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1 OBIIUE IMTPUHIUIIBI PABOTHI C CAM-CUCTEMOM

PazpaboTke oneparuii MexaHnuecKo 00pabOTKM ¢ MOMOIIBIO MPOTPAMMHOIO
oOecrieueHus mpeamecTsyeT nojaroroBka MasterCAM u moAroToBka TeoOMETpHUH
netanu. Takxe HEOOXOAMMO HACTPOUTH OMKUCAHUE CTAHKA U OMPENEIUTh T€OMETPHUIO
3arOTOBKHU.

1.1 BBeaeHue B TEXHOJIOTHIO JUHAMHUYECKOT0 pe3epoBaHusA

TpaekTopun IUHAMHYECKUX NEpPEMENIeHU MHCTpyMeHTa B Mastercam 2020
MPEIOCTABST JAOMOJHUTENbHBIE TPEUMYIIECTBA U COBpEMEHHbIE (DYHKIIMH, KOTOPBIE
MOMOTYT HOJYYUTh MaKCUMaJIbHYIO OT/Iauy OT Jto0oro cranka ¢ UITY.

BBICOKOCKOPOCTHBIE TMHAMUYECKUE TPACKTOPUHU MO3BOJISIOT ¢ MAKCUMAJIBHOM
3¢ (PEKTUBHOCTHIO HCIIOIB30BaTh MPHU (PPE3epPOBAHUM BCIO JJIMHY PEXKYIIEH 4YacTH
MHCTpyMeHTa. TpaeKkropuu MpeaHa3HaueHbl I MaKCUMaJbHO OBICTPOrO ylajieHHs
Marepuaa Ipyu OJHOBPEMEHHOM CBEJEHUU K MUHUMYMY U3HOCA HHCTPYMEHTA.

[IpeumymecTBa HMCHONB30BAHUSA TPACKTOPUM JUHAMUYECKUX IIE€PEMEILICHUN
MHCTPYMEHTA:

— TIOCTOSTHHBIA 00BEM CHHMAEeMOTO MaTepualia MpeAoTBpaIlacT Ype3MEpPHYIO
Harpy3Ky Ha UHCTPYMEHT;

— MHUHUMAaJbHBIM HarpeB MHCIPYMEHTA MO3BOJUT COXPAHUTH €r0 PEKYIIYIO
CIIOCOOHOCTH IJIUTEIBHOE BPEMSI;

— Oosiee 3(PdeKTUBHOE YIaJCHUE CTIPYKKH YIYUIIUT YCIOBUSI TMpoliecca
pe3aHus;

— YBEIMYEHUE BPEMEHH HMCIOJIb30BAHUS MHCTPYMEHTA MO3BOJIAT COKOHOMHTH
CpEICTBA.

1.2 /InHamMuYecKHue TPAaeKTOPUH

TexHonoruio JAMHAMUYECKUX TMEPEMEUICHUM  HCIOJIB3YIOT  CIEIyIOIINE
TPAEKTOPHHU:

— nuHamu4deckas KoutypHas (Dynamic Contour);

— topiieBanue (Face);

— nuHamudeckoe (ppeseposanne (Dynamic Mill);

— netyeoopasnoe gppesepoBanne (Peel Mill);

— 3D Jlunamuueckas yepHoBas (Dynamic OptiRough).

Y KakIOW U3 TEPEUYUCICHHBIX BBIIIE TPACKTOPUUA HUMEIOTCA CBOU
MPEUMYIIECTBA. DTU MPEUMYIIECTBA IETAI0T UX YHUKAIbHBIMUA U OTJIMYHBIMU OT UX
CTaHJIapTHBIX aHAJOroB U3 QpyHKIMOHaANa Mastercam.



1.2.1 Innamu4yeckas koutypHast (Dynamic Contour)

Tpaexropusa Junamuueckas koumypHas CO3HAET OINEPALMIO IPOXOJAA IO
KOHTYpY C HUCIIOJIb30BaHUEM JUHAMHUYECKUX NEPEMEIICHUN M UMEET CIEUUAIIbHbIC
ONUMU JUIS 3aJaHHsl MapaMeTpoB, BIUSIONIMX HA CO3JAaHUE TAaKUX MEPEMELICHUMN.
JlvHaMu4YecKue TEepPEeMENIEHUs] MPEMSITCTBYIOT YPE3MEPHOMY HM3HOCY MHCTPYMEHTa
npu 00paboOTKe YIJIOB C MallbiIMU paauycamu. Kpome TOro, MMEIOTCS MapameTphl,
KOTOPBI€ HCHOJIB3YIOTCA TMPHU OMNPEICIICHUA OCTABUIErOCs MPHUITYCKAa W BIHSIOT Ha
KOJIMYECTBO JIOMOJHUTENIBHBIX IPOXOI0B BAOJIb CTEHOK.

1.2.2 TopueBanue (Face)

Tpaexropust Topyesanue B ciaydae Beioopa onmmu Juramuuecku (Dynamic) B
nosnie Cmuns (Style) momoskeT OBICTPO CO3JaTh Olepanuio oOpabOTKH BEpXHEH
IJIOCKOCTH AeTanu. TpaekTopus 0a3upyeTcsi Ha KapKacHOM F€OMETpPHUH ACTalu WU
Ha TEOMETPHUU TEKYIIEeH 3arOTOBKH.



1.2.3 Innamu4eckoe ¢ppeseposanne (Dynamic Mill)

Tpaexropus [Juuamuuecxoe ¢pezeposanue (Dynamic Mill) mo3Bonut co3naaTth
omeparuu 00pabOTKM KapMaHOB, BBICTYIOB MM OOOBIIIEK, a TakXKe Ooreparuu
000pabOTKU OCTaTKOB MaTepualia o Tekylei 3aroroBke. [locie BeiOopa crpareruii
00paboTku 30H M3nympu (Stay inside) wnu Cuapyocu (From outside) MoxHO co3aaTh
orepaluo 00pabOTKM KapMaHa WU Olepalnio 00pabOTKH MIIOCKOCTU C OCTPOBAMH,
KOTOpble OYIyT WCHOJb30BaTh TEXHOJIOTHIO JUHAMHUYECKHX IEPEMEIICHHM
HHCTPYMEHTA.

IIpu BBIOOpE cTpareruu Mswympu Oyner HEoOXOAMMO 3aJaTh BHEIIHIOIO
rpaHuily 00JacTH, TPAHUIIBI BBICTYNOB WM OOOBIIIEK, BHIOpATh HHCTPYMEHT,
HEOOXOJUMBIC OIHUUA, METOJ] BpE3aHHs B MaTepual, NapaMmeTpbl YCKOPEHHBIX
MepeMeNIeHUt U 3aTeM CTreHEepUpOBaTh TpaeKTOpuro. Marepuan OyAeT yaansaTbCes
M3HYTPH K BHEIIHEH rpanuile Haubosee 3QPEeKTUBHBIM CITIOCOOOM.

[Ipu BeIOOpe CHapyowcu Oyner co3gaHa ornepanus o0padOTKH TIIOCKOCTH
CHapy)XH BBICTYNIOB WM OOOBIIEK. OTa CTpaTerus Co3AaéT TPACKTOPHUIO
nepeMenIeHH HHCTPYMEHTa, KOTOPOMY pa3pelieHO BBIXOJUTH 3a MpeAeIibl BHEITHEH
rpa”uIlbl odjacTu. Martepual yaajisieTcsi ¢ BHEIIHEH CTOPOHBI K BHYTPEHHEH.



[Tpu Bxmrouenun omnruu. Ocmam. mamepuan (Rest Material) Ha crpanuie
3acomosxa (Stock) OyaeT co3mgaHa omepanus yaajleHHs OCTATKOB MaTepuaia TMocie
MpeapIaymux omneparuii. Pacuér moxker 0a3upoBaThCcsi Ha BCEX MPEABIIYIIAX
omepalusix, Ha ornepanun Mooenv 3acomosku (Stock model) unu Ha npeabIyIIEM
YepHOBOM JHMaMeTpe WHCTpyMEHTa. B 3TOM ciydae co3maHHas onepamnus Oyaer
yAQJISTh MaTepUall TOJIbKO U3 HEOOpaOOTaHHBIX paHee 30H.



1.2.4 IletrsieoOopasnoe ¢ppezepoBanue (Peel Mill)

Tpaexropus Ilemneobpasznoe ppezeposanue (Peel Mill), B ciyuae BbIOOpa
oniuu JJunamuuweckue nemau (Dynamic Peel), mo3Bonmut sddekTBHO yAaTUTh
MaTepual MEXIy JBYMsI OTKPBITBIMH TpaHUIAaMH. TpaeKkTopus HUCIOIb3YeT
JTUHAMUYECKYIO TEXHOJIOTHIO C TIEPEMEIICHUSAMH Ha OBICTpOH ToJade MEXITy
paboYnMHU MTPOXOJaMH, T. €. B TOT MOMEHT, KOT/Ia MHCTPYMEHT HE PEKeT MaTepHall.
Ecnu Oyner 3agana oaHa I1€moyYka, TO JOMOJHUTEIBHO OyIeT HEOOXOAMMO 3aJaTh
mpuHy masza. Ecnu ke OyAyT 3aJaHbl 1BE LIETIOUKH, TO 00JacTh 00pabOTKU OyaeT
HaXOJIUTHCS MEXKTy HUMHU.

1.2.5 JIunamudeckasi yepHoBasi (Dynamic OptiRough)

Junamuuecrkas uepnosas (Dynamic OptiRough) ssasercs 3D-tpaekTopuei,
ucrnoyib3yroniet B Mastercam TEXHOJOTHIO TWHAMHUYECKHX mepemenieHuil. OnHa
NOJJIEP>KUBAET MHCTPYMEHTHI, CIIOCOOHBIE pe3aTh MaTepual Ha OOJbILYIO TTyOuHY.
CoznanHasi onepaiysi MOXKET yAaJIATh Marepuaji B JABYX HaIlpaBiICHUSX: IIar BHU3
(-Z) u mar BBepx (+Z). OTa AByHANpaBJICHHAs CTpAaTErusl yAalisieT MaKCUMalbHOE
KOJMYECTBO MaTephalia C MHUHUMAJIbHBIM KOJUYECTBOM IIIarOB BHU3, - UTO
3HAYUTENIbHO COKpAIIaeT BpeMs paboyero muKia.

Kak u B Ttpaekropun JHunamuueckoe ¢hpeseposanue, €CTh BO3MOXKHOCTb
BBIOpaTh Mexay crparerusiMu Cuapyscu v Brympu. OgHako BMECTO BbIOOpa
KapKacHOM T'e€OMETpPUH, HEOOXOIUMO BBIOpaTh 0OpabaThiBaeMble HIIM KOHTPOJIBHBIC
MOBEPXHOCTH, a Tak)Ke TPaHUIIBI, BHYTPU WIW CHApPY>Kd KOTOPHIX OyaeT
OCYUIECTBJIATHCSA 00paboTKa.



1.3 IapameTpbl AMHAMIYECKOT0 pe3epoBaHUA

CymiecTByeT  HECKOJIBKO  MapaMeTpOB  JWHAMUYECKUX  TPACKTOPHH,
OTJIMYAIONIUX UX OT OCTAJIbHBIX:

— mukponoaséM (Micro lifts);

— meton Bxoaa (Entry methods);

— nonauu/ckopoctu nmoasoaa (Entry feeds/speeds);

— koHTyp cTeHku (Contour wall);

— mucTtaHnus noasoaa (Approach distance).

Onmus  Mukponoovém  TIO3BOJIAET WHCTPYMEHTY TPHIIOTHATHCS — HAJ
00paboTaHHON TOBEPXHOCTHIO B TOT MOMEHT, KOIJa HE HIET ChEM Marepuaa.
[IpeumyiiecTBa: OBICTpOE yIajJCHUE CTPYKKH W OTBOMA H30BITOYHOTO Tera. Kpome
3aJIaHHsI BBICOTHI MHKPOIIOAbEMA €CTh BO3MOYKHOCT YBEIMUHUTH Pa00UyI0 10/1a9y.

