Mastercam Training Video W
Series

excellence at work

Video 3 - Finishing operations -

Side 1

Video Link



https://www.youtube.com/watch?v=NjwDwJBV3Cc&list=PLT1NMjA2P81F7wUBsLc27xKwzYORPX_nv&index=3
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The graphics area can get busy and confused with
many toolpaths visible, to make things clearer use the
“Only display selected toolpaths” button to toggle
toolpath display on/off. With this button switched on,
only selected toolpaths (Those with a green tick) will
be visible
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For example - there are no selected toolpaths
here, so no toolpath motions are visible
around the part in the graphics area,making
selecting new geometry easier.
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Lick View Settings

Fool Diameter 6

Farner Radieic N

fool FLAT END MIL...

Compensation type ‘Computer

Compensation direction Left

Tip compensation Tip

Optimize cutter comp in control

Roll cutter sh
around corners p
B Infinite look ahead

Internal corner 0.0
rounding radius

External corner 0.0
break radius

Maximum depth variance 0.05

Stock to leave on walls

Maintain sharp corners
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For the tool, Select the 6mm Flat endmill,
Then go to the Cut parameters and
ensure Stock to leave is set to 0.0

Next enable Depth cuts and set the
maximum rough step to 10mm and check
the “Keep tool down” box
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5 Depth cuts
Maximum rough step: 10.0
Finish
Number of cuts: 0
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Override Feed Speed
(()Feed rate SISL%6

() spindle speed 17825

Kﬁp tool down
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Canned Text
----- Misc Values
=) Axis Control
Axis Combination
Rotary Axis Control

[C) Arc fit maximum radius
() output feed move

smagtart and end of operation

Use dearance only 3
Retract... e

Top of stock...

12.0
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Now on the Linking Parameters page

Adjust the Retract and Top of Stock
figures so they are using Absolute
figures

Adjust Feed Plane and Depth to
Incremental figures

Change the figures to match the ones
shown in the diagram

Check the Green Tick to accept
Toolpath should resemble the one
shown
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To machine the slot select the same 6mm Flat Endmill

and ensure stock to leave is set to 0.0

Turn depth cuts off
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= Linking Parameters - =
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Because the slot is narrow we will need to adapt the Lead In / Lead Out to suit.
Click Lead In/Out and change the Entry motion to:

Length 25%, Arc Radius to 25% and Helix Height to 0.2

Use the center arrow to copy the parameters of the Entry Motion to the Exit motion
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For “Top of Stock” select the top of the slot

Change “Depth” from Incremental -2.0 to 0.0
to ensure the slot depth is correct.

Click OK to create the toolpath.
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Circle Mill

4

Auto Drill

To machine the centre hole use the Circle Mill toolpath from
N 4] the dropdown in the 2D toolpath gallery

When the Toolpath hole definition box appears, select the top
centre of the hole as shown
Select Green tick to accept and enter the toolpath parameters

page
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Features (0) A

\\
[V}
worldskillsuk

excellence at work

or window select solid faces, solid arc edges, wireframe arcs, lines, points, or AutoCursor pg
click] to select all matching radius solid features.

*/ Type Diameter

Depth Filters S
- ®) Use highest Z depth
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Quick View Settings
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Compensation type

Compensation direction

Tip compensation:

() Override geometry diameter

10.0

Start angle 90.0

Stock to leave on walls

Stock to leave on floors
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On Cut parameters :
Change Stock to leave to 0.0
On both Walls and Floors
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Holder PRRG
- Now on the finishing parameters
e : Select Semi-Finish
=g ) 2.0 . . .
. e Edit the number and spacing to suit
@ Depth Cuts Qverride Feed Speed :
=) Tool Axis Control [ Feedrate 50 . “ ”
- b Limis Ospndespeed 0 Tick “Keep Tool Down” to stop the tool
! Hole Segments .
5 Linking Parameters retracting out of the hole between passes
P Home /RI} Points
Safety Zone @ Finish
Arc Filter [ Tolerance L 1
Planes .
Coolant vy s S
Canned Text i 0 3
! Misc Valuesx iy © Al depths
= Axis Control Override Feed Speed (OFinal depth
V ((JFeedrate 0.0 (O Defined by rough depth cuts

Quick View Settings D Spindie speed 0 Add between o
Tool FLAT END MIL... Per number of 0
Tool Diameter 6 Keep tool down
Corner Radus 0
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Toolpath Type
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Stock
Cut Parameters
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Arc Filter / Tolerance
Planes
Coolant
Canned Text
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= Axis Control

Quick View Settings

Tool Diameter 6
Corner Radius 0

Feed Rate 3151.46
Spindle Speed 17825

Coolant off
ToolLength 57
Length Offset 2
Diameter O... 2

Cplane /Tpl... Top
Axis Combi... Default (1)

Tool FLAT END MIL...

