the number of
revolutions multiplied by the thread pitch before reaching the thread.

o Pulloff Distance: Defines the distance (4bsolute or in Revolutions) that should be
covered at the end of each cut (only used with canned cycles).

e Constant Area (Type of Cut): Using the constant area option, the tool will
remove equal amounts of the area per cut.

e Constant Depth (Type of Cut): Using the constant depth option, each cut will
have the same depth. Since the removed area is triangular an increasing amount
will be removed the deeper the tool cuts.

o First Cut Depth: If this option is selected, the first cut defines how the following
cuts will be made based on what method (Constant Area/Depth) is used.

e Number of Cuts: If this option is selected, the operation will be performed with
this number of cuts (plus the selected number of spring cuts).

e Number of Spring Cuts: If spring cuts are used, this many cuts will be made at
the final depth.

e Absolute (Overcut): With this option the tool will continue the defined distance at
the end of the thread.

e Revolutions (Overcut): With this option the thread will be extended by the
number of revolutions entered.

Click on OK to use the values and close the dialog.

After the values have been entered in the dialog, the screen will look something like the
picture below. Notice that the area of operation is shown with a blue rectangle.
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Try experimenting with the various parameters and see how they change the generated

toolpath.

14.6.3. Exporting the Toolpath and Backplot in the Editor

Click on Export Clipboard in order to generate the actual program. The program is now
in the computer's clipboard and is ready to be inserted into the CNC program.

Change the window to the NC program and move the cursor to the very end by pressing
Ctrl+End. Insert the text from the clipboard, either by pressing Ctr/+V, or selecting the
icon % Paste from the Edit toolbar in the Editor tab.

Now the NC program should look like the following screen.
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To verify the generated toolpath, we must simulate it using the integrated Graphical
Backplot.

To open the backplot window, click on the Backplot tab at the top of the Ribbon and then
on the Backplot Window = icon in the File toolbar.

Now a window like the one below will appear.
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24 |G3 X50.600 7Z-31.500 I-1.558 K-0.90]
25 |G1 Z-110.500
26 |G1 X66.000
27|G1 X67.414 7-109.793 ;
28 GO Zz1.207 % 62.200] I: [ | Taok [ 277 Dist: [ 0.000
20 GO X41.648 T z] S000] K[ ] Fesd| Rapid] Totak | 3665, 268]
30 |G1 X40.234 Z0.500 = F: bW oW W,

A

AR ENEEY PR ETEREEY
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14.6.4. Select Thread

When entering the form parameters for the thread it is possible to use Select From Table
on the Thread Form tab.

When this button is clicked the dialog below is shown.

E=part Units
@ Metnic

b etric

b ajor Diia. Miror Dia.  Description

20.0000 18.9170 Fire

220000 19,2940 Coarse

220000 20,3760 Fire
20,7520

24.0000 21,8350 Fire

25.0000 23,3760 Firne

27.0000 23,7520 Coarze

]S ] [ Cancel

The selection is then performed in the following way:

e First select if the thread is a metric or imperial thread.

o Based on the above selection the different types of threads can be selected in the
drop-down box.

e It is now possible to select the specific thread in the list box, and when OK is
clicked the corresponding data will be copied to the form fields in the parameter
window.
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14.7. Drilling the Part

In the following section of the tutorial we will generate a Drilling NC program. In order
to select the Drilling operation the below described steps must be performed.

14.7.1. Generate a Drill Cycle
Ensure the file type (NC Format) for our drilling example program is ISO Turning.

Then select the feature Drilling by clicking on the End Drilling [ icon in the T urning
Operations toolbar.

IS0 Turning - || |

LB 6| B = | B ) | ) |

Turning Cperations

This will open the End Drilling pane to the left of the drawing area. Now insert the values
shown in the dialog below.