[TapameTpsb! onuun « MUKPOIIOIBEM:

— micro lift distance (paccrosiHue MUKpONIOAbEMA);

— Back feedrate (momaua a1 00paTHOTO ABUKEHUS).



Onmust Memoo eéxooa (Entry methods) obOecrieunBaeT HECKOJIBKO CIOCOOOB
BXOJ/la MHCTPYMEHTa B MaTepuall. BapraHThl BapbUPYIOTCS OT MPOCTOM CIHPAIU JI0
BBIOPAHHOTO OIIEPATOPOM OTKPBITOTO KOHTYpA.

Hcnonp3oBanue pazaena llooauu/Crxopocmu noosooa (Entry feeds / speeds)
MO3BOJUT M30€XKaTh YPE3MEPHON HATPY3KU Ha MHCTPYMEHT MPH BXOJIe B MaTepual.
YcraHoBKa KOPOTKOTO BPEMEHHOTO HWHTEpBaja TOCIE BXOJlda B Marepuan JacT
BO3MOXKHOCTh IIMUHACITIO JOCTHYhL HEOOXOAMMOH CKOPOCTH A0 Hadaja mporiecca
(dbpezepoBaHus.

[TapameTtpsl pazaena «Ilogaun/CkopOCTy MOABOAN:

— ramp feed rate (ckopocTh ogaun);

— ramp spindle speed (ckopocTh BpalieHUs IITUHESA);

—dwell before cut spindle speed (3amepkxka A0 Hayanda mpolecca
bpesepoBanus).

[Tapametpsr Ha ctpanutie Koumyp cmenxu (Contour wall) mpemocTtaBistor
nH(OpPMAIMI0O O TEOMETPUM MPEIBIIYIIET0 WHCTPYMEHTA M TPUITYCKE Ha CTEHKaX.
OTH 3HAYEHUS] TIOMOTAIOT paccuuTarh HanOosee d(P(HEeKTUBHBIE MEPEMEIIECHUS IS
yJaJCHHs MaTepHralia BOJIb CTCHOK.

[Tapametpsl pa3nena «KOHTyp CTCHKN:
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— radius of tool that shaped the stock (pagmyc mpeapiaymiero WHCTpyMeHTa,
c(hopMHUPOBABIIETO MPUITYCK);

—min Toolpath radius that shaped the stock (MuHUManNBHBIA paaunyc
TpaeKTOpUU CPOPMHUPOBAHHOTO MPHUITYCKA);

— stock thickness (TomnmuHa mpurycka).

[lapametrp [loosoo (Approach distance) mno3BosiieT 3agaTh aOCOJIIOTHOE
paccTosHUE 10 HavYaja TPAaeKTOPHH.

JlnHaMuueckre TPaeKTOPUH CO3Aar0T YPPEKTUBHBIC TIEpEMEIICHUS, 0a3UPYsCh
Ha BBIOPAHHBIX [IETIOYKAX WM MOBEPXHOCTSIX. OHU SIBISIFOTCS 9acThio HaOOpoB 2D u
3D BCO (BbicokockopocTHasi o0Opabotka, 2D HST = high speed machining)
TPACKTOPHUH M HWMEIT ¢ HUMH MHOTO OOINETro, HO ~ OTIWYAIOTCS CBOUMH
cnenuUIeCKUMU TTapaMeTPaMHU.

1.4 Tpaexkropus «/{unamuyeckoe ¢ppesepoBaHue»

Tpaekropuu «J/luHamudeckoe (pe3epoBaHue» MarOT BO3MOXKHOCTH - CO3/1aTh
MepeMeNIeHUs] MTHCTPYMEHTA /I 00pabOoTKU KapMaHOB, OTKPBITHIX KAPMaHOB WU UX
CJIIOXKHBIX (OpM, BBICTYIIOB HJIM OOOBIIMIEK, a TaKXE MOJYYUTh TPACKTOPHUH - JJIsI
1000pabOTKHU OCTATKOB MaTepuasa mocje MpeabIyIIuX ONepayii.

Jl1st co3manus TpaeKToOpuit HEOOXO0IUMO:

[Tocne 3amycka Mastercam BbIOpaTh METPUUYECKUN KOHPUTYPAITMOHHBIN (Daii
(ecyii OH HE BBIOpPAH MO YMOJIYAHUIO).

Jnst aToro kukHyTh Ha MeHIO @atin (File) B neBoii BepXHeH yacTu sKpaHa.

11



DHE- 28

Home Wireframe Sur

.ﬁ-l g= Cut "
E Eh[ﬂp}'
Paste _ h . & . |
21 Copy Image - s
Clipboard Att

Bri6pats paznen Kongueypayus (Configuration).

Community

Repair File

RAM Perform routine maintenance on the current file to improve performance and ensure file integrity.

Repair
File

Configuration

Options

Otkpoercsi  nuanoroBoe OkHO  Kongueypayus — cucmemovr  (System
Configuration), rae 3Hauenue napametpa Current (Texyuuii) Hy>KHO YCTaHOBUTbH Ha
cleayolee:

Current: | c:huzershplavinskyhdocumentshmy . Smcamsm. config <Metrics <Startups w W’

[Tocne yero HEOOXOIMMO «OTIPEACTUTH 3arOTOBKY». J71s 3TOTO:!
OTtkpeITh daiin «DynamicMill.mcamy.

Ha Bxnaake Machine (Ctanok) BeiOpath Mill (OpesepoBanue), Default (11o
YMOJTYAHHIO).

BriOpats meHemxep Levels (Cinon). Ecnu MmeHIo He 0TOOpa)kaeTcsi, CM. HIXKE.
12



Ecnmu mento He otoOpaxkaercs, HeoOxoauMo Ha Bkianke View (Bum) BeiOpaTh
Levels (Crion) mim HakaTh coueTaHue KIIaBuil <Alt> + <Z>.

1 Toolpaths

|E| Toolpaths

[tz] solids
|E| Flanes

P |E| Groups

il

ts| Multi-Threading |E| Recent Functions

"3l

Managers

[lepen cozmaHuemM 3aroTOBKM HEOOXOAMMO CO37aTh JjIsi HEE CBOM CIIOH
BUJIMMOCTH. DTO 3HAUYMUTENBHO oO0jerdaer padory c ¢aillaMu, KOTOpbIEé HMEIOT
THICSIYM JIMHUMA, AYT, TBEPABIX Tea wiu mnoBepxHocteil. [Ipum pabore ¢ Takumu
daitnamu 6yeT HeOOXOAUMO Pa3AETUTh 3JIEMEHTHI IO CBOMM CIIOSIM BUIUMOCTH.

B menemxepe Levels BoiOpath Add a new level (J]Jo6aBUTb HOBBIN CIIOM).

JBaxIibl KJIUKHYTh B KoOJIOHKE Name (MMsl) HampoTHB CO3[JaHHOTO CIIOS U
Habpatb ums Stock geometry (I'eomeTpus 3aTOTOBKH).
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Levels v 0 X
+ QST H-@

Mu... & Visible MName Level Set  Entities

1 X Solid 1
! pa Part geometr 72
ZEHIE Stock geometry I

OTOT cnoil Tenepb OyAET HCIONB30BATHCA [UIsl pPa3MELIEHUs T'€OMETpUU
3arOTOBKH.

B wmenemxepe Toolpaths (Tpaextopun) BbiOpath Stock setup (Hactpoiika
3arotoBku). llosiButcst auanoroBoe okHOo Machine Group Properties (CBoiicTBa
CTAHOYHOM TPYIIIIbI).

Ha ctpanuue Stock Setup BoiOpats Bounding box (OrpaHn4yuBaromnii KOHTYD).
[TosiBuTcs manenb GpyHkuuu Bounding Box.
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Knuknyte Ha Mopenb paeranu. [letanb oxpacuTcss B I[BET BbIOOpa (1O
YMOJTYAHUIO — HKEJITHI).
Haxats <Enter> unu xnmuknyth End Selection (3aBepmuTh BEIOOD).
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Y CcTaHOBUTH CIEAYIONIUE TAPAMETPHI:

Shape (®opma) — Rectangular (Rectangular). Oto ontumanbhHas ¢opma
3arOTOBKHM JJIsI 3TOM JAETaJIN.

B ctpoke «Z» nabpatp 28.6. 310 pazmep 3arOTOBKH 110 OCH Z.

16



B pasnene Create Geometry (Co3nath reoMeTpuIo) BolOpath Lines and arcs
(Jluaum n myrm). [lo rpaHuiiam 3aroToBKU OYIyT CO3/aHbBI JUHUU U AYTH, KOTOPHIC
3aT€M MOTYT OBITh HCTIOJIB30BAHBI JISI IPYTUX TICIICH.

Create Geometry )
Lines and arcs
[ | Comner points
|:| Center point

|| Face center points

[ ] Sclids

Haxare «OK». Ilpou3odaér Bo3BpaT K JauanoroBomy OkHy Ceoucmea
CMAHOYHOU 2PYNNbL.

Bounding Box

Haxmure «OK» B nuamoroBoM okHe Ceouicmea cmanounou epynnul. Bokpyr
netanu OyeT co3aaHa FeOMETPHsI 3aTOTOBKHU.

17



3arotoBka U reoMeTpus co3daHbl. Jlaiee HEOOXOAUMO CO37aTh TPACKTOPHU
WHCTPYMEHTA.

[lepBas TpaexkTopusi OyAeT mpeqHazHauyeHa s (pe3epoBaHUS HAPYKHOU
qyacTH aetanu. [ e€ co3gaHus HyKHO:

BriOpate Tpaektopuio u3 2D-rpynmbl Ha KOHTEKCTHOU Bkianke Toolpaths B
paznene Mill.

[TosiBuTcst muanoroBoe okHO Chain Options (ONiyuu IETIOYKN).

Haxates xnomky Select (BviOpath) B pazmene Machining regions (30HbBI
o0OpaboTtkn). [losBurcsa nuangorosoe okHo Chaining (Bbi6op nenoukn). Jlanee Hy HO
BbIOpaTh 30HY, B KOTOPOH OyAeT OCYLIECTBIATHCA 00paboTKa.

18



Chain Options x

Chain geometmy

I achining regions

oia]
td achining region strategy

(®) Stay inzside
() Fram outside

Open chain extenzion to stock
(®) Mone [ighore stock]

(") Tangent
() Shortest distance

YcranoBute C-Plane. Dta omius TO3BOJSET BHIOpATh IIEMOYKH, KOTOPHIC

MapasuiesibHbIC TEKYIIEMY KOHCTPYKIIMOHHOMY IJIAHY M HAaXOASTCA Ha OJIMHAKOBOM
BBICOTE IO KOOPAUHATE Z.

B kaudectBe 30HBI 00pabOTKM HEOOXOAMMO BBIOPATH LIETIOYKY, MOKA3aHHYIO
HUXKE:

19



Omnmus C-plane mo3BOAUT cpaszy BeIOpaTh BECh KOHTYp, 0€3 HEOOXOIUMOCTH
BBIOMPATH KaX]IbII U3 DJIEMEHTOB KOHTYpa MO OTAEJIbHOCTH.

Haxxatb «OK» u BepHYyThCS B uanoroBoe okHo Chain Options.

YcranoButh Machining region strategy (Ctpaterusi o0paboTku 30H) Ha From
outside (CHapyxn).

JlanHast cTpaterust BBIOMpaeTcs, €CiIM HEOOXOIUMO YAAIUTh MaTeprall BOKPYT
BBICTYTIOB UJTM OOOBIIIIEK.

