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Webinar

Optimized Contour Milling
Optlon #167 mManual operation Test Run T O e

=1 Test Run
TNGC: \Webinar_OCM\Parti_1297910.H
Q351=+1 ;CLIMB OR UP-CUT -
12 L X+0 Y+0 Z+50 RO M3 m99

Einfache Programmierung

14 CYCL DEF 273 OCM FINISHING FLOOR
Offener, geschlossener oder teilgetffneter 370-+1  TOOL PATH OVERLAP
Q385=+2000 ;FINISHING FEED RATE
Q568=+0.3 ;PLUNGING FACTOR
AUBenl’ahmen Q253= MAX ;F PRE-POSITIONING
Q200=+2 ;SET-UP CLEARANCE
Konstanter Eingriffswinkel Q438=-1  ;ROUGH-OUT ToOL
15 L X+0 Y+0 Z+50 RO M3 M99
3 16 ;
ReStmaterlal-Erkennung 17 CYCL DEF 274 OCM FINISHING SIDE
Q338=+0 ;INFEED FOR FINISHING
Q385=+1800 ;FINISHING FEED RATE
Q253= MAX ;F PRE-POSITIONING

Q200=+2 ;SET-UP CLEARANCE
Q14=+0 ; ALLOWANCE FOR SIDE
Q438=-1 ;ROUGH-0UT TOOL
Q351=+1 ;CLIMB OR UP-CUT

18 L X+0 Y+0 Z+50 RO M3 m99

19

20 M30

21 END PGM PART1_1297910 MM

4 =¢ [elelcle] 00:03:45 F MAX

©
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VIEW N STOP START RESET
= AT START SINGLE .
OPTIONS on @) e — cTamT




Programmierung



™ Test Run

1 Test Run

TNC: \Webinar_OCM\FRAMES\PART1.h
0_BEGIN Pau PARTI M &
1 BLK FORM 0.1 Z X+0 Y+0 2-30

BLK FORM 0.2 X+100 Y+100 Z+0

2
3
4 TOOL CALL "MILL_D16_ROUGH" Z S8000 F3000
5 CONTOUR DEF
= LBL "FRAME" I2 = LBL 2
CYCL DEF 271 OCM CONTOUR DATA
0203=+0 ; SURFACE COORDINATE
0201=-20  :DEPTH
Q368=+0 ; ALLOWANCE FOR SIDE
0369=+0 :ALLOWANCE FOR FLOOR
Q260=+100 :CLEARANCE HEIGHT
Q578=+0.2 ;INSIDE CORNER FACTOR
Q569=+0 :OPEN BOUNDARY
CYCL DEF 272 OCM ROUGHING
0202=+20  ; PLUNGING DEPTH
Q370=+0.4 ;TOOL PATH OVERLAP
0207= AUTO :FEED RATE MILLING
Q568=+0.6 :PLUNGING FACTOR
Q253= AUTO :F PRE-POSITIONING
Q200=+2 ;SET-UP CLEARANCE
Q438=-1 ;ROUGH-OUT TOOL
Q577=+0.2 ;APPROACH RADIUS FACTOR
Q351=+1 ;CLIMB OR UP-CUT
B L X+0 Y+0 Z+50 RO FIIAX M3 M99
9
10 M30
11 LBL "FRAME"
12 L X+10 Y+50
13 L Y+90
14 RND R10
15 L X+90
16 RND R10 00:01:42

VIEW iy
OPTIONS [oFE]
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™ Test Run