End Driling e Comment: This comment will be shown in the final
Comment: NC Program. It is always good to include a comment
DRILLING in order to distinguish the various operations in the
Retract Distance [Abs.]: final program.
N g ) . .
i T e Retract Distance (Abs.): The distance to which the
afe Distance [Abe.] ) i
i tool is retracted after the operation has been
Start Depth; COmpleted-

214 o Safe Distance (Abs.): The distance from the start of

End Depth: % the operation where the feedrate will switch from
rapid to feed.
o Start Depth: The depth at which the actual operation
Mew is started.
[ ExportEditor_] [Expon Cipboard] e End Depth: The final depth of the operation.

The Drilling operation is defined by the above parameters, after the entry of which the
screen will look something like the one shown below.
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The four distances entered are shown as crosses on the drawing.

NC-CaleTurning Jutonial 1-cdd

~ Editor  NCFunctions  Backplot  File Compare  Transmission
D 4} Open Drawing - Q (X P8 dE e - =LA @OOTW O A A |56 uming - @
E WX - - S D S :
New E)l o Zoom xr o b < S AL A Center Two 2% Rectangular Bolt Circular Bolt || Text d “ﬁ“l 'HFHIK H:"Hb”I'H!"
Drawing || Setup CNC-Calc m || X ¥ 0 OX | = O || radius Points 3 ™\ - Hole Pattern  Hole Pattern || Entry a — —~ -
File View Madify snap | Draw Points / Li.. Draw Arcs / Circles Pattemn Text Turning Operations
[BLCNC-Cale Turing Tutoral 1.cdd * T Uritled * | apx
End Driling
Comment:
DRILLING
Clearance Height:
= "
Rietract Height:
B i)
Start Depth ,
B 2 A /
End Depth \ /
5| 20 S e
e
. ~
e T ¥
Mew
z
+
Element info
Machine Zero 2 Machine Zero Part Diameter
0o o0 (7] Use Y-tis Substitution

Click on the button Parameters in the End Drilling pane to open the parameters dialog.
Enter the following values into the parameter dialogs shown below.

Drilling Parameters

Drilling Parameters

Operation Type

[ Peck Diiling

Dl
Usge Upper Dweling
500.0

Feedrates
Usze Plunging Feedrate:

100.0

Pecking
Use Pecking
Peck Clearance:

First Peck:

@ Longhand

Use Lower Dwelling
1000.0

Use Retract Feedrate:

200.0

Peck Retract:

Subzequent Pecks:

Tip Compenzation
[ Use Tip Compensation

Tip Angle
114.0

Crill Driarneter
10.0

Tip Compengation
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Operation Type: The operation type can be Drilling G83 or Tapping CW G84 for
Canned cycles, and Drilling or Peck drilling for Longhand cycles.

Use Upper Dwelling: Toggles the use of upper dwelling. Upper Dwelling is the
time that the drill will rest at the top of a peck.

Use Lower Dwelling: Toggles the use of lower dwelling. Lower Dwelling is the
time that the tool will rest at the bottom of each cut in order to break the chip.

Use Plunging Feedrate: Toggles the use of Plunging Feedrate. This is the
feedrate used during the drilling part of the operation.

Use Retract Feedrate: Toggles the use of Retract Feedrate. This is the feedrate
used during the retract part of the operation.

Use Tip Compensation: Toggles the use of tip compensation. This option is used
for drilling through a part. It will extend the hole based on the geometry of the drill.

Tip Angle: The angle of the drill.
Drill Diameter: The diameter of the drill.

Tip Compensation: The length of the tip of the drill. This is the length from the
tip to where the drill reaches the full diameter.

Use Pecking: By selecting this option the operation will be performed with
pecking movements.

Peck Clearance: The distance away from the current bottom of the hole where
the feedrate will switch from rapid to feed.

Peck Retract: The distance that the tool will retract between pecks (must be
larger than Peck Clearance).

First Peck: The distance that the tool moves down in the first peck. This is the
depth of the first peck.

Subsequent Pecks: After the first peck is performed, the entered distance will be
used for the remaining pecks.

The selected operation type determines which drill parameters are available.
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Click on OK to use the values and close the dialog.

