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Course Overview

Course Description

The Advanced Machining Applications course includes advanced topics
that are designed to maximize productivity and efficiencies in everyday
programming environments.

Intended Audience

Manufacturing Engineers, Process Planners, NC/CNC Programmers and
CAD/CAM System Managers.

Prerequisites

The required prerequisites for the course are Practical Applications of NX
and the Mill Manufacturing Process course or the CAST equivalent. Your
experience as an NC/CNC programmer or machinist is also an asset in taking
this course.

Objectives

Upon completion of this course, you will be able to create manufacturing
assemblies using the Wave Geometry linker, machine faceted bodies and use
various cut patterns and operation types to perform high speed machining.

Student Responsibilities

= Beontime

= Participate in class

= Stick with the subject matter

= Listen attentively and take notes

= Practice on the job what you have learned

e Have fun

Class Standards for NX Part Files

The following standards will be used in this class. Standardization allows
users to work with others parts while being able to predict the organization
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Course Description

of the part file. All work should be performed in accordance with these
standards.

Class Part File Naming

This class utilizes the following file naming standard:

user’s initials

(3 characters) pat name

{1 — 120 characters)

FEE O OAAANAAXAXXXXXXXXXNXXX,pri

\ extension
underscore celim iter (4 characters)

Where the student is requested to save a part file for later use, the initials
of the student’s given name, middle name, and surname replace the course
identifier "***" in the new filename with the remainder of the filename
matching the original. These files should reside in the student’s personal

directory.
_ 'r'“'“ . Currently up to 128 characters are valid for file names. A four
w - character extension (.prt, for example) is automatically added to

= define the file type. This means the maximum number of user

defined characters for the file name is actually 124.

Layers and Categories

The student will notice that there are standard layer assignments as well as
standard category names in each of the part files as follows:

Layers 1-100, Model Geometry (Category: MODEL)
Layers 1-14, Solid Geometry (Category: SOLIDS)

Layers 15-20, Linked Objects (Category: LINKED OBJECTYS)
Layers 21-40, Sketch Geometry (Category: SKETCHES)
Layers 41-60, Curve Geometry (Category: CURVEYS)

Layers 61-80, Reference Geometry (Category: DATUMS)
Layers 81-100, Sheet Bodies (Category: SHEETS)

Layers 101 - 120, Drafting Objects (Category: DRAFT)

Layers 101 - 110, Drawing Borders (Category: FORMATYS)

Layers 121 - 130, Mechanism Tools (Category: MECH)

Layers 131 - 150, Finite Element Meshes and Engr. Tools (Category: CAE)
Layers 151 - 180, Manufacturing (Category: MFG)

Layers 181 - 190, Quality Tools (Category: QA)
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Course Overview

Colors

The following colors are preset to indicate different object types:

Object Valid Colors
Solid Bodies Green
Sheet Bodies Yellow
Lines and Arc Green
(non-sketch curves)

Conics and Splines Green
(non-sketch curves)

Sketch Curves Cyan
Reference Curves Gray

(in sketches)

Datum Features Agquamarine
Points and Coordinate Systems Green
System Display Color Red
Seed Part

Seed parts are an effective tool for establishing customer defaults or any
settings that are part dependent (saved with the part file). This may include
non-geometric data such as:

= Sketch preferences

e Commonly used expressions

= Layer categories

= User-defined views and layouts
= Part attributes

Once a seed part is established, it should be write-protected to avoid
accidental modification of the seed part.

4,1’_'_7}_'.

How to Use This Manual

It is important that you use the Student Guide in the sequence presented
because later lessons assume you have learned concepts and techniques
taught in an earlier lesson. If necessary, you can always refer to any previous
activity where a method or technique was originally taught.

The format of the activities is consistent throughout this manual. Steps are
labeled and specify what will be accomplished at any given point in the
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Course Description

activity. Below each step are action boxes which emphasize the individual
actions that must be taken to accomplish the step. As your knowledge of NX
increases, the action boxes may seem redundant as the step text becomes all
that is needed to accomplish a given task.

Step 1. This is an example of a step.

(0 This is an example of an action box.

The general format for lesson content is:

« presentation

e activity One or more in-
duded in most Tes-

* project 5005

. summary

While working through lesson activities, you will experience a higher degree
of comprehension if you read the CUE and Status lines .

It is recommended that students who prefer more detail from an Instructor
Led Course ask gquestions, confirm with restatement, and, more importantly,
attend and pay attention to the instruction as it is given.

Obviously, it is always necessary for students to consider the classroom
situation and be considerate of other students who may have greater or
lesser needs for instruction. Instructors cannot possibly meet the exact needs
of every student.

At the start of each class day you will be expected to log onto your terminal
and start NX, being ready to follow the instructor’s curriculum. At the end of
the day’s class you should always quit NX and log off the terminal.

Workbook Overview

The Advanced Machining Application project allows the student to apply the
skills taught in this course. However, the time constraint of this course is also
a factor, at any point when progress is not being made, enlist the help of
your instructor.

Classroom System Information

Your instructor will provide you with the following items for working in the
classroom:

Student Login:

User name:

Password:
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Course Overview

Work Directory:

Parts Directory:

Instructor:

Date:
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Lesson

1 WAVE Geometry Linker In
Manufacturing

Purpose

In this lesson, you will learn different methods available for creating
machining geometry, using the WAVE (What If Alternative Value
Engineering) Geometry Linker, that is associated to the designer’s original
geometry.

Objective

Upon completion of this lesson, you will be able to:

= Use the WAVE Geometry Linker to create associative, linked geometry.
= Make modifications to linked geometry.
= Use a "base part" to control the manufacturing setup.

= Build a simulated casting solid body using the Wave Geometry Linker.

The WAVE Geometry Linker

The WAVE Geometry Linker is used to associatively copy geometry from a
component part in an assembly into the work part. The resulting linked
geometry is associated to the parent geometry. Modifying the parent geometry
will cause the linked geometry in the other parts to update.

The WAVE Geometry Linker is available with an Assemblies
E license. It does not require a NX WAVE license.

Different types of objects can be selected for linking, including points, curves,
sketches, datums, faces, and bodies. The linked geometry can be used for
creating and positioning new features in the work part.

The Wave Geometry linker is accessed by choosing Insert —» Associative
Copy - WAVE Geometry Linker from the menu bar.

©UGS Corp., All Rights Reserved Advanced Machining Applications— Student Guide 1-1



WAVE Geometry Linker in Manufacturing

¥ WAYE Geometry Linke ¥
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= The At Timestamp option lets you specify where the linked object is placed
in the feature list. When turned off, any new features added altering the
parent geometry will be reflected in the linked geometry. When turned on,
new features added after the link was created will not be affected.

= Blank Original lets you blank the original geometry so that the linked
geometry in the work part will be easier to work with while the assembly
is displayed.

= Create Non-Associative option will create a broken link. The geometry
will be created in the work part but will not be associated to the parent
geometry.
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WAVE Geometry Linker in Manufacturing

Geometry Types used by the Geometry Linker

Several different types of geometry can be used in the WAVE application.

e Points

Curves/Strings

e Sketches
e Datums
e [aces

= Regions of Faces
< Bodies and Mirrored Bodies

When selecting geometry to copy, you should consider how permanent the
geometry will be. If you copy as little geometry as possible to do the job,
performance will be improved but updates will be less robust when the parent
geometry is altered.

For example, if you copy individual curves to another part, the link may not
update correctly if one of the curves is deleted. Conversely, if you copy an
entire sketch, curves may be removed or added and the link will update.
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WAVE Geometry Linker in Manufacturing

Editing Links

Links may be edited by choosing Edit - Feature — Parameters in the Model
Navigator and selecting a linked feature. Linked features have an Edit dialog
similar to the one below.

#y Edlit Linked Body
Vb 11314 1 4]

Vit aow_rues_h=dp

When this dialog is displayed, the cursor is active in the graphic window
allowing new parent geometry selection for the link being edited. The new
parent geometry must be the same type as the old geometry (curve, datum,
solid body, etc.)

Parent indicates the parent geometry type. If the feature was linked, but
the link has been broken, the parent is shown as a Broken Link.

Part shows the name of the part where the parent geometry is located. If
the parent geometry is located in the current work part, the part name
given is Work Part.

The dialog information updates when you select new parent
E geometry, which you can do at any time.

At Timestamp allows you to specify the timestamp at which the linked
feature is placed. If toggled on, the list box will display the features in the
parent part. One of these features may be selected from the list to specify
a new timestamp location for the linked feature being edited. If toggled
off, all features in the parent part will be reflected in the linked feature.

Break Link lets you break the association between the linked feature and
its parent. This means that the linked feature will no longer update if its
parent changes. You can later define a new parent by selecting geometry
with the cursor.

Replacement Assistant allows replacement of one linked object with
another (cannot be used on linked sketches or strings).

Flip Face Normal reverses the normal of the face selected.
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WAVE Geometry Linker in Manufacturing

= An Extracted feature (intra-part) can be converted to a Linked feature
(inter-part) by selecting the appropriate option and selecting new parent
geometry from another component in the assembly.

Depending on the geometry type of the feature being edited, other options
may appear on the dialog.

be easier to temporarily work in an exploded view to distinguish

E When editing links and selecting new parent geometry, it may
between the existing linked geometry and the new parent geometry.
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WAVE Geometry Linker in Manufacturing

Broken Links

A link may become broken for several of the following reasons:

= The parent geometry is deleted.

= The path from the linked geometry to the parent part is broken. This can
occur if the component part containing the parent geometry is deleted
or substituted.

= If the parent is removed from the start part reference set that defines
the linked part.

= If you deliberately break the link (e.g., using Edit Feature or the Break
option on the WAVE Geometry Navigator dialog).
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WAVE Geometry Linker in Manufacturing

Newly Broken Links

When a link breaks for an indirect reason (i.e., any reason except the last one
listed above), the link is identified as newly broken until you accept it. You
can accept newly broken links from the WAVE Geometry Navigator dialog or
the Edit during Update dialog.

After a link is accepted, its status is changed to broken until a new parent is
defined.
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WAVE Geometry Linker in Manufacturing

Deleting Parent Geometry

To prevent unintentional deletion of the parents of linked geometry, a message
will warn you if a delete operation would cause inter-part links to break. This
applies to operations using Edit - Feature - Delete, Edit - Delete, and Model

Navigator — Delete while the parts containing the linked geometry are loaded.

Hotilication

Fidr i Hhesr ol = wll e

(e T

= The Information option provides details about the links that will be
broken in an Information window.

[ Inloamation window
i L

Eugees UL SLIALE_RULE 11 oD ey _Dlusk, Ll

=
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WAVE Geometry Linker in Manufacturing

Deleting Linked Geometry

Linked geometry is created as a feature and can be deleted by choosing
Edit - Feature - Delete (or choosing the Delete Feature icon).

Linked bodies may also be deleted by choosing Edit - Delete. If you choose
this method, you will not have an opportunity to verify child features before
they are removed.

Assemblies and WAVE

The WAVE Geometry Linker only works in the context of an assembly. An
assembly link must exist between two part files before a WAVE link can be
established.
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WAVE Geometry Linker in Manufacturing

Activity: Creating an Assembly for WAVE

In this activity, you will create an assembly structure for later use with the
WAVE Geometry Linker. Remember that WAVE only works in the context
of an assembly.

This activity uses a hypothetical company that has been awarded a contract
to machine a mixer housing.

The customer has supplied a NX solid model of the designed part. Since
high-production quantities are needed, the customer has decided to make the
part as an aluminum casting. This will reduce significantly, the amount of
time spent machining. Unfortunately, the customer has not supplied a solid
model of the casting which we will need to create. Using WAVE, you will
create a simulated casting model that is associated with the original geometry.

For the casting body, it will be necessary to remove the seven drilled holes,
and add .250" machining stock on the inlet, outlet and mixer tube faces. Also
note that the ring groove will not exist on the casting body.

Ontlet Face

Iriet Face

All machined faces have 1/4" of added stock. Once the modeling changes
are made, you will drill all holes and machine the ring groove into the
mixer outlet face, since the casting process was not accurate enough for the
tolerances required.

Step 1. Open the seed part, ama_seedpart_in, and save it with a
new name.

[0 If necessary, start NX.
[0 Use File- Open. =
(0 Navigate to your parts folder and open the file.

[0 Choose File - Save As *** mixer_mfg where *** represents
your initials.
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WAVE Geometry Linker in Manufacturing

Step 2:

Step 3:

©UGS Corp., All Rights Reserved

Add the existing designed part as an assembly component.

Your first objective will be to add the existing mixer housing as the
first component of the mixer_mfg assembly. All assembly links
will be on layer 11.

O

O

If necessary, from the main menu, choose
Applications - Assemblies.

Change the Work Layer to 11.

From the main menu, choose
Assemblies - Components - Add Existing.

In the Select Part dialog, select the Choose Part File button.
Select ama_mixer_body, then choose OK.

In the Add Existing Part dialog, change the component name
to mixer. It can be typed in upper or lower case.

If necessary, while still in the Add Existing Part dialog, choose
SOLID from the Reference Set pull-down menu.

L Add Existing Part
[ Multiple Add

Zomponent MName

mixer

Reference Set SOLID v

Positioning

SOLID £y
MODEL%
Layer Options Entire Part

Emnpky

[ Ok H Back. ][ Cancel ]

The Add Existing Part dialog is still displayed.

Verify that the Positioning pull-down menu is set to
Absolute.

Choose OK in the Add Existing Part dialog.
The Point Constructor dialog is displayed.

Choose the Reset button in the Point Constructor dialog,
then choose OK.

The mixer body part is now a component of ***_mixer_mfg.

Cancel the Select Part dialog.

Examine the current assembly structure.
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WAVE Geometry Linker in Manufacturing

Step 4.

O

Display the Assembly Navigator by choosing the Assembly
Navigator tab in the resource bar.

_ 'r'“.‘ ; Clicking once on the tab temporarily displays the
x},,,, - Assembly Navigator by sliding it to the left over the
= graphics display.

Double-clicking on the tab displays the Assembly
Navigator in a separate window which can then be
moved and docked.

There are currently two parts in this assembly. The top-level
control part is ***_mixer_mfg, while ama_mixer_body is
the single component. Currently, only the component contains
any geometry.

The next step will be to create a new component that will
contain the WAVE casting body.

Create an empty component, then apply the seed part
preferences.

O

O

Choose Assemblies - Components - Create New from the
menu bar.

In the File Name field, of the Select Part Name dialog, type
in ***_mixer_casting, then choose OK.

The Create New Component dialog is displayed.

In the Component Name field, type CASTING, then choose
OK.

A new component, named CASTING, is displayed in the
Component Name column of the Assembly Navigator.
The name of the part file is ***_mixer_casting. You may
need to display the Component Name column by selecting
MB3,Columns - Component Name.

Next, apply the layer and color standards from the seed part
file. In NX, all operations apply to the work part, which is
currently ***_mixer_mfg. To apply the seed part defaults, the
CASTING component should be the work part. For clarity, we
will also make it the displayed part.

In the Assembly Navigator, highlight the CASTING component,
*** mixer_casting, and using MB3 choose Make Displayed
Part from the pop-up menu.

To illustrate the lack of user-defined defaults, choose
Format- Layer Settings.
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WAVE Geometry Linker in Manufacturing

O

Notice the category field is blank.
Choose Cancel in the Layer Settings dialog.
Choose File - Import - Part.

If necessary, in the Import Part dialog, uncheck Create
Named Group, then choose OK.

Browse to the ama_seedpart_in.prt, and double-click on it.

The Point Constructor dialog is displayed.

Choose OK in the Point Constructor dialog. Since no
geometry is being imported, position is not relevant.

Also, there is no interaction on the screen.
Choose Cancel in the Point Constructor dialog.

Choose Format - Layer Settings.

Notice the several different layer categories defined.

Choose Cancel in the Layer Settings dialog.

Step 5: Make the top-level part the displayed part, and save the
work created thus far.

O

In the Assembly Navigator, highlight ***_mixer_casting, and
using MB3, choose Display Parent - ***_mixer_mfg.

In the Assembly Navigator, highlight ***_mixer_mfg, and
using MB3, choose Make Work Part.

Choose the Save icon H| on the toolbar.

When you save an assembly, all modified components
E below the work part are saved as well.
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WAVE Geometry Linker in Manufacturing

Linking Procedure

You use the Assemblies -~ WAVE Geometry Linker dialog to create associated
objects between part files. The linker allows you to copy geometry downward
into component parts, upward into higher level assemblies, or sideways
between components within an assembly. As you build your assembly you
will use the sideways functionality.

To create linked geometry:

= Arrange your assembly display so that the part containing the geometry
to be copied is visible, and the geometry of interest is selectable.

= Change Work Part to the part that is to receive the linked copies.
= Set the Work Layer to the layer you want to contain the linked copies.
= Choose Assemblies - WAVE Geometry Linker.

= Use the linker dialog to filter the type of object(s). You may select several
objects of different types.

= Choose Apply to make copies and remain in the Selection dialog, or OK
to copy objects and exit the dialog.
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WAVE Geometry Linker in Manufacturing

Activity: Creating WAVE Geometry

In this activity, you will practice using the geometry linker. You will create
a WAVE linked copy of the mixer body, then perform modifications to that
copy to simulate a casting.

Step 1: Prepare the assembly.

O

O

O

If necessary, open the ***_mixer_mfg assembly part and then
the Assembly Navigator.

Highlight the component ***_mixer_casting in the Assembly
Navigator, and make it the Work Part by using MB3, and
selecting Make Work Part.

The mixer body, in the graphics window, fades to gray. This is a
visual clue that geometry is no longer in the current modeling
hierarchy.

The work layer is where linked geometry will be created.
Choose Format - Layer Settings.
Make Layer 1 the work layer.

Choose OK in the Layer Settings dialog.

Step 2. Create a linked body.

O

O

O

Choose Insert - Associative Copy -Wave Geometry
Linker.

It is possible to link types of geometry other than solid bodies.
Curves, Sketches, and Datum Planes are also commonly linked.

Choose the BODY icon [ in the WAVE Geometry Linker
dialog.

Select the mixer body.

Choose OK.

Step 3:  Modify the display of the linked casting.

There are now two identical bodies, lying in the same model space;
the original mixer body and the linked copy. It can be difficult

to determine one from the other, it will be necessary to clarify

the differences. First, you will remove the original body from the
display. Then, you will change the display of the linked body.
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[0 In the Assembly Navigator use MB3 over the
*** mixer_casting component, and choose Make Displayed
Part.

[0 In the graphics window, use MB3 - Replace View - TFR-TRI
from the pull-down menu.

0 Choose the Shaded icon from the main menu bar.
[0 Choose Edit- Object Display.

[0 Select the linked body and choose OK(green check mark) .

of differentiating between bodies that are similar in

E Using Edit Object Display is a powerful method
appearance.

[0 Change the Color to Yellow.
[0 Choose OK in the Edit Object Display dialog.
Step 4: Make the top-level part the displayed part, then save the

work in progress.

At this point no physical difference exists between the mixer body
and the mixer casting. They do have a visual difference. In the
next activity, you will perform modeling changes to the mixer
casting.

[0 In the Assembly Navigator, using MB3 on the
*** mixer_casting component, choose Display
Parent - ***_mixer_mfg.

[0 In the Assembly Navigator, using MB3 on ***_mixer_mfg,
choose Make Work Part.

[0 Choose the Save icon Bl on the toolbar.
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Simplify

Simplify is a powerful modeling tool that can be used to satisfy a wide range
of needs in developing models that are associative, but somewhat different.