1 Test Run

TNC: \Webinar_OCM\FRAMES\PART2. h
0_BEGIN Pan PARTZ WM&
1 BLK FORM 0.1 Z X+0 Y+0 2-30

BLK FORM 0.2 X+100 Y+100 Z+0

2
3
4 TOOL CALL "MILL_D16_ROUGH" Z S8000 F3000
5 CONTOUR DEF
= LBL "FRAME"™ I2 = LBL 2 I3 = LBL 3
CYCL DEF 271 OCWM CONTOUR DATA
Q203=+0 ; SURFACE COORDINATE
Q201=-20 ;DEPTH
Q368=+0 ;ALLOWANCE FOR SIDE
Q369=+0 ; ALLOWANCE FOR FLOOR
Q260=+100 ;CLEARANCE HETGHT
Q578=+0.2 ;INSIDE CORMNER FACTOR
0569=+1 ;OPEN BOUNDARY
CYCL DEF 272 OCM ROUGHING
Q202=+20 ; PLUNGING DEPTH
Q370=+0.4 ;TOOL PATH OVERLAP
Q207= AUTO ;FEED RATE MILLING
0568=+0.6 ;PLUNGING FACTOR
Q253= AUTO :F PRE-POSITIONING
Q200=+2 :SET-UP CLEARANCE
Q438=-1 ;ROUGH-0UT TOOL
Q577=+0.2 ;APPROACH RADIUS FACTOR
Q351=+1 ;CLIMB OR UP-CUT
8 L X+0 Y+0 Z+50 RO FMAX M3 M99
9
10 M30
11 LBL "FRAME"
L X+0 Y+0
X+100
Y+100
X+0

Y+0 00:01:56

—
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Webinar

™ Test Run

1 Test Run

TNC: \Webinar_OCM\FRAMES\PART3.h

0 BEGIN PGM PART3 MM E

1 BLK FORM 0.1 Z X+0 Y+0 Z-30
BLK FORM 0.2 X+100 Y+100 Z+0

2
3
4 TOOL CALL "MILL_D16_ROUGH" Z S8000 F3000
5 CONTOUR DEF
= LBL "FRAME"™ I2 = LBL 2
CYCL DEF 271 OCWM CONTOUR DATA
Q203=+0 ; SURFACE COORDINATE
Q201=-20 ;DEPTH
Q368=+0 ;ALLOWANCE FOR SIDE
Q369=+0 ; ALLOWANCE FOR FLOOR
Q260=+100 ;CLEARANCE HETGHT
Q578=+0.2 ;INSIDE CORNER FACTOR
0569=+1 ;OPEN BOUNDARY
7 CYCL DEF 272 OCM ROUGHING
Q202=+20 ; PLUNGING DEPTH
Q370=+0.4 ;TOOL PATH OVERLAP
Q207= AUTO ;FEED RATE MILLING
0568=+0.6 ;PLUNGING FACTOR
Q253= AUTO :F PRE-POSITIONING
Q200=+2 :SET-UP CLEARANCE
Q438=-1 ;ROUGH-0UT TOOL
Q577=+0.2 ;APPROACH RADIUS FACTOR
Q351=+1 ;CLIMB OR UP-CUT
L X+0 Y+0 Z+50 RO FMAX M3 M99
M3o0
LBL "FRAME™
L X+0 Y+0
X+100
Y+100
X+0

Y+0 00:01:05




HEIDENHAIN

Webinar

) TNC 630
Programming s
i1 Programming R

TNC: \Webinar_OCM\FRAMES\PART1.h
-Path overlap factor? A
4 TOOL CALL "MILL_ D16 ROUGH" Z S8000 F3000
5 CONTOUR DEF

P1 = LBL "FRAME" I2 = LBL 2
6 CYCL DEF 271 OCM CONTOUR DATA

Q203=+0 ; SURFACE COORDINATE
Q201=-20 ;DEPTH

Q368=+0 ;ALLOWANCE FOR SIDE
Q369=+0 ; ALLOWANCE FOR FLOOR

Q260=+100 ;CLEARANCE HEIGHT
Q578=+0.2 ;INSIDE CORNER FACTOR
Q569=+0 ; OPEN BOUNDARY

CYCL DEF 272 ( ROUGHING
Q202=+20 ; PLUNGING DEPTH
QS?U:B.4I TOOL PATH OVERLAP
Q207= AUTO ;FEED RATE MILLING
Q568=+0.6 ;PLUNGING FACTOR
Q253= AUTO ;F PRE-POSITIONING