Try experimenting with the various parameters and see how they change the generated
toolpath.

14.7.2. Exporting the Toolpath and Backplot in the Editor

Click on Export Clipboard in order to generate the actual program. The program is now
in the computer's clipboard and is ready to be inserted into the CNC program.

Change the window to the NC program and move the cursor to the very end by pressing
Ctrl+End. Insert the text from the clipboard, either by pressing Ctr/+V, or selecting the
icon % Paste from the Edit toolbar in the Editor tab.

Now the NC program should look like the following screen.

N& TEE - CIMCO Edity6.28 [Untitled ]
Editor | NCFunctions  Backplot  File Compare  Transmission  CNC-Calc window ™ Help~™ = & X
> z / - & e
D e -E— g Ii! ; |%D 150 Tuming . \ EE"I . Select Al )fDeI @ Find Previous = | NextTool change
’ — ) Undo %) Append File @ Find Next = 1 Previous Tool change
New Open Close Save Save Prnt Global | mg|[ ][9] ][ ©| Copy Cut Paste 5 Find Go to Line/Block
& < A G £ 4 Redo () Insert File ¥/ Replace AOmETS
File & File Type & Edit Find
[BLCNC-Cale Tuming Tutorial 1.cdd " [&] Untitled * 4bx
NCAasstort 237 | (THREADING) -

238 |GO X34.000 Z6.396
239 GO X22.125

240 |G32 Z-23.000 F3.000
241 GO X34.000

242 GO Z6.172

243 GO X21.348

244 |G32 z-23.000 F3.000
245 GO X34.000

246 GO Z6.000

247 GO X20.752

248 |G32 Z-23.000 F3.000
Cydles / Macros 249 GO X34.000

250 GO Z6.000

251 GO X20.752

252 |G32 Z-23.000 F3.000
253 GO X34.000

Desciption:

Modiy

Program Start and End -
Tool change with Corstant Suil,
Tool change with Constant RPM

Program comment

00 Aapid move 254 |GO 26.000
601 Linea move 255 (DRILLING)
GO2 Clackwise arc move 256 |GO X0.000 z10.000
GO3 Counterclockwise aic move 257 |GO Z3.000
G04 Dwell 258 |G1 Z-8.000 F200.000
G10Data setting mode 259 €0 Z-3.000
G11 Deta setting mode cancel 260 GO Z-5.000
182X plane designation 261Gl Z-14.000
620 Inch data input 262 |GO Z-9.000
G21 Metiic data inpLt 263 GO Z-11.000
i et on- s o1 220000
265 GO Z10.000
Licensed to BEMO - NOT FOR RESALE - CIMCO Integration  Ln Col1,3962bytes  INS 15:1531

To verify the generated toolpath, we must simulate it using the integrated Graphical
Backplot.

To open the backplot window, click on the Backplot tab at the top of the Ribbon and then
on the Backplot Window == icon in the File toolbar.
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Now a window like the one below will appear.

‘I_- ERE - CIMCO Editv6.2% [Untitied”]

Editor NC Functions Backplot File Compare  Transmission CNC-Cale

I, T Backplot File - Q |, Fit To Window - &y | Front & :l % (ﬁ %%F Solid Model o o
o T ® Zoom / Regenerate solid |E H '” Hm” | 4

3¢: Close Backplot @ View Reset Left o
Backplot Zoom Zoom Toolpath Mode | Tool  Tool -l Fna 0
Window [ BackplotSetup | 1nOut Top iew From Taol i ~ - - = setup Solid Setup EalleEng 20