Simplify provides a method of removing faces. This process must be able to
extend surrounding faces to "heal the wound" where the faces have been
removed.

Uses of Simplify:

= Remove "machined" features for preparing an as cast part from a body
that is not appropriately constructed for link At Timestamp, or from a
body whose features are not accessible.

= Remove details such as holes and blends for finite element analysis.

= In casting tooling work, core and pattern preparation in parts where the
regions were not modeled separately. Simplify can often be used both
to remove interior faces, for patterns, and to remove exterior faces, for
cores (if the system cannot heal wounds left by core removal, the pattern
designer must extract regions and sew core-print faces to obtain a core
body).

= Preparing a body for export to a supplier who need only be concerned with
the exterior envelope. Interior faces are removed using simplify, then the
simplified part is linked into a new part for export to the supplier. The
linked part has no "knowledge" of interior features in the original, but it
can still be updated by the owning company if the parent body changes.
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1-18

Simplify Body Procedure

You will use the Simplify Body function to remove holes from your mixer
casting body.

To simplify geometry:

Advanced Machining Applications— Student Guide

Choose as a retained face, one that will not be simplified away.
Select the cylindrical faces of the holes as boundary faces.
Deselect the boundary faces as retained faces.

Choose Apply to perform simplification.

Acknowledge the simplify notice.

& Simplify Body

Selection Steps

Verification

[] Automatic Hale Remaval

Irnprint Faces ]

Ma Creation Canfirmation |

Cancel
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Activity: Using Simplify Body

In this activity, you will practice using Simplify Body as a tool to reduce the
complexity of a linked solid body.

Step 1: Make the CASTING component the work and displayed
part.

[l If necessary, open your ***_mixer_mfg assembly part and
then open the Assembly Navigator.

[0 Inthe Assembly Navigator, use MB3 on the ***_mixer_casting
component and choose Make Displayed Part.

Step 2: Perform a Simplify Body operation on the five bolt holes
on the outlet face.

[0 Choose Application - Modeling.

[0 Choose Insert- Direct Modeling - Simplify.
The Simplify Body dialog is displayed.

& Simplify Body

Selection Steps

Verification

[] Automatic Hale Remaval

Irnprint Faces ]

Mo Creation Confirmation | s

Cancel

The cue line reads Select retained faces.

[0 Choose any face on the part that is not a hole, then choose OK
to advance to the next step.

The cue line reads Select boundary faces.

[0 Choose the five cylindrical faces of the holes on the inlet face of
the mixer. Do not choose the cylindrical inlet face.
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When selected as a boundary face, NX also assumes that they
will be retained faces, and adds them to the retained face
selection. In this case, they will not be retained, so you will
deselect them from the retained faces set.

1 In the Simplify Body dialog, choose the Retained Faces
icon again.

[0 Hold down the "shift" key, and deselect the five holes that were
previously chosen.

[0 Choose Preview.

0 In the Simplify Body Preview dialog, choose Preview
Removed.

Only the hole faces highlight.

[0 Choose Preview Retained.

Now all faces except the five holes highlight.
[0 Choose OK in the Simplify Body Preview dialog.

[0 Choose Apply in the Simplify Body dialog.

The Simplify Body information window gives the number of
faces removed and retained (in this case 5 faces are removed,
110 faces remain).
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(0 Dismiss the Simplify Body information dialog by choosing OK.

Step 3:  Simplify away the holes in the two bosses.

The retained face that was selected earlier is still active, so it is
not necessary to choose another.

0 In the Simplify Body dialog, choose the Boundary Faces icon.

[0 Select the two cylindrical hole faces of the mixer tubes.

r(r |
S g
t?ﬁ_xpfi:‘*—:f % %{/

T "

{ e
0 Choose the Retained Faces icon.

[0 Using the procedure described previously, deselect the holes
as retained faces.

0 Preview the retained and removed faces.

[0 Choose OK until the body updates.

(0 Save the work in progress.
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Activity: Other Modeling Techniques

Previously, Simplify Body was used to remove unwanted geometry from the
Linked casting body. Now, you will explore other ways to modify a linked
body. The first option explored is Extrude.

Step 1: Make the CASTING component the work and displayed
part.

[l If necessary, open your ***_mixer_mfg assembly part and
then open the Assembly Navigator.

[0 If necessary, in the Assembly Navigator, using MB3 on the
*** mixer_casting component, choose Make Displayed
Part.
Step 2. Use Extrude to fill in the ring groove.

[0 Choose Application - Modeling.

[0 Choose Insert - Design Feature - Extrude.

The Extrude Widget is displayed.
[0 Choose the Extrude Dialog icon.

[0 On the Selection toolbar change the type filter from Any to
Face.
'{:-‘_'): I,i»:ﬂ Facgge. |
2 = :
AddorRemo@

[0 Choose the bottom face of the ring groove, as shown below.
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Step 3:

©UGS Corp., All Rights Reserved

O

O

O

Choose the Unite icon from the Boolean pull-down menu.

2 Extrude

Direction Boolean

|
Limits
[] Symmetric Diskance

B
Start | value v: 0 n
Y

End  Value hd 1

Start

End

Simple From Stark

Enable Preview

Cancel

Under Limits, End, change from Value to Until Extended.

Select the outlet face, then choose OK on the Extrude dialog.

The O-ring groove has been removed from the outlet face.

Use the Offset Face option to add machining stock.

In this step, you will add machining stock to the inlet and outlet
faces, as well as the mixer tube faces.

O

From the menu bar choose Insert - Offset/Scale - Offset
Face.

In the Offset Faces dialog, key in 0.250 for the offset value.
Select the inlet and outlet faces, and the two mixer tube faces.

Choose OK.
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The modeling changes are complete. It will be difficult to

visualize those changes in shaded mode, without a further

display change to the casting.

Step 4: Change the translucency of the casting.

To make it easier to visually distinguish between the original
designed part and the casting, you will make the casting model
translucent.

O

O

If necessary, use the Shaded icon to turn on shaded mode.
From the menu bar choose Edit- Object Display.
Select the body and choose OK.

Slide the Translucency bar to 50% and choose OK.

If the solid body does not become semi-transparent,
choose Preferences - Visualization Performance,
and turn off Disable Translucency, located on the
General Settings tab under Session Settings.

ot
Fj.

Step 5: Make ***_mixer_mfg the work part, and compare the two
solid bodies.

To fully realize the extent of the changes made, you will display
both the original and the linked body together.

O

O

Find and depress the Assembly Navigator button to activate
the Assembly Navigator.

Use MB3 on the CASTING component and choose Display
Parent - ***_mixer_mfg.

In the Assembly Navigator, double-click on ***_mixer_mfg to
make it the work part.

Examine the two models.
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The CASTING component has stock added on the machined
faces. All drilled holes have been removed, as well as the ring
groove.

This is only one potential method for creating a simulated
casting body. Other methods and techniques could also have
been used. However, this method is fully associated to the
original, so that if the original body changes, the casting body
will update also.

At this stage, NC/CNC programming, using the CASTING
component as the BLANK, could now begin.

[1 Choose File - Close - Save All and Close.
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Summary

The WAVE Geometry Linker provides an efficient method to associatively
copy geometry used for machining from a component part in an assembly into
a work part. The machining geometry is modifiable for manufacturing needs
but does not change the original design intent.

In this lesson you:

= Used Assemblies to enable "Best Practices" for modeling in manufacturing.
= Created a WAVE solid body that is associatively linked to the original.

= Modified the WAVE geometry to simulate a casting for machining.
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Lesson

2 In-Process Workpiece

Purpose

In order for you to make operations as efficient as possible, you must be able to
ascertain what has and has not been machined in each operation. Conditions
such as cutting tool lengths and diameters, draft angles and undercuts,
fixture and tool clearances, will affect the amount of material or stock that
each operation may leave. The representation of the material that remains
after each operation is referred to as the In-Process Workpiece or IPW.

Objective
Upon completion of this lesson, you will be able to:

= Use Auto Block to create blank geometry for the initial roughing operation.

e Turn on the Use 3D IPW option so that the IPW created by the previous
operation will be used as blank geometry in the current operation.

= Use the Previous IPW option to display the IPW being used

= Use the Display Resulting IPW option to display the IPW created in the
current operation.
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In-Process Workpiece (IPW) Overview

In a process commonly known as Rest Milling, the IPW is used for input
into the subsequent operation which may be used for additional roughing,
semi-finishing or finishing operations. The end result is a finished part that
has all excess material or stock completely removed.

Cavity Milling allows you to perform rest milling by creating an associative
In-Process Workpiece (IPW) in an operation and using it as blank geometry in
the next operation. It also allows you to display the previous and resultant

IPW for each operation.
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Activity: Creating and Using the IPW

In the following activity, you will create and use multiple In-Process
Workpiece (IPW) objects to rough, semi-finish, and finish a die cavity block.
The first Cavity Milling operation is provided. You will generate an IPW
in this operation and use it in a subsequent semi-finishing operation. You
will then generate an IPW in the semi-finishing operation and use it in a
subsequent finishing operation.

Step 1:

Step 2:

Open an existing part, save with a new name and enter the
Manufacturing application.

O

O

Open the part ama_ipw_mfg_asmb.

Use the Save - As option under File on the menu bar and
rename the part to ***_ipw_mfg_asmbwhere *** represents
your initials.

Choose Application - Manufacturing.

If necessary, display the Geometry view of the Operation
Navigator.

An In-Process Workpiece (IPW) column can be added to
the Operation Navigator by clicking MB3 on the Operation
Navigator background, choosing Columns, and turning the
IPW option on.

Displaying the Part Geometry.

The part geometry has been defined in the WORKPIECE parent
group.

O

In the Geometry view of the Operation Navigator, expand
all objects.

Double-click the WORKPIECE parent group.

@ Operation Navigator - Geometry

Mamne | Fath | Tool Geometry | Methad
GEOMETRY
NOME
=I-3d% MC5_MILL
= G5 WORKPIECE
@t CAVITY_MILL_ROUGH X UGTIOZ02_030 WORKPIECE MILL_ROUGH

The MILL_GEOM dialog is displayed.
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[0 With the Part icon selected, choose Display.

L MILL_GEOM

Geomekry

.
Edit Reselect Dis|

Part Offset 0.0

[ Material : CARBOM STEEL ]

Layout/Layer
Save Layer Settings

Layout Name

WORKPIECE LAY1

[ Save Layout/Layer ]

[ Ok H Back. H Caniel ]

Step 3: Define the Blank Geometry.

You will define the blank geometry using a method that creates a
solid body automatically by enclosing the part geometry.

[0 Choose the Blank icon and Select.

[ MiLL_GEoM

Geometry

The Blank Geometry dialog is displayed.

[0 Turn the Auto Block option on.

Selection Options

() Features () Geometry () Facets

{Bfo Black! () Offset from Part
Bodies

A solid body bounding the part geometry is created. The XM,
YM, ZM fields allow you to modify the size of the body by
specifying offsets from each face.

[0 Choose OK to accept the blank geometry with no additional
offsets.

[0 Choose OK to accept the MILL_GEOM dialog.

Step 4. Generate the tool path.
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[0 Highlight the CAVITY_MILL_ROUGH operation in the
Operation Navigator and using MB3 - Generate, generate
the roughing tool path.

[0 Choose OK to accept the Tool Path Generation dialog.

[0 Refresh the graphics display.

Step 5: Create a Semi-Finishing operation.

You will create a semi-finishing operation that uses the IPW
defined by the roughing operation.

O

O

O

As shown below, select the Create Operation icon from the
Create toolbar.

@ 7 61 =
The Create Operation dialog is displayed.

If necessary choose mill_contour as the type.
Choose CAVITY_MILL as the Subtype.

Specify the following parent groups.

Prograrm PROGRAM w
Use Geometry WORKPIECE | »
Use Tool UGTIOZ0Z_027 |»
Use Method MILL_SEMI_FIMISH | v

Marne CAVITY MILL

Key in cm-semi-fin-1.0 in the Name field.

Choose OK to begin creating the operation.

Step 6: Use the IPW as blank geometry.

You will specify use of the IPW in the previous operation to define
the blank geometry in this current operation.

O

Choose the Cutting button.
The Cut Parameters dialog is displayed.
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0 Choose the Containment tab.

[0 Select Use 3D from the pull-down menu for the In Process
Workpiece.

Trim by

In Process Workpiece: MNone [V]
Mone

[] Use Tool Holder
fUse3D ...}
[ Minimum volume % LUse Level Bas

Reference Tool : NOME
[ Edit ] [ Select ] [ Display

[0 Choose OK to accept the Cut Parameters dialog.

The Blank icon at the top of the CAVITY_MILL dialog Main
property page has been replaced by the Previous IPW icon.

D CAVITY_MILL

Main  |More | Groups
Geometry

e » &

[0 Choose the Previous IPW icon and then the Display button.

L CAVITY_MILL

Main  |More | Groups i

Geometry

e ® &
==

The processor may require some processing time to display
the faceted body.

This faceted body is the IPW that this operation uses as blank

geometry.

Step 7: Generate the tool path.
[0 Choose the Generate icon and generate the tool path.
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[0 Turn the three Display Parameter options off and choose
OK to continue generating the tool path.

[0 Refresh the graphics display.

Step 8: Display the resulting IPW.
The IPW created by this operation can now be displayed.

[0 Choose the Display Resulting IPW icon.

Ioal tat-

g2 &

I 5 8 B

The processor may require some processing time to display
the faceted body.

This faceted body is the IPW the next operation will use as
blank geometry.

[0 Refresh the graphics display.
[0 Choose OK to complete the operation.

Step 9: Create a second semi-finish operation with a smaller tool.

You will now create a finishing operation that uses the IPW defined
by the semi-finishing operation.

[0 Select the Create Operation icon from the Create toolbar.

(0 Besure CAVITY_MILL is selected as the Subtype.
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[0 Specify the following parent groups:

Prograrn PROGRAM v
Use Geametry WORKPIECE ||
Use Tool UGTI0Z02_020 v |
Use Method MILL_SEMI_FINISH [+ |
Mame CAVITY MILL

0 Key in cm-semi-fin-.50 in the Name field.
[0 Choose OK to begin creating the operation.

Step 10: Use the IPW as blank geometry.

You will specify that the IPW in the previous operation will define
the blank geometry in this operation.

[0 Choose the Cutting button.
The Cut Parameters dialog is displayed.

[0 Choose the Containment tab.

[0 Select Use 3D from the pull-down menu for the In Process

Workpiece.
i Cut Parameters
Strategy | Stock | Connections Conta\nment More
Trim by Mone
In Process Workpiece Use 3D
[[] Use Taal Halder
[ minimunn Yolume %
Reference Toal : NONE
[ Edit ][ Select ] [ Display
Min Material Thickness 0.0000
OF I [ Back ] [ Cancel ]

[0 Choose OK to accept the Cut Parameters dialog.

[0 Choose the Previous IPW icon and then the Display button.

D CAVITY_MILL

Main  |Mare | Groups

Geometry

ELYY Te=
T

The processor may require some processing time to display
the faceted body.
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This faceted body is the IPW that this operation uses as blank
geometry.

[0 Key in 0.100 in the Global Depth Per Cut field.

Step 11: Generate the tool path.

[0 Choose the Generate icon and generate the tool path.

[0 Turn the three Display Parameter options off and choose
OK to continue generating the tool path.

[0 Refresh the graphics display.

Step 12: Display the resulting IPW.
The IPW created by this operation can now be displayed.

(0 Choose Display Resulting IPW.

Ioal tat-

g2 &

L% | T

The processor may require some processing time to display
the faceted body.

[0 Choose OK to complete the operation.

The check marks in the IPW column indicate which operations
contain resulting IPW's.
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¥ Operation Navigator - Geometry

Mame | Path | Tool Geometty ‘ Iethod IP
GEOMETRY
[ESI NOME
=1 3 mCs_mILL
=I5 WORKPIECE
CAVITY_MILL_ROUGH ¢  UGTIO202_030 WORKPIECE MILL_ROUGH
CM-SEMI-FIN-1.0 " UGTIOZ02_D27 WORKPIECE MILL_SEMI_FIMISH| +"
CM-SEMI-FIN-.50 "  UGTIOZ02_D20 WORKPIECE MILL_SEMI_FIMISH| +"

If a new operation is inserted in the program sequence, if

an operation is deleted, or if the operations are reordered,
clock icons indicate that the resulting IPW'’s are out of date.
This simply means that when generating the tool paths, the
IPW’s will need to be updated internally, requiring additional
processing time.

[0 Save the part file.
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IPW and Performance

As you have noticed in the previous activity, generating the IPW takes

considerable computer resources. To improve performance, an option to store
the facet model representation of the IPW (FIPW) is available.

A new component part will be created that will be a combination of the work

part and operation nam

e.

A reference set will be created within this part with the name of the operation
with FIPW added to this reference set. If the part already exists, the facets in
the reference set will be deleted and a new faceted body will be added.

[+ Manufacturing Preferences

Visualize General Geometry
Operation i Configuration

Configuration File

[ Browse. ..

[ Reset to Default

Run Process Assistant

Template Set

[ Browse. ..

[ Reset to Default

[] Enable Level Based IPW
Save in separate part file
P4 Model

Use directory of original part

[ Add Palette

[ Ok H Apply ][ Cancel ]
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Summary

Rest milling can be performed by creating an associative In-Process
Workpiece \\(IPW\\) in an operation and using it as blank geometry in
the next operation. The In-Process Workpiece provides an efficient and
robust method of using material left by previous cutting operations as blank
geometry for the next operation in the program.

In this lesson you:

= Used Auto Block to create blank geometry for the initial roughing
operation.

= Turned on the Use 3D IPW option so that the IPW created by the previous
operation will be used as blank geometry in the current operation.

= Used the Previous IPW option to display the IPW being used.

= Used the Display Resulting IPW option to display the IPW created in
the current operation.
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3 Libraries

Purpose

This lesson introduces you to the concept of libraries as they pertain to the
Manufacturing Application. Libraries are used to access data for cutting
tools, machine tools, part materials, tool materials, cut methods and speeds
and feeds.

Libraries contain predefined entries, such as cutting tools and part materials,
and can be modified with user defined entries. Pre-V16 tool libraries
contained in part files can also be converted and utilized.

Objective
Upon completion of this lesson, you will be able to:

= Understand the concept and functionality of CAM libraries and data files.
= Add entries to existing libraries.

= Convert existing tool part file libraries to NX tool libraries.
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Overview of CAM Libraries

Libraries are a convenient and easy tool that are used to access reference
data. Currently libraries can access information related to:

= Cutting tools

= Machine tools

= Part materials

= Cutting tool materials
= Cut methods

= Speeds and feeds

Cutting tool information is located in the file tool_database.dat and can be
modified through a text editor. Machining data, Cut Methods, Tool Materials,
Part Materials, Tool Machining Data, Machine Tools and Importing text
files can be accessed by selecting Tools — Edit Machining Data Libraries
and then selection of the appropriate tab. Respective, individual data files,
representing the above categories may also be modified through a text editor.

The configuration selected at the beginning of your CAM session (i.e.
mill_contour) defines the location of the various external libraries. Each
external library is represented by one line of information which identifies
library type and points to the Event Handler (file with .tcl extension) and
Definition file (file with .def extension) that are used for the Data Base
Connection (DBC). The Definition file is used to establish a class hierarchy
(the way tools are organized) and associated mechanism for queries,
establishes dialog layout definitions, attribute mappings, option menu
definitions, library reference names and delimiters.