Q200=+2 ;SET-UP CLEARANCE

Q438=-1 :ROUGH-0OUT TOOL

Q577=+0.2 ;APPROACH RADIUS FACTOR -

Q351=+1 ;CLIMB OR UP-CUT
8 L X+0 Y+0 Z+50 RO FMAX M3 M99 =
9
10 M30 ‘k = r71xQ370 |

11 LBL "FRAME"
12 L X+10 Y+50
13 L Y+90

14 RND R10

15 L X+90

16 RND R10

17 L Y+10

18 RND R10

19 L X+10

SET
STANDARD
VALUES




HEIDENHAIN

Webinar

) TNC 630
Programming s
i1 Programming R

TNC: \Webinar_OCM\RESUDAL_MATERIAL\PART1.h
> Number/name of rough-out tool? A
4 TOOL CALL "MILL D16 _ROUGH" Z SB00O F3000
5 CONTOUR DEF

P1 = LBL "POCKET"
6 CYCL DEF 271 OCM CONTOUR DATA

0203=+0 : SURFACE COORDINATE Q438 > 0 Q438 = -1
0201=-20  ;DEPTH

Q368=+0 ;ALLOWANCE FOR SIDE
Q369=+0 ; ALLOWANCE FOR FLOOR BEGIN PGM
Q260=+100 ;CLEARANCE HEIGHT :

Q578=+0.2 ;INSIDE CORNER FACTOR 7| NAME | R r7 = CYCL DEF272
Q569=+0  ;OPEN BOUNDARY :
CYCL DEF 272 OCM ROUGHING It = CYCL DEF 272

Q202=+20 ; PLUNGING DEPTH
Q370=+0.4 ;TOOL PATH OVERLAP
Q207= AUTO ;FEED RATE MILLING A
Q568=+0.6 ;PLUNGING FACTOR
Q253= AUTO ;F PRE-POSITIONING

Q200=+2 ;SET-UP CLEARANCE
Q438=—1I ROUGH-0OUT TOOL
Q577=+0.2 ;APPROACH RADIUS FACTOR B %
Q351=+1 ;CLIMB OR UP-CUT
8 L X+0 Y+0 Z+50 RO FMAX M3 M99
9 I
10 ;STEP2
11 TOOL CALL "MILL_D10_ROUGH" Z S10000 F2000
12 L X+0 Y+0 Z+50 RO FMAX M3 M99 N _
13 ; B/ -
14 ;STEP3
15 TOOL CALL "MILL_D4 ROUGH" Z S10000 F2000
16 L X+0 Y+0 Z+50 RO FMAX M3 M99
17 ;
18 M30
19 LBL "POCKET"

TooL SE LECT

NAME o




Programmierung

Schruppen (Restmaterial)
Q438=-1 Werkzeug-Radius aus dem

Zyklus 272 wird Gbernommen

Werkzeug Schaftfraser D16

Webinar

mManual operation Test Run

(=1 Test Run

TNC: \Webinar_OCM\RESUDAL_MATERIAL\PART1.h
Q578=+0.2 ;INSIDE CORNER FACTOR =
Q569=+0 ; OPEN BOUNDARY
7 CYCL DEF 272 OCM ROUGHING
Q202=+20 ; PLUNGING DEPTH
Q370=+0.4 ;TOOL PATH OVERLAP
Q207= AUTO ;FEED RATE MILLING
Q568=+0.6 ;PLUNGING FACTOR
Q253= AUTO ;F PRE-POSTITIONING