Chain Options =

Chaitn geormetry

tachining regions

o B Iy

td achining region strategy

() Stay inside

Open chain extenszion to stock
(@) More [ignore stock)

() Tangent
() Shortest distance

Haxate kHOmKy Select mom pazmenom Avoidance regions (3amnpernicHHbIC
30Hbl). [TosiBUTCS AManorosoe okHo Chaining.

Avnidance regions
Air regions
ok
Containment regions

o

Entry chain

m & 1%

®
&
&

3anpemni€HHble 30HBI — 3TO PErHOHBI, KOTOpble HE HYXHO (pe3epoBarh. B
JAaHHOM CJIy4yae MaTepuai yJalaseTcs MEXIy HapyKHOM 30HOM 00paboTKH H
BBICTyIIaMH, 00paboTKa KOTOpBbIX 3ampelmieHa. J{ns BeIOOpa TeoMEeTpUr HYKHO
BKJIIOYNTH IPYTOU CIIOM BUIUMOCTH.

Briopats B okae Chaining pexxum 3D. JlaHHBIN peXuM TIO3BOJISIET BHIOMPATH
reOMETPUIO, HAXOSIIYIOCS HE B OJTHOM MJIOCKOCTH.
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Hanee B menemxepe Levels B kononke Visible (Buaumblil) KIMKHYTh HAIIPOTUB
cnos Part geometry.

Levels v 3 ox
+ A Sr O-@
MNu... & Visible Mame Level Set  Entities

1 x Solid

2 X

3 X

1
Partgeometry | |72 |
12

Stock geometry

Ha »skpane mosiBUTCS TeoMmMeTpus, KOTOPYIO HYXHO BbIOpaTh. B kauectBe
3aMpem€HHON 30Hbl HYXXHO BBIOpPATh CHIIy3THBIM KOHTYp JETalld, KaK IMOKa3aHO
HIDKE. JTO MO3BOJIAT yIaJUTh MaTepHall BOKPYT BHEIIHETO KOHTYpa JETAJIH.

Haxxatp «OK» u BepHYyThCS B 1uanoroBoe okHo Chains Option.
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Jlanee HaxxaThb MpPaBOW KHOMKOW MBIIIM B Ipa)uueckoM OKHE W BBIOpATh B
mento Bunt Top (WCS) (Ceepxy (PCK)).

B okne Chains Options HaxaTh Ha KHOTIKY Preview chains (IIpocMoTp 30H).
Ha skpane Oyner kapTUHKA, TOKa3aHHAs HUXKE:

30Ha, U3 KOTOPOM OyAeT yaansiThCs MaTepual, MoKa3aHa B BUJIE KPACHOU U
4EPHOM IITPUXOBKH, CHHUM LIBETOM OTOOpa)kaeTcsi 30Ha CBOOOJHOTO MEepEeMEIICHHUS
MHCTPYMEHTA, KEJITHIM IBETOM IOKa3aHa 3amnpeléHHas 30Ha. Mcnosb3ys onuuro
Ilpocmomp 30H, MOXHO 3apaHee, JO BBOJA KaKHUX-IMOO JPYyTUX MapaMeTpoB,
MIPOBEPUTH MPABUILHOCTH BEIOOPA FTEOMETPUUECKUX IIETIOYCK.
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[Tocne mpoBepkH KIMKHYTh MPABO KHOMKON MBIIIHM B TpaUYECKOM OKHE U
BbIOpaTh B MeHI0 Isometric (WCS) (M3zomerpust (PCK)).

Kmuknyte «OK», 4T00BI HOATBEpAUTE BBIOOpP Lieniovek. [losBuTCS nranmoroBoe
okHo 2D High Speed Toolpath — Dynamic  mill (2D BCO Ttpaekropun —
Jlunamudeckoe pe3epoBaHue).

[lepetitu Ha ctpanuity Tool (UHCTpyMeHT).

Haxares na knHomky Select library tool (MHCTpyMeHT u3 OUOJUOTEKH).
[TosiBuTcs nuanoroBoe okHO Tool Selection (BeiOop HHCTpyMEHTA).
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Haxate Ha kHomky Filter (Ouibtp). IlogButcs nuanoroBoe okHO Tool List
Filter (PunbTp ciricka HHCTPYMEHTOB).

:f, Tool Selection - ChUsers\PublictDocuments'Shared Mastercam 20200Mill\Tools\Mill_mm.toeldb *

C:hUzers\PublichDaocu.. AMill_mm. toaldb =

# Azzembly Ma... Toaol Mame Haolder Mame  Dia. Cor rad. Lemgth # Flutes #

] 1 MCSPOTD.. - B.0 0o 17.0 1

1] 2 MCSPOTD... - 8.0 n.a 220 1

1] 3 MCSPOTD... - 10.0 na 26.0 1

1] 4 MCSPOTD.. - 120 0o 300 1 Filter...

1] 5 MCSPOTD... - 1E6.0 na 34.0 1 Filter Active
] 5 MCSPOTD.. - 200 0o 400 1 280 of 230 tools
1] 7 H5S/TIND... - 2.0 n.a 2000 1

Haxxatp kHoniky None (Het) u oTMEHUTH Bce (PUITBTPHI.
BreiOpate tun Endmill3 Bull. Tenepb €CTh BO3MOXKHOCTH INPOCMATpPUBATh
TOJIBKO HHCTPYMEHTHI C PaJyCOM Ha PEKYIICH KPOMKE.
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Haxatp Ha kHONIKY «OK».
B okne Tool Selection, BeiOpath unctpymeut END MILL WITH RADIUS - 20/

RI1.0.

i Azzembly Ma... Tool Mame Holder Mame  Dia. Car. rad
| T - EMD MILL WITH RADIUS - 3 4 RB0.5 - a0 ns
f 258 - EMD MILL WITH RADIUS - 3/ R0.2 - a0 nz
258 - END MILL WITH RADIUS - 4 / RO.2 - 40 nz
f 260 - EMD MILL WITH RADIUS - 4 / RO.5 - 4.0 ns
261 - EMD MILL WITH RADIUS -5/ RO5 - 5.0 ns
b B2 - EMD MILL WITH RADIUS -5/ R1.0 - 5.0 1.0
b 263 - EMD MILL WITH RADIUS - 6/ RO.5 - 6.0 ns
[ 264 - EMD MILL WITH RADIUS -6/ R1.0 - 6.0 1.0
[ 285 - EMD MILL WITH RADIUS - 8/ R1.0 - a.0 1.0
[ ZEE - END MILL WITH RADIUS - 8/ R2.0 - 2.0 20
i 267 - END MILL WITH RADIUS -8/ ROG - a0 ns
i 268 - END MILL WITH RADIUS - 10/ ROG - 10.0 1}
i 283 - END MILL WITH RADIUS - 10/ R1.0 - 10.0 1.0
27 - END MILL WITH RADIUS - 10/ R2.0 - 10.0 20
[ - END MILL WITH RADIUS -12 4 R1.0 - 120 1.0
| - END MILL WITH RADIUS -12 / ROG - 120 05
[T - END MILL WITH RADIUS - 12 / R2.0 - 120 20
boo2v4 - EMD MILL WITH RADIUS - 16 / RO.5 - 1E.0 ns
| - EMD MILL WITH RADIUS - 16 / R1.0 - 1E.0 1.0

END MILL wITH RADIU L
7] Zio - EMLD MILL T TH Rabils - 207 R4 - 4.1
B2/ - EMD MILL WITH RADIUS - 20 / R2.0 - 20

Haxats «OK». Be16op HHCTpyMeHTa 3aKOHYEH.
Hanee nepeiitu Ha crpanuity Cut Parameters (Ilapametpbl pe3anusi).
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VY CTaHOBUTH CIEAYIOLINE TapaMETPBI:

— Approach distance (IlogBox) — 9.5. 3aganHoe paccTosiHEE OyIeT M100aBICHO
K Hayajy [epBOro npoxo/a.

— Stepover (Illar) — 50.0%. [TapameTp ycTaHABIMBAET MIATr MEXAY MPOXOJaMU
no X Wi Y.

— Min toolpath radius (MunuManeHblil paguyc Ttpaekropuu) — 2.5%.
Mastercam #CHOJIb3yeT 3TOT paguyc B COUYETaHUM C MapaMeTpaMu B pazJesie
Muxponoovem AJig pacuera BeJIMUMHBI epeMeleHui no 3D-ayre mexay padbounmu
MPOXOIAMH.

— % of tool diameter (% ot D unctpymenta) — 500.0. 3TOT nmapamerp BIUSET
Ha TEHEPALMIO XOJOCTBIX IPOXOJOB Ha YCKOpeHHOW mnojgade. OHU HE OynyT
CO3/1aBaThCsl, €CJIM PACCTOSHUE OT KOHLA OJHOTO MPOXOJa K Hayaldy CIEIYIOIIEro
MEHbIIIE, YeM 3aJaHHOe paccTossHue. WHCTpymMeHT He OyAeT MNOAHMUMAThCA Ha
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6e3omacHoe paccrosiuue. OH ocTaHeTcss B pabodeM MOJIOKEHUHU, U TepeMEIIeHHE
MEX]Ty POXOAaMU OYIET OCYIIECTBISIThCS Ha pabodeli mopayge.

— Micro lift distance (Benuunna noanéma) — 0.0. [Tapamerp 3amga€T BBICOTY
noasEMa 1Mo Z Ha 00paTHBIX XOJIOCTHIX MTEPEMEIICHHUSX.

— Back feed rate (O6patnas nonaua) — 0.0. [TapameTp 3amaét pabouyro mogaqy
Ha OOpaTHBIX MEPEMEIICHUSX.

— Cut order optimization (OntuMu3zamus nopsjaka oopadorku) — None.

— Stock to leave on walls (Ilpunyck Ha ctenkax) — 0.5. Ilapamerp onpexnenser
MPHITYCK HA BEPTUKAIBHBIX CTCHKAX.

— Stock to leave on floors (Ilpunyck nHa gue) — 0.0. [Tapamerp ompexnenser
MIPHUITYCK HA TOPU30HTAIBHBIX IOBEPXHOCTSIX.

Jlanee HeoOxoauMo niepertu Ha ctpanuily Entry Motion (ITogxon).

VY CTaHOBUTH CIEAYIOLINE TapaMETPBHI:

Entry method
Helix oty el

Chain geometmy

(o) s i

Helix radiuz |u.u |

oo

oo

] Center an paint

£ clearance |D-D |

(®) Plunge angle |D.D |

() Entry pitch na

] Entry feeds / speeds
12000

3500

oo

27



— Helix radius (R cniupamu) — 0.0. [TapameTp ycTaHaBIMBaeT paanyc Bpe3aHUs
B MaTepual.

— Z clearance (Z xmapenc) — 0.0. [TapameTp ycTaHaBIMBAaET JIONOJTHUTEIBHYIO
BBICOTY HaJl IETANIbIO, 33/1aBasi TOUKY, B KOTOPO HauWHAET (P OPMUPOBATHCS CIIUPAITh
Bpe3aHusl.

— Plunge angle (Yron Bpezanus) — 0.0. Ilapamerp ycTaHaBiIMBaeT yroi
BpPE3aHMs B MaTEPHUAJT WIIM KOJIMYECTBO BUTKOB B CITMPAIU BPE3aHUS.

[TockonbKy TpaeKTOpHsS HE BXOJUT B MaTepual CBEpPXY, HET HEOOXOJAMMOCTH
YCTaHABIMBATD BBIIIETICPEUNCIICHHBIC TAPAMETPHI.

[lepeiinute Ha crpanunty Linking Parameters (IlapameTpsl mepexooB).

YcraHoBuTe clienyromue napameTphbl:
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— Otmenuts BbIOOp mapametpa Retract (OtBox). [lapamerp ycraHaBiIMBaeT
BBICOTY, Ha KOTOPYIO HHCTPYMEHT TIepeMeIIacTCsi BBEPX MEXKIY MTPOXO0IaMHU.