Sample Configuration File (mill contour.dat

TEMPLATE_OPERATION ${UGH_CAM_TEMPLATE_SET_DIRjmill_contour.opt

TEMPLATE_DOCUMENTATION ${UGH_CAM_SHOP_DOC_DIR) shop_dac.dat

TEMPLATE_POST${UGI_CAM_POST_DIR}Memplate_post.dat

TUSER_DEFINED_EVENTS,${UGI_CAM_USER_DEF_EVENT_DIR}ude.cdl${UGI_CAM_USER_DEF_EVENT_DIRjude el

TEMFLATE_CLSF.${UGIL_CAM_TOOL_PATH_DIR]jtemplate_clef.dat

LISTING_FORMAT,${UGI_CAM_TOOL_PATH_DIR) clsf.def${UGI_CAM_TOOL_PATH_DIR} clsf_listing el

LIBRARY_TOOL,${UGI_CAM_LIBRARY_TOOL_ASCI_DIR}dhc_iool_asciidef,
${UCI_CAM_LIBRARY_TOOL_ASCI_DIR}dbe_tool_asciiicl

LIBRARY_MACHINE${UGI_CAM_LIBRARY_MACHINE_ASCI_DIR}dbe_machine_ascildef,
${UCI_CAM_LIBRARY_MACHINE_ASCH_DIR}dhc_machine_ascii.cl

LIBRARY_FEEDS_SPEEDS,${UCH_CAM_LIBRARY FEEDS_SPEEDS_ASCIL_DIR}feeds_speeds def,
${UCI_CAM_LIBRARY FEEDS_SPEEDS_ASCI_DIR}feeds_speeds.icl

LIBRARY MACHINING DATA${UGH_CAM LIBRARY FEEDS SPEEDS ASCIH DIR}machining_datadef,
${UCI_CAM LIBRARY FEEDS_SPEEDS_ASCIL DIRjmachining dataicl

LIBRARY TOOL_MACHINING DATA${UGIL CAM LIBRARY FEEDS_SPEEDS_ASCI DIR}ieol machining_datadef,
${UCI_CAM LIBRARY FEEDS_SPEEDS_ASCIL DIR}iool machining_data.tcl

LIBRARY PART MATERIAL${UGH CAM LIBRARY FEEDS SPEEDS ASCI DIRjpart materials.def,
${UCI_CAM LIBRARY FEEDS_SPEEDS_ASCIL DIRjpart_materials.icl

LIBRARY TOOL_MATERIAL3{UGIL CAM LIBRARY FEEDS SPEEDS_ASCI DIR}tool materials.def,
${UGI_CAM LIBRARY FEEDS_SPEEDS_ASCI DIR}ieol materials.tcl

LIBRARY CUT _METHOD,${UGH CAM LIBRARY FEEDS SPEEDS ASCI DIRjcut methods def,
${UGI_CAM LIBRARY FEEDS SPEEDS_ASCI DIRjcut meihods.cl

WIZARDA{UGIL_CAM WIZARD DIR)wizard mill_contour.tel

All library files are located in the Mach\resource\library directory.
Subdirectories, under this directory, are categorized for feeds and speeds,
machine and cutting tools. Each subdirectory also contains additional
subdirectories of ASCII files.
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Included in each release of NX are the access mechanisms to the ASCII text
files. Sample ASCII based libraries are provided. GENIUS/4000 libraries
are optional.

Library Data File locations

cut_meth ods.d at
feeds_speads.dat

asciit part_materials.dat
tool_materials.dat
feeds _speedst \
genist
machine_d atab ase.d at

asciit
Machvesourcelibrary machinet <
geniust
-asciit
4,_/.. english tool_database.dat
ool
Qenmst

graphic st
metict tool_database.dat

The following pertains to library files in general:

= Some library files are opened and read by the system only the first time
they are read for performance reasons.

= When you edit library files, keep the library references (library references
are names given to every entry in the library) unique.

= After editing library files, reset the configuration to force any changes
to be read.

= Not all the information located in the library files are retrieved into the
part file. Extra fields are used to aid in selection by NX POST and Shop
Documentation.
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3-4

Activity: Preparation for modifying CAM Libraries

In order to modify the library or data files containing cutting tool information,
you will need read/write access to the library directory structure. Due to

the number of students in this class and the need to customize library

files, it is more conductive for each student to have a copy of the library

files in their home directory. In this activity you will make a copy of the
mach\resource directory structure to your home directory and modify the
directories for read/write access. Instructions are presented for Windows
and Unix separately.

Windows Environment:
Step 1: Copy the Mach\resource directory.

[0 On the main menu bar, select Help - NX Log File to verify
the Mach directory being used by looking for the environment
variable UGII_CAM_BASE_DIR.

[0 Open a Windows Explorer window and locate the directory
from the previous action item.

[0 Highlight the Mach\resource directory, right-click on
Mach\resource directory and select Copy.

0 Highlight your home directory, right-click on your home
directory and select Paste.

Step 2: If necessary, copy the NX environment file, ugii_env.dat to
your home directory.

[0 From the Explorer window locate the ugii_env.dat file in
the \xxx\ugii directory (where xxx represents the NX base
directory).

(0 Highlight the ugii_env.dat file, right-click and select Copy.

(0 Highlight your home directory, right-click on your home
directory and select Paste.

Step 3: Edit the ugii_env.dat file to redefine your Mach\resource
directory location.

[0 Highlight the ugii_env.dat file from your home directory,
right-click and select Open.

0 Scroll down the file until you find the following line:
UGII_CAM_RESOURCE_DIR=${UGII_CAM_BASE_DIR}
resource\ and change the line to
UGII_CAM_RESOURCE_DIR=${Homedrive}resource\
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where Homedrive is the letter designator of the disk drive
where your home directory is located.

[0 Save the file and exit from Notepad.

Step 4. If necessary, change the Read-only protection on your just
created local \Mach\resource\library directory to Archive.

0 With the Windows Explorer, locate your home
\mach\resource\library directory.

[0 Highlight the directory and with MB3 select Properties.

[0 Un-check Read-Only and then Check Archive.

finnrst | Shaing | Gecuity |

() ==

Tupe: Filz Foider

Lucetion:

Siew, Z74ME 12982 853 Lvles]
Corkans: 53 Files, 12 Foldess

MSD035 nae iy
Cicaled, Horeday. Aucesl 1. 2000 12 45,00 P

Step 5: Restart NX.
[0 Exit NX and then restart NX.
[0 On the menu bar, select Help — NX Log File to verify that
your resource directory is being used.
Unix Environment:
Step 1: Copying the mach/resource directory.

[0 On the menu bar, select Help - NX Log File to verify the
mach directory being used by looking for the environment
variable UGII_CAM_BASE_DIR.

[0 Open a terminal window making sure that your default
directory is set to your home directory.

[0 Copy the mach/resource directory to your home directory.
The path for the file will be the value obtained for
UGII_CAM_BASE_DIR. The format will be similar to the
following:

cp /usr/ixxx/mach/resource (where xxx represents the NX
base directory).
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Step 2:

Step 3:

Step 4.

Step 5:

Copying the NX environment file, .ugii_env to your home
directory.

[0 Copy the .ugii_env file from /usr/xxx/ugii directory to your
home directory. The format will be similar to the following:

cp /usr/ugii/.ugii_env .
Edit the .ugii_env file to redefine your mach/resource
directory location.

(0 Edit the .ugii_env file from your home directory using the
vi or other Unix editor.

[0 Find the following line in the .ugii_env file
UGII_CAM_BASE_RESOURCE=${UGII_CAM_BASE _ DI
R}resource/ and change the line to
UGII_CAM_BASE_RESOURCE=${Home}/resource/.

[0 Save the changes and exit from editor.

If necessary, change the Read-only protection on your just
created local /mach/resource directory to rwed.

[0 Change the directory protection by typing the following
command: chmod 777 ${HOME}/mach/resource.

Restart NX.
[0 Exit NX and then restart NX.
[0 On the menu bar, select Help — NX Log File to verify that

your resource directory (based from your home directory) is
being used.
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Cutting Tool Libraries

Cutting Tool Libraries contain information related to all cutting tools used in
the generation of a tool path from an operation.

To access information in the cutting tool library, from the Create Tool dialog,
selection of the Retrieve Tool button (1), displays the Library Class Selection
menu for selection of the particular type of tool required for the operation
which you are about to create (milling, drilling, turning). Once the type of tool
is selected (2), the Search Criteria (3) is displayed, which allows you to search
for tools based on certain parameters. The search is then performed based
on information contained within the tool_database.dat file (modification of
this file, for the addition of your own tool entries, will be explained later in
this lesson) and a listing of the Search Results (4) is then displayed. Tools can
then be selected for retrieval into your part file for later use (5).

i Search Criteria
End Mill {indexable)

% Create Tool

Type mill_plan
Subtype

Iy’ Fi
@INEQ . e

Parent Group GENERIC_Mag]| @ Inches ) Millimeters
T MILL 1 || Libref

e

(FL) Flute Length

My . i (D) Diameter
2 Library Class Selection rner Radius > ns
Tool ial Al “| i+ 07
=1 Milling I Al g g 1
End Mill {non indesable) e 2" 05
End Mill {indexable) ional Search Criteria 4" 075
Ball Mill {non indexable) 1 1
Face Mill {indesxable) 1., 1.25
T-Slok Mill {non indescable) Clear 1. 15
Barrel Mill # Dperation Navigator - Machine Tool
UG 5 Parameter M?\I Name | | i
UG 7 Parameter MIH. GEMERIC_MACHINE
Uz 10 Parametar Hill NONE
Thread Mill A o
Ee- Drillng [ ENGRAVING _TOOL
1 Turning - [ ENGRAVING_TOOL_CONTOUR

Fi UGTI0Z0Z_011

ugnlUz s Insert Cutter 1 1., L
ugti0z0z_029 Insert Cutter 1 1.., 1.5
ughi0202_030  Insert Cutker 2" 2

Cutting tool data is located in the Mach\resource\library\tool\ directory.
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Library Data File locations

Cutting Tool Entries

cut_meth ods.d at
feeds_speeds.dat
part_materials.dat
tool_materials.dat

asciil
feeds_speedst
geniust

asciit machine_d atab ase.d at

Qenmst

grap
melrict —| tool_datab ase.dat |

hachresourceYibrary miachiney
Jenist
-asciit
englishi tool_datab ase.dat
toolt

This directory contains the following five subdirectories:

= ascii —contains Definition and Event Handler files for ASCII text
databases. These files are used for the Data Base Connection and usually
are not modified by the user.

= english—contains the ASCII text database file (tool_database.dat) which
contains all the data records used for English tool descriptions.

This file is edited by the user when adding or modifying tool
E data entries to the library.

= genius—contains the Definition and Event Handler files for Genius
databases. These files are not modified by the user.

= graphics-contains part files of tool assemblies used for advanced replays
with a solid tool. These assemblies are provided with the CAM release.

= metric—contains the ASCII text database file (tool_database.dat) which
contains all the data records used for metric tool descriptions.

This file is edited by the user when adding or modifying tool
E data entries to the library.

The tool_database.dat files contains a list of tool data records that defines
parameters used for tool definition. This is the only file that needs to be
modified when you want to enter new tools. A data record consists of a record
type and associated parameters. There are three record types represented

in this file. They are:

= # which indicates a comment, the record is ignored.

e FORMAT which describes the type of parameters of subsequent DATA
records.
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= DATA which consists of parameters which describe the tool.

For example:

FORMAT LIBRF T ST DESCR MATREF MATDES HLD HLDDES DIA
FLEN FN HEI

describes the following data record:

DATA Jugt0201_001]02]01]End Mill [ TMCO_00006 | HSS-Co5-TiN |
320 | Steep Taper 20 | 10.5 | 35.3] 4] 55

Tool entries can be added to the Tool Libraries by two different methods. Data
records, as described previously, can be added to the tool_database.dat file

by simply editing the file or existing tools from current or legacy part files
can be extracted by activating the Shop Documentation icon (Information -
Documentation) and selecting Export Tool Library to ASCII datafile from

the Available Templates list box of the Manufacturing Part Reports dialog.
This will export all tooling data to the file that you designate. You then will
cut the tool data record(s) from the designated file and paste it into the
tool_database.dat file.

The following is an example of the various attributes used with the Tool
Library formats. All fields are documented within the file. Note that they are
not the same for each tool.

Tool Library Format

# LIBRF - Library Reference

#T = Tool Type

# 8T = Tool SubType

# DESCR - Description

# MATREF - Reference to artter material table
# MATDES - Cutter material description

# HLD - Holding systemn (Type of Machine Acapter)
# HLDDES - Holding systemn deseription

# DIA - Diameter

# FLEN - Flute Li

# FN = Numiber of Flutes

# HEl - Height

# HLD  -Tool Holding System

# HLDDES - Tool Helding System Descripti on
# DIA  -Tool Diameter

# FN - Tool Flutes Number

# HEI  -Tool Length (Height)

# ZOFF - Tool Z Offset

# DROT - Tool Direction (3=clockwise, 4 Towise)
# FLEN - Tool Fute Length (Cutting Depth)
# TAPA - Tool Taper Angle

# COR1 - Tool Cornerl Radius

# HDIA - Tool Holder Diameter

# HLEN -Tool Holder Length

# HTAP - Tool Holder Taper

# HOFF - Tool Holder Offset

FORMAT LIBRF T ST DESCR MATREF MATDES  HLD HLDDES
DIA FNHEI ZOFF DROT FLEN TAPA COR1 HDIA HLEN HTAP HOFF
DATA pgti0201_01102)01|End Mill 147  [TMCO_00006|HSS-Co5-TiNR00|Steep Taper
SKG30|.25 |2 |90551 |-2.67402[3 51161 | P.0 }5315 [L216543L P.0

Note that the MATREF attribute is a reference to the cutter material located
in the file \MACH\resource\library\feeds_speeds\ascii\tool_materials.dat.
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Activity: Inserting Pre-existing Tools

Cutting tools with part files can be extracted and inserted into tool libraries.
This procedure will work with the pre-V16 as well as NX part files. The

following activity will take you through the process of inserting tools from a
part file into a tool library.

Step 1: Open the pre-existing part file containing tool entries.
[0 Open the part file ama_lib_tools.

Step 2. Enter the Manufacturing Application.
[0 Choose Application - Manufacturing.

The Operation Navigator and the Create Operation dialogs
are displayed.

Step 3: Export the existing tool entries to an ASCII data file.

[0 Choose Information - Shop Documentation (or select the
Shop Documentation icon).

The Manufacturing Part Reports dialog is displayed.

[ Manufacturing Part Reports

Available Templates

Unique Toal List by Program {HTML) ~
Advanced Operation List (HTML)

Tools and Operations (HTML)

Advanced Web Page Mill (HTML)
Advanced Web Page Mill Turn{HTML)
Export Tool Library to ASCIL datafile o~

< >

Dutput File Mame

[ Browse. .. ]
Display Output

ok J[ ook | [ concel |

[0 Select "Export Tool Library to ASCII datafile".

[ Manufacturing Part Reports

Avallable Templates

Unique Tool List by Program (HTMLY ~
Adwvanced Operation List (HTML)
Taols and Operations (HTML)

Advanced Web Page Mill (HTML)
Advanced Web Page Mill Turn(HTML}/
Export Tool Library to ASCIT datafile =
< >

[0 Accept the default Output File Name.

Two files are created with a ".html" and ".dat" extension. The
".html" file is displayed in the information window when you
select OK. The ".dat" file contains entries that you will use to
insert into the tool _database.dat file.

0 Choose OK.
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Examine the listing

window to see what tools have been

exported to the data file. Note at the end of the listing window
the location and name of the ".dat" file.

Step 4: Importing the tool data into the "tool_database.dat" file.

[0 Open the file, tool_database.dat, in your home
MACH\resource\library\tool\english directory (Use the

Notepad editor).

[0 Open the data file, ama_lib_tools.dat, created from Step 3,
and scroll to the area that begins with FORMAT LIBRF.

# ASCH Database Hle 1ib_tools.dat

# Creation date + Thu May 4 14:08:00 2001
# Unit : Endish

# Oreated from Fartfile :lib_tools,prt

A UGS Farameter MWl

# This type is for Tegacy tools which were comverted from old
# partfile tool libraries

# LIBEF - Tool Library Reference

#T - Tool Type

# 5T - Tool SubType

# DESCR - Description

¥ MATREF - Tool Material Code

# MATDES - Tool Maretial Desctiption

COR1 LEN HTAP HOFF
#
JE——

FORMATLIERF T ST DESCE MATREF HATDES DlA FNHEI ZOFF DROT FLEN TAPA

DAT, [EM-1.250. THOASOHE g Todl 5 Purameters) |
DATA [EM- 750-06 [02030Miling Tocl-5 Barameters
DATA [EM- 500-06 [02)30Milling Tocl-5 Barameters
DATA [EM- 375-03 102030/ ting Tocl-5 Parameters
DATA [EM-1.00-50 [02000Milting Toel-§ Purameters] |
DATA [EM-1.00-08 |02900Milting Toel-S Ruramewrs] |

[12506 (35000 [1 (3. (00 |12 100 100 (0.0 00
|75 |4 3300 [1 3. |0 106 [00 |00 00 00
|5 45,000 [ [275[0.0 06 [00 |00 00 00
13754 (2300 1 j2. 100 103 10 |08 [0.0 00
[1.[2[2300 [2 2. 0015 (0004 04 00
[ [4[3E00 [1 5 (00|06 00 (00 00 0.0

[0 Select the lines beginning with FORMAT LIBRF and ending
with DATA | EM-1.00-06 (hold down MB1 and drag the mouse

through the lines).

[0 Select MB3, then Copy.

[0 Select the Notepad Window containing the contents of the file

tool _database.dat

(this file was previously opened).

O Select MB3, then Paste the contents into the file

tool _database.dat

(You can paste anywhere in the file, but it

is suggested that you paste prior to the first FORMAT line).

[0 Save the contents of the tool _database.dat file.
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Machine Tool Libraries

Machine Tool libraries contain information related to various machine tools
configured for CAM. This information is used by the Integrated Simulation
and Verification (IS&V) module used to simulate the execution of tool paths
on a particular machine tool and is also used to add machine tool entries
to the Postprocess dialog box (used to select a particular machine for post
processing).

To access information from the Machine Tool libraries, from the Machine
Tool view of the Operation Navigator, editing the Generic_Machine object
(1), displays the Generic Machine Selection dialog. Selection of the
Replace Machine button (2) from this dialog , presents the Library Class
Selection menu (3). Selection of the Machine type creates a query to the
machine_database.dat file (modification of this file, for the addition of your
own machine entries will be explained later in this lesson) with a listing of
the Search Results (4). Machine Tools can then be selected for later use (5).

(? Dperation Navigator - Machine Tool

Name | ool | Descripkion
GEMERIC_MACHINE Generic Machine
[E=IMONE il
o . .
= B EM-750-.06 Mi\lil & Generic Machine

P ECMROUGH . EM-.750-.06 cnv"

Rgplace PR

& Library Class Selection o el

. o Zdit Tool Mounting
LATHE

WEDM
MILLTURM
MISED

) (o) o )

& Search Result
MILL

libref | Description | Control
Mull Machine Mull Machine Nong A
sim010101_001_in 3-fx MIlKIMICKY-TBIZ-HDJY. .. Nane o
sim010101_002_in 3 MG Z-TE Hor) Nang
sim010101_003_in 3-fx MIl{TMI(RZ-TEM-HDH. .. MNone
sim010101_004_in 3-Ax MIl(IN)Z-TEf2Y-HD/H. .. None
sim010101_00S_in 4-pi M TRA Y A-TRIZ-HN!
sim010101_006_in -z Mill
sim010101_007_in S Mill
sim010101_003_in S-x Mill
sim010101_009_in S-Ax Mill
sim010101_010_in -z Mill

Machine tool data is located in the Mach\resource\library\machine\
directory.
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This directory contains the following two subdirectories:

Library Data File locations

Machine Tool Entries

cut_meth ods.d at
feeds_speeds.dat
part_materials.dat
tool_materials.dat

asciil
feads _speedst
geniust

asciit machine_d atab ase.d at|
¥ i <

Jenist

asciil
englishi tool_datab ase.dat
tooll

Qenms
graphicst
melrict tool_datab ase.dat

ascii—contains Definition and Event Handler files for ASCII text
databases. These files are associated with the Data Base Connection
(DBC) and usually are not modified by the user. It also contains the
machine_database.dat file. This file describes the various machine tools
configured for CAM. Attributes within this file reference machine type,
machine tool manufacturer, machine description, machine controller and
post processor which is displayed on the Postprocess dialog.

genius—contains the Definition and Event Handler files for Genius
databases. These files are not modified by the user.