[T Clearance

125.0 & Incremental

Only at start and end of operation

B Retract

50.0 & Absolute
Feed Plane

5.0 R Incremental
Top of Stock

0.0 o Incremental
Depth

& Absolute

Calaulate depth from top of stock

[ Break Through
Amount:

Settings
[C) Arc fit maximum radius
[ Output feed move

() Automatic linking

Cakulate incremental values from holes/ines

Plane Display Settings

<
<)

0.0

12.0

13000.0

Check Collisions

Finally, move to the linking
parameters set:

Retract: 50mm Absolute

Feed Plane: 5.0mm Incremental
Top of Stock: 0.0 Incremental
Depth: -24.0 Absolute

This depth should match the depth
that the part was rest roughed to, to
ensure the tool does not crash.

Green Tick to accept and create the
toolpath.
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We will now finish the floors and walls of the inner pocket
To do this select the “Pocket” toolpath from the 2D Gallery

Then using the solid chaining tool and loop function select the
bottom loop of the pocket as shown
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& v

| & Roughing

Pl N | Select the @6mm Flat Endmill on

| T L Leadinfout the tools

.-@ Depth Cuts

| Lo reakThroush Lo, T S Cut parameters set the Stock to

&) inking P. Koy

T e s Lnearzaton e G leave to 0.0 for Walls and Floors

ance

b :{:r:lw [Toiertnce (] Create additional finish operation

Coolant

e Canned Text

Misc Values

- Axis Control

Axis Combination
Rotary Axis Control
Stock to leave on walls 0.0 ‘
NI View Setings Maintain sharp corners

Tool FLAT END MIL... L b s I
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;I J ; Morph Spiral High Speed One Way True ¢

- Finishi QOverlap Spiral

: Lead InjOut
| g gz;r;urt:ugh s rcentage  50.0 Tolerance for remachining and constant overlap spiral
S Linking Parameters Stepover distanc 3.0 6.25 5% 0.375

Home /Ref. Points )
Wil Roughing andie We will need to use the roughing option
C Fiter / jolerance . . .
~ - Planes L Different cutting methods may work better than others in
- i different situations, for this attempt we will use the
o Misc Vakies “Parallel Spiral, Clean Corners” Method
=)~ Axis Control P }_ _
Axis Combination radius 5.0 Q {. }
Rotary Axis Control e
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Toolpath Type
i« Tool
Holder

=) CutParameters
| &+ Roughing
i Entry Motion
&
i Lead InfOut
- Depth Cuts
i @ Break Through
=~ Linking Parameters

Home [Ref. Points

Ensure finishing is turned on

Select “Finish outer Boundary” and “Keep Tool Down” N\//]

/| check boxes worldskillsuk
@ Finish excellence at work
i Soadng soyoressel On the linking parameters page ensure the figures match

2 i those shown below \

@ Finish outer boundary
(] start finish pass at closest entity )
8 Keep tool down Green tick to accept and generate the toolpath

(] Thin wall

End of Session - Save Your Work
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=+ CutParameters
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: . Entry Motion
i 8- Finishing
i Lead InjOut
~-@ Depth Cuts
& Break Through

j Mg Linking Parameters

Home [Ref. Points

Arc Filter [ Tolerance

Planes
Coolant
Canned Text
: Misc Values
=) Axis Control
Axis Combination
Rotary Axis Control
Quick View Settings
Tool FLAT END MLL...
Tool Diameter 6
Comner Radus 0

i

[C) Arc fit maximum radi 12.0
() output feed move 13000.0
e[} Clearance... 50.0 Absolute
Incremental
Assodative

4[]

Use dearance only at the start and end of operation

Retract...

Feed plane...

Top of stock...

25.0

10.0

-5.75

0.0

(O Absolute
© Incemental
(O Assodiative
() Absolute
© incremental
(O Assodiative
© Absolute

(O Incremental
() Associative
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