— [lepexmrounts mnapametpsl Top of stock (Bepx 3arotoBku) u Depth
(I'mybuna) Ha abcoyroTHRIE KoopauHaThl (Absolute).

Haxatp kHOTIKY Depth. Cuctema BepHETCS B rpaduyeckoe okHo. HeoOxonumo
OTPEICIUTh KOHEUHYIO TJIyOMHY OOpaOOTKM WM CaMyK HM3KYyH TJIyOMHY, Ha
KOTOPYIO OMyCKaeTcss MHCTpyMEHT. B nmanHoM ciydae rioyOuHa oOpaboTku Oyner
HAXOJIUTHCS MPUOTU3UTENHHO HA TTyOuHE 20 MM, T. K. B JUHAMUYECKUX TPACKTOPHUIX
s (hppe3epoBaHUs UCIIONIB3YETCS BCS AJIMHA PEXKYILEH 4acTH MHCTPYMEHTA.

() Incremental
() Azzociative

Knuknure Ha HEHOYKY, KaK ITOKa3aHO Ha KapTUHKC!:

ITociie sTroro cucreMa aBTOMATHYECKH BEPHET auaioroBoe okHo 2D BCO
mpaekmopuu ourHamuyeckoe ¢peszeposarnue. Ilapametp Depth ycTaHOBIIEH Ha —
20.32.

[Tocne naxatus «OK» OyaeT creHepupoBaHa TpaeKTOPHs, TOKa3aHHAs Ha
KapTUHKE:
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Jlanee HEOOXOIUMO CO3/1aTh BTOPYIO TPACKTOPHIO.
Bo Bropoit TpaekTopuu  OyJaeT UCHOJb30BaHa OMNIMSA Rest

(OcTrarounsIii MaTepuan).
B wmenemxepe Toolpaths  waxath KHONKY Toggle display on selected

operations (IlepexmtoueHue OJOKMPOBKH OTOOpa)K€HUsI BBHIOPAHHBIX OIEpaluid).
JlanHast pyHKIHS TO3BOJISIET CKPBITh OTOOpayKEHUE MEPBOM TPACKTOPHUH.

material

Toolpaths
"X D IxIy- ERTZFo - 7@

2 vy aADQS o Eel- %
EEE Machine Group-1
E|_|]_|_ Properties - Mill Default MM
t L[E3) Files
.. @ Tool settings
h{p Stock setup

él---g_g Toolpath Group-1
EIE? 1 - 2D High Speed (2D Dynamic Mill) - [WCS: Top] - [Tplane

m Parameters
----- ﬂ #F277 -M20.00 BULL EMDMILL - EMD MILL WITH RADIL

e ' Geometry - (2} chainls)
: E Toolpath - 76.6K - DynamicMill.NC - Program number 0
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Bribpate Tpaektopuio u3 2D-rpynmbl Ha KOHTEKCTHOU Bknanke oolpaths B
pasnene Mill.

[MosiButcst okHo Chain Options.
Haxxmute xnomky Select B pasmene Machining regions. TloSBUTCS OKHO
Wireframe Chaining.

Chain Options >

Chain geormekny

td achining regions

o[ 27] ®

t achining region strategy
(®) Stay inzide

() From outzide

Open chain extenzion to ztock .
(®) Mone [ignore stock)

() Tangent
() Shortest distance

Jlayiee BBIOpaTh OTPAHUYHMBAIOIIMIA KOHTYD, IOKa3aHHBIA HWXKE, HCIIOIB3YS
oo C-Plane.

31



W nenTuyHas reoMeTpusi UCIOJb30BaIaCh TIPU CO3JaHUU MEPBOU TPACKTOPUH.
Haxxats «OK» u BepHyThCs K OKkHY Chain Options.
B paznene Machining region strategy yctanoButh From outside (CHapyxn).

t achining region strategy
() Stay inside

EEI From outside |

Haxarp kHomky Select B pasnene Avoidance regions. IlosBUTCS OKHO
Chaining.

Ayoidance regons

o[ 5] @

Bri6epure 11emouKy, NoKa3aHHYIO HUXKE, YCTaHOBUB omiuio 3D:
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[Tpu He0OXO0AUMOCTH MPHU BBHIOOPE HENOYKH MOBEPHYTH JI€Talb B rpad)uuecKoM
OKHE.

Haxxate «OK» u BepHyThCS B 1uanoroBoe okHo Chain Options.

Haxwmure «OK» u moarBepauth BbIOOp Iienouek. [losBUTCS TJIaBHOE OKHO
tpaekropuu Dynamic Mill.

[epeittu Ha crpanuiy Tool.

BoiOpate MHCTpYMEHT, KOTOpPbIi ObUI HKCIIOJNB30BaH B  MpEAbIAYLICH
oneparun — END MILL WITH RADIUS - 20/R1.0.
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Tool diameter; | 20.0

# Bgze.. Tool Mame Haolder Mame  Dia. Cotmer radiu:

b 229 - 20 FLATE.. - 20.0
g 27 - EMNDMILLW.. - 20.0 Tool name: [END MILLWITH RADIUS - 20 / R1.0
Tool #; [277 Length offset; | 277
Head #: |0 Diameter offzet: | 277
[ JRCTF Spindle direchion: | Ciw e

Fy s Feed rate: Spindle speed:

[lepetiTu Ha cTpaHully Stock W akTuBM3UpoBaTh (GyHKIUIO Rest material
(OcTraTouHsbIil MaTepUam).

[locne akTuBM3alMM STOW CTPAHULBI cHCTeMa OyIeT pacCUUTHIBAThH
TPAEKTOPHIO C YYETOM OCTATKOB MaTepuraa.
VY CTaHOBUTH CIEAYIOLINE TapaMETPBI:
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Fest material
Compute remaining stock from;

() all previous operations

All groupz
F@) Ore other operation I
() Roughing T oal
Diarmeter: o
Cormer radius; o

Adjuztments to remaining stock:

I@ |Jze az computed I

() lgnore small cusps

(1 Mill zmall cuzps
Distance:; o

=-B8 Machine Group-1
F-11 Properties

----- ¥ #277-M20.00 BULL EMDMILL - EMD MILL wWITH
.l Geometry - (2) chainis)

EE Toolpath - 76.6K, - Dynamichill. MC - Program numbs

B pasnene Compute remaining stock from (Bbl4UCIUTh OCTABIIMICS MPUITYCK

U3) YCTaHOBUTH onuuto One other-operation (OnHolt np. omepanuu). Pacuér
OCTaBIIIETOCS TPUITYCKa OyAET BECTUCH O TIPEABIAYIICH OTepaIiuu.

B crnincke onepanuii BBIOpaTh MpeabLAyLLyI0 TPACKTOPHIO.
B pazgene Adjustments to remaining stock (Ilpunyck Ha pacCUYUTaHHYIO

3aroToBKYy) YycTaHOBUTH Use as computed (Kak paccuutaHo). DTo omIus IO
YMOJTYaHUIO 0€3 TOTIOIHUTEIBHBIX KOPPEKITUI 3ar0OTOBKH.

Ilepeiitu Ha ctpanuny Cut Parameters.

Y CTaHOBUTH MTapaMeTpbl, UACHTUYHBIE IPEABIAYIIEH ONEpalyn, U IPOBEPUTH,

4TO OHM COOTBETCTBYIOT IIapaMETpaM, IMOKa3aHHbIM HHXKC:
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[Iepevitu Ha ctpanuwy Entry Motion.

YcTaHOBUTH mapamMeTpbl, TACHTHYHBIC HpGI[BII[YHleﬁ Oorcpanmun, U IpoOBCPUTD,
4TO OHM COOTBETCTBYIOT ITapaMETpaM, IMOKa3aHHbIM HHXKE:
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E ity method

Helin anly w

Chain geometry

(0 [y i
Helix radius ||

[ ] Center on point

£ clearance
(®) Flunge angle

() Entry pitch 0.0

[]Entry feeds / speeds
A feéd 1200.0

WA 3500

pid 0.0

[lepeiitu Ha cTpanuny Linking Parameters.

VY CTaHOBUTH CIEAYIOIINE TAPAMETPHI:
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Feed plane. . | |2.5 | () Absolute
(®) Incremental

() Azsociative (0]

Top of stock. .. | ||:|.El | (®) Abzolute
() Incremental

() Associative i)

Depth... ||-2n.32 | (® Absalute
() Incremental

() Azzociative (0]

Feed plane (I1n. Ilonaun) — 2.5. [TapaMeTp ycTaHaBIMBAET BHICOTY BKIIFOUEHUS
paboueil mogayu.

YOenutbcs, 4to BKItoueHa onuus [ncremental (OTHOCUTETBHO).

Top of Stock (Bepx 3arotoBku) — 0.0.

VY6enutbcs, uto onuuu napametpoB 1op of stock u Depth ycTaHOBIEHBI Ha
Absolute (AGCOIIOTHO).

Haxats kHOTIKY Depth.

() Incremental
() Azsociative

B rpaduueckom okHe yka3aTh TOUKY Ha BRIOpaHHOM paHee IenoYKe:
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[locne BBIOOpa cucTeMa aBTOMAaTHYECKU BEpHETCA Ha crpaHully Linking

Parameters. Depth nonxua 661Th — 10.16.
Haxats «OK» 1 creHepupoBaTh TPaCKTOPHIO.
[TosiBUTCS TpaeKTOPHS, OKa3aHHAS Ha KAPTHHKE BHU3Y:

1.5 Bepuduxanus TpaekTopui

JIns mpoBEpKH TPAEKTOPHIA:
Kmuknyte Ha Toolpath Groupl B menemxepe Toolpath. Obe TpaekTopum
OyAyT OTMEUYEHBI 3eJIEHBIMU TAIOUKAMH BBIOODA.

Tf::olgaths v 1 x
vy Hhixf- EFEolL 7 @
@A YaADS KPE-

EI-EE Machine Group-1
E|_|].|_ Properties - Mill Default MM

1i

1§ |;EE|:| (2D Dynamic Mill) - [WCS: Top] - [Tplane
D Parameters

----- a #277 -M20,00 BULL EMDMILL - EMD MILL WITH RADIL

----- ' Geometry - {2) chain(s)

E Toolpath - 756.6K - DynamicMill, MC - Program number 0

=¥ 2 - 20 High Speed (20 Dynamic Rest Mill) - [WCS: Top] - [T

m Parameters

----- a #2777 -M20,00 BULL EMDMILL - EMD MILL WITH RADIL

----- ' Geometry - {2) chain(z)

E Toolpath - 71.0K - DynamicMill, MC - Program number 0
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Haxxmute Ha xHOTKY Verify selected operations (Bepudukamus BrIOpaHHBIX
oneparuit). OTkpoercs okHo Mastercam Simulator.

Mastercam CuMynsTOp NO3BOJSET MPOBEPUTH TPACKTOPUH C TOMOILIBIO
TBEPJOTENIbHBIX MOJEIIeH, UMUTUPYS 00paObOTKY JeTaneil u3 BHIOPAHHBIX 3arOTOBOK.
B pe3ynbrare Bbl MOJyunTE U300paXKEHUE JETAIH T0CIE BCeX BRIOPAHHBIX Olepaiuil
C OJHOBPEMEHHOW MPOBEPKOM BCEX MEPEMEIICHUM HA CTOJIKHOBEHUS MHCTPYMEHTA C
3aroTOBKOM, €CJIM TaKOBbIE CTOJKHOBEHHs OyayT oOHapyxkeHbl. C MOMOIIBIO
Mastercam CumynsTop MOXHO HACHTH(PUIIUPOBATH OMIMOKH M yCTPAHUTh WX B
Hporecce AaIbHEHIIEH 0TI KU TPACKTOPUN U B PE3yJIbTaTe MOJIYUYUTh NMPABUIHHYIO
IIporpaMmy 110 €€ nepeaadyu B CTOMKY ynpasieHus cranka ¢ UITY.