You can add or modify machine tool information by editing the data records
in the machine_database.dat file. Data records consist of library reference
(LIBRF), machine type (T), machine tool manufacturer (MNF), description of
the machine tool (DESCR), machine controller (CNTR) and the post processor
data file. Specifying the post processor data file specifies a specific post for
that machine tool.

©UGS Corp., All Rights Reserved

Machine Tool Library Format
## The following Key words for Attribute ids are defined
# LIBRF - ymique record identifier
# T - Machine type - 1-Mill machines
= 2-Lathe machines
= 3-Wedm machines
= 9-Mixed machines
# MNF - Manafacturer
## DESCR - Shart description { for example 3 Axis Mill)
## CNTR -indicating the condroller of the machine
## POST - the configuration file name with the tist of postprocessors for this machine
[ {The path will be found from the search path envirenment variable)

X3

FORMAT LIBRF T MNF DESCR CNTR POST
DATApAM010101_001|1ExarnpleBAxisMill[Nonels{UGII_CAM_POST_DIRJmill_3_axis.dat
DATAJAM010101_002[1]Example A sMill[None[§{UGIT_CAM_POST_DIRJmill_4_axis.dat
DATAnAm01010 1_003[1jExample[5Axi sMill[None [s{UGIT_CAM_POST_DIR}mill_5_axis.dat
DATAnAm01010 1_004j1jExampleRAxisMillPr
ToolsNone|${UGIL_CAM_POST_DIR}miNl3ax_preloaded.dat

DATAJAM010102_00 12{Exarplefp: |None[s{UGI_CAM_POST_DIRJathe _2_axis.dat
DATAJMAMD10103_00 3 ExampleAxisWire EDM|None|${UGII_CAM _POST_DIR}wedn.dat
DATAJMAMD10109_00 9| ExatmplejGenericMachi B{UGIL_CAM_POST_DIR}tem-
[plate_post.dat

Advanced Machining Applications— Student Guide
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3-14

Activity: Machine Tool Libraries

In this activity, you will become familiar with the procedures to access
Machine Tool data from CAM Libraries. You will see how this library is
used in conjunction with the Postprocess dialog by replacing the Available
Machines with a 5—axis post processor.

Step 1.

Step 2:

Step 3:

Advanced Machining Applications— Student Guide

Open the part file.

[0 Open the part file, ama_lib_function and if necessary, enter
the Manufacturing application.

(0 Highlight the Program group object.

Review available machines in the Post Process Dialog.
[0 Select the Post Process icon.
F DA = s
The Postprocess dialog is displayed.

[ Postprocess

Available Machines

WIRE_EDM_Z_AXIS ~
MILL_3_AXIS

MILL_4_AXIS

MILL_S5_AXIS

LATHE 2_AXIS_TOOL_TIP

LATHE _2_AXIS_TURRET_REF

MILLTURN
MILLTURN_MULTI_SPINDLE b

[ Browse. .. ]

Output File Mame

[ Browse... ]

Output Units InchiFaRT ||

List Cutput

ok J[ aeeb | [ concel |

[0 Choose Cancel or OK.

Change the Postprocess Dialog to show a 5-axis machine

tool only.

[ If necessary change the Operation Navigator to Machine Tool
view.

[0 Highlight the GENERIC_MACHINE object, using MB3,
select Edit.
The Generic Machine dialog is displayed.

i Generic Machine

| Replace Machine |

Retrieve Tool Packet Data

[ Retrieve Tools ]

[ Edit Tl Maunting ]

[ OK H Back. H Cancel I
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[0 Select the Replace Machine button.
The Library Class Selection Menu is displayed.

| [ Library Class Selection
MACHINE

MILL
LATHE
WEDM
MILLTURR
MI=ED

[0 Highlight MILL, then select OK.
The Search Result listing is displayed.

& Search Result
MILL

libref | Description | Control

Full Machine Hull Machine Mone "
Sim010101_001_in 3-Ax MIllGIN)(XY-TB/Z-HDY... Mone
sim010101_002_in 3-Ax MIllCIN)XYZ-TBfHor) Hone
sim010101_003_in 3-Ac MIlCIN)(XZ-TB/¥-HD{H. .. Mone
simo010101_004_in 3 MICIN(Z-TE/KY-HODMH, . Mone
sim010101_005_in 4R MIl(IN) (=¥ A-TBJZ-HDY .. Mone
sim010101_006_in 4-Aa MIlCIN)(AZA-TB/Y-HDY. .. Mone
sim010101_007 _in S-Ax MIl{IN)(x¥A-TB[ZB-H... Mone
sim010101_008_in S-Ax MI{IN)(XZAB-TB/Y-H... Mone
£im010101_009_in S-Ax MIllJIN)(X¥ZAB-HDfGa... Mone
sim010101_010_in 4-Ax MIll(IN)(XZB-TBfV-HDS... Mone
sim010101_001_rmm 3 MIlCMMDCEY-TEfZ-HD/ L. Mone
sim010101_00Z_mm - MMMy Z-TEHor) Hone
sim010101_003_mm 3-Asx MIlMMYKZ-TEY-HD/... Mone
sim010101_004_mm 3-Ax MMM Z-TE{ZY-HD/... Mone
sim010101_005_mm 48 MMM A-TEIZ-H...  Mone
SimO010101_006_rmm 4-Ax Mil{MMYXZA-TE{Y-H... HMone
sim010101_007 _mm 5-Ax Mil{MMXYA-TBIZB-H... Mone
sim010101_008&_mm S-fixc MIll(MMYHZAB-TEfY-H... Mone
simO010101_009_rm S MIlMMICYZAE-HD/ G, .. Mone

SmN1N11 M0 mm Aot MITMWRTRTRIVGHD  Kone b

>

[0 Highlight sim010101_008_in, then select OK until you are
back to the Operation Navigator.

0 Select the Post Process icon.
Fi. A = hnd
The Postprocess dialog is displayed.

Notice that only the FIVEAX_XY-TAB_ Z HD_AB-ROT_HOR
machine is displayed in the Postprocess dialog.

& Postprocess

Available Machines

FIVEAX_XY-TAB_Z-HD_AB-ROT_HOF&

0 Choose the Cancel button.
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Part Material Libraries

Part Material libraries contains information which is used in the calculation
of feeds and speeds. This is not the same as Part Material used in Modeling.

To modify, insert or remove Part Material entries, select from the menu bar
Tools - Edit Machining Libraries and select the Part Material tab. Select the
desired Part Material from the Part Material list and make any modifications
necessary. New entries can be created by selecting the Insert button and
typing data in the appropriate fields.

2 Edit Mac hining Data Libraries

Machining Data | Cut Method | Toal Material | Part Material | Taol Machining Data | Machines || Impart

Part Material
Libref | Code | ame | Description Hardness
MATD_ 00001 1116 CARBON STEEL FREE MACHINING CARBOMN STEELS, WROLIGHT-... 100-150
MATO_00002 1116 CARBON STEEL FREE MACHINING CARBOM STEELS, WROUGHT ... 150-200
MATO_00059  41405E ALLOY STEEL FREE MACHINING ALLOY STEELS, WROUGHT - ... 200-250
MATO_00103 4140 ALLOY STEEL ALLOY STEELS, WROUGHT - Medium Carban 54-56
MATO_00104 4150 ALLOY STEEL ALLCY STEELS, WROUGHT - Medium Carbon 175-225
MATO_00105 4150 ALLOY STEEL ALLOY STEELS, WROUGHT - Medium Carbon 225-275
MATO_00106 4150 ALLOY STEEL ALLOY STEELS, WROUGHT - Medium Carbon 275-325
MATD_00106 4150 ALLOY STEEL ALLOY STEELS, WROUGHT - Medium Carbon 375-425
MATO_00153  440C STAIMLESS STEEL  STAIMLESS STEELS, WROUGHT - Martensitic 225-275 HE
MATO_0015S 4404 STAIMLESS STEEL  STAIMLESS STEELS, WROUGHT - Martensitic 375425 HE
MATO_00174 4340 HS STEEL HIGH STREMGTH STEELS, WROUGHT - 225-300

Part Material can also be selected for individual Geometry groups. Part
Material data is located in the Mach\resource\library\feeds_speeds \
directory.

Library Data File locations
Part Material Entries

cut_methods.dat
feeds_speods.dat

astiit part_materials.dat
tool_materials.dat
feads _speedst
qQenist
asciil machine_d atab ase.dat
hachyaesourceVibraryl miachiney
genist
ascilt
englishi tool_d atabase.dat
toolt B
geniust
qraphicsi
melrici tool_datab ase.dat

This directory contains the following two subdirectories:

= ascii—contains Definition and Event Handler files for ASCII text
databases. These files are associated with the Data Base Connection
(DBC) and usually are not modified by the user. It also contains the
part_materials.dat file. This file defines part material used in the
calculation of feeds and speeds.

= genius—contains the Definition and Event Handler files for Genius
databases. These files are not modified by the user.
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You can also add or modify Part Material information by editing the data
records in the part_materials.dat file, using a text editor.

Data records consist of material code (MATCODE), material name
(MATNAME), material description (PARTMAT), material hardness
(HARDNESS) and part material library reference (LIBREF).

Part Materials Library Format

A& The following key words for Attribute ids are defined

At MATCODE material_codz = Material Cod

A MATNAME material_nam: = Mawrial Name {appears on the labely
A PARTMAT material_descripgon = Material Description

A HARDNESS material_hardness - Material Hardness

&% LIBREF parmmaterial _libref = Unigue record identifier

£3 {Library Reference)

i

FORMAT HATCODE HATNAME PARTMAT HARDNESS LIBRF
m

DATA|IL16/CARBON STEELIFREE MACHINING CARBON STEELS,WROVGHT - Low Carben Resulfu
rized|150- 200/ MATO_00002

DATALL16/CARBON STEELIFREE MACHINING CARBON STEELS,WROVGHI- Lew Carben Resulfu
rized|100- 150/ MATO_00001

DATAMHALLOY STEELALLOY STEELS,WROVGHT - Medium Carbon|34-5€[MAT0_00103
DATAHHSEALLOY STEELFREE MACHINING ALLOY STEELS, WROUVGHT - Medium Carbon Resulfu
rized|200- 250 [MATO_000SY

DATAHSIALLOY STEELALLOY STEELS, WROUGHT - Medium Carhon|175-225MATO_00104
DATAHSIALLOY STEELALLOY STEELS, WROUGHT - Medium Carhon|27?5-325/MATO_00106
DATAHSIALLOY STEELALLOY STEELS, WROUGHT - Medium Carhon|225-275/MATO_00105
DATAHSIALLOY STEELALLOY STEELS, WROUGHT - Medium Carhon|37?5-425/MATO_0010%
DATA|4340/HS STEELHIGH STRENGTH STEELS, WROUGHT -[225- 300 MATO_00174

DATA|4340/HS STEELHIGH STRENGTH STEELS, WROUGHT -|300-350|MAT0_00178

DATA|4340/HS STEELHIGH STRENGTH STEELS, WROUGHT -[350-400|MAT0_00176
DATA|4M0C|STAINLESS STEEL|STAINLESS STEELS, WROUGHT - Martensitic225-275 HBMAT0_00153
DATA|4404|STAINLESS STEEL|STAINLESS STEELS, WROUGHT - Martensitic375-42 5 HBMAT0_00155
DATA/H13TOOL STEELITOOL STEELS, WROUGHT - Hot Work|150-200 HE [MAT0_00194
DATATOSOALVMINUMALUMINUM ALLOYS, WROUGHT -[75-150 HB [MATO_002€6
DATA[Z10/C OP PER[COPPER ALLOYS[10-70 HRE [MAT0_00251
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Activity: Part Materials Library

In this activity, you will become familiar with accessing Part Material from
the Library.

Step 1: Add a new part materials which will become available for
selection.

[0 Continue with the opened part, ama_lib_function.
[0 If necessary, enter the Manufacturing Application.

[0 If necessary, Select Tools — Edit Machining Data Libraries
from the menu bar.

0 Select the Part Materials tab.

2 Edit Mac hining Data Libraries

Machining Data | Cut Method | Tool Material | Part Material | Tool Machining Data | Machines | Import:

Part Materizl
Libref Code MName Description Hardness
MATO_ 00001 1116 CARBON STEEL FREE MACHIMING CAREON STEELS WROUGHT-.., 100-150
MATO_00O0Z 1116 CARBON STEEL FREE MACHIMING CARBON STEELS, WROUGHT ... 150-200
MATO_000S9  41405E ALLOY STEEL FREE MACHIMING ALLOY STEELS, WROUGHT - ... 200-250
MATO_00103 4140 ALLOY STEEL ALLOY STEELS, WROUGHT - Medium Carbon 54-56
MATO_00104 4150 ALLOY STEEL ALLOY STEELS, WROUGHT - Medium Carbon 175-225
MATO_O0105 4150 ALLOY STEEL ALLOY STEELS, WROUGHT - Medium Carbon 225-275
MATO_O0106 4150 ALLOY STEEL ALLOY STEELS, WROUGHT - Medium Carbon 275-325
MATO_O0108 4150 ALLOY STEEL ALLOY STEELS, WROUGHT - Medium Carbon 375425
MATO_O0153  440C STAIMLESS STEEL  STAINLESS STEELS, WROUGHT - Martensitic 225-275 HB
MATO_OD15S 4404 STAIMLESS STEEL ~ STAINLESS STEELS, WROUGHT - Martensitic 375425 HE
MATO_00174 4340 HS STEEL HIGH STREMGETH STEELS, WROUGHT - 225-300

Step 2: Insert a new part material.

You will insert a new part material that is similar to the existing
MATO 00105, but has a slightly different hardness.

[0 Select MATO_00105 from the Edit Machining Data Libraries
dialog.

[0 Choose the Insert button.
The Edit Part Material dialog is displayed.

L Edit Part Material

Library Reference MATO 00472

Code 4150
Mame ALLCY STEEL
Description |ALLOY STEELS, WROUGHT - Medium

Hardness |225-275

You will change the Library Reference and the Hardness.
[0 Key MATO_00105A in the Library Reference field.

0 Key 220-225 in the Hardness field.
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0 Choose OK.

[0 Scroll to the bottom of the list and note your new entry.

& Edit Mac hining Data Libraries

Machining Data || Cut Method | Tool Material | Part Material | Tool Machining Data | Machines | Import

Part Material

Libref Code Marmne Descripkion Hardness
MATD_00108 4150 ALLOY STEEL ALLOY STEELS, WROUGHT - Medium Carbon 37o-425
MATD_00153  440C STAIMLESS STEEL  STAIMLESS STEELS, WROUGHT - Martensitic 225-275 HB
MATO_00155 4404 STAIMLESS STEEL  STAIMLESS STEELS, WROUGHT - Martensitic F75-425 HE
MATD_00174 4340 HS5 STEEL HIGH STREMGTH STEELS, WROLUIGHT - 225-300
MATD_00175 4340 HS5 STEEL HIGH STREMGTH STEELS, WROLUIGHT - 300-350
MATO_00176 4340 HS5 STEEL HIGH STREMGTH STEELS, WROLUIGHT - 350-400
MATO_00194  H13 TOOL STEEL TOOL STEELS, WROUGHT - Hok Waork 150-200 HE
MATO_00266  7OS0 ALLIMINUM ALUMINUM ALLOYS, WROUGHT - 75-150 HB
MATO_O02E1 210 COPPER COPPER ALLOYS 10-70 HRB
MATO_O0464 P20 P20 TOOL STEEL Mold Steel 28-37 HRt
MATD 001058 4150 ALLOY STEEL ALLOY STEELS, WROLIGHT - Medium Carbon e 220-225

[0 Do not save or close the part.

You are finished with this activity and will be using this part file in the next
activity.
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Cutting Tool Material Libraries

Cutting Tool Material libraries contains information which pertains to the
cutting tool material type which is used in the calculation of feeds and speeds.

To modify, insert or remove Cutting Tool Material entries, select from the
menu bar Tools - Edit Machining Libraries and select the Tool Material tab.
Select the desired Tool Material from the Tool Material list and make any
modifications necessary. New entries can be created by selecting the Insert
button and typing data in the appropriate fields.

& Edit Mac hining Data Libraries

Machining Data | Cut Method [ Tool Material | Part Material | Tool Machining Data | Machines | Import
Tool Material

Libref [ame Description

TMCO 00001 HSS High Speed Steel

TMCO_00002  Carbide Carbide, Uncoated (Brazed and Solid)

TMCO_00003  Carbide Carbide, Uncoated (Indexable)

TMCO_00004  Carbide Carbide, Coated (Indexable - TiM, TiC, and Aluminum Oxide)

TMCO_00006  HSS Coated High Speed Steel Coated

TMCO_000Z1  TialM Ball H3M Carbide Ball Mill, Solid, TiAIN Coated

TMCO_00022  TialM Mil H3M Carbide End Mill, Solid, TialN Coated

To access information from the Cutting Tool libraries, in the Machine Tool
View of the Operation Navigator, editing any tool object (1) displays the Tool
Parameter dialog. Selection of the Material: button (2) from this dialog,
creates a query of the tool_materials.dat file with a listing displayed in the
Search Results dialog. Cutting Tool Material can then be selected from this
list (3).

(@ Dperation Navigator - Machine Tool

Name | | Taol ‘ Description | T
SIMO10101_008_IN Extt, S-ft MIKIM)(KE A
MONE S-fv Milli NI ZAB-TE .

7

(UGTIZ03 016 Ball-End Cutter 1/2"

Bl UGTI0Z03_017 & End Cutter 3/3"

& B UGTI0203 018 *Ed't"'o End Cutter 14"
g Cut

By Copy
i Delete [ Holder |

% Rename [ ]

Tracking Poinks

I cenerate
Material : H55 COATED ﬂ
£ Feeplay

Display Tool
Inserk ]
Ohject 3
& Search Result ToolPath  *
Workpiece ¥ B
Library Reference ﬁ | Material Description
TMCO_00001 Information High Speed Stesl
TMCO_00002 Properties Carbide, Uncoated (Brazed. ..
TMCO_00003 Carbide Carbide, Uncoated (Index...
THMCO_00004 Carbide Carbide, Coated {Indexabl...
THMCO_00008 H55 Coated High Speed Steel Coated
TMCO_00021 TialM Ball HSM Carbide Ball Mill, Solid,...
THMCD_00022 Tiaslr il HSM Carbide End Mill, Salid...