File ! View Toolpatn Tool Solid Other

Window ™ Help~™ = & X

[BLCNC Cale Turing Tutoral 1.cdd* Tgp Uritled * |
1 (FACING) -
2|GO X62.400 Z9.000
3|G0 z8.000
4[G1 z2.600
5|G1 X-3.600
6|c1 z4.600
7|G1 z5.600
2 (GO X62.400
5|61 z0.200
10 |G1 X-3.600
11 |Gl Z2.200
12|61 Z3.200
13 |GO X62.400 )
14 |G1 Z0.000 ’
15|61 X-3.600
16 |G1 Z2.000
17 |G1 Z3.000
18 (ROUGHING)
19 |G0 X71.000 z10.000 — J] 4
20 GO Z1.207
21|60 X51.531
22|G1 X50.117 z0.500
23|G1 Z-30.599
24 G3 X50.600 Z-31.500 I-1.558 K-0.90]
25|G1 z-110.500

T

26 |G1 X66.000

27 |Gl X67.414 Z-109.793 g

28 GO z1.207 [ a) k| e | g2 i | — gl ‘é.
29 GO X41.648 ? z| a000] k| | Feed | Rapid| Tatak [ 3662.732

30 |G1 X40.234 Z0.500 = F: bW W W,

14.8. Tapping the Part

In the following section of the tutorial we will generate a Tapping NC program. In order
to select the Tapping operation the below described steps must be performed.

14.8.1. Generate a Tap Cycle
Ensure the file type (NC Format) for our taping example program is ISO Turning.

Then select the feature Drilling by clicking on the End Drilling [ icon in the T urning
Operations toolbar.

150 Turning v |'?1_;|

5l S0 sl 1] a1 w111 S 3

Turning Cperations

This will open the End Drilling pane to the left of the drawing area. Now insert the values
shown in the dialog below.
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End Drilling
Comment:
M2 TAPPING

Retract Distance [&bs.]:

| N g
S afe Distance [Abs.]

b 1%
Start Depth:

0 212)
End Depth:

[l

12 (%]

M e

[ Expart Editor ][E:-:pnrtEIipI:uoard]

Comment: This comment will be shown in the final
NC Program. It is always good to include a comment
in order to distinguish the various operations in the
final program.

Retract Distance (Abs.): The distance to which the
tool 1is retracted after the operation has been
completed.

Safe Distance (Abs.): The distance from the start of
the operation where the feedrate will switch from
rapid to feed.

Start Depth: The depth at which the actual operation
is started. This represents the top of the part.

End Depth: The final depth of the operation.

The Tapping operation is defined by the above parameters, after the entry of which the

screen will look something like the one shown below.

The four distances entered are shown as crosses on the drawing.

.‘&. B - CIMICO Eit w6 20 (G MG ONCIC OERT D ime e C G C ol Tatning Tutoral Ledd ]
Editor NC Functions Backplot File Compare Transmission CNC-Calc Window ™ Help™ = & X
“} Open Drawing ~ /XSSy s — || K @ O QN A A 150 Tuming - |||
. s .
New nsavg Zoom it \< r L " / =S / A Lé /( Center Two J ;R( n Rectangular Bolt Circular Bolt Text a = (O e Bl ' 1 [Fe
- " ¢ LB 1B 6= = I L)
Drawing || Setup CNC-Calc n | XX OX | b= O || Radius Points S ™\ = | " Hole Pattern  Hole Pattern || Entry @ ||l <
File View Modify Snap Draw Points / Li.. Draw Arcs / Circles Pattern Text Turning Operations
[ BAENC Calo Tuming Tistorial 1.0dd * | Tig Urttied * apx
End Driling
Comment
M TAPFING
Clearance Height
0 10|13
Fielract Height
0 Elll
Start Depth ,
B 2|2y A /
End Depth \ p
] 12 %] N /
\\ s
\\___// b4
New
z
+
Eement Info

Machine Zero Z: Machine Zero X

Part Diameter
[7] Use ‘r-wis Substitution

Licensed to DEMO - NOT FOR RESALE - CIMCO Integration

OVR 15:26:58 i

Z 44,867 D:91.002

Click on the button Parameters in the End Drilling pane to open the parameters dialog.
Enter the following values into the parameter dialogs shown below.
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Notice that only a few parameters are available for configuring. It is no longer possible to

use pecking, feedrate, and dwelling options because the Operation Type is selected as
Tapping CW G84.