Jlanee KIMKHYTh TIPaBO KHOMKOW B TpadUuecKoM OKHE M BHIOpATh M3 MEHIO
Fit (Oxpan) u Isometric (M3ometpus).

Mastercam CumynsTop OTOOpa3sUT 3aroTOBKY, MOKa3aHHYIO Ha KapTHHKE
HUXKE!

+x
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Move List (CIucok mepeMenieHnii) CoAepKUT HeOOX0AUMYI0 HHGOPMAITHIO O
TpaeKToOpUsix 00pabOTKH.

4 Toolpath Info
Feed Length  2542.204
Feed Time 56.05s
Min/Max X -96.735 / 96.625
Min/Max Y -66.667 / 19.181
Min/Max £ -20.320 / 3.660
Rapid Length 110.325
Rapid Time 0.33s
Total Length  2652.529
Total Time 56.58s

Cpenn mpouero moka3zaHo oOImiee Bpems, 3a KOoTopoe Oymer obOpaboraHa
JaHHAsl JeTallb MpU UCTIOJIB30BAHUHU CO3JAaHHBIX TPACKTOPUHN C yKa3aHHBIMH B HUX
peKUMaMU pe3aHusl.

Haxatp xHOmKy Play (3amyck) aisi mpocMOTpa TPaeKTOPUHU TEepeMEelICHHI
MHCTPYMEHTA B BHIOPAHHBIX OTeparusix 00paboTKu.

Heranb mocie Bepudukanmm:

i
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C momomipio TpaekTopuu /JJunamuueckoe ¢hpeszeposanue €CTh BO3MOKHOCTD
OBICTPO yHAJUTh OCHOBHOW MaTepHall M MOATOTOBUTH JAETANb JJIA MOCIETYIOUIUX
YUCTOBBIX ONEpPaLIUN.

1.6 ITocTnpoueccupoBaHue

[TocTmponieccupoBanne — 3TO OIEpalus, B XOJA€ KOTOPOW CO3JaHHBIE B
MasterCAM TpaekTopuy WHCTpYMEHTa NPeoOpa3oBBIBAIOTCS B KOJ YIPaBJISIIOLIEH
nporpammbl, uyutaembld CYUIIY cranka. 3a JaHHyX ONEpalui OTBEYaET
crenuaibHbIA (aiia MOCTHpPOIeCcCOpa, B KOTOPOM OMHUCAHBI aJITOPUTMBI pacyéTa,
cunrakcuc YIl u T. 1.

UT0OB!I BBITTOTHUTH MTOCTIIPOIICCCUPOBAHUE OTICPAIIHIA:

Haxars kHOTIKY Post selected operation (IloctnporieccupoBaHie BhIOpaHHBIX
oneparui).

Ecnu BbiOpanbl He Bce omnepaiuu B npoekre, MasterCAM BbiBeeT Ha 3KpaH
COOTBETCTBYIOILIEE pENYNPEKIACHNUE u IIPETIOKAT OCYILIECTBUTH
IIOCTIIPOLIECCUPOBAHNE BCEX ONEPALUH.

[TosiBurca numanor [locmnpoyeccupogéanue. ONUUA B JaHHOM JUajore
MO3BOJIAIOT HACTPOUTH MapaMeTpsl (paiisia, B KOTOpOM OyJIeT 3arucaHa yrpasistomnast
porpamma.

Haxate «OK», nocine dero nosiButca auanor Coxpanums kax. B pesynbrare
Oynet crenepupoBaH daiin YII.

1.7 TpaexkTopus Face (TopueBanue)

Tpaexropus Topyesanue MO3BOJIAECT YAAIUTh MAaTepUAIl C BEPXHEN IIIIOCKOCTH
JeTajJy U CO3aTh POBHYIO IIOBEPXHOCTH IS IMOCIEAYIOLINX OIEpaLUi.
Jlia co3nanust TpaeKTOpui HEOOXOAUMO:
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B panee mcnonp3oBaHHOM (aiiie B MEHEIXKEpe TpaeKTOpui HaxaTh loggle
display on selected operations (IlepexmioueHre OJOKMPOBKH OTOOpaKeHUs
BBIOpPAHHBIX OIEpaIuii).

BnocneacTBuu Oynet OTKIIIOUEHO 0TOOpaKEeHUE Ha 3KpAHE JABYX MPEIbITYIIHNX
TPACKTOPUH.

Bri6pats: Tpaektoputo Face (Toper) u3 rpymmbsl 2D KOHTEKCTHOW BKJIAAKH
Mill. [TosiButcst nuanoroBoe okHo Chaining.

Haxars Ha xHomky Solids (Tena), 4ToObl aKTUBU3UPOBATH MEEPOOMENbHBLU
BBIOOD.

AkTHBUpOBaTh MacKy BblOOpa Face (I'paHb). DTa mMacka IO3BOJUT BbIOpATh
rpaHb TBEPAOIO TEJIA.
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KimkayTh Ha BEpXHIOIO TpaHb TBEPAOTO Tena. I'paHb MOJCBETHTCS IBETOM
BbI0Opa (ITo ymoruanuio — KENThIM).

Haxate «OK» B okxHe BbIOOpa uenouku. IlosBUTCS 1MaioroBoe OKHO
Tpaexmopuu.
[lepetitTu Ha ctpanuity 7Tool.

Bri6pate unctpymentr END MILL WITH RADIUS - 20 / R 1.0, KOTOpbIil yxe
UCIIOJIb30BAJICS B XOJI€ MPEBIIYILIET0 YPOKa.

Tool diameter: | 20.0

i Azze..  ToolMame )
Comer radiug: | 1.0
B 229 - 20, FLAT EMDMILL
fe 277 - EMD MILL WITH RADIJS - 20 A R1.0 Tool name: |END MILL WITH RADILS - 20/ B1.0 |

Tool f: 277 Length offzet:
Head #: Diarneter offzet;

Ih

[lepeiitu Ha ctpanuny Cut Parameters.
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VY CTaHOBUTH CIEAYIONINUE TapaMETPBHI.

YcranoButh Style Ha Dynamic. JlanHasi cTparerus co3AacT  IIJIaBHbBIC
KOHTPOJIMPYEMbIE IEPEMEILEHHUSI, KOTOPBIE HAIIPABIICHBI CHAPYKH BHYTpPb. [Ipn s3TOM
NOAJECPKUBAETCA TMOCTOSIHHAsE Harpy3ka Ha HWHCTPYMEHT C MHHHMMAaJbHbIM
KOJINYECTBOM XOJIOCTBIX JBUKECHHUIA.

YcranoButh Stock to leave on floors (Ilpumyck na nue) B 0.0.

Ycranosute Max. Stepover (Makcumanbhbiid mar) Ha 50.0 % ot amamerpa
MHCTpyMEHTa. JlaHHas BeJMYMHA YCTAHABIMBAET PACCTOSHUE MEXKIY COCEIHUMU
npoxojamu. B nannom ciyyae 3to 10 Mm.

[lepeiitu Ha ctpanuny Linking Parameters.
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VY eTaHOBUTH CIEAYIONINUE TapaMETPBhI.

Otmenuts BeIOOp Retract (OtBom). [lapameTtp 3amaeT 6e30macHyiO BBICOTY, Ha
KOTOPOM HMHCTPYMEHT I[E€peMeliaeTcss JO0 Hayaja CIEAYILIEro IMnpoxoaa
WHCTPYMEHTA.

Ycranouts Feed plane (Iln. otBoma) na 2.5. Ilapamerp ycTaHaBiIMBaeT
BBICOTY BKJIIOUEHHS paboyeil moaayu.

YcranoButh Top of stock (Bepx 3aroroBku) Ha (0.2. [lapameTp 3a1aeT BBICOTY
110 Z OT HYJIEBOW TOYKHU TPACKTOPUU, HUKE KOTOPOM HAXOAUTCS MaTepual.

[lepen Tem kak Haxarh KHOMKY «OK», ecTb BO3MOXXHOCTH MPOCMOTPETH
TpaekTtoputo. IIpeaBapuTenbHbIE TPOCMOTP TPACKTOPUM HHCTPYMEHTA IMO3BOJISET
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Py HEOOXOAMMOCTH BHECTH M3MEHEHHs B €€ MmapaMeTphl MEepea OKOHYATEIbHBIM
pacy€Tom.
st aToro Haxath Preview Toolpath (IlpeanpocMoTp TpaeKTOPHUN).

Bo3mokHO, OyeT He0OX0AUMO CIBUHYThH JUAJIOTOBOE OKHO B CTOPOHY, YTOObI
YBUIETh Ha SKpaHe MPeIBAPUTEIBHYIO TPACKTOPHUIO.

Tpaektopuu  co3manbl. [lpy  HEOOXOAMMOCTH  MOKHO  TIPOU3BECTH
BepU(DUKAIUIO TPACKTOPHM, KaK OMMCAHO BBIIIIE.

1.8 Tpaextopus Dynamic Contour (JluHaMmuveckast KOHTypHAasi)

Tpaektopust mpenHazHadeHa A yAaJeHHUs MaTepuaia CO CTEHOK JeTald U
MOJIJIEP’KUBACT 3aKPBITHIE WM OTKPBITHIE HETOYKHU. [10 CpaBHEHHIO CO CTaHIAPTHOM
TpaeKTOpUEH KOHTypHas sBJsIeTCs ropa3fo 6osee 3¢ GeKTUBHON npu Pppe3epoBaHUH
BCEM JUIMHOU PEXyIIEH YaCTH UHCTPYMEHTA.

st co3manust JJunamuyeckux KOHMypHsiX TPACKTOPUA HEOOXOINUMO:

OTtkprITh daitn mogenn «DynamicContour.mcamy.

Ha Bxnagke Machine Buibpats Mill — Default.
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B menemxepe Toolpath BeiOpats Stock setup.

Bri6pats Bounding box Ha ctpanuie Stock setup.

Jlanee KIMKHYTh Ha JAeTaib (OHA JOJKHA OKPACHUTHCS IO YMOJIYAHHIO B
XKenThi) 1 HaxkaTh <Enter> wiu «End selectiony.

VYcraHoBuTh 3HaueHue «Z» Ha «13,7». Takum oOpazom Oyner go0aBiieH
MPUITYCK 10 BBICOTE 10 0,5 MM Ha KaXKIyI0 CTOPOHY.

Haxxatp «OK» 1 moaTBEpANTH CO3/1aHNE 3arOTOBKH.

Boi6pats Tpaekroputo Dynamic Contour B KOHTEKCTHOM MeHIo Mill.

Haxate wHa kHOTIKY Select B pasmene Machining regions. IlosBurcs
nuanoroBoe okHo Chaining.
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Chain Options >

Chairn geometmy

t achining regions

ofa] e |

Bri6pate Solids, uToObI aKTUBU3UPOBATH BHIOOP TBEPAOTENBHOM reoMeTpun. B
TOM PEKMME €CThb BO3MOXKHOCThH BBIOpATh IIEMOYKU IO TpaHUIAM TBEPAOTEIbHBIX
IpaHen.

Kmukaytes mo xkHomke Loop (Iletms). DOTa ommus TO3BOJMT BHIOPATH
3aMKHYTYIO IIETI0YKY 110 TpaHUIaM BBIOPaHHOM FpaHu TBEPAOTO Tea.
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KinnkHyTh Ha KPOMKY, IOKa3aHHYIO HHUXKE:

[TosiBuTcst nuanoroBoe oKHO Pick Reference face (Ykaxutre OTHOCUTEIBHYIO
IpaHb). DTO JHMAJIOTOBOE OKHO IMO3BOJUT MEPEKII0YaTh BHIOOP MEXIY COCEAHUMH
IpaHsIMH, TI0Ka He OyIeT HalJIeH HY>KHbBIHA KOHTYP.