Q200=+2 ;SET-UP CLEARANCE
Q438=-1 ;ROUGH-0UT TOOL
Q577=+0.2 ;APPROACH RADIUS FACTOR
Q351=+1 ;CLIMB OR UP-CUT
8 L X+0 Y+0 Z+50 RO M3 M99
o |
10 ;STEP?
11 TOOL CALL "MILL_D10_ROUGH" Z S10000 F2000
12 L X+0 Y+0 Z+50 RO M3 M99
13
14 ;STEP3
15 TOOL CALL "MTILL_D4_ROUGH" 7 S10000 F2000
16 L X+0 Y+0 Z+50 RO M3 M99
17
18 M30

19 LBL "POCKET"
20 L X+50 Y+10
21 L X+90

22 RND R?

23 L X+50 Y+90
24 RND R2

25 L X+10 Y+10
26 RND R2

27 L X+50

28 LBL 0

29 END PGM PART1 MM v =¢ Slelole) 00:00:48 F MAX

TNC 640

MODENMAN

©

STOP START

“ START SINGLE

]
]
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L >
OPTIONS [oFF | ON @ E=t—M

RESET

START




. Webinar
Programmierung

- TNC 640
mManual operation Test Run oo

=1 Test Run

TNC: \Webinar_OCM\RESUDAL_MATERIAL\PART1.h
Q370=+0.4 ;TOOL PATH OVERLAP
Q207= AUTO ;FEED RATE MILLING

Schruppen (Restmaterial) Q568=+0.6 ;PLUNGING FACTOR
: Q253= AUTO :F PRE-POSITIONING
Q438=-1 Werkzeug-Radius aus dem 0200-+2  ;SET-UP CLEARANCE
0438=-1 ;ROUGH-0UT TOOL
. fa Q577=+0.2 ;APPROACH RADIUS FACTOR
Zyklus 272 wird Gbernommen Q361-+1  :CLINB OR UP-CUT
8 L X+0 Y+0 Z+50 RO M3 M99
9
10 ;STEP2
Werkzeug SChaftfraser DlO 1:12 IOD)I_(+E:AL\I;+0Iv'IIIZ_I+_EE))1gEROUGH hé 3;2000 F2000
: :
Restmaterial vom D16 wird entfernt 14 ;STEP3
15 TOOL CALL "MILL_D4 ROUGH" Z S10000 F2000
16 L X+0 Y+0 Z+50 RO M3 Mm99
17
18 M30

19 LBL "POCKET"
20 L X+50 Y+10
21 L X+90

22 RND R2

23 L X+50 Y+90
24 RND R2

20 L X+10 Y+10
26 RND R2

27 L X+50

28 LBL 0

29 END PGM PART1 MM

4 =¢ [elelcle] 00:01:04 F MAX

©

i ] I m sTOP START RESET
= @ AT START SINGLE +
OPTIONS PEE]  own [t =l | START




. Webinar
Programmierung

- TNC 640
mManual operation Test Run oo

=1 Test Run

TNC: \Webinar_OCM\RESUDAL_MATERIAL\PART1.h

Q200=+2 ;SET-UP CLEARANCE -
g Q438=-1 ; ROUGH-0UT TOOL
Schruppen (Restmaterial) Q577=+0.2 :APPROACH RADIUS FACTOR
. Q351=+1 ;CLIMB OR UP-CUT
Q438=-1 Werkzeug-Radius aus dem BoLXe0 ¥H0 2450 RO M3 199
. g 10 ;STEPE
Zyklus 272 erd Ubernommen 11 TOOL CALL "MILL_D10_ROUGH" Z S10000 F2000
12 L X+0 Y+0 Z+50 RO M3 M99
13
14 ;STEP3
Werkzeug Schaftfraser D4 I e
: :
Restmaterial vom D10 wird entfernt 18 M30
19 LBL "POCKET"
20 L X+50 Y+10
21 L X+90
22 RND R2
23 L X+50 Y+90
24 RND R2
25 L X+10 Y+10
26 RND R2
27 L X+b50
28 LBL 0