Drilling Parameters
Operation Type

Tapping Ciw G384 - @ Canned
() Longhand

Dwell Tip Compengation

Uze Upper Dwelling Use Lower Dwelling [7] Use Tip Compensation
500.0 1000.0 Tip Angle
114.0
Feedrates

Usze Plunging Feedrate: Usze Retract Feedrate: rilBsmete

Y 2000 Tip Compensation

Pecking
g Pecking

Lancel ]

e Operation Type: The operation type can be Drilling G83 or Tapping CW G84 for
Canned cycles, and Drilling or Peck drilling for Longhand cycles.

o Use Tip Compensation: Toggles the use of tip compensation. This option is used
for drilling through a part. It will extend the hole based on the geometry of the drill.

o Tip Angle: The angle of the drill tip.
o Drill Diameter: The diameter of the drill.

o Tip Compensation: The length of the tip of the drill. This is the length from the
tip to where the drill reaches the full diameter.

e Pitch: The amount that the tool should move down for each revolution.
Click on OK to use the values and close the dialog.

Try experimenting with the various parameters and see how they change the generated
toolpath.
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14.8.2. Exporting the Toolpath and Backplot in the Editor

Click on Export Clipboard in order to generate the actual program. The program is now
in the computer's clipboard and is ready to be inserted into the CNC program.

Change the window to the NC program and move the cursor to the very end by pressing
Ctrl+End. Insert the text from the clipboard, either by pressing Ctr/+V, or selecting the
icon % Paste from the Edit toolbar in the Editor tab.

Now the NC program should look like the following screen.

‘*ﬁ =ER - CIMCO Editve.2% [Untitled ]
Editor | NCFunctions  Backplot  FileCompare  Transmission  CNC-Calc Window ™ Help~™ = & X
A z B i 3
D ,,__f} [ﬁ g |i ! L I%D T . e EE"l 1 Select Al )fDEI @ Find Previous :/E% } Next Tool change
Land —! 9 undo 3 AppendFile @ Find Next 1 Previous Taol change
New Open Close Save Save Print Globsl | (mf|| =20 g Copy Cut Paste _ = Find Go'to Line/Block
5 < B as S = “Redo (¥ Insert File ¥y Replace RowE s
File = File Type i Edit Find
| BNCNC Cals Tuming Tistorial 1.0dd.” (] Urtitied * apx
NC-Assistart 245 GO X34.000 -
246 GO Z6.000
Deseription:

247 GO X20.752

248 |G32 Z-23.000 F3.000
249 GO X34.000

250 GO Z6.000

251 GO X20.752

252 |G32 Z-23.000 F3.000
253 GO X34.000

254 GO Z6.000

255 (DRILLING)

256 (GO X0.000 Z10.000
Cycles / Macros 257 GO Z3.000

258 (G1L Z-8.000 F200.000
259 GO Z-3.000

260 GO z-5.000

261 |G1 Z-14.000

Madiy

Frogiam Start and End
Tool change with Constant Sut
Tool change with Constant RPM
Frogiam comment

] »

GO0 Riapid move 262 GO Z-9.000

GO Linear mave 263 GO Z-11.000

GOZ Clockwise arc mave 264 |G1 Z-20.000

G03 Counterclackwise are move 265 GO Z10.000

GO4 Dwvell 266 (M8 TAPPING)

510 Deta setting made: 267 G0 X0.000 Z10.000

11 Data setting mode cancel 268 GO Z3.000

G182 plane desionation 269 MO3

Gabinch dat input 270 |G32 Z-12.000 F125.000 M05
21 Meto data input 271 €32 23.000 F125.000 M04
27 Reference point returr che. 272 GO Z10.000

523 Rietun to reference point 273 |03

I I.I(H)S:ﬂtDDf.MO-NOTFORRISAL[-CI.MCOInl:EaI.IDn anigcnllglﬂﬂgﬁ OVR 15:3L:23 l

o |

To verify the generated toolpath, we must simulate it using the integrated Graphical
Backplot.