Cutting Tool Material data is located in the Mach\resource\library
\feeds_speeds\ directory.
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Library Data File locations
Cutting Tool Material Entries

/ aseiil
feads _speedst

qQenist
astiit
hachyasourc eVibraryl machine}

genist

ascilt
englishi
geniust
qraphicsi
melrict

wolt

cut_methods.dat

feeds_speods.dat
part_materials.dat
tool_materials.dat

machine_d atab ase.dat

tool_d atabase.dat

tool_d atab ase.dat

This directory contains the following two subdirectories:

e ascii——contains Definition and Event Handler files for ASCII text

databases. These files are associated with the Data Base Connection
(DBC) and usually are not modified by the user. It also contains the
tool_materials.dat file. This file describes cutting tool material which is
used in feed and speed calculations. This file is used in conjunction with
the tool_database.dat file which is used for the definition of cutting tools.

= genius—contains the Definition and Event Handler files for Genius

databases. These files are not modified by the user.

You can also add or modify Cutting Tool Material information by editing the
data records in the tool_materials.dat file by the use of a text editor. Data
records consist of cutting material code (LIBREF), material name (MATNAM)

and material description (MATDESC).

Tool Materials Library Format
## The following Key words for Attribute ids are defimed
#

#* LIBREF material_code - Unique record identifier
# {Library Reference)

"

#MATNAM material name - Material Name (appears on the label)
#¥ MATDESC material _description - Material Description

FORMAT LIBERF MATNAM MATDESC
m 4

DATA[TM CO_00001/HSS[High Speed Steel
DATA[TM C0_00003{Carbide|Carbide, Uncoated (dexable)

DATA[TMCO_00006{HSS Coated[High Speed Stee] Coated

©UGS Corp., All Rights Reserved

DATA[TMCO_D0002|Carbide|Carbide, Uncoated (Brazed and Solid)

DATA[TMCO_00004|Carbide|Carbide, Coated {Indexable - Ti, TiC, and Ahmninum Oxide)
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Activity: Cutting Tool Materials Libraries

In this activity, you will become familiar with the Cutting Tool Materials
data. Cutting Tool Materials are used in the calculation of feeds and speeds.

Step 1. Accessing the Cutting Tool Material library.

[0 Continue with the opened part, ama_lib_function.prt.
(0 If necessary, enter the Manufacturing application.

[0 If necessary, change the view of the Operation Navigator to
the Machine Tool view.

(? Dperation Navigator - Machine Tool

Name | Path | Tool ‘ Description ‘ Tool NMumbe
SIMO1L0101_008_IH Exct, S-ax Ml TH)(XZA. ..
HONE S-fx MIlliIMICHZAB-TE. .
B UGTIOZ03_016 Ball-End Cutter 1/2"
= B} iUGTI0203 017 Ball-End Cutter 3/8"
@ FLow_CLUIMB_CONY_MIXED @ UGTIOZ03_017  FLOWCUT _SINGLE
@cthFLOWCUT_AREA_TRIM W UGTIOZ03_017  FLOWCUT _SINGLE
= UGTIDZ03_018 Ball-End Cutter 1/4"
OQ ZLEVEL_PROFILE W UGTIOZ203 015  ZLEYEL PROFILE_STEER

[0 Highlight UGTI10203 017, select MB3, then Edit.
The Cutting Tool Parameter List is displayed.

[0 Select the Material button.
The Search Result list is displayed.

£ Search Result
Tool Material
Libraty Reference | Material Mame | Material Description
TMCO_00001 H55 High Speed Steel
TMCO_00002 Carbide Carbide, Uncoated (Brazed, ..
TMCO 00003 Carbide Carbide, Uncoated (Index.,. §
TrMCO_00004 Carbide Carbide, Coated {Indexabl...
TMCO_00006 HS5 Coated High Speed Steel Coated
TMCO_000z21 Tidlr Ball HSM Carbide Ball Mill, Solid, ...
TMCO_000z2 il pill HSM Carbide End Mill, Solid. .,

[0 Select the TMCO_00003 Carbide, Uncoated (Indexable) as
the material type.

[0 Choose OK until your are returned to the Operation Navigator.

[0 Do not save or close the part file.
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Cut Method Libraries

Cut Method libraries contain information which pertains to the Cut Method
type and is used in the calculation of speeds and feeds.

To access information from the Cut Method libraries, from the Machining
Method view of the Operation Navigator, editing any of the method objects (1)
displays the Method dialog. Selection of the Cut Method: button (2) from this
dialog, creates a query of the cut_methods.dat file with a listing of the Search
Results. A Cut Method can then be selected from this list (3).

(¥ Dperation Navigator - Machining Method

Mame | Path | Toal Geometry
METHOD # Edit...
. o .. i‘: cut
: s B Copy
MILL_SEMI_FIMISH
1 L FIugsH % oelete [ MILL_METHOD ]
Ak DRILL_METHOD 4 Rename Y %
- =)
Scu Raplay | part stock 0.0300
Insert || Intal 0.0010
Object Cuttol 0.00s50
Tool Path [ Cut Method @ END MILLING I
Workpierd [ & I
G
Lo —_—
& Search Result Cancel
Cutting Method
Library Reference | Mode | Mame
©OPDO_00006 MILL FACE MILLING
OPDO_00007 MILL EMD MILLIMG
QPDO_00003 MILL SLOTTING
QPDO_00010 MILL SIDEfSLOT MILL
OPDO_D0021 MILL HSM ROUGH MILLIN
0OPDO_D0022 MILL HSM SEMI FINISH 1
OPDO_00023 MILL HSM FINISH MILLING

To modify, insert or remove Cut Method entries, select from the menu bar
Tools - Edit Machining Libraries and select the Cut Method tab. Select the
desired Cut Method from the list and make any modifications necessary.
New entries can be created by selecting the Insert button and typing data in
the appropriate fields.

2 Edit Mac hining Data Libraries

Machining Data [:Cut MEthOd Tool Material | Part Material | Tool Machining Data | Machines | Impart
Cut Method
Libref Mode | Mame: | Description |
OPDO_00001  LATHE TURN, POINT o
OPDO_00002  DRILL BORING o
OPDO_00003  LATHE TURN, CUTOFF o
OPDO_00006  MILL FACE MILLING o
OPDO_00007  MILL EMND MILLING o
OPDO_00008  MILL SLOTTING o
OPDO_00010  MILL SIDEfSLOT MILL o
OPDO_O0011L  DRILL DRILLIMNG o
OPDO_00021  MILL HSM ROUGH MIL... Rough high spee...
OPDO_0002Z  MILL HaM SEMI FINIS...  Semi finish high ...
OPDO_00023  MILL HSM FINISH MIL... Finish high spee. ..

©UGS Corp., All Rights Reserved
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Cut Method data is located in the Mach\resource\library \feeds_speeds\
directory.
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Library Data File locations
Cut Method Data Entries

cut_methods.dat
feeds_speods.dat

astiit part_materials.dat
tool_materials.dat
feads _speedst

qQenist
asciil machine_d atab ase.dat
hachyaesourceVibraryl miachiney

genist

ascilt

englishi tool_d atabase.dat
toolt B

geniust

qraphicsi

melrici tool_datab ase.dat

This directory contains the following two subdirectories:

= ascii—contains Definition and Event Handler files for ASCII text
databases. These files are used for the Data Base Connection (DBC) and
usually are not modified by the user. It also contains the cut_methods.dat
file. This file describes the "Cut Method" used for the Machining Method
in CAM. The library reference is used for feed and speed calculations.

= genius—contains the Definition and Event Handler files for Genius
databases. These files are not modified by the user.

Cut Methods Library Format

# t t
FORMAT LIBRF MODE NAME DESCRIPTION
# t t
DATAJO PDO_00002|DRILL{EORING|D
DATAJOPDI_00011|DRILL|DRILLING]0
DATAJOPDI_00007[MILL{EN D MILLING]
DATAJOPDI_00008 M ILL[SLOTTING
DATAJOPDO_00006|M ILL{FACE MILLING|D
DATAJOFDO_00010 [MILL[SIDE/SLOT MILL[D
DATAJOFDI_00003|LATHE[TURN, CUTOFF|
DATAJOPDI_00001|LATHE[TURN, POINT|0
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Activity: Cut Method Libraries

In this activity, you will become familiar with the Cut Methods Library.

Step 1: Accessing the Cut Method library.
(0 Continue with the opened part, ama_lib_function.
(0 If necessary, enter the Manufacturing application.
[0 If necessary, change the view of the Operation Navigator to

the Machining Method view.

& Dperation Navigator - Machining Method

Name ‘Path ‘TDU' Geometry

METHOD

[E5] NOME

[T RO

B rari)_sEmI_FIMISH

=I-{EEE MILL_FIMISH
@Fow cMB_Cony_.. W UGTIOZ03_017 MILL_AREA_GECMETRY
@AFLOWCUT_AREA_TRIM % UGTIOZ0G_017 FLOW_CUT_AREA
@« ZLEvEL_PROFILE ¥ UGTIOZOZ_01E Z_LEVEL_MILL

F DRILL_METHOD

0 Highlight MILL_ROUGH, select MB3, then Edit.
The Mill_Method dialog is displayed.

© MILL_METHOD
Part Stock | 0.0300
Intal 0.0010
Quttol 0.0050

[ Cut Method : END MILLING ]

l

af)
afull

l

|

Back.

H Cancel ]

[0 Select the Cut Method button.
The Cutting Method Search List is displayed.

2 Search Result
iZutting Method
Library Reference ‘ Mode: ‘ Mame Description |
OPDO_00006 MILL FACE MILLING o
OPDO_00007 MILL END MILLING o
OPDO_00003 MILL SLOTTING a
©OPDO_00010 MILL SIDESSLOT MILL o
©OPDO_000ZL MILL H3M ROUGH MILLING Rough high speed milling
OPDO_000Z2 MILL H3M SEMI FINISH MILLING Semi finish high speed miling
OPDO_00023 MILL HSM FIMISH MILLIMG Finish high speed miling

[0 Select the OPDO_00010 MILL SIDE/SLOT MILL method.

[0 Choose OK and notice the label on the Cut Method button.

(0 Close the part.
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Feeds and Speeds Libraries

Feeds and Speeds libraries contains information which pertains to feeds and
speeds used in the generation of an operation.

Feeds and speeds information can be accessed while editing an operation
or from any of the Operation Navigator views. Select or highlight the
operation, use MB3 and choose Object - Feedrates (1). The Feeds and

Speeds dialog is displayed. Selection of the Reset from Table button (2) from
this dialog, will calculate the feeds and speeds based on data obtained from

the feeds_speeds.dat file, part material, tool material, cut method chosen

for the operation and Depth of Cut.

(@ Dperation Navigator - Program Order

Mame

| Toolchange ‘ Path | Tool

| Toal Mumber

NC_PROGRAM
[EZ NONE
= ' [Z5] PROGRAT

R %

¥
SR

Ir

o @ Swikch Laver/La
Set Machining D Feed per Tooth (inch) 0.0000

T
i,

E'&Ir

H-., Feedrates,..

Feeds and Speeds data are located in the Mach\resource\library

\feeds_speeds\ directory.

% Edit...
D ca Hg Cut
Copy
D&
b

"  UGTIDZ01_OL

g Transform...
" Display
Adopt

3

Custonize...

2 Feeds and Speeds

Customize from,| | Speeds |Feeds | More

Template Settin b

Inheritance List/| | [ 5Pndie Speed (rpmy 0.0000

Update List...,

Start Past... [] Range Status

End Post...

[] Text Statuw:

Spindle Cutput Made: RPM %

(sFm) | 0.0o000

5

I Set Machining Data I

[ Reset from Table ]

[ [s]3

H Back. ][ Cancel ]

Fe

MachesourceYibraryl

This directory contains the following two subdirectories:
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Library Data File locations
eds and Speeds Data Entries

/ asciil

genist

feeds _speedst

asciit
machine}
geniust

ascilt
englishi
geniust
graphic st
melricl

oolt

cut_methods.dat

feeds_speeds.dat
part_materials.dat
tool_materials.dat

machine_d atab ase.d at

tool_d atabase.dat

teol_datab ase.dat
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= ascii—contains Definition and Event Handler files for ASCII text
databases. These files are associated with the Data Base Connection
(DBC) and usually are not modified by the user. It also contains the
feeds_speeds.dat file. This file is used for defining feeds and speeds in
an operation.

= genius—contains the Definition and Event Handler files for Genius
databases. These files are not modified by the user.

You can add or modify Feeds and Speeds information by editing the data
records in the feeds_speeds.dat file. Data records consist of (LIBREF), Cut
Method Library reference (OPERTYPE), Part Material Library reference
(PARTMAT), Tool Material Library reference (TOOLMAT), Depth of Cut
(DPT_CUT_IN or DPT_CUT_MM), Surface Speed (SURF_SPEED_FPM or
SURF_SPEED_MPM) and Feed per Tooth (FEED_IPT or FEED_MMPT).

When adding entries for Feeds and Speeds, be sure that the Library Reference
for the Part Material (located in part_materials.dat), Tool Material (located
in tool_materials.dat) and Cut Method (located in cut_methods.dat) exist,
are unique and of the correct type.

Be sure to reset the configuration to force the update of the files that have
been modified.

Feeds and Speeds Library Format

# LIBRF = Unique record identifier
# (Library Reference)
# OPERTYPE - artewthd_libret Cut Method Library Reference

# PARTMAT - part_material_Jihref Part Part Material Tibrary Reference
# TOOLMAT - tool_material libref  Toul Material Library Reference
# DFT_CUT_IN - dpth_of_cut Depth_of_cut{ineh)

# DFT_CUT _MM - dpth,_of_cut Depth_of_cut{ram}

# SURF_SPEED_FPM - awrface_speed  Suface Speed{FPM)

# SURF_SPEED_MPM - surface_speed  Suface Speed(MPM)

# FEED_IPT - feed_per_tosth Feed per ToothyIPT)

# FEED_MMPT - feed_per_tooth Feed per ToothyM M PT)

m

FORMAT LIERF OPERTYPE PARTMAT TOOLMAT DFT_CUT_IN DPT_CUT_MM IN-
DEX1INDEX2 SURF_SPEED_FPM SURF_SPEED_MPM FEED_IPT FEED _MMFPT

2

DATAJFSDO_00001j0 PDO_00001|M AT0_0000 1[THM C0_000011.040[L][200.60.8.007]0.1775
DATAJFSDO_00002]0 PDO_00001|M AT0_00001[TH CO_00001.150}4[J[150. |45.6].015]0.381
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Activity: Feeds and Speeds

In this activity, you will set the options necessary for system generated feeds
and speeds. You will then change some of these settings to see how they affect
feeds and speeds which are calculated by the system.

Step 1: Open the part file.

[0 Open the part file ama_lib_act_feeds_speeds and then
rename it to ***_lib_act feeds_speeds.

[0 Enter the Manufacturing application.
The Operation Navigator is displayed.

Step 2. Define the Part Material.
You only need to define the Part material once.

[0 Change the Operation Navigator to the Geometry view.
[0 Expand all of the Group objects.

[0 Highlight Workpiece, then MB3, Edit.
The Mill_Geom dialog is displayed.

[0 Choose the Material button.

The Search Result window is displayed. You will select the
material type from here.

2 Search Result
Part Material

Libraty Reference Code Mame
MATO_00001 1116 CARBON STEEL
MATO_00002 1116 CARBOMN STEEL
MATO_00059 41403E ALLOY STEEL
MATO_00103 4140 ALLOY STEEL
MATO_00104 4150 ALLOY STEEL
MATO_00105 4150 ALLOY STEEL
MATO_00106 4150 ALLOY STEEL
MATO_00102 4150 ALLOY STEEL
MATO_00153 440C STAIMLESS STEEL
MATO_0015S 4404 STAIMLESS STEEL
MATO_00174 4340 HS STEEL
MATO_0017S 4340 HS STEEL
MATO_00176 4340 HS STEEL
MATO_00194 H1z TOOL STEEL
MATO_O0266 FOS0 ALUMINUM
MATO_00281 210 COPPER
MATO_00464 Pz0 P20 TOOL STEEL
< 2

O Select Aluminum from the list and then choose OK twice to
return you back to the Operation Navigator.

Step 3: Define the Cut Method.
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Step 4.
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You will now define the Cut Method by editing the MILL_ROUGH

method.
[0 Change the Operation Navigator to the Method view.
0 Highlight MILL_ROUGH, then MB3, Edit.
The Mill Method dialog is displayed.
[0 Choose the Cut Method button.
The Search Result dialog is displayed.
% Search Result
Cutting Method
Library Reference ‘Mode Mame Description ‘
OPDO_00006 MILL FACE MILLING 0
OPDO_00007 MILL EMC MILLING 0
OPDO_00003 MILL SLOTTING 0
OPDO_00010 MILL SIDEfSLOT MILL 0
OPDO_O0021 MILL H3M ROUGH MILLING Rough high speed miling
OPDO_00022 MILL H3M SEMI FIMISH MILLING Semi finish high speed miling
OPDO_00023 MILL H3M FINISH MILLING Finish high speed milling
From this dialog, you can choose the type of cutting.
[0 Select End Milling and then choose OK until you return to

the Operation Navigator.

Define the Tool Material.

You can define the tool material when you first create a tool or
when editing an existing tool.

In this case, you are going to edit an existing tool.

O

O

Change the Operation Navigator to the Tool view.

Highlight the UGTI10201_013 tool name, then MB3, Edit.

The Milling Tool Parameters dialog is displayed. Note the
lower portion of the dialog. This is where you define the Tool
Material. Right now the material type is HSS COATED.
Choose the Material button.

The available tool material types are displayed.

£ Search Result
Tool Material
Libraty Reference | Material Mame | Material Description |
TMCO_00001 H55 High Speed Steel
TMCO_00002 Carbide Carbide, Uncoated (Brazed. ..
TMCO_00003 Carbide Carbide, Uncoated (Index...
TMC0_00004 Carbide Carbide, Coated (Indexabl,..
TMCO_00006 H3S Caoated High Speed Steel Coated
TMCO_00021 Tialr Ball HSM Carbide Ball Mill, Solid, ...
TMCO_00022 Tialrd rill HSM Carbide End Mill, Solid...

Select TMCO_00002 Carbide on the list, then choose OK until
you return to the Operation Navigator.
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Remember, you could have also changed the Material type from
within the operation by editing the tool description.

Step 5: Define the Cut Depth.

This option is set from within the operation and is used in the
calculation of feeds and speeds.

You are now going to edit an existing operation.
[0 Change the Operation Navigator to the Program view.
[0 Expand all objects.

(0 Highlight the operation named CAVITY_MILL. then MB3,
Edit.

The Cavity_Mill dialog is displayed.
[0 Change the Global Depth Per Cut to .375.

[0 Select the Cut Levels button under Control Geometry.

The Cut Levels dialog is displayed.
[0 Change the Local Depth Per Cut to .375.
[0 Choose OK until the Operation Navigator is displayed.

Step 6: Set the Feeds and Speeds.
0 Highlight the CAVITY_MILL operation.

[0 Use MB3 and choose Object - Feedrates.
The Feeds and Speeds dialog is displayed.

¥ Feeds and Speeds

Speeds |Feeds |More

Surface Speed (sfm) 0.0000
Feed per Tooth (inch) 0.0000
[ Spindle Speed (rpm) 0.0000
Spindle Qutput Mode RPM |

[] range Status

[ Text Status

[ Set Machining Dats ]

[ Reset from Table ]

[ OK ][ Back. ][ Cancel ]

[0 Choose the Reset from Table button.
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O

The feeds and speeds parameters are calculated and displayed
in the value fields.