29 END PGM PART1 MM

3 = ®e08 00:01:20 F MAX @
VIEW N STOP START RESET
= @ AT START SINGLE +
on = | = | | s




™ Test Run

1 Test Run

TNC: \Webinar_ OCM\FINISHING\PART1.h

0 BEGIN PGM PART1 MM E

1 BLK FORM 0.1 Z X+0 Y+0 Z-30
BLK FORM 0.2 X+100 Y+100 Z+0

2
3
4 TOOL CALL "WILL_D16_ROUGH" Z S8000 F3000
5 CONTOUR DEF
= LBL "FRAME" I2 = LBL 2 I3 = LBL 3

CYCL DEF 271 OCWM CONTOUR DATA

Q203=+0 ; SURFACE COORDIMNATE

Q201=-20 ;DEPTH

Q368=+0.5 ;ALLOWANCE FOR SIDE

Q369=+0 ;ALLOWANCE FOR FLOOR

Q260=+100 ;CLEARANCE HEIGHT

Q578=+0.2 ;INSIDE CORMNER FACTOR

Q569=+1 ;OPEN BOUNDARY
7 CYCL DEF 272 OCM ROUGHING

Q202=+20 ; PLUNGING DEPTH

Q370=+0.4 :TOOL PATH OVERLAP

Q207= AUTO ;FEED RATE MILLING

Q568=+0.6 ;PLUNGING FACTOR

Q253= AUTO :F PRE-POSITIONING

Q200=+2 SET-UP CLEARANCE

Q438=-1 ; ROUGH-0UT TOOL

Q577=+0.2 ;APPROACH RADIUS FACTOR

Q351=+1 ;CLIMB OR UP-CUT
8 L X+0 Y+0 Z+50 RO FMAX M3 M99
9
10 STOP
11 CYCL DEF 274 OCM FINISHING SIDE

Q338=+0 ;INFEED FOR FINISHING

Q385= AUTO ;FINISHING FEED RATE

Q253= AUTO :F PRE-POSITIONING

Q200=+2 ;SET-UP CLEARANCE

Q14=+0 : ALLOWANCE FOR SIDE 00:02:09

VIEW
OPTIONS

PIEIETET R T RA I
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Anwendungsbeispiel

CAD-Viewer - TNC:/Webinar_ OCM/1297910-01-k01-00-a.stp
[ EXEYREE A RO
_LayeI

Konturen auswéhlen
Schruppen T D16
Restmaterial T D10
Schlichten

2D [MW |4 [ XY [C

Einlesen der Datei ohne Fehler



Anwendungsbeispiel

CAD-Viewer - TNC:/Webinar OCM/1297910-01-k01-00-a.stp

N d e @« PAF b 5D % @ k| (P o.001mm e AH
X1 |
X2 [
X3 [

- AulRenkontur FRAME X4 27
Schruppen T D16
Restmaterial T D10
Schlichten

Konturen auswahlen

Einlesen der Datei ohne Fehler 2D [MW |4 [ XY [C



Anwendungsbeispiel

CAD-Viewer - TNC:/Webinar OCM/1297910-01-k01-00-a.stp
@ e L LTS @ k| 0.001mm S A H
[nc[oElement |

X 5
Schruppen T D16 x s [
: X7 [
Restmaterial T D10 D

Schlichten ®e [

X 1 CJ

Konturen auswahlen R Fd
X3 )

- Inselkontur ISLAND X 2/
&

Layer:

Typ: Linie

Anfang

X -34.5261
b -12.3064
Ende

X -36.0140
¥ -34.6085

Einlesen der Datei ohne Fehler 2D [MW |4 [ XY [C



Anwendungsbeispiel

CAD-Viewer - TNC:/Webinar OCM/1297910-01-k01-00-a.stp
@ e L LTS @ k| 0.001mm S A H
[NC [toE1ement |