To open the backplot window, click on the Backplot tab at the top of the Ribbon and then
on the Backplot Window == icon in the File toolbar.
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Now a window like the one below will appear.

E TEE - CIMCO Edit v6.2% [Urtitled "]
Editor NC Functions Backplot File Compare Transmission CNC-Cale

=, T Backplot File - q &, Fit To Windew ~ &y | Front 7 ": % (ﬁ %%—rl Solid Model = = Yy
- Oty o Zoom / Regenerate solid e ) L

3¢: Close Backplot @ View Reset Left o
Backplot Zoom Zoom Toolpath Mode | Tool  Tool 150 Turning -/ Fnd
Windor - - -~ Setup Solid Se ©Q

Window ™ Help~™ = & X

« |77 Backplot Setup I Out Top iew From Tool @ ~ u
File ] View Toolpath Tooal Solid QOther

| LCNC Cale Tuming Tutorial 1.cdd* Tig Urttled * qapx
1 (FACING)

2|G0 X62.400 z9.000
3/co z8.000

4|G1l z2.600

5|G1 X-3.600

6/C1 Z4.600

7|G1 z5.600

8|G0 X62.400

s|c1 z0.200

10 |G1 X-3.600

11 |Gl Z2.200

12 |G1 Z3.200

13 GO X62.400 ) |

i »

T

14 |G1 Z0.000
15 |G1 X-3.600

16 |G1 Z2.000

17 |G1 Z3.000

18 (ROUGHING)

19 GO X71.000 z10.000 — L
20 GO Z1.207

21|60 X51.531

22|G1 X50.117 z0.500

23|G1 Z-30.599

24 |G3 X50.600 Z-31.500 I-1.558 K-0.90]
25|G1 z-110.500

26 |G1 X66.000

27 |Gl X67.414 Z-109.793 g

28 GO z1.207 [ wa) ¢ | e | e i | — ‘é.
29 GO X41.648 ? z| s000] K| | Feed | Rapid| Total| 3706.732

30 |G1 X40.234 Z0.500 = F: bW oW W,

14.9. Parting-off the Part

In the following section of the tutorial we will generate a NC program for parting-off the
part. In order to select the Cutoff operation, the below described steps must be performed.

14.9.1. Create a Cutoff Toolpath
Ensure the file type (NC Format) for our Cutoff example program is ISO Turning.

Then select the feature Cutoff Turning by clicking on the Cutoff [icon in the T urning
Operations toolbar.

150 Turning N |‘_"1_i|

L2 L0 L3 [B== | B L E4 B

Turning Cperations

This will open the Cutoff Turning pane to the left of the drawing area. Now insert the
values shown in the dialog below.
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Cuteff Tuming e Comment: This comment will be shown in the final
Comment: NC Program. It is always good to include a comment
CUTOFF in order to distinguish the various operations in the
Diztance £ final program.
0 wla | - |
Start Depth X o Distance Z: The position at which the part will be cut
] ' el perpendicularly to the Z-axis.
End Depth: o Start Depth X: The depth at which the actual
] 0 operation is started.

| Show Toolpath | | Parameters | o End Depth X: The final depth of the operation.

1=

[ E wport Editor ][EnpnrtEIipbnard]

The Cutoff is defined by the above parameters, after the entry of which the screen will
look something like the one shown below.

The three values entered are shown as a vertical line on the drawing.

7-.:--0 B CIMCO Editv6.2= [C\CIMCO\CIMCOEd 6\ Drawings\CNC=Cale Turning Tutorial 1-cdd |
Editor NC Functions Backplot File Compare Transmission CNC-Calc Window ™ Help~ = & X
D £ Open Drawing ~ A XY e Sy - — | K @ O (P . § () A A 150 Turming - Ll
Save | - mn 5 e ~
New EI Zoom “r - b & S AL A Center Two 2% Rectangular Bolt Circular Bolt || Text (0 [ (e ) = [ e |
Drawing '] Setup CNC-Calc m & X ¥E(ya|[|OX | = O Radius points & ™\ - | Hole Pattern  Hole Pattern || Entry @ |16 _
File View Modify Snap Draw Points / Li.. Draw Arcs / Circles Pattern Text Turning Operations
| ACNC-Cale Tuming Tutorial 1.cdd * | T Uniiled * X
Cutoff Tuming
Comment:
CUTOFF
Distance 2.
0 [
Start Depth
B a[p]
End Depth : ™ -
B g \ /
“ e
Hew \ e
—
Bement Irfo
Machine Zero 2 Machine Zero Part Diameter
|l [l 0.0 [] Use +fsis Substitution

Click on the button Parameters in the Cutoff Turning pane to open the parameters
dialog. Enter the following values into the parameter dialogs shown below.
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Cutting Tab

Use this tab to configure cutting parameters for the operation.

Cutting | Comer Geometry

Tool Definition
Tool Side Tool Comer Radius

EIri et

Ertry/Exit
Entry Amount Retract Amount

Finish Compensation
Compensation Type
’Computer

Compensation Side
[Right

Pecking
[ Use Pecking

e Tool Side: Use these two icons to define the right side of the tool as the cutting
side.

e Tool Corner Radius: The corner radius of the tool.
e Tool Width: The width of the tool used for the operation.
o Entry Amount: The length that the tool will start the cut above Start Depth X.

e Retract Amount: The length that the tool will pull free along the radial direction
at the end of the cut.

o Compensation Type: The compensation type that is used for the operation. The
two most commonly used are Controller or Computer.

o Compensation Side: The compensation side that should be used in the operation.

e Use Pecking: By selecting this option the operation will be performed with
pecking movements.
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Pecking: When Use Pecking is selected, use this button to open a new window to
define the cut-off pecking parameters.

Corner Geometry Tab

This tab is used to configure the geometry of the corner - sharp, round, chamfer.

Comer Geometry

Comer Geometry
) None

@ Comer Radius
Comer Radius
Comer Radius

Clearance Cut
Use Clearance Cut
Stepover: Stock To Leave Z:

[ Use Pecking

None: Select this option to perform a straight down cut with no corner machining
(square corner).

Corner Radius: Select this option if a rounded corner should be machined with
the specified Corner Radius.

Chamfer: Select this option if a chamfered corner should be machined with the
specified Angle and Width/Height. Round corners for the chamfer can be defined
with the Inner/Outer Radius values.

Use Clearance Cut: Check this option if a clearance cut should be done to clear
the corner fillet/chamfer before the cutoff operation is performed.

Stepover: This is the amount of material removed in each clearance cut.

Stock to Leave Z: Is the amount of material that will be left in the Z-direction
after the clearance operation is performed.
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o Use Pecking: By selecting this option the clearance cut will be performed with
pecking movements.

e Pecking: When Use Pecking is selected, use this button to open a new window to
define the clearance pecking parameters.

Click on OK to use the values and close the dialog.

Try experimenting with the various parameters and see how they change the generated
toolpath.

14.9.2. Exporting the Toolpath and Backplot in the Editor

Click on Export Clipboard in order to generate the actual program. The program is now
in the computer's clipboard and is ready to be inserted into the CNC program.

Change the window to the NC program and move the cursor to the very end by pressing
Ctrl+End. Insert the text from the clipboard, either by pressing Ctrl+V, or selecting the
icon % Paste from the Edit toolbar in the Editor tab.

Now the NC program should look like the following screen.

Elﬁ = - CIMCO Edit v6.2- [Untitled *]
Editor | NCFunctions  Backplot  File Compare  Transmission  CNC-Calc Window ™ Help™ = & X
D ,.L\- [ﬁ g a ;;L. ? T = y E% 1, Select Al )fnelv @ Find Previous @ § Next Tool change
- #) Undo T Append File @/ Find Next =] 1° Previous Tool change
New Open Close Save Save Print Global | (w2 =[O (k][ | Copy Cut  Paste 3 ind GotoLine/Block
- - - As v Setup Redo (%) Insert File By Replace Number
File = File Type = Edit Find
[BLCNC Calo Tuming Tistorial 1.0dd.” (] Urtitied * apx
NCAssistart 260 GO z-5.000 -
T 261 |Gl z-14.000
262 GO Z-9.000
263 GO z-11.000
264 |G1L Z-20.000
265 GO Z10.000
266 (M8 TAPPING)
267 |GO X0.000 Zz10.000
268 GO Z3.000
269 MO3
Mediy 270 |G32 Z-12.000 F125.000 M05
271 |G32 Z3.000 F125.000 MO04
Cycles / Macros 272 |GO z10.000
Progiam Stert and End P | Gl e

274 | (CUTOFF)
275 |GO X60.000 2-110.000
276 |G1 X45.800

Tool change with Constant Su
Tool change with Constant RFM
Fiogiam comment

GO0 Rapid move 277 |GO X60.000
GO1 Linear move 278 GO Z-109.267
G02 Clockwise arc move 279 |G1 X49.080
GO3 Counterclockwise aic move 280 |GO X60.000
G4 Dyl 281 |GO Z-108.533
G10Data setting mode 282 |1 x49.948
G11 Dats setting mode cancel 283 GO X60.000
G18:2X phane designation 281 |GO Z-107.800
G201nch data input 285 |G1 X50.000
621 Metic data input 266 |G3 X45.600 Z-110.000 I-2.200 K0.000
527 Feference pontreum che... |50 07 %0 400

(28 Return to rsference point 288 | GO X60. 000

To verify the generated toolpath, we must simulate it using the integrated Graphical
Backplot.
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To open the backplot window, click on the Backplot tab at the top of the Ribbon and then
on the Backplot Window == jcon in the File toolbar.

Now a window like the one below will appear.

Editor NC Functions Backplot File Compare  Transmission CHC-Calc Window ™ Help™ - & X

.,\_'Q - Backplot File ~ Q &, Fit To Window - &y | Front & ;L % c‘ij %. K Solid Model D :;

3 Close Backplot @ view Reset et (e
Backplot Zoom Zoom _
Window [ BackplotSetup | " 1n  out [T/ToR View From Tool @+

File & View Toolpath Toal Solid Other £} Find

Zoom / Regenerate solid
Toolpath Mode | Tool Tool || . . Find
: - setup || [y Solid Setup B0 Tuming 20

[B\CNC Cale Turing Tutoral 1.0dd~ Tp Urttled * | 4bx
1 (FACING)

2 GO X62.400 z9.000
3 /GO Z8.000

4/G1 22.600
5
6
7
8

=

Gl X-3.600
Gl z4.600

Gl £5.600
GO X62.400 ﬁ -

s|c1 20.200 |

10 |G1 X-3.600 b L ey

11 |G1 z2.200

1z |G1 Z3.200

13 GO X62.400
14 |G1 Z0.000
15 |Gl X-3.600 I s—" |/
16 |G1 Z2.000
17 |G1 Z3.000
18 (ROUGHING)

19 GO X71.000 Z10.000 L:L
20 GO Z1.207

21 /GO Xb51.531

22 |G1 X50.117 z0.500

23 |G1 Z-30.599

24 G3 X50.600 Z-31.500 I-1.558 K-0.90]
25 |G1 Z-110.500

26 |G1 X66.000
27 |G1 X67.414 z-109.793 8]

28 |GO 21.207 bl 52.400] I: [ ] Tock | 77| Dist: | .000] 'é'
29 GO X41.648 "f_u' 2 3000 k[ | Feed| Rapid| Totak [ 3916.188

30 |G1 X40.234 20.500 o R bl e woo

Now save the NC program as CNC-Calc Turning Tutorial 2.NC.