YO6eauthcs, 4To BHIOpAH KOHTYp, IOKa3aHHBIA HUKE (IpU HEOOXOAMMOCTH
KIUKHYTH Other face (npyras TpaHb)):
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Haxats «OK». Ha sxpane nomxkHa 0TOOpa3UThCs 1ET0YKa, TOKa3aHHAsSI HUXKE:

[Tpu HEOOXOAMMOCTH PEBEPCUPOBATH 1IETIOUKY KHOIIKOW Reverse B MeHto Solid
Chaining.

Start 37/

<4 | Pl || &
9 | Q@

Haxats «OK» mist moaTBepKaeHHs BHIOOpa IETIOUKH.

Haxate «OK» B okae Chain Options.

[MosiButcst okno 2D High Speed Toolpath - Dynamic Contour (2D BCO
TpaekTopuH — JluHaMu4yeckasi KOHTypHasi).

[lepeittu Ha cTpanuny Tool, nocie yero HaxkaTh Ha KHOTIKY Select library tool
JUIA BBI30BA AUAJIOrOBOro okHa Tool Selection.
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B mosiBuBITIIEMCST OKHE HaXaTh KHONIKY Filter.

:f, Tool Selection - C\Users\Public\DocumentstShared Mastercam 20200MilhToels\Mill_mm.tocldb x

C:\Users\PublictDocu. AMil_mmtoolds | 2

# Azsembly Ma...  Tool Mame Holder Mame  Dia. Cor.rad. Length  ff Flutes ™

[ WCSPOTD.. - B.0 0o 17.0 1

i 2 WCSPOTD.. - 8.0 0o 220 1

o3 WCSPOTD.. - 100 0o 26.0 1

o4 WCSPOTD.. - 120 0o 300 1 Filter...
1. MCSPOTD.. - 1E.0 0.0 .0 1 ] Filter Active
i B WCSPOTD.. - 200 0o 40.0 1 2810 of 280 tooks
1/ HSS/TIMD.. - 2.0 0o 200 1

Haxates Ha xHOTIKY None. AxtuusupoBath GuiabTp Endmilll Flat. Tlocne
MOATBEPKIEHUS OyIeT MOKa3aH CIHCOK, B KOTOPOM OYIYyT TOJBKO KOHIIEBBIE (PPE3HI.
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Haxatp «OK», mocne uero BbIOpaTh U3 cmucka WHCTpyMeHT FLAT END
MILL - 4.

# A Tool Mame Halder Mame  Dia. Cororad. Length  #Flutes Type
FLAT EMD MILL - 3 - 3.0 0.0 A.0 4 Flat
FLAT EMD MILL - ¢ : 4 at
FLAT EMD MILL -5 5.0 0.0 8.0 4 Flat
FLAT EMD MILL - & - 6.0 0.0 10.0 4 Flat
FLAT EMD MILL - & - 8.0 0.0 13.0 4 Flat
FLAT EMD MILL - 10 - 10.0 0.0 16.0 4 Flat
FLAT EMD MILL - 12 - 120 0.0 19.0 4 Flat
FLAT EMD MILL - 14 - 14.0 0.0 220 4 Flat
FLAT EMD MILL - 16 - 16.0 0.0 6.0 4 Flat
FLAT EMD MILL - 18 - 18.0 0.0 23.0 4 Flat

Haxxats «OK» 1151 moaTBep kaeHus BbIOOpa.
[lepeittu Ha ctpanuny Cut Parameters.
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Y CcTaHOBUTH 3HAUYEHHUS CIAEAYIONINX [TapaMETPOB:

Compenzation direction Left ~ d

Tip comp Tip

Approach distance Bottom left w

<

First pass offset

Firzt pass feed reduction 4

Stepaver | 150

tin toolpath radius |5-D

Gap size
() Distance 4.0

(®) % of tool diameter 100.0

Cutord timizati i s
Mation < Gap size, Mica lift P rimzaon M aterial l
Micro lift distance Stock toleave on walls
Back feedrate 258000 Stock to leave on floors

Mation > Gap size, retract

Mewver -

— Compensation direction (Hanpasnenue) Ha Left (CneBa). 3aech 3amaercs
HaIpaBJeHUE CMENICHUS] MHCTPYMEHTA OTHOCUTEIBHO 33aHHOT'0 KOHTYpA.

— Approach distance (Ilogsoa) Ha 5.0. DTO 3HaYeHHE HO0ABISET 3aJaHHOE
a0COJIIOTHOE PACCTOSIHUE IO Hayaja MepBoro npoxoja.

— First pass offset (Cmemenne nepBoro npoxoxaa) Ha 1.0. 3nadenne cmeniaer
o0jacTb 00paboTKH, YTOOBI 00€30MaCUTh UHCTPYMEHT OT YpE3MEpPHON HALPY3KH BO
BpeMs MEPBOTO MIPOX0/Ia.

— Stepover (I1lar) Ha 15.0%. 3HaueHue 3aAa€T NUCTAHIIUIO MEXKIY COCEAHUMU
IIpoXoJaMH B rutaHe XY.

— Min toolpath radius (MunumanbpHbIi pamuyc Tpaektopun) Ha 5.0%.
3HaueHUE 3a4a€T MUHUMAJIBHBIN PaJInyC TPACKTOPUHU JIJISI TAHHOM OIEpaIUH.

— Stock to leave on walls (Ilpunyck Ha cTeHkax) u Stock to leave on floors
(ITpunyck Ha nue) Ha 0.0. 3HaUYEHUS HE OCTABJISAIOT MPUITYCKA HA CTEHKAaX U Ha JHE,
T. €. u3JieNiue 00padaThIBa€TCI OKOHYATEIIBHO.

[lepeiitu Ha ctpanuity Contour Wall (KoHTyp cTE€HKH).
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EI ~.a-' Eut F'arametera

I ept ks

E| & Finizhing
L@ Lead Ind0ut

. » Break Through

Y eTaHOBUTH 3HAUYEHHUS CIEAYIONINX TapaMEeTPOB:

Fadius of tool that shaped the stock 2.0

bin toolpath radius that shaped the stock, 1.0

Stock thickness 0.025

Radius of tool that shaped the stock (Pamnyc uHcTpymeHTa, oOpas3yroIiero
3aroToBky) Ha 8.0.

— Min toolpath radius that shaped. the stock (MuHUMaJIBHBIA paanyc
Tpaekropuu 0opadoTku) Ha 1.0.

— Stock thickness (Tonmuna 3arotoBku) Ha 0.025.

[TapameTpsl TMOMOTAIOT OMpeAeauTh (OpPMY TMPUIYCKA H  KOJHYECTBO
ynansgemoro marepuana. C TIOMOIIBIO OSTUX TMapaMeTpoB cuctemMa Mastercam
BBIYHCIISIET KOJMYECTBO U (POPMY pabOunX MPOXO0I0B MHCTPYMEHTA BJIOJIb CTEHOK.

[lepeiitu Ha crpanuny Linking Parameters.

EI-.-"' Cut Farameters

: ----- < Contour W all
----- & Depth Cuts
E|-E- Finizhing
e Lead In/Out

: @ Break Through

E| Linking Parameters

P b Home / Ref. Paoints

VY cTaHOBUTH 3HAUYEHHUS CIEAYIONINX TapaMETPOB:
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Retract (OtBon), Top of stock (Bepx 3arotoBku) u Depth (I'myOuna) Ha
Absolute. IT0 03HAaUYaeT, UTO BEJIMUMHBI MapaMeTpoB OyayT 3aJaHbl B aOCOIMIOTHBIX
3HaYEHUSX OT nmporpamMmmuoro Hyi 0,0,0.

— Retract na 15.0. 3HaueHHe yCTaHaBIMBAET BHICOTY NOJBEMA MHCTPYMEHTA
MEXy POXO/IAMH.

— Feed plane (I1n. nogaun) Ha 3.0. 3HaueHHe yCTaHABIMBAECT OTHOCUTEILHYIO
BBICOTY, HAa KOTOPOH MPOUCXOANT BKIIFOUEHUE paboueii moJadu.

— Top of stock na 13.7. 3HaueHue onpeAesieT BEpXHIOK MIOCKOCTh 3arOTOBKU
110 ocu Z.

Haxxmute kHomky Depth. Crtaner noctynHo rpaduueckoe okHoO. JlaHHOe
3HaYEHUE OIpe/IesieT KOHEUHYIO TITyOuHy 00paboTKH U caMylo HU3KYIO TJIyOuHY, Ha
KOTOPYIO OITyCKaeTcsi MHCTpYMEHT. byner HeoOXoauMo ykas3aTh TOUKY Ha MOJIEIH
U3JIEIHSL.

L epth... 1.0

Bri0path TOuKy Ha rpaHd, Kak MOKa3aHO HIDKE:
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[Tocne »TOr0- cucrema aBTOMAaTHUYECKHM BEpHETCA Ha cTpaHuny Linking
Parameters. 3nauenue Depth nomkHO OBITE 9.525.

Haxate «OK» u B muanoroBom okue 2D High Speed Toolpath - Dynamic
Contour creHepupyeTcsl TpaeKTOpHsl, TOKa3aHHas HUXKE:

Co3ganue BTOpOM TPACKTOPHUU:
Boibpate Dynamic Contour w3 rpynnbl 2D-TpaekTopuii B KOHTEKCTHOM
BKI1agke Mill.
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B otkpseiBmiemcs nuanoroBoM okae Chain Options KITUKHYTHh Ha KHOTIKY Select
onuu Machining regions.

Chain Options x

Chain geometry

M achining regions
o] ®

ITocne otkpeiTus okHa Solid Chaining npu HEOOXOIUMOCTH aKTUBU3UPOBATH
BBIOOP TCOMETPHH 110 TBEPAOMY TeIy, HaxaB KHONKY Solids.

Haxarts Ha kHoniku Edges (Kpomkn).

KnukHyTh Ha KpOMKy, Moka3zaHHyr Huxe. CTpenku JTOJKHBI pacroiararbes
tak xke. [lpm HeoOXxoammocTH HaXaTh- KHOMKY Reverse, 4TOObl W3MEHUTH
HarpaBJICHUE.

Jlanee KJIIMKHYTh Ha JJIMHHYIO KPOMKY M 3aT€M Ha MOCJIEIHIO, KaK MOKa3aHO
Ha PUCYHKE HIXKE:
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B nauanoroBom - okHe Solid Chaining xnukHyTh Ha KHONKY FEnd Chain
(3aBepIuTh BEIOOP MEHOUKH).

Bribop manno¥ memouku 3aBepiineH. [locie 3Toro MoXHO BbIOpaTh BTOPYIO
LIETIOYKY, HE CBSI3aHHYIO C IEPBOM.

BriOpaTh BTOpYIO 1IEMOYKY, ITOKa3aHHYIO HUXKE:

Haxate «OK» B amanoroBom okHe Solid Chaining, a mocne — B okue Chain
Options.

B mosBuBmemcs okae 2D High Speed Toolpath - Dynamic Contour nepeitun
Ha cTpaHuIly 700/, mocae 4ero HaxKaTh KHOTKY Select library tool.
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B nosiBuBmemcs okue Tool Selection BriOpats unctpyment FLAT END MILL -
8 1 HaxaTh «OK».