X 5
Schruppen T D16 o

®7 fel

Restmaterial T D10 %s &7

Schlichten Re 2~

X1 LS

Konturen auswahlen we [
xs [/

- Tasche 1 X+ F/
v 4

Layer:
Typ: Linie

Anfang

X 51.0000
b 51.0000
Ende

X -51.0000
¥ 61.0000

Einlesen der Datei ohne Fehler 2D [MW |4 [ XY [C



Anwendungsbeispiel

CAD-Viewer - TNC:/Webinar OCM/1297910-01-k01-00-a.stp

WAdo@ OB b= EE:ED % @ & | oom s X H

X1
Konturen auswzhlen xS
X [
> Tasche 2 X+ P/
Xs 2/
Schruppen T D16 xs 7

X7 [l

Restmaterial T D10 %s B 7

Schlichten X [/
[X/10 CJ
[X11 CJ
[ 12 EJ

Einlesen der Datei ohne Fehler 2D [MW |4 [ XY [C



Webinar

- i TNG 640
Programming
{21 Programming

TNC: \Webinar_ OCM\PART_1297910.H

BEGIN PGM PART_1297910 MM

0

1 BLK FORM 0.1 7Z X-50 Y-50 7-40
2 BLK FORM 0.2 X+50 Y+50 Z+0
3 .
4

TOOL CALL "MILL_D16_ROUGH™ Z S10000 FGOO0O

P1 = "TNC:\Webinar_OCM\FRAME.H" I2 =
"TNC: \Webinar_OCM\ISLAND.H" P3 =
"TNC: \Webinar_OCM\POCKET1.H" P4 =
"TNC: \Webinar_OCM\POCKET2.H"

6 END PGM PART_1297910 MW

|I|I|I|IN|wIwI|Iw|w&|wI|I|I|I|a,||I|I|I|

[=/
h

IR .2 I PRI, fl B ET L A

aal
|

Eo A U L B U I B L P B B B B P B S B I JUR I
-4 =2 0o Pl 4

NI LT ST CONTOUR PATTERN SEL
CONTOUR DEF CONTOUR FORMULA DEF PATTERN ﬁ,_,“,ﬁi




Webinar

TNC: \Webinar_ OCM\PART_1297910.H

Programming

{21 Programming

3
4 TOOL CALL
5 CONTOUR DEF

P1 = "TNC: \Webinar_OCWM\FRAME .H" T2

"TNC: \Webinar_OCM\ISLAND.H" P3 =

"TNG: \Webinar_OCM\POCKET1.H" P4 =
"TNC: \Webinar_OCM\POCKET2.H"

CYCL DEF 271 OCM CONTOUR DATA

Q203=+0 ; SURFACE COORDINATE
Q201=-30 ;DEPTH

Q368=+0.5 ;ALLOWANCE FOR SIDE
Q369=+0.5 ;ALLOWANCE FOR FLOOR
Q260=+25 ; CLEARANCE HEIGHT
Q578=+0.2 ;INSIDE CORMNER FACTOR
Q569=+1 ;OPEN BOUNDARY

7 CYCL DEF 272 OCM ROUGHING

Q202=+30 ; PLUNGING DEPTH
Q370=+0.25 ; TOOL PATH OVERLAP
Q207= AUTO ;FEED RATE MILLING
Q568=+0.6 ;PLUNGING FACTOR
Q253= MAX :F PRE-POSITIONING
Q200=+2 ;SET-UP CLEARANCE
Q438=-1 ;ROUGH-0OUT TOOL
Q577=+0.2 ;APPROACH RADIUS FACTOR
Q351=+1 ;CLIMB OR UP-CUT

g L X+0 Y+0 Z+50 RO FMAX M3 M99

9

10 END PGM PART_1297910 MM

"MILL_D16_ROUGH™ 7 S10000 FGOOO

=

|I|I|I|IN|wIwI|Iw|w&|wI|I|I|I|a,||I|I|I|

[=/
h

IRTIRI .AN AP PRT AT, wfl BRI L

‘||||||||||||||||||||\|\

| srant
. SINGLE

TNC 640
e e

aal
|

RESET
R
START



Webinar

TNC: \Webinar_ OCM\PART_1297910.H

Q253= MAX :F PRE-POSITIONING
Q200=+2 ;SET-UP CLEARANCE
Q438=-1 ;ROUGH-0UT TOOL
Q577=+0.2 ;APPROACH RADIUS FACTOR
Q351=+1 ;CLIMB OR UP-CUT