& Feeds and Speeds

Speeds |Feeds |Mare

Surface Speed {sfm) 1300.000
Feed per Toath (inch) 0.0030
[ spindle Speed (tpm) 45966 . 000
Spindle Output Made RPM W

[[] Range Status

[ Text Status

[ Set Machining Daka ]

‘ Reset from Table ‘

[ 0K ][ Back ][ Cancel ]

Choose OK to return to the Operation Navigator.

Resetting the speeds and feeds turns off the
E inheritance of feed rates from the method parent.

Step 7. Changing the tool material and adjusting the Feeds and
Speeds.

You are going to change the tool material then recalculate the
Feeds and Speeds for the operation.

O

Change the Operation Navigator to the Machine Tool view.
Highlight the UGTI10201_013 tool name, then MB3, Edit.

Choose the Material button.

The Search Result dialog is displayed.

Select TMCO_00001 HSS on the list, then choose OK until
you return to the Operation Navigator.

Change the Operation Navigator to the Program View.
Highlight the Cavity_Mill operation.

Choose Object - Feedrates.
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0 Choose Reset from Table.

Notice the change in the speeds and feeds

Spindie Speed (rpm) 3056, 000
Spindle Qutput Mode RPM v

[] Range Status

[ Text Status

& Feeds and Speeds
Speeds |Feeds |Maore
Surface Speed (sfm) 800.0000
Feed per Tooth {inch) 0.0030

[ Set Machining Data

]

| Reset from Table

[ OK I[ Back ][ Cancel ]

[0 Save and close the part file.
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Summary

Libraries are used for numerous applications in the Manufacturing
application. Libraries are convenient and easy tools that can be used to
access reference data with respect to cutting tool, machine tool, part material,
cutting tool material, cut method and feeds and speeds.

In this lesson you:

= Reviewed Cutting Tool Libraries.
= Inserted pre-existing cutting tools into libraries.

= Reviewed the Machine Tool, Part Material, Cutting Tool Material and
Cut Method Libraries.

= Changed various option settings to show their effect on feeds and speeds.
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A

Machining Faceted Geometry

Purpose

In numerous applications, faceted geometry is used to create prototype design
and manufacturing models. Direct Machining of Facets allows you to directly
machine faceted geometric without having to go through the tedious process
of converting the facets to a wire frame or solid geometric model.

Objective

Upon completion of this lesson, you will be able to:

e Import an STL file into NX.

= Generate tool paths on faceted geometry.

Direct Machining of Facets

It is extremely important for designers and manufacturing departments of

a company to be able to reverse engineer a product, when exact math data
may not be available, to be competitive in the marketplace. This example is
an ideal situations for Direct Machining of Facets (DMF). The process of
scanning or digitizing a part creates a cloud of points, which can be converted
into a faceted model. This faceted model can then be imported into NX for
modeling and or machining applications.

Real life examples such as the machining of dies and discrete part
manufacturing lend themselves to DMF.

The DMF allows you to generate tool paths on faceted part geometry without
the need to create surface geometry. DMF can be used with Fixed Axis Surface
Contouring, Cavity Milling and Z-Level Milling operations by allowing the
selection of Faceted Bodies as valid part geometry for tool path generation.
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Activity: Machining of Faceted Geometry

Step 1: Create a metric NX base file used for importing the faceted
model.

[0 Choose File -~ New and name the part file ***_DMF, where
*** represents your initials.

If necessary, change the units to millimeters.

Choose OK.

A new part file has been created which will be used to import
the faceted model of the cavity of a plastic hair dryer. The
faceted model is in STL format.

Step 2: Import the faceted model.
[0 Choose File -~ Import-STL.
The Import STL dialog is displayed.

[ Import STL

Hide Smooth Edges

Angular Tolsrance

() Coarse

(=) Medium

() Fine

STL File Units

() Meters

G fietiEe
(O Inches

[] Display Information

[ QK H Back. ][ Cancel ]

[0 If necessary select Angular Tolerance as Medium and STL
File Units as Millimeters.

[0 Choose OK.
The Import STL File Selection dialog is displayed.

rnk in I{__i J QI E@

Ficremz Icn:\ fazct mod=.atl 0k I
Fros of bpac: ISIcl\:c _ifrogzphy Fies =0l j Czneal

[0 Select ama_facet_model.stl.

The faceted model data file usually has an ".stl" file extension.

[0 Select OK.
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O

Step 3:

The file is imported into the NX "base" file which you previously
created.

Change the display to solid and fit the view to the screen.

Create the Cavity Milling operation necessary to machine

the imported faceted model.

O

Enter the Manufacturing application.

The Machining Environment dialog is displayed.

Select mill_contour as the CAM Session Configuration,
select mill_contour for the CAM Setup and then select
Initialize.

Choose the Operation Navigator tab from the toolbar.

The Operation Navigator is displayed.

If necessary, change the view of the Operation Navigator to
the Program Order View.

Select Create Operation from the CAM Create toolbar.
@ 7 61 =
The Create Operation dialog is displayed.

# Create Dperation il
Ve [t =

tinkt e
EEEy Py
PR by Sl oD
0 NSRS 2y 22
B
Frogam Im
[rorrEc B
U Toal 30z =
Uza ath=d IHETHDD =
Hamz ICA\"L'L"!'_E_L.L.

Uz 3zomztny

[0 Select the Cavity_Mill subtype.
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Select OK.

The Cavity_Mill dialog is displayed. You will use an 8mm ball
tool, ugt0203_003, to rough out the cavity. Other parameters
used will be default parameters. You will first select the ball
tool and then the geometry to machine the part.

Choose the Groups tab from the CAVITY_MILL dialog.

[ cavrry_siL

Main | More | Groups

Geometry

If necessary, choose the Groups tab then chooseTool: NONE
and then the Select button.

[ cavrry_sL

Main | More | Groups

) Method: METHOD

@ ool NOHE:

[ Eat [ selct [ osply |

The Select Tool dialog is displayed.

L Select Tool

Tool NORE ~

[ Information ]

[ ew ]

[ Ok H Back. H Cancel l

Choose the New button.
QSEIEC{TOOI

Toal NONE v

[ Information ]

[ e, J
o
[ OK \ﬂ Back. H Cancel I

The New Tool dialog is displayed.

& New Tool

Type mil_contour | ¥

8% & & 1o

Parent Group GEMNERIC_MACHIME | &

Name Ll s

Ok H Back ][ Cancel ]
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0 Choose the Retrieve Tool icon and then choose OK.
S?}NewTool

mill_contour ||

7 & L[E9

GEMERIC_MACHIME

Tvpe

[ Ok H Back ][ Cancel ]

The Library Class Selection dialog is displayed.

[+ Library Class Selection

Tool

+- Milling
+- Driling
+- Turning

[0 Expand the Milling group object and then double-click on the
Ball Mill (non indexable) object.

The Search Criteria dialog is displayed.

& Search Criteria

Ball mill {non indexable)

FIL
D

Units.
(&) Inches () Milimeters

Libref |
(D) Diameter
{FL) Flute Length
Material all
Holder all

If necessary, choose the Millimeters radio button, key 8 in the
Diameter field and then choose the Count Matches button.

L Search Criteria

Ball Mill {non indexable)

O

I B
FL

D
Uniits

) Inches Milimeters
Libref

(D) Diameter =]
{FL} Flute Length &l

Material All

Holder all

Additional Search Criteria

Clear

[
M [+ H Back. H Cancel I
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Two matches, meeting the criteria of 8mm diameter, are found.

[0 Choose OK from the Search Criteria dialog.
The Search Result dialog is displayed.

Highlight ugt0203_003 from the Search Result dialog.
Choose OK.

Select the Main tab from the CAVITY_MILL dialog.

o o o o

Choose the Select icon from the Geometry section of the
CAVITY_MILL dialog.

[& cavrry_wne

Main  |More | Groups

Geometry

[0 Select the Facets radio button from the Part Geometry dialog.

& part Geometry

Mame

Custom Data

Append

Selection Options
() Featwres () Geometry %) Facets|
Filter Metha eted Bodies | %

You will now select all of the faceted geometry of the part.

[0 Choose Select All from the Part Geometry dialog.
[0 Select OK.

Step 4. Generate the tool path.

[0 Choose the Generate icon and generate the tool path.
(0 Examine the tool paths just created.

(0 Close the part.
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Summary

Direct Machining of Facets (DMP) provides an easy and efficient method
of machining parts that have been reversed engineered and imported from
STL data files.

In this lesson you:

= Imported an STL file into NX, creating a faceted model.

= Directly machined a faceted model using the Cavity Milling operation
type.
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Lesson

5 High Speed Machining

Purpose

This lesson will introduce you to the concepts of High Speed Machining
(HSM), which increases productivity and improves the quality of the final part
being machined. HSM achieves these results through the use of consistent
volume removal concepts and smooth cutter path generation.

Objective
Upon completion of this lesson, you will be able to:

= Generate High Speed Machining operations.

= Generate Nurbs output.
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High Speed Machining- An Overview

The concept of High Speed Machining (HSM) is not new. The original concept
was conceived by Dr. Carl Salomon in 1924 and was patented in April of
1931. In recent years, the concept was further developed through United
States Air Force research funding and has slowly been brought out of the
classified world into the everyday commercial applications.

HSM technology has shown increases in productivity and improved part
guality. Characteristics of HSM are high spindle speeds, fast feed rates, light
cuts, smooth tool movement and constant volume removal. Due to the rapid
changes in dynamics of chip removal at these very high speeds, cut methods
and characteristics of the tool path are critical factors in the success of the
cutting process. Factors such as sudden stops, sharp corners, reversal of

cut direction and erratic tool movements will directly affect the speed at
which cuts are made.

There are two basic goals for HSM. They are:

e Maintain constant material volume removal
= Generate smooth tool moves throughout the entire cutting path

Applications abound in the aerospace and mold and die industry for HSM
technology. Cutting thin wall parts in the aerospace industry is a typical
application. In the mold and die industry, contoured surface cutting can
be accomplished at high spindle speed and feed rates. Incorporating very
small step overs results in very fine finishes that generally require no hand
finishing work. Since tool deflection is at a minimum, greater accuracies
can be achieved.

Basic requirements

HSM is currently being used in a variety of applications. Chip removal
characteristics translates into very high spindle speeds, typically
25000-100000 rpm. Corresponding feed rates from 250 -1200 ipm (or higher)
are typical. Due to these high spindle speeds and feed rates, heat is dissipated
through the chip, allowing the cutting tool to run cooler and being able to
keep its cutting ability for longer periods of time. The higher spindle speed
results in faster feed rates that will in turn maintain the proper chip load
per tooth. At these rates, the depth of cut can be reduced and high volume
removal rates can be maintained. The reduced depth of cut minimizes tool
and part deflection which results in better control of surface finishes and
part dimensions. HSM allows the roughing of parts to net sizes and shapes.
Reduced cutter stress also minimizes the risk of cutter breakage and allows
for longer production runs and unattended machining.

HSM also has the potential of reducing the time to manufacture. Normally,
much of the cost and time delay in manufacturing is due to two primary
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factors. First is the time that it takes to design the casting or forging and
then the time to do the manufacturing. Due to the higher material removal
rate associated with HSM, consideration can be given to manufacturing parts
from plate and bar stock rather than castings and forgings, saving the wait
time to normally procure the material.

HSM technology actually places a burden on programmers and the methods
which they use to produce tool paths. This is primarily a result of the NC/CNC
programs being longer because of shallow depths of cut and fine step overs.
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Methods for most High Speed Machining applications

The following methods should always be considered when doing HSM:

= Constant volume removal - an ideal goal is to maintain consistent volume
removal. With this goal, care must be taken when making step over
moves.

= Smooth tool movement - due to high feed rates, it is imperative to avoid
abrupt starts and stops as well as sharp corners. Acceleration at starts
and deceleration into stops are crucial. All corners should be rounded or
rolled, that is the cutter should make changes in its direction by going
through arc moves.

e Rounded or rolled exterior as well as interior corners.

= Multiple roughing tools and depth ranges - for deep cavities and pockets,
the preferred method of cutting is to use multiple tools with progressively
longer lengths. Shorter tools are rigid and can cut well when taking
deeper cuts. The depth of the feature(s) that are being cut is divided into
ranges that match the longer tool lengths.

= For roughing passes, use helical engage with a ramp angle of between
5-10 degrees. For semi-finish and finish cuts, use circular engages.

= When finishing, scallops must be kept to a minimum. Keep these heights
as low as 0.00005" and set Intol/Outol between 0.0005 and 0.00005".
This will substantially increase the size of the program but will greatly
decrease the amount of hand work to finish the part (if any) that must
be done.

= Optimization of tool paths - for tool paths cutting multiple regions,
engaging and retracting within those regions, optimization of the order of
those regions is necessary.

= Multiple pocket cutting order - must be able to specify the order of the
pocket or feature being cut to reduce part stress and part deflection.

= When cutting thin wall multi-pocket or cavity parts, always cut the level
first in all multiple features before progressing to the next level. This
should be done in both roughing and finishing to maintain rigidity in
the thin walls.
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High Speed Machining vs Conventional Machining

Conventional machining normally uses high speed steel or carbide cutters,
cutting up to 700 surface feet per minute (SFM), with feed rates up to 50
inches per minute (IPM). Tremendous heat is generated in the process. This
excess heat is transmitted to the cutter and work piece and is dissipated
through the use of large amounts of coolant.

High speed machining usually uses small, solid carbide, or large carbide
inserted tools. Cutting begins at 1000 SFM, with feed rates of 90 to 100
inches per minute without the use of coolant. With the use of coolant, feed
rates in excess of 1000 IPM can be achieved.

The key to successfully perform high speed machining are various methods
used in the cutting operations. Techniques such as roughing at a shallow
depth with maximum width of cut promotes longer tool life and higher cutting
accuracy. In some cases, semi-finish passes can be completely eliminated.
Tool paths, which are generated for these types of applications, need to use
very fine Intol/Outtol values (.0001") for optimum finishes. Scallop height
needs to be kept at a minimum with step over values set to .00005" or less.
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Activity: Creating a High Speed Machining operation

In this activity, you will edit a conventional pocketing operation, changing
parameters that will make the operation ideal for High Speed Machining.

Step 1. Open, then rename the part file and review an existing
operation.

[0 Open the part file ama_hsm_1.

(0 Save as ***_hsm_1, where *** represents your initials.

[0 Enter the Manufacturing application.

This part file contains an operation that roughs a pocket with
default template settings and a clearance plane .100 above
the part. You will edit the operation and change numerous
parameters that will make the operation applicable to High
Speed Machining.

You will review the existing operation prior to making any
modifications.

[0 If necessary, change the view of the Operation Navigator to the
Program Order view.

[0 Highlight the operation, pocket _standard, use MB3 and
select Toolpath - Verify.

The tool path for the pocket_standard operation is displayed.
Pay particular attention to the method of engagement, the
sharp corners generated within the tool path, the depth of cut,
etc. The tool path display has been intentionally slowed so that
you may observe the various movements.

You will now edit the operation and modify parameters that
are applicable for High Speed Machining.

[0 Cancel the Tool Path visualization dialog.

Step 2: Edit the existing operation and modify parameters suitable
for High Speed Machining.

[0 Double-click on the operation, pocket_standard.

Advanced Machining Applications— Student Guide ©UGS Corp., All Rights Reserved NX 3



High Speed Machining

The ROUGH_FOLLOW dialog is displayed.

el MILL UL |
£ Geonew S IRKFIECE

Lozl UL U2 12U

Eii | Frocht | Doaa Contel Fonis |

E-gzg=/Fetact

||'i’:‘ G 53 MRE 53,1| dahsd | aderan

Lee | 1 esment | wisw | Cutie | Cwdoe |
[~ fner 271 Pinerss Wk nins Coner | Avdidance |
~ ke = Teed M| d=ccie
Sapuia BT
Adeional Fazcs ,—D
Zail Sl ,m

ML AT TS 0.C130

Currently, all parameters set are default parameters. You will
now change parameters for High Speed Machining.

[0 From the Stepover pull-down menu, select Tool Diameter
and then change Percent to 10. This will minimize the step
over value to 10% of the effective cutter diameter and will help
maintain constant tool loading conditions.

Cut Methad mt-

Stepover QW
Percent :> Im
Sddifinra|Easses I—D
Part Stock Im
Final Floor Stock. Im

You will now change the parameters used for engagement from
one cut level to the next to Helical.
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[0 Select Automatic under Engage/Retract.

Engage/Retract

_Met)E} Automatic |

Cutting | Cut Depths |
Carner Avoidance
Feed Rates Machine

The Automatic Engage/Retract dialog is displayed.

[0 Select the Ramp Type pull-down menu and then select

Helical.
P Automatic Engage/Retract B4
Famp Type On Lines 'l
On Lines
Ramp &ngl
el Dn Shape

Helizal Miamete

Min Famp Length-Dia % Im
Automatic Type Im
Arc Radiuz Im
Activation Fange Im
Overlap Distance Im
Retract Clearance Im

(1]8 I Back | Eancell

Changing the Ramp Type to Helical insures the tool
engagement at the next cut level will be with a helical move.
This will keep forces on the cutter consistent, more so than if
you were to plunge to the next level.

Note: Cutter geometry determines specific ramp angles and
overlap distance requirements.

[0 Change the Activation Range to .0001 and choose OK.

Ramp Type lm
Flamp Angle Im
Helizal [iameten =2 Im
Min Famp Length-Dia % Im
Automatic Type Im
Arc Radiuz Im
Activation B ang|
Overlap Distance Im
Retract Clearance Im

Ok I Back | Cancel |

Changing the Activation Range to this small value insures
that the cutter will not engage the part as it approaches the
walls.

[0 Select the Cutting button.
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OO0 Select the Stock tab.

[0 Change the Intol parameter to .00005 and the Outtol
parameter to .0005.

&P Cut Parameters E3
Stategy | 1 Connections | Uncut | More |
Part Stock. Im
Final Floor Stock. Im
Blank Stack ["0.0n000]
Check Stock ["0.0o000]
Trim Stock Im

Intol 0.00005
Outtol 0.00050

As the machine tool travels quicker and very accurately, a
much finer surface finish can be achieved. The movement per
block can be shorter to obtain the best dimensional accuracy.

oK I Back | Canicel |

0 Choose OK.

O Select Corner.

Engage/Retract
Iethod | Automatic |

Cutting | Cut Depths |

Correr % lvoidance

Feed Rates r Machine

This option will add a fillet at all corners (corner roll) which
eliminates sharp and sudden moves.
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[0 Select All Passes from the Fillets pull-down menu and accept
the default of .020 for Fillet Radius.

P Comer And Feedrate Control [E4
Convex Carner IAdd Arcs 'l

[ Circular Feedrate Compensation

[Compensation Eactars

e i 2.00000
T I 0.05000

Fillets All Paszes g
Fillet B adiuz 0.0z000

Minirmum F adi 0.00000

I Slowdowns

Lenath W
Eerzent ol Im
= [ e Im
IHumben B Steps I—l

Corner Angle

MinirLrn I 0.00000
I awirnum Il'?S.DDDD

(1]8 I Back | Eancell

[0 Select Slowdowns (checked). Change Number of Steps to 10.

¥ Slowdowns

Length Percent Tool | =

Percent Toal 110.0000]
Slowdown % Im
Mumber OFf Step 1

Corner Angle

il

Minirnum 0.00000

I awirnum Il'?S.DDDD

Slowdown is used to slow the feed rates as you approach
corners or obstructions in the tool path. Slowdown can

be controlled by length, starting location and the rate of
slowdown. Number Of Steps allows you to set the abruptness
of slowdown. The greater the number, the more even the
slowdown.

0 Choose OK.

[0 Select Cut Depths.
The Depth of Cut Parameters dialog is displayed.
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0 Change the Maximum and Minimum values to .050.