# &... Tool Mame Holder Mame  Dia. Cor.rad. Length  HFlutes T
b 218 ... FLAT EMD MILL - 10 - 10.0 o 16.0 4 F
B 213 .. FLAT EMD MILL -12 - 120 0 19.0 4 F
f 220 .. FLAT EMD MILL - 14 - 14.0 1] 220 4 F
24 ... FLAT EMD MILL - 18 - 16.0 o 26.0 4 F
B 222 ... FLAT EMD MILL - 18 - 18.0 N 29.0 4 F
B 223 ... FLAT EMD MILL - 20 - 200 o 320 4 F
23 ... FLAT EWD MILL - 3 - a0 N A0 4 F
b 214 ... FLAT EMD MILL - 4 - 4.0 o Fl] 4 F
B 215 ... FLAT EMD MILL -5 - R.0 IN] a.0 El F
[ ... SHOULDER MILL - 125 - 125.0 o 15.0 10 F
o232 ... SHOULDER MILL - 180 - 160.0 N 15.0 12 F

[Tepeiitu Ha ctpanuly Cut Parameters.
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VYeraHoBUTH CEAYIOIINE TapaMeTPBhI:

— Approach distance (IlonBoa) — 12.
— First pass offset (Cmenienue nepporo npoxonaa) — 3.0.
[lepeittu Ha crpanuwy Contour Wall.

EI o Cut Parameters

..... & Depth Cuts
=& Finishing

@ Lead In/Out
L& Break Through

Ycranosuth Radius of tool that shaped the stock na 10.
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Radiuz of tool that shaped the stock 10.0

ki toalpath radius that shaped the stock 1.0

Stock thickness 0.025

[lepetitu Ha ctpanuity Linking Parameters.

E|~..-’ Cut Parameters
: ----- < Contour Wall
----- &y Depth Cuts
E|-E- Firizhing
@ Lead IndOut
@ Break Through
EI Linking Parameters
- Haome / Ref. Paints

VY CTaHOBUTH ClENYIOLINE TAPAMETPHI:
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— Retract (OtBOT) — 16.0.

— Feed plane (Iln. nogaun) — 3.0 u Incremental (OtHOCUTENBHO). [laHHOE
3HaueHUE TpUOABISAETCS K APYTMM MapaMeTpaM WM K 3HAYEHHI0 MO0 Oocu Z OT
TUTOCKOCTH, T/I€ HAaXOAUTCS 3a/laHHasi TEOMETPHSI.

— Top of stock (Bepx 3arotoBku) — 9.525.

— Depth (I'nmyouna) — 0.0 u Incremental.

Haxates «OK» u creHepupoBaTh TPAaCKTOPHIO.

TpaexTopus nepemenieHut OyeT BHITISACTh CICTYIONTIM 00pa3oM:

[Tocne co3maHusl TpaeKTOpUU MOKHO BBIIONHUTH WX aHaimm3. s sToro
npeaycMoTpeHa ¢yHkuus Analyze Toolpath (Ananm3 = TpaekTopuii), KoTopas
MO3BOJIAET MPOCMATpPUBAaTh CBOWCTBA TPACKTOPHH, KOOPAWHATHI, HAIpaBIICHUE,
HOMEp OIepalru, a TakkKe IPYrylo HHPOpPMAIUIO, €CIM HaBeCTH KypCOp MBIIIM Ha
yTh HHCTPYMEHTA.

Jlns aHanm3a He0OX0MMO:

Bri6pate ¢yukuuto Analyze Toolpath na Bknanke Home.

Wireframe Surfaces Solids Madel Prep Drafting Transform Machine View Toolpaths
j-a Cut | " | | | D > x >‘-::; Non-Associative DD @Arc Center Points \? \? —_
) O 17 Endpoints

§ Duplicates =
Analyze Analyze

h Copy
- - - - Bl = el . Delete
B Copy Image i = = @ bae I—‘-q.'_'l i g" Entities >£‘ Undelete Entity iii Blank ~ Entity Distance

pboard Attributes [P Crganize Delete Display

Hagectu Kypcop Ha EpBYIO TPAEKTOPHIO:
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OyHKIMSE TO3BOJUT MOJYYUTh MH(POpPMAIMIO O HOMEpE omepanuu, padoueit
[10J1a4e UHCTPYMEHTA, CKOPOCTH BPALICHMS IIUHIEIS, JUIMHE CETMEHTA TPAeKTOPUH,
€ro KOJE, a TAK)KE 0 TUIIEC U KOJE OXJIAXACHUA. Takke MOKHO YBHJIETh KOOPINHATHI
TOYEK Hayajga ¥ KOHIA CErMEHTOB TPAaeKTOpHH. s mosydyeHus uHpopmanuu o6
OCTaJIbHBIX TPAEKTOPUSX @ HEOOXOAMMO HABECTM Ha HUX Kypcop wMmbimm. llo
OKOHYAaHUIO HaXxaTh «Escy.

[Tpyn HEOOXOAUMOCTH MPOBECTH BepuduUKaluio Tpaekropuil (cM. TpaekTopus
Jlunamuaeckoe pe3epoBaHue).

1.9 Tpaexropus Peel Mill (ITetneo6pasnoe ¢ppezepoBanne)

Tpaexropust Peel Mill, ecniu BbIOpaHa JuHAMHUYECKas CTPATETHs, MO3BOJIUT
3¢ (PEKTUBHO yAQIATh MaTEPHAT MEXKIY JBYMS OTKPBITBIMH I[EMOYKaMU. TpacKTOpusl
OyJIeT COCTOATh U3 METIICO0Pa3HBIX PA0OUYNX MEPEMEICHUN ¢ OBICTPHIMU OOPATHBIMU
JIBMDKEHUSIMUA B T€ MOMEHTBI, KOTJ]Ja MTHCTPYMEHT HE KOHTAKTUPYET C MaTEpUaIOM.

Jnst  co3manust  Tpaektopuih  Peel Mill HeoOXomuMo OTKPBITH  (aiia
«PeelMill.mcamy.

Ha Bxnagke Machine Buibpats Mill, Default.

B menemxepe Toolpaths xnmukHyTh Stock setup.
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OTtkpoetcst okHo Machine Group Properties.
Haxxatb kHOTIKY Bounding Box (OrpaHUYUTh KOHTYD).

Otkpoetcst manens GyHkuu Bounding Box, mocie 4ero KIMKHYTh Ha JEeTallb
(oHa OKpacuTcs B JKEJITHIM) M HaxaTh kiaBumy <Enter> wim kiukHyTh End
Selection.
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Jnsa  co3maHust  3TOW  TPaeKTOPUU HET HEOOXOAMMOCTHM  CO3AaBaTh
JNOTIOJIHUTENIBHYK0 T€OMETPUI0 IO TpaHULAM OrPaHUYMBAIOLIETO  KOHTYpA.
Heob6xoaumo npocTo NoATBEPIUTh pa3Mephl 3arOTOBKH.

Haxatp «OK» mis Bo3Bpara k okHy Machine Group Properties, B KOTOpOM
emé pa3 Haxatb «OK>» 11 npuHATHS TApaMETPOB.

[Tocne yero BeIOpath Peel Mill w3 rpynnbel 2D KOHTEKCTHOW BKiaaku Mill,
Toolpaths.

[MosiButcst okHo Solid Chaining.

Haxats Ha kHOTIKY Solids (Tena).

Haxarte Ha kHOMKY, Edges (Kpomkm), ecnmm 3TOT cmocoO BbIOOpa yXKe HE
AKTUBU3UPOBAH. ITOT CIIOCOO IMO3BOJIUT BEIOMPATH KPOMKH TBEPIOTECIIBHBIX TPaHEH.

Haxxatp Ha kHOTIKY Translucency (Ilpo3pauynocTs) Ha Bkiaake View.
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rAill

Model Prep Drafting Transform Machine

View Toolpaths

@Wireframe N ﬂTranslucenq.r ='|3 |E| Toolpaths E Levels
() Outline Shaded ~ @ Backside = b Solids  [&] Mmutti-T
Advanced
Appearance Fi | Toolpaths T i

Hannast (yHKIUS MO3BOJSET M3MEHUTh OTOOpaKEHHWE MOJENIM Ha JKpaHe U
MIOMO>KET BBIOpATh TEOMETPUIO JIJISl IEPBOM TPACKTOPHH.

[Tociie HY>)KHO KJIMKHYTh Ha JBE€ KPOMKH, KaK MOKa3aHO HAa KapTUHKE HUXKE.
Harmpasnenue auHu 10JKHO COBIIAIATD.

Otxmounts pynkuuto Translucency.
Haxats «OK» B quanoroBom okue Solid Chaining.

Otkpoetcst quanoroBoe okHo 2D High Speed Toolpath - Peel Mill (2D BCO
Tpaekropun — lleTiieoO6pasHoe PppesepoBanme).

[lepeiitu Ha ctpanuny Tool u HaxaTh KHOTIKY Select library tool.
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Haxxatp kHoniky Filter. [TosButcs okHO Tool List Filter.
Yo6enutbes, uto GUIbTp ycTaHoBNeH Ha Endmilll Flat.

Haxxatp «OK», 4T00BI TOATBEPAUTH BHIOOP (DUIIBTPA U BEPHYTHCS B OKHO 700/
Selection.

BriOpate uncrpyment FLAT END MILL - 12.
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# A Tool Mame Holder Mame  Dia. Cor rad. Length  #Flutes  Type Rad T..

g2 .. FLATEMD MILL -16 - 16.0 0o 26.0 Flat erdrnil Mone

Haxxate «OK», uT00BI BEIIITH M3 OKHA 100l Selection.
[Tepeiitu Ha ctpanuny Cut Parameters.

VY CTaHOBUTH ClIENYIOUIUE TAPAMETPHI:

— Stepover (Ilar) — 20.0%.
— Min. Toolpath radius (MunumanbHbIi paguyc Tpaekropun) — 5.0%.
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— AxtuBusupoBath BbIOOp Extend Exit (IlpoamuTs OTBOA) M YCTAaHOBHUTH
3HadueHue Additional exit distance (Jlomn. Paccrosinue otBoja) Ha 3.0 mMm. JlaHHOE
paccTositHue J00aBisieTCS B KOHIIE TPAaeKTOpUM Il 0OE€30MacHOTO  BBIXOJIA
MHCTPYMEHTA U3 MaTepHaa.

[lepetitu Ha ctpanuity Linking Parameters.

— « Cut Parameters
: ..... " Conbaur ' all
..... & Depth Cuts
--:Z:- Firizhing
o e LeadIndOut
L Break Through
— Linking Farameters
. Home / Bef. Paints

VYcTaHoBUTH CleAYIONINUE TapaMeTphl:

Fietract... (®) Absolute

() Incremental
() Azsociative

Feed plane... 40.0 (®) Absolute

(J Incremental
() Azzociative

Haxxatp Ha kHOmKY Top of Stock, Tie HEOOXOIUMO KIMKHYTh O BEpPXHEH
TJIOCKOCTH JICTaJIH.

[locne HaxaTus cucTeMa aBTOMATHUYECKHM BEpHETCS Ha crpaHuny Linking
Parameters.
Top of stock nomxeH ObITh yCTaHOBJICH Ha 38.1.
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Bbl aBTOMaTHYeCKH BEpHETECH B IMAJIOTOBOE OKHO Ha cTpaHully /lapamempol
nepexooos (Linking Parameters). Bepx 3acomosxku (Top of stock) momken ObITH
yCTaHoBJIeH Ha 38.1.

Top of stack... 8.1 (®) Absolute
l:::l lhcremental

() Aszociative

Haxats «OK», uT0OBI CreHeprupoBaTh TPACKTOPHIO.
TpaekTOpus 10/KHA BBITVIALETh TaK, KAK HA PUCYHKE HUXKE.