8 L X+0 Y+0 Z+50 RO FMAX M3 M99

9
10 TOOL CALL

"MILL D10 _ROUGH™ Z S12000 F4000
11 CYCL DEF 272 OCM ROUGHING

Q202=+15 ; PLUNGING DEPTH
Q370=+0.25 ; TOOL PATH OVERLAP
Q207= AUTO ;FEED RATE MILLING
Q568=+0.6 ;PLUNGING FACTOR
Q253= MAX :F PRE-POSITIONING
Q200=+2 ;SET-UP CLEARANCE
Q438=-1 ;ROUGH-0UT TOOL
Q577=+0.2 ;APPROACH RADIUS FACTOR
Q351=+1 ;CLIMB OR UP-CUT

12 L X+0 Y+0 Z+50 RO FWMAX M3 M99

13 ;
14 END PGM PART_1297910 MM

SELECT
.
BLOCK

=

Programming
{21 Programming

TNC 640
e e

|I|I|I|IN|wIwI|Iw|w&|wI|I|I|I|a,||I|I|I|

[=/
h

IR .2 I PRI, fl B ET L A

2
|

I ; | 71 || 1nserr
[ InserT ||[_INSERT ]|  LasT
REMOVE REMOVE NG BLOCK

\|\|||||||||\||‘|||||||‘|




Webinar

- i TNG 640
Programming
{21 Programming

TNC: \Webinar_ OCM\PART_1297910.H

£
Q253= MAX :F PRE-POSITIONING
Q200=+2 ;SET-UP CLEARANCE
Q438=-1 ;ROUGH-0UT TOOL
Q577=+0.2 ;APPROACH RADIUS FACTOR
Q351=+1 ;CLIMB OR UP-CUT

12 L X+0 Y+0 Z+50 RO FMAX M3 M99

M FINISHING FLOOR
; TOOL PATH OVERLAP
Q385=+3000 ;FINISHING FEED RATE
Q568=+0.3 ;PLUNGING FACTOR
Q253= MAX :F PRE-POSITIONING

|I|I|I|IN|wIwI|Iw|w&|wI|I|I|I|a,||I|I|I|

Q200=+2 ;SET-UP CLEARANCE
Q438=-1 ;ROUGH-0UT TOOL
15 L X+0 Y+0 Z+50 RO FWMAX M3 M99

[=/
h

16 ;

17 CYCL DEF 274 OCM FINISHING SIDE
Q338=+15 ;INFEED FOR FINISHING
Q385=+300 ;FINISHING FEED RATE
Q253= MAX ;F PRE-POSITIONING

0200=+2 :SET-UP CLEARANCE 2]
Q14=+0 ;ALLOWANCE FOR SIDE |
0438=-1 :ROUGH-0UT TOOL ]
0351=+1 :CLIMB OR UP-CUT ]