&P Depth Df Cut Parameters x|
Type

I awirnum 0.05000
tinimum 0.05000

Initial 0.0o000

il

Final 0.0o000

Increment Side Stock

I 0.0000000000000000
¥ Top Off Islands

Ok I Back | Eancell

Reducing the depth of cut while increasing feed rates is a core
process change of High Speed Machining. More material can
be removed in less time. An advantage of a shallower depth of
cut is less horsepower required to cut through the material.

0 Choose OK.

OO0 Select Feed Rates.

Engage/Retract

Iethod | Automatic |
Cutting | Cut Depths |
Carner | Avoidance
Feed Rates <:lﬂaohine
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The Feeds and Speeds dialog is displayed.

Speeds IFeeds | More | ? Feeds and Speeds
Surface Speed [sfm] Im Epesds | Fesds  More
Feed per Tooth [inch] Im Spindle Direction

I Spindle Speed (rpm) Im

Spindle Output Mode Im

I Farge Sae

HEMOE Speeds Feeds IMore |
I TestStatus & -
pproach ID.DDDDD ||pm -]
A =5ie
I— Engage ID_DDDDD Iipm 'l
First Cut ID.DDDDD IiDm -]
Step Over ID.DDDDD IiDm vl
Set Machining D ata Cut IlD.DDDD Iipm 'l
Fieset from T able Traversal ID .0oooog I ipm 'l |
Back |_ Retract ID.DDDDD [ipm =] _I
Return ID.DDDDD |ipm vl lancel |
Set Mon-Cut Units I ipm 'l
Set Cut Unitz I ipm 'l

Set Machining Data |

Reset from T able |

Ok I Back | Cancel |

You now want to change your feed rate and spindle speed to
the maximum values that your HSM process can address; in
this example you will set the feed rate to 750 inches per minute
and the spindle RPM to 85000.

[0 Change the Spindle Speed to 85000 and all Feed Rate values

to 750.
Speeds IFeeds | More | Speeds Feeds IMore |

Surface Speed [zfm) Im R apid
Feed per Toath (inch) I 0.00000 Approach 750.000

ipm ¥

[750.0od]
I—
¥/ Spindle Speglm Engage [750.000) [ion =
Spindle Output Mode Im First Cut lm ipm ¥
[~ Range Status Step Over lm ipm >
s Cut [750.000
I Traversal I'?SD.DDD
I~ TestStatus SR lm
TiEzd

I Retum 750.000

Set Mon-Cut Units

ool o el

Set Cut Units

et Machining Data | Set Machining Data |

Fieset from T able | Reset from T able |

Changing all the feed rate values to the same feed rate insures
a constant load on the cutting tool.
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0 Choose OK.

Step 3: Create the tool path.
[0 Choose the Generate icon and generate the tool path.

Examine the various motions. Once you generate the 1st cut
level, you may want to stop the display motion and change the
Path Display speed to 10. After generating the tool path at all
cut levels, list the tool path and examine the feed rates.

[0 Choose OK to accept the operation.

[0 Save the part file.
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Mixed Cut Directions

Cut patterns for high speed machining must allow constant volume removal
and eliminate burying the cutter into material. They must also provide

a smooth transition from level to level, eliminating constant retracting,
traversing and engaging.

Mixed cut directions are useful when large open areas are cut and you want
the cutter to cut back and forth instead of beginning each cut at the same end
of the part. This will minimize the time that is spent traversing between the
various cut levels and from the end of one cut to the beginning of the next.

The next activity will familiarize you with using mixed cut directions
and making direct moves when cutting between levels in a Zlevel cutting
operation.
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Activity: Mixed Cut Directions

In this activity, you will use the part file from the previous activity and
explore the use of the Mixed Cut Direction option.

Step 1. Edit the existing operation and modify parameters so that
the tool is in constant contact with the part.

[0 Continue with the part file ***_hsm_1.

[0 Double-click on the operation, zlevel _profile.
The ZLEVEL_PROFILE dialog is displayed.

[0 Replay the tool path (you may want to slow down the display
speed).

Notice that the tool retracts and engages for each cut level.

You will now change the cut parameters to allow the cutter to
move directly from one cut level to the next without engaging,
traversing and retracting.

[0 Refresh the graphics display.
[0 Choose the Cutting button.
[0 If necessary choose the Strategy tab.

[0 Set the Cut Direction option to Mixed.
B

Stock I Connections I Cortainment I
Cut Order IW
Cut Direction w

[~ Estend at Edges IW
[ooomem

I~ Remove Edge Traces

(1]8 I Back Cancel
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[0 Choose the Connections tab and change the Level to Level
option to Direct on Part.

& Cut Parameters %]
Strategy | Stock Si Containment |
Level to Level 1 Sirect ot Part 'l
[~ Cut Between Levels
Stepoyerl I Tool Diameter 'l
EErzeh ISD.DDDDD
¥ | b a0t Tiraverss IDistance vl
[iEtatce I 1.00000

(1]8 I Back | Cancel |

[0 Choose OK to accept the Cut Parameters.

Step 2. Create the tool path.

[0 Choose the Generate icon and generate the tool path.

Notice how the cutting tool engages the part, feeds down the
wall of the part to get to the next level, and alternates the
direction of cut from one level to the next.

[0 Refresh the graphics display.

[0 Choose OK to complete the operation.

[0 Save the part file.
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Nurbs

Many machine tool controllers have the option of creating non uniform
rational B-splines, commonly referred to as NURBS. NURBS output will
cause the tool to drive along these spline curves (degree 3, cubic splines)
instead of line/arc segments. The result is a very smooth and accurate surface
cut (particularly on contoured surfaces) that may result in reduced output for
the machine tool controller.

Not all controllers can handle NURBS, and those that do normally use
different formats. Currently, Fanuc, Seimens, Heidenhain and Fidia
controllers are supported for Nurbs input.

NURBS are available only for fixed axis machining methods of Fixed Axis
Surface Contouring, Planar Milling, and Cavity Milling.
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Activity: NURBS

In this activity, you will use the part file from the previous activity and
explore the use of the NURBS option.

Step 1: Edit the existing operation and modify parameters suitable
for the output of NURBS data.

[0 Continue with the part file ***_hsm_1.

(0 Double-click on the operation, pocket_standard.
The ROUGH_FOLLOW dialog is displayed.

O Select the Machine button.

Engage/Retract
Iethod | Automatic |

Cutting | Cut Depths |

Carner | Avoidance

Feed FE} Machine

The Machine Control dialog is displayed.

[0 Choose Nurbs from the Motion Output pull-down menu.

Tool Axis

Mation Output
I | Startum Eammatids

Retrieve | Edit |
[ | Erdaf-Path Cammatds

Retrieve | Edit |

Cutter Compenszation |

The Nurbs Motion dialog is displayed.

[ Jain Segments

Lngletloleratice I b [

Fitting Contral

Tolerance

0000

1
o

Tighter Loozer

Ok I Back | Eancell

Join Segments determines whether or not the separate curve
segments join together into one curve to form a single Nurb
for each cut.

The finished part should not deviate from the design geometry
more than the specified Intol/Outtol if the defined Fitting
Control Tolerance is within the Intol/Outtol band. If a
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smoother path is desired, specify a tighter Fitting Control
Tolerance. When this option is used, the tool displays only at
the beginning and end of each cutting pass regardless of the
specified Display Frequency.

In addition to determining the degree of smoothness applied
to angles (as described above), Fitting Control Tolerance also
determines how accurately the tool path follows the NURB. A
tighter tolerance (defined by a smaller value) causes the tool
path to follow the NURB more accurately.

The Fitting Control Tolerance may be specified by either keying
in a value or by moving the slider bar.

Fitting Control Tolerance and Join Segments can be used
together to achieve the desired "polished" finished surface by
not only smoothing the surface, but also avoiding sharp turns
and irregular movements. By using a tight Fitting Control
Tolerance and an Angle Tolerance of less than five degrees, you
can fit to a smooth single NURB tool path.

Angle Tolerance is available when Join Segments is toggled
on. This option allows you to determine which angles formed
between the joined curves forming the NURB will be smoothed.
Angles smaller than or equal to the specified Angle Tolerance
will be smoothed. Angles greater than the specified Angle
Tolerance will not be smoothed. To obtain reliable results, you
should use an Angle Tolerance of 5 degrees or less.

Angles smaller than the Specified Angle Tolerance are
smoothed.

Larger Fitting Control Tolerance creates a smoother blend.

[0 Choose Join Segments (checked) from the Nurbs Motion
dialog.

You will accept the other options as defaults.
[0 Choose OK twice.

Step 2. Create the tool path.
[0 Choose the Generate icon and generate the tool path.

Examine the output.
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[0 List the tool path output.

Notice the tool path listing for NURBS, it will be similar to
the following:

GOTO/-1.9522,0.3426,-0.3950
GOTO/-1.9522,0.6165,-0.3950
GOTO/-1.9589,0.6739,-0.3950
NURBS/

KNOT/1.0000000
CNTRL/-1.9721,0.7307,-0.3950
CNTRL/-2.0055,0.7816,-0.3950
CNTRL/-2.0522,0.8165,-0.3950
PAINT/COLOR,37

RAPID

[0 Close the part file.
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Trochoidal Cut Pattern

The Trochoidal Cut pattern is used when there is a need to limit excessive
step over to prevent tool breakage when the tool is fully embedded into a cut
and you want to avoid cutting excessive material. Most cut patterns generate
embedded regions between islands and parts during the engage process as
well as in narrow areas of a part.

The use of Trochoidal Cut pattern eliminates this problem by creating a
trochoidal cut offset from the part. The tool path cuts along the part and then
uses a smooth follow pattern to cut the regions inward. This cutting method
can be described as a method of milling where the cutter moves in a circular
looping pattern while the center of the circle moves along a path. This is
similar in appearance to a stretched out spring.

e (1) step over
e (2) Path Width

The following figure illustrates the Trochoidal Cut pattern. Note the looping
pattern. The cutter machines the material in small looping motions, spinning
as it moves in a looping cut pattern. Compare this with the conventional
method of cutting where the cutter moves forward in a straight path and is
surrounded by material on all sides.

This type of cut pattern is useful in high speed machining applications since
this method avoids embedding the tool in material and limits the amount of
step over which can occur. This cut pattern is available in Planar, Cavity
and Face Milling.
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Activity: Trochoidal Cut Pattern

In this activity, you will first examine an existing planar milling operation
that uses the Follow Part cut method. You will then change the cut method
to Trochoidal, select a different cutting tool and regenerate the operation to
observe the changes in the corresponding tool paths.

Step 1: Opening the part file ama_trochoidal_cut_method.

[0 If necessary, start NX.
[0 Use File- Open. &
(0 Navigate to your parts folder and open the file.
[0 Briefly examine the part.
Step 2: If necessary, enter the Manufacturing application and
display the Operation Navigator.
[0 Choose Application - Manufacturing from the menu bar.
[0 Choose the Operation Navigator icon from the Resource bar.
[0 If necessary, change to the Program Order view of the

Operation Navigator and expand the group objects.

Harme

HC FROGRAM

£ Y [ PAZEFa
PO HE kAL
{75 NOME

You will notice one operation, PLANAR_MILL displayed. This
operation will be replayed and then modified by applying the
Trochoidal Cut method.

Step 3: Replay and then modify the PLANAR_MILL operation to
utilize the Trochoidal Cut method.

(0 Double-click the PLANAR_MILL operation.

The PLANAR_MILL dialog is displayed.
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[0 Choose the Replay icon.

Tod Pzth

Bl

LA

The tool path is displayed.

You will now modify the operation by changing the Cut Method
to Trochoidal as well as using a different diameter tool.

[0 Change the Cut Method to Trochoidal (1) and the Percent
(2) to 30.

e ML
[ ET IMore | Groups |

Geometry

e

Edit | Heselectl Dizplay |
I~ Save 20 In-ProcessWorkpiece

Cut Method 0 I 0) vl

Stepover I Tool Diameter 'l
2 Y 0. coof

Sddifinra|Easses I a

[0 Under the Groups tab, change the tool form UGTI10201_012
to UGTI10201_011.

[0 Choose OK on the Reselect Tool dialog.
[0 Under the Main tab, select the Cutting button.

[0 From the Cut Parameters dialog, if necessary, choose the
Strategy tab.
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[ If necessary change Trochoidal Width (1) to Tool Diameter,
Percent (2) to 60.

rameters E

Stock | Connections | Uncut |

Cut Order ILeveI First 'l \_’/
Trochoidal Width o IToolDiameter 'l
Percent 9 I 60,0000

Blank Distance I 0.0000

DY 7

(1]8 I Back | Cancel |

[0 Generate the tool path.

Step 4: Examine in detail, the tool path created using the
Trochoidal Cut method.

(0 Zoom in on the various cut areas and examine the tool path in
detail.

[0 Close the part file without saving.
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Summary

High Speed Machining technology has shown dramatic increases in
productivity and improved part quality. The characteristics of HSM such as
high spindle speeds, fast feed rates, light cuts, smooth tool movement and
constant volume removal are obtainable through various parameter settings.

In this lesson you:

= Explored various parameters within operations that lend themselves to
High Speed Machining concepts.

= Generated operations, using parameters that were conducive to HSM.

= Used the Trochoidal Cut method to generate tool paths that avoids
embedding the tool in material and limits the amount of step over.

= Explored parameters and techniques for generating NURBS output.
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6 NC Assistant

Purpose

This lesson will familiarize you with the functionality of the NC Assistant.
The NC Assistant is a very useful tool used to analyze corner and fillet radii,
draft angles and cutting depths. Analyzing these features will aid you in the
determination of the tool configuration needed to cut the part.

Objective

Upon completion of this lesson, you will be able to:
e Use the NC Assistant.

= Determine cutter geometry based on information feedback from the NC
Assistant.

Overview of the NC Assistant

The NC Assistant is an analysis tool that assists you in the selection of
the proper tool needed for machining various geometric configurations.

The Assistant provides you with information on planar levels (depths),
corner radii, fillet radii, and draft angles. The information provided is color
coded for easy detection on the model (model must be shaded) along with
an information listing giving pertinent data concerning the geometry being
analyzed. This information is useful in deciding the cutting tool parameters
which are necessary to machine the selected part geometry.
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The NC Assistant is activated once you are in the Manufacturing Application
from the Main Menu bar by choosing Analysis - NC Assistant.

& NC Assistant

Analysis Type Levels e

[ Reference Yector ]

[ Reference Plane ]

Tolerances

Distance: 0.0100
Angle 0.0100

Lirnits

Minirmum Level —-100.000
Madimum Level 100. 0000

Results

[ Display ] I Infarmation ]

[] save Face Colors

[ox [ apoly |[ concel |

You select the geometry to be analyzed and then set the various parameters.
Four Analysis Types are available: Levels, Corner Radii, Fillet Radii, and
Draft Angles.

When analyzing Levels, information is provided on the distance of planar
levels from a reference plane. If a reference plane is not specified, the MCS is
used as a reference. This information can be used as an aid in determining
the length of the tool(s) that is needed.

Analysis of Corner Radius provides information on the minimum corner radii
of the faces selected. This information will aid you in determining proper
tool diameter(s).

Analysis of Fillet Radius displays the minimum fillet radius of the selected
faces with reference to a vector. This information will help you to determine
the tool nose radius, required, if any.

Analysis of Draft Angle will determine the slopes of the faces selected with
reference to a specified vector. This information will help you to determine
the taper of the tool (also can be a quick aid in determining various areas of
draft on a casting or injection mold).

When analyzing the various types, limits can be set. For example, if you
wanted to check for all corner radii that were greater than .500 inches
and less than .750 inches, values can be set for the minimum of .500 and
maximum of .750.
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Activity: Using the NC Assistant

In this activity, you will become familiar with the various features of the NC
Assistant. You will use the NC Assistant to determine the length, cutting
diameter and corner radius of the tool(s) necessary to finish all pockets of the
part. Since you will only be analyzing this part, there is no need to rename or

save it.

Step 1:

Step 2:

Open the part file and enter the Manufacturing Application.

[0 Open the part ama_nc_assistant.
,
oo,

<>

[0 Enter the Manufacturing application.

Activate the NC Assistant.

You will need to determine the tool configuration(s) necessary to
finish machine all pockets in this part. Visually, it is difficult to
detect draft, if any, on the pocket walls. It would be cumbersome
to verify all corner radii and floor depths. To make your job
easier, you will use the NC Assistant, to analyze the geometry
configuration. You will now activate the NC Assistant.

[0 From the Main Menu Bar select, Analysis - NC Assistant.

r Fle Edit “ew Ingert Format Tools Assemblies Information | Analysis | Preferences  Application  Winc
: " Distance...
(e ] m g =2 =i S| e : pi A

.Iﬂ,ﬁa WL e R @R PSS e g
Iy o) =\ e e Dewiation ba 7|
L] WS A7 EEOE O " Ik

Mass Properties

»
»

Curve »
Shape »
»

Check-Mate

Examine Geametry. ..

Quick Stack...

N Assistant
¥
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6-4

The NC Assistant dialog is displayed.

& NC Assistant

Analysis Type Levels ~

[ Reference Yector ]

[ Reference Plane ]

Tolerances

Distance 0.0100
Angle 0.0100

Limits

Minimurn Level -100.000
Maximum Level 100.0000

Results

[ Display ] [ Information ]

[[] Save Face Colars

(Lo J[ ey | [ concel |

Step 3: Use the NC Assistant to determine cutter length.

The first item for consideration is to determine the length of the
cutter that will be needed. For this determination you will use
the NC Assistant to determine the various Levels. If you now
look at the cue line, you will see that you are being asked to set
parameters or select faces. You will accept the defaults for all
parameters and select the entire part for face selection.

[0 Use MBL1 and drag a rectangle around the entire part.

[0 Choose Apply.

An Information Window is displayed containing the results of
the Level analysis.
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Step 4:
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£ Information

=[O

File Edit

Information listin
Late

Current work part
Iode neame

g created by @

HC issistant -

Analysis Results

B R TR AR R R R A A AR A G R AR A E R AR AR E AR AR A TR G R RN A G R TR RAERGRAR S

Information Units

Analysis Type
Listance Tolerance
Angle Tolerance
Hinimuam Value
Haximum Value

Inches

evels
0.01000000000
0.01000000000
—100. 00000000000
100. 00000000000

L

Color Humbe

r of faces Distance

Color Set Mo.

1

1 (BLUE)

z (GREEN)

3 (CTAN)

4 (RED)

-1.80000000000

—1.62500000000

-1.30000000000

L T R ]

-1.00000000000

Notice the color set number, the colors associated with the
color set number, number of faces and distance. Compare the
colors with those now displayed in the graphics window. By
examining the distance values, the deepest level or floor is
located .800 below the top of the part (blue). Therefore the
length of the tool is .800 plus whatever clearance value that
you would want to use.

Use the NC Assistant to determine cutter diameter.

The second item for consideration is to determine the diameter of
the cutter that will be required. For this determination you will use
the NC Assistant to determine the various corner radii of the part.

[0 Choose Corner Radii from the Analysis Type pull-down

menu.

& NC Assistant

Analysis Type Levels ~

Levels
Reference Y§=ormer Radi
JFillet Radii
Aioret: anges

Tolerances

Distance 0.0100
Angle 0.0100
Limits

Minimurn Level -100.000
Maximum Level 100.0000
Results

[ Display ] [ Information ]

[[] Save Face Colars

(Lo J[ ey | [ concel |
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The dialog for Corner Radii analysis is displayed.

& NC Assistant

Analysis Type Zorner Radii |

Reference Flane

Tolerances

Radius 0.0100
Angle 0.,0100
Limiks

Minimum Radias -100.000
Maximum Radius 100.0000
Resulks

[ Display ] [ Information ]

[[] 5ave Face Colars

[ ok J[ Aty ][ cancel |

Notice the limits for Minimum and Maximum Radius. If you
now look at the cue line, you will see that you are being asked
to set parameters or select faces. You will change the Radius
and Angle tolerances and select the entire part for faces.

Change the Radius value to .0001.
Change the Angle value to 10.0.

Use MB1 and drag a rectangle around the entire part.

o o 0o o

Choose Apply.

An Information Window is displayed containing the results of the
Corner Radii analysis.

[ £ Information E]@

File Edit

Information listing created hy :
Late

Current work part

Node nawe

R T T T a s

NC Assistant - inalysis Results

Inforwation Units Inches

Analysis Type Corner Radii
Distance Tolerance 0.00010000000
Angle Tolerance
Hinimum Value
Haximum Value

10.00000000000
—-100.00000000000
100. 00000000000

Color Humber of faces PRadius
Color Set Mo, @ 1
1 (BLUE) El

= 0.23000906915
Z [GREEN) 4

= 0.27206335441
3 (CTAN) 3

= 0.27375340094
4 (RED) 31

0.30000000000

************************************************************
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Notice the color set number, the colors associated with the color
set number, number of faces and radius. Compare the colors with
those now displayed in the graphics window. By examining the
corner radii values, the largest is .300 (red), the smallest .230, the
closest standard size end mill required would be .4375 inches.
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Step 5: Use the NC Assistant to determine cutter corner radius.

The third item for consideration is to determine the corner radius
of the cutter that will be needed. For this determination you will

use the NC Assistant to determine the various fillet radii of the

part.

[0 Choose Fillet Radii from the Analysis Type pull-down menu.

& NC Assistant

Analysis Type Fillet Radii |+

Levels
Reference ¥ Corner Radi
Fillet Radi
&Draft Angles

Radius 0.0100

Tolerances

Limits

Minimum Radius -100.000
Maximum Radius 100.0000

Results

[ Display ] [ Information ]

[[] Save Face Colars

[ oc J[ ety ][ camel |

The dialog for Fillet Radii analysis is displayed.

& NC Assistant
Analysis Type Fillek Radii |+

[ Reference Wector ]
Tolerances

Radius 0.0001
Limiks

Minimurm Radias -100.000

Maximum Radius 100.0000

Resulks

[ Display ] [ Information ]

[[] 5ave Face Colars

[ ok J[ Aty ][ cancel |

If you now look at the cue line, you will see that you are being
asked to set parameters or select faces. You will accept all
defaults and select the entire part for faces.

(0 Use MB1 and drag a rectangle around the entire part.

[0 Choose Apply.

An Information Window is displayed containing the results
of the Fillet Radii analysis.
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Step 6:
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£ Information

[M]f=1/ %]

File Edit

Information listin
Date

Current work part
Mode name

g created by

NC lssistant -

Analysis Results

AR R R E R R R AR A AR AR R A A E R E AR AR A AR AN R G R AR F ARG RAERGR AR

Information Units

Analysis Type
Distance Tolerance
Angle Tolerance
Hinimum Value
Haximum Yalue

Inches

illet Radii
0.00010000000
10. 00000000000
—100. 00000000000
100.00000000000

[ T

Color Hurihe:

r of faces Radius

Color Set No.

1

ﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁ

Notice that there were no Fillet Radii displayed.

Use the NC Assistant to determine draft angle on walls.

The fourth item for consideration is to determine any draft angles
on the part that are machinable through the use of an angle
cutter. For this determination you will use the NC Assistant to
determine the draft angles.

[0 Choose Draft Angles from the Analysis Type pull-down

menu.

& NC Assistant
Analysis Type Fillek Radii | »
Levels
Reference ¥icorner Radi
Fillet Readii
~—Draft Angles
Tolerances
Radius 0.0100
Limiks
Minimum Radias -100.000
Maximum Radius 100.0000
Resulks
[ Display ] [ Information ]

[[] 5ave Face Colars

[ ok [ Aty ][ cancel |

The dialog for Draft Angles analysis type is displayed.
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& NC Assistant
Analysis Type Draft Angles v
[ Reference Wector ]
Tolerances

Angle 10,0000
Limiks

Minimum Angle -100. 000
Maximum Angle 100. 0000
Resulks

[ Display ] [ Information ]
[] 5ave Face Colars

[ [s]4 1 [ Apply ] [ Cancel I

If you now look at the cue line, you will see that you are being
asked to set parameters or select faces. You will change the
Angle tolerance to 1.0 degree, accept all other defaults and
select the entire part for faces.

Under Tolerances, change Angle to 1.0
Use MB1 and drag a rectangle around the entire part.

Choose Apply.

An Information Window is displayed containing the results
of the Draft Angles analysis.

i 'Information E]@

File  Edit

Information listing created by @
Date

Current work part

Iode name

ﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁﬁ

NC Assistant - Analysis Results

Inforwation Units Inches

raft Angles
0.00010000000
10.00000000000
-100.00000000000
100.00000000000

Analysi=s Type
Distance Tolerance
Angle Tolerance
Hinimum Value
Haximum Value

[ -

Color MNumber of faces Angle
Color Set No. @ 1
1 (BLUE) 1
= -50.00000000000
Z [GREEN) 1z

= 90.00000000000

xxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxxx

Notice the color set number, the colors associated with the
color set number, number of faces and angle. Compare the
colors with those now displayed in the graphics window. The
green faces represent 2 degrees draft, the cyan 5 degrees. All
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other walls have no draft. Two different angle cutters would
be necessary or a ball tool could be used to profile the draft
angle onto the wall.

[0 Cancel the NC Assistant dialog and dismiss the Information
window

[0 Close the part.
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Summary

The NC Assistant is an efficient tool to use for analyzing part geometry
for various corner radii, fillet radii, floor depths and draft angles. This
information is beneficial in the determination of cutter parameters used for
cutting your part.

In this lesson you:

= Became familiar with the functionality of NC Assistant.

= Performed various analysis functions which were used to determine cutter
length, diameter, corner radius and draft angle.
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/7 Templates

Purpose

Templates contain predefined parameters that enable you to quickly and
easily define new operations and group objects tailored to your specific needs.
Templates eliminate the tedious task of redefining parameters from a set

of standard defaults each time you define a new operation or group object
and allows you to customize your programming environment to your shop
standards and procedures.

Objective

Upon completion of this lesson, you will be able to:

= Understand the function and mechanism of templates.
= Create and use templates.

= Use a sequence of operations template to create numerous operations
automatically for similar parts.
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Templates Overview

Templates are operations and group objects within part files that contain
predefined parameters that allow you to define new operations and groups
quickly and easily for specific tasks. They determine the initial setup and
control the creation of operations, tools, programs, geometry and methods
group objects. They also reduce the laborious procedure of redefining
parameters from a standard set of defaults each time a new operation or
group is defined.

P Create Operation B

Type lm

Subtype————————

EEELLY

Vb DuS v a® Q

O O gy 44

7
RS Croa Progion |
Use Geomet Type |
L e R |
P e
Mame Parent Grau m Sbtype Type Imill_c:ontour 'l

Mame Parent Gr % é SML:Et-"'De—

E R TN

Farent Group I C_Dla 'l
|EEEHHR S ’E ParentGroupIE
Name Name |M

oK I Ok, I Apply | Eancell

Templates are represented as Subtype (1) icons which are available in the
various Create dialogs (also referred to as object dialogs). They define
operation parameters including numerical values such as part Intol/Outol,
feed rates, etc. and can display customized dialogs.

In addition, templates determine the operations and groups that initially
appear in the Operation Navigation Tool when you first enter the
Manufacturing application.
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Template Part Files

A template part file contains a collection of predefined operations and/or
groups (templates) for selection. Template part files appear in the CAM Setup
portion of the Machining Environment dialog and are listed as Type options
in the operation and group creation dialogs.

 Croate Operaion =
CAM Session Configuration: Type Imill_c:ontour 'l
s ~Subtype——————————————

cam_library =
cam_teamcenter_library & £ lE_D ‘ﬂD
featura_machining A =l
hale_making = @ @

hale_making_rw \ﬂ L \! @
lathe i il A
lathe_ill SR IR0 N N NP

Browse | @

CAM Setup: )ogram IFILLET_AF!EAS 'l
mill_contour Usze Geometry MCS -
il _rnuilti-awiz se Tool IDHILL vl
drill

hale_making Usze Methad IMETHDD 'l

wire_edm Mame

ak I Apply | Eancell

Browse

[ Iritialize |

In the above example, mill_contour is a template part file containing
predefined operations and groups which are represented by Subtype icons.

Template Sets

A Template Set is a collection of template part files. They are specified
from within the Configuration files. Basic Template Sets are provided and
maintained in each software release and/or may be created, customized
and maintained by users. Template Sets created by users may use

any valid naming convention, may be located in any directory and

must have a “.opt” file extension. Supplied Template Sets reside in the
\mach\resource\template_set directory.

The CAM Session Configuration window lists files with ".dat" extensions
containing the location of template files for operations, documentation, post
processors and libraries.

Machining Environment

CAM Session Configuration:

carm_library
cam_teamcenter_library
feature_machining
hale_making
hale_rmaking_rmw

Browse |

These files are located in the \mach\resource\configuration directory.
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The CAM Setup window lists Template Set files with ".opt" extensions
containing a list of part files with parameters used to generate the option.

CAM Setup:

mill_contour
il _rnuilti-awiz

Browse |

[ Iritialize |

These files are located in the \mach\resource\template_set directory.

You can specify the Template Set by selecting Preferences - Manufacturing
and then selecting the Configuration tab. You can browse and or specify the
directory and name of where the template set is located. When you specify
a template set, the available Type options in the object dialogs change to

reflect the new template set files. You may also select template files with the
Browse option in the Type option list.

¥ Manufacturing Preferences x|

Wisualize | General | Geometry
Operation e

Configuration File

Browse...

Reset to Default

¥ PRun Process Assistant

Template Set
‘:> Browse...

Reset to Default

I~ Enable Level Based IPw
Save in separate part file

I 1P tModel

[0 | Leve! Based|F
[ | Use direston af arigitel part

ID hMonnoh five star\fires

Browse).

Heset o efaul

Add Palette

1] I Apply | Cancel |

When creating a new operation, you specify the template part by choosing
a Type and then the template by choosing an operation type (Subtype icon)

in the Create Operation dialog. The template parameters are then copied
into the new operation.

When creating a new Group, you specify the template part by choosing a Type
and then specify the Group Template by choosing the appropriate Subtype
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icon in the Create Program, Create Tool, Create Geometry or Create Method
group dialog.

Creating and Using Template Sets

Template Sets make template part files available for selection from within
dialogs. This prevents you from having to browse for individual part files. A
Template Set is a text file (.opt extension) listing the part files which contain
the templates that are to be utilized. The default Template Set is determined
by the Configuration file.

When creating operations or groups in part files that are members of a
Template Set, you may also want to customize the operation dialogs so

that only specific options are displayed when creating operations using the
template (verify that MB3 - Object - Template Setting - Template has been
toggled to on).

Once the template files have been created and saved, they are then grouped
together into a Template Set. A Template Set is simply an ASCII text file that
contains the directory path and file name of each template file in the set. This
file will always have a .opt extension associated with it.

The following flowchart, for the mill_planar default Template Set, shows the
relationship between various files used in Template Sets and their dialogs.

Template Set / Dialog Relationships (mill_planar

Wit lninineg Eimdroduniert

Kachining Environment -
Chbs Secsior Configuiat on:

CAM Session Configuration
mill_planar.da
o ach'vesourc e onfigur ation)

CAH Semp
mill_planar,opt
fmach'tesourcetemplate_set)

mill_planar.prt dril.prt
AL GIl_C:ahd_TEMPLATE_PART _ENGLISH_DIR U Gll_CAp_TEMPLATE_PART_EMNGLISH _DIRY

subtype {operation type) subtype {operation type)
i A

Be_miling_area spot_\cing

Boe_milling spot_drilling y

fce_miling_manual dilling Stbape——

planar_mill peck_drilling |'i. & 'Q‘ [; a |"-'
break chip_drilling vh ok

planar_proile boring _,||r i e _!!I_ ‘.k.’ E

rough_followe reaming B”‘

rough_zigza = counterbatin

mugh:zig o “iian [We_rnoaner =] countersinkingg “iian [We_rnoanr =]

cleanup_corners calin e wrA_dll tapping o g —_|vr.=._-.u| =

inish_wa"s sl KRLILE thraad_mllllng sl KRLILEC

inish_floor sskabe [HETHOD A mil_caonal ssakabe  [fETHOD 5

threadl_miling mituser e [

planar_test —_———— S —

mill_contral | | MY ama o 0 =y FET

mill_user —’7 "7
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The Type option (1) corresponds to the template file name.

The Subtype (2) option corresponds to the operation name within the
template file.

The selected Type determines the subtype options (3) (icons) that are available
(note that the subtype icon file names must match the subtype name).

The Name field (4) indicates the name of the operation or group object created.

P Create Dperation B
o) [lsown o

Subtype 4 #4
Efecev
VA D B yS 1 o
0 BBV ED gy o
7

Frogram Im

Usze Geometry MCS -
Use Toal IDHILL 'l
Usze Method IMETHDD 'l
Mame ° CAVITY M

ak I Apply | Cancel |

The creation of tools within an operation will occur only if the template has
Load with Parent set to on. If the template loads a tool with the same name
but different parameters as a tool in the current part file, a new tool with a
different name is created with the new operation.

P Template setting
[~ Template

You can reset the current Template Set back to the default operation Template
Set by using the Reset to Default button in the Manufacturing Preferences
Configuration tab dialog. The default Template Set is determined by the
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Configuration file.

¥ Manufacturing Preferences x|

Wisualize | General | Geometry
Operation i Configuration

Configuration File

Browse...

Reset to Default

¥ PRun Process Assistant

Template Set

Browse...

|:> Fieset to Default

I~ Enable Level Based IPw
Save in separate part file

I 1P tModel

[0 | Leve! Based|F
[ | Use direston af arigitel part

ID ANonnoh five starifires

Browse).

Heset o efaul

Add Palette

ok I Apply Cancel

Creating a Template

As discussed earlier, a template is a predefined operation or group within
a part file. Template files can be new or can be copied, customized and/or
renamed from existing template files.

Template files can contain many operations and groups. You can specify
which operations and groups are used as templates by choosing the Template
Setting option in the Operation Navigator.

& Dperation Mavigator - Program Order
1

tlane i plPah [Tool | Geomewy
NC_PROGRAM 7 Edit...

x& Cut

By Copy

X& Delete 'ﬁeg, Transfarm... wWORKFIECE

% Fename ?& Dizplay wggig:ggg

& Generate -

. Replay Custamize...

Customize from...
Inzert L4

Template Setting. |

Db\ECto » £ Swich Laer/L P Template setting x|

Set Machining -

Tool Path ¥ e
3 Inheritance Lisl [ Load with parent
e Update List
Ely Information Cancel |
P i Start Post...
il End Paost...

.., Feedrates...

©UGS Corp., All Rights Reserved Advanced Machining Applications— Student Guide 7-7



Templates

Highlight the desired operations and/or groups in the Operation Navigator
(1) and with MB3 choose OBJECT (2) - Template Setting (3). This will
display the Template setting dialog which contains the Template and Load
with parent toggle settings.

If the Template option is toggled on (checked), the highlighted operations or
group will be available as a Template whenever the particular part is used
as a Template Part file. All operations and groups for which the template
option is toggled on (checked) will appear as subtype icons in the appropriate
Create dialogs.

P Template setting

Cancel |

The Load with parent option allows the determination of which operations
and groups will appear in the Operation Navigator when Setup is initially
selected from the Machining Environment dialog. It allows the specification
of certain operations and/or groups in addition to the current Parent Group
being created. For example, any time that an MCS geometry group is created,
a WORKPIECE geometry group is also created within the MCS geometry
group when Load with parent is specified for the WORKPIECE.

Cancel |

Load with parent allows the automatic loading of operations when creating
groups. This is useful when loading a predefined sequence of operations. The
operations which are loaded may have four parents (Program, Tool, Method
and Geometry) but only are loaded when creating Geometry groups. For
example, if you specify Load with parent in the Machine Tool view, the Parent
group, Tool will not load the operations. The Parent group, Geometry will.

The Load with parent option also allows the determination of which
operations and groups in a template part file will appear in the Operation
Navigator when the template part file is specified as a Setup in the Machining
Environment dialog. The Setup is the initial template part file which is
selected when first entering the Manufacturing application. When Load
with parent is specified for a continuous sequence of operations and groups
beginning at the parent root level, all of the operations and groups are
created when the part is selected as a Setup and will appear in the Operation
Navigator. An easy way to remember the Load with parent option function
is use to the following analogy: "Whenever you create my Parent group, |
will be created also."
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Activity: Creating a Template

In this activity, you will create rough and finish pocketing operations in an
existing part file. You will use this part file as a template for machining
pockets with different geometry in the activity which follows. This activity
establishes the template file settings.

Step 1: Open and rename a part file.

S—
/

[0 Open ama_single pocket.

[0 Save As *** single_pocket, where *** represents your
initials.

[0 Enter the Manufacturing application.

This part file contains several tools and blank geometry which
surrounds the part. The Configuration used is cam_general
and the Setup is mill_planar.

[0 Select the Create Geometry icon from the Create toolbar.

The Create Geometry dialog is displayed.
[0 Make sure the Type is set to mill_planar.

Step 2. Create a Geometry parent group to contain a sequence of
operations.

[0 From the Create Geometry dialog, choose the Mill_Bnd icon.
[0 Choose WORKPIECE as the Parent Group.

[0 Change the Name to my_pocket_geom.

[0 Choose OK twice to exit all dialogs.

Step 3: Create three template pocketing operations.
[0 Choose the Create Operation icon from the Create toolbar.

The Create Operation dialog is displayed.

[0 Choose the Rough_Follow icon as the subtype.
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o o o O

Set the following:
e Program: PROGRAM

e Use Geometry: MY_POCKET_GEOM
e Use Tool: UGTI10201_025
e Use Method: MILL_ROUGH

Choose OK in the Create Operation dialog.

You do not need to create a tool path for this Template part file.
You will create a tool path in a future activity, using different
geometry with this template operation.

Choose OK in the Rough_follow dialog.

You will now create a template operation for finishing the
pocket floors.

Choose the Create Operation icon from the Create toolbar.
The Create Operation dialog is displayed.

Choose the Finish_Floor icon.
Change the Tool to UGTI10201_012.
Change the Method to MILL_FINISH.

Choose OK in the Create Operation dialog.

Remember that you do not need to create a tool path in a
template part file.

Choose OK in the Finish_Floor dialog.
Next, you will create an operation for finishing the pocket walls.

Choose the Create Operation icon from the Create toolbar.
The Create Operation dialog is displayed.

Choose the Finish_Walls icon.
Change the Tool to UGTI10201_011.

Choose OK twice.

You have just created a simple sequence for machining pockets.
The sequence can be automatically created in a later part file
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if the Load with parent and Template setting, for that
particular operation, is active. You will do this next.

Step 4: Make the pocket sequence available in other part files.

You will want the template operations that you have just created
to be available for use in another part. These operations will be
available only if the option, Load with parent, is toggled on.

O

Highlight the three operations ROUGH_FOLLOW,
FINISH_FLOOR, and FINISH_WALLS.

1@ Operztion Mavizazor