[Tocne co3nanusi TpaeKTOpUM HEOOXOAUMO [BaXJbl €€ CKOIUPOBAThH -~ B
MeHekepe Toolpaths. Jlns storo:

KiMkHyTh MpaBoll KHOMKOW MbIKM Ha Tpaekropuu 2D High Speed (2D
Dynamic Peel Mill) n, ynepxuBasi KHOIIKY, MEPEMECTUTb KYpCOP MBIIIH HIXKE
KpacHoU ctpenku. [locie yero oTnycTuTh KHOMKY M BBIOpaTh U3 MEHIO MyHKT Copy
after (KonupoBath nocie).
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Toolpaths v R ox

Py Xy Bhix5- ERwEolL. 7 @
fa

R vao$ N @kl

TOO| aths TR B--EE Machine Group-1
T - = El-1l1 Properties - Mill Default MM
x T ¥ - .- Gl ¥ @
vy Hhixi5- ERFol- 7 @ ) Files
2= R v A A |5 - a Tool settings
A ¥ | 7% (0 Eel | S Stenctn
=-BB Machine Group-1 E-§8 Toolpath Group-1
E| .|l|. Properties - Mill Default MM m 1 - 2D High Speed (2D Dynamic Peel Mill) - [WCS: Top] - [T)
o ]_ Move before
E| 22 Toolpath Group-1 Move after
m 1 - 2D High Speed (2D Dynamic Peel Mill) - [WCS: Top] - ['I'|I
Copy before
. I Copy after 3
s
Cancel

HoBas ‘TpaekTopusi CKOIMpYeTCs HW)XKE OpHTMHana. Temeph B MEHEIKepe
Toolpaths Gynet 1Be TPaCKTOPHH.

Jlanee He0OXOAMMO CKOITUPOBATH TPAEKTOPHUH €LIE pa3 TEM K€ METOJIOM.
KomnrpoBanue TpaeKTOpuu WM UX MEPEMEIICHUE 0 CHUCKY IOJE3HO B TOM
cilydae, €CJIM HY>KHO CO3JlaTh aHAJIOTMYHbIE ONepalyu it 00pabOTKH TOM ke caMoit

neranu. Ilocie konmpoBaHHsS TpeOyeTcss CHOBA BBIOpAaTh N€OMETPHUIO, HA KOTOPOIl
Oynet 6a3upoBaThCs HOBas onepauus, U U3SMEHUTh HEKOTOPBIE TapaMeTpBhl.

[Ipy HEOOXOAUMOCTH C < HOMOIIBIO JIEBOM KHOINKH MBIIIM TEPEHECTH

TPACKTOPUU BHINIE KPACHOW JUHUH (KOHEYHBIA pe3yNbTaT JODKEH OBITh Kak Ha
PUCYHKE HUXKE).

Toolpaths v B ox

=k E||:| Machine Group-1
EI _|]_|_ Properties - Mill Default MM

----- # Tool settings

L, <> Stock setup

EI---SS Toolpath Group-1

= 1- 20 High Speed (2D Dynamic Peel Mill) - [WCS: Top] - [T
D Farameters

----- a #219 -M12.00 FLAT ENDMILL - FLAT END MILL - 12
----- Geometry - (1) chain(s)

- 22 Toolpath - 593, 9K - PeelMill.MC - Program number 0
=y 2 - 20 High Speed (2D Dynamic Peel Mill) - [WCS: Top] - [T)
Farameters

----- a #219 -M12.00 FLAT ENDMILL - FLAT END MILL - 12

----- Geometry - (1) chain(s)

-2 Toolpath - 593, 9K - PeelMil.MC - Program number 0
=% 3 - 2D High Speed (2D Dynamic Peel Mill) - (WCS: Top] - [T)
Parameters

----- a #219 -M12.00 FLAT ENDMILL - FLAT END MILL - 12

----- Geometry - (1) chain(s)

§ Toalpath - 533, 9 - PeelMil.NC - Program number 0

Jli1a penakTUpOBaHUs TPACKTOPUU HEOOXOIMMO:
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Kiuknyte Ha ctpouky Geometry (I'eomerpusi) BO

Dynamic Peel Mill. Otkpoetcs okno Chain Manager.

EEH Machine Group-1
E|_|].|. Properties - Mill Default MM

----- ¥ Tool settings

----- O Stock setup

8 Toolpath Group-1

EIE* 1 - 2D High Speed (2D Dynamic Peel Mill) - [WCS: Top] - [T

D Parameters

----- a #219 -M12,00 FLAT EMDMILL - FLAT EMD MILL - 12

----- Geometry - (1) chain(s)

22 Toolpath - 593, 9K - PeelMillMC - Program number 0

= 2 - 2D High Speed (2D Dynamic Peel Mil) - [WCS: Top] - [T)

m Parameters

#219 -M12,00 FLAT EMDMILL - FLAT EMD MILL - 12

- Geometry - (1) chain(s)
o= Toolpath - 593, 9K - PeelMill MC - Program number 0

=y 3 - 2D High Speed (2D Dynamic Peel Mill) - [WCS: Top] - [T

D Parameters

----- a #219 -M12,00 FLAT EMDMILL - FLAT EMD MILL - 12

----- Geometry - (1) chain(s)

« =% Toolpath - 593.9K - PeelMill, MC - Program number 0

i

pale]

BTOPOM oOmepanuu

2D

KnukayTh TpaBoi KHONKON B OKHE, TOCJE€ Yero B MEHIO BbIOpaTh MYHKT

Rechain all (IlepeBbi6op Bcero). [TosiButcs auanoroBoe okHO Solid Chaining.

4 Chain Manager X
d Chain 1 [s
“J_
_'I
Add
Change side

Rechain all

Resync all

Reverse order |
Chairirg tal _ \
Sort options...

Analyze

Jlaylee HEOOXOAMMO BBIOPATH IEMOYKH, IMOKAa3aHHBIC HA KApTUHKE (B MaHETH
ommuii Selection Method nns BbIOOpa HEOOXOIUMOM IETIOYKH OCTAaBUTH AKTHBHBIM

nosie Edges):
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B nanHoM ciydae OyAeT 10CTaTOYHO MPOCTO BHIOpATh HOBYIO Ire€OMETpHUIO 0€3
HEOOXOJIMMOCTH CHOBa BBOJHUTH BCE HEOOXOJMMBIC MapaMeTphbl U CO3/1aBaTh HOBYIO
TPACKTOPHIO.

Haxatrp «OK» B nuanoroBom okHe Solid Chaining, a 3atrem B okHe Chain
Manager.

[lepen perenepamueil TPaeKTOPUU MOKHO OTPENAKTUPOBATH TEOMETPUIO B
TPEThEN TPACKTOPUHU.

st 3TOro mNOBTOPUTH BCE JACHUCTBUS, OINMCAHHBIC BBINIE [UISI BTOPOU
TPAaeKTOPUHM, HO BHIOpATh Jpyrue HIeMeHThl (Kak Ha pucyHke Hike). [lpu
HEOOXOJAMMOCTH MOKHO HCIOJB30BaTh OMIUIO Reverse WiIN IPYTUe, OMUCHIBAEMBIC
BBIIIIE.
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Haxate «OK» B amamoroBom okue Solid Chaining, a 3atem B okae Chain
Manager.

[Tocrne onrcanHOTO BBINIE CIEAYET PEreHePUPOBATh TPACKTOPHH:

B wmenemxepe Toolpaths waxath KHONKY Regenerate all dirty operation
(PerenepupoBaTh Bce Tpsi3HbIe omepaiuu). Bropas u TpeTbs omepanuu OyayT
MEPECUYUTAHBI C HCTIOIH30BAHIEM HOBBIX BRIOPAHHBIX LIETIOYCK.

Bce Tpu TpaekTopuu oToOpazarcs Tak, Kak MOKa3aHo Ha KapTUHKE HUXKE:

[Tocne cosmanus TpPaeKTOpWUM MPOBECTH BEPUPHUKAINIO, KaK OBUIO OMHCAHO
BBIIIIE.

B pesynaprate Oymer crenepupoBan (aitn YII. Heobxomumo oOs3aTenbHO

IMPOBCPUTH KOPPEKTHOCTH BBIBCACHHOI'O KOJa IICpEA TCM, KaK OTIIPAaBUTbL €TI0 Ha
CTaHOK.
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2 BAPUAHTHBI 3AJTAHUI

BapuantamMmmn = 3amaHui  SBIAIOTCS  JE€TalIH, BXOJSIIIINE B COCTaB
MIPUCTIOCOOJICHHH, STIEKTPOHHAS MOJIETThb KOTOPHIX pa3padaThIBaeTCsI B COOTBETCTBUU
C MH/IMBU1YaJIbHBIM 3aJJaHUEM.

[lepeueHpb NpUCOCOOICHU:

Bapuant BapuanTt 3ananus
O0o3HaueHue HanmenoBanue

01 100.94.00.00Cnt | ITpucnioco6nenue i ppesepoBaHus

02 100.03.00.00Cn | Konayktop ¢ ['-06pa3HbIM PUXBATOM

03 100.23.00.00Cn | ['onoBKa MTHEBMATUYECKOTO MATPOHA JISI 3aKMMa
KOJIbI[A IO HAPY>KHOW MOBEPXHOCTHU

04 1100.92.00.00Cn | Konmykrop st cBepiieHus otBepcTus 4,1 mm

05 100.53.00.00Cn | I'maponuauHap A5 epeMeleHus TOJIOBKU CTaHKa

06 100.82.00.00Cr | ITpucnioco6nenne AJist 3a1IeHTPOBKH MPYTKOB

07 100.80.00.00Cn | ITpucniocobsienue s KpeCToOBOM 00KUMKHU

08 100.05.00.00Cnn | 'oloBKa MHEBMATUYECKOTO ATPOHA C 3aKUMOM
JeTaJId IPY>KMHAMU

09 100.61.00.00Cn | ITpubop a1t pOBEPKU KyJIauyKOB

10 100.10.00.00Cnn | KonnykTop 17151 36HKEPOBAHMS OTBEPCTUI

11 100.86.00.00Cn | [TaTpoH TOKapHOTO CTaHKA

12 100.46.00.00Cn1 | MHOTOMECTHOE TTPUCTOCOOICHHE 7151 (hpe3epOBaHUS
nasa

13 100.70.00.00Cn | ['omoBKa MHEBMAaTUYECKOTO MATPOHA C KyJauKaMu

14 1100.88.00.00Cnn | TTpucmocobiierne 1yist 3axBaTa mpyTKOB 19 MM

15 100.26.00.00Cn | ITpucniocobiieHre IByXMECTHOE, THEBMATUYECKOE C
HKCLIEHTPUKOM

16 100.64.00.00Cnt | ITpucniocobnenue A Hape3aHus pe3bObl

17 100.75.00.00Cn | Hunuuap NTHEBMAaTUYECKOTO MTPUBOAA

18 100.76.00.00Cnn | Tucku st IpyTKOB

19 100.16.00.00Cn | ITpucniocobienne jist MpoOBEPKH OMEHUS TOpIia
0JI0Ka IIECTEPEH

20 100.21.00.00Cnn | I'ostoBKa MHEBMAaTUYECKOTO TATPOHA JUISl 3aKUMa
KOJIb1IA IO BHYTPEHHEN OBEPXHOCTHU

21 100.08.00.00Cnt | [TpucriocobneHue it MPOBEPKH HEMAPAIEITbHOCTH
CTOPOH MIai0

22 00.32.000 BenTtuib 3anopHbIii
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Bapuant BapuanTt 3ananus
O6o03HaueHue HaumenoBanue
23 100.18.00.00Cn | IIpucrniocobsienue aJist 3aKperuieHus JeTaan
24 100.30.00.00Cnn | [ToBOpOTHBIH CTOJ AJi (Ppe3epHOro CTaHKa
25 100.48.00.00Cnn | I[Ipucriocobnenune aAJis 3aBUBKU NETIIH
26 100.54.00.00Cn | PenykTop 4epBsAYHBIN IPOIOJIBLHOM MTOAAYH
27 100.84.00.00Cnt | [Tpucniocobnenue s ppe3epoBanHus MITUIEB B
r0JIOBKax BUHTOB M12x25
28 100.63.00.00Cn | I'onmoBKa MHEBMAaTUYECKOTO MAaTPOHA C

TuaApPOoIIaCTOM
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