18 L X+0 Y+0 7+50 RO FLIAX M3 M99 o
19 ; 1
20 M30 1
21 END PGM PART_1297910 MM 1
6]

aal
|

SELECT : INSERT
| oUT s [anserT |||[_INSERT |||  LasT
BLOCK REMOVE REMOVE NC BLOCK

R L D B L L B U B B B P B L B B U B I S I UL
-4 =2 0o Pl 4




Anwendungsbeispiel

Konturen auswéahlen
Schruppen T D16
Restmaterial T D10
Schlichten

Test Run

' Test Run

[]Manual operation

TNC: \Webinar_OCM\Parti_1297910.H
Q351=+1 ;CLIMB OR UP-CUT -

12 L X+0 Y+0 Z+50 RO M3 m99

14 CYCL DEF 273 OCM FINISHING FLOOR
Q370=+1 ; TOOL PATH OVERLAP
0385=+2000 ;FINISHING FEED RATE
0568=+0.3 ;PLUNGING FACTOR
Q253= MAX ;F PRE-POSITIONING
Q200=+2 ;SET-UP CLEARANCE
Q438=-1 ;ROUGH-0UT TOOL

15 L X+0 Y+0 Z+50 RO M3 M99

16 ;

17 CYCL DEF 274 OCM FINISHING SIDE
Q338=+0 ;INFEED FOR FINISHING
Q385=+1800 ;FINISHING FEED RATE
Q253= MAX :F PRE-POSITIONING

Q200=+2 ;SET-UP CLEARANCE
Q14=+0 ;ALLOWANCE FOR SIDE
Q438=-1 ;ROUGH-0UT TOOL
Q351=+1 ;CLIMB OR UP-CUT

18 L X+0 Y+0 Z+50 RO M3 M99

19 ;

20 M30

21 END PGM PART1_1297910 MM

VIEW
—

OPTIONS -

(@)

Webinar

TNC 640

HODENMAN

2000 00:03:45 F MAX @
STOP START RESET
AT START SINGLE +
= | = ] | s




Anwendungsbeispiel

Konturen auswéahlen
Schruppen T D16
Restmaterial T D10
Schlichten

Test Run

(=1 Test Run

[]Manual operation

TNC: \Webinar_OCM\Parti_1297910.H

0 BEGIN PGM PARTI 1297910 mm  J&

1 BLK FORM 0.1 Z X-50 Y-50 Z-40

2 BLK FORM 0.2 X+50 Y+50 Z7+0

3

4 TOOL CALL "MILL_D16_ROUGH™ Z S10000 F5000

5 CONTOUR DEF

P1 = "TNC: \Webinar_OCM\FRAME.H" T2 =

"TNC: ‘Webinar_OCM\ISLAND.H" P3 =

"TNC: ‘Webinar_OCM\POCKET1.H" P4 =

"TNC: ‘Webinar_OCM\POCKET2.H"

6 CYCL DEF 271 OCM CONTOUR DATA
Q203=+0 ; SURFACE COORDINATE
Q201=-30 ;DEPTH
Q368=+0.3 ;ALLOWANCE FOR SIDE
Q369=+0.5 ;ALLOWANCE FOR FLOOR
Q260=+25 ;CLEARANCE HEIGHT
Q578=+0.2 ;INSIDE CORMNER FACTOR
0569=+1 ;OPEN BOUNDARY

7 CYCL DEF 272 OCM ROUGHING
Q202=+30 ; PLUNGING DEPTH
Q370=+0.25 ; TOOL PATH OVERLAP
Q207= AUTO ;FEED RATE MILLING
Q568=+0.6 ;PLUNGING FACTOR
0253= MAX :F PRE-POSITIONTNG

Q200=+2 ;SET-UP CLEARANCE
Q438=-1 ;ROUGH-0UT TOOL
Q577=+0.2 ;APPROACH RADIUS FACTOR
Q351=+1 ;CLIMB OR UP-CUT

8 L X+0 Y+0 Z+50 RO M3 Mm99

9
10 TOOL CALL "MILL_D10_ROUGH" Z S12000 F2000
11 CYCL DEF 272 OCM ROUGHING

Q202=+30 ; PLUNGING DEPTH
Q370=+0.2 ;TOOL PATH OVERLAP 3
VIEW

OPTIONS

(@)

Webinar

TNC 640

HODENMAN

P06 00:05:08 F MAX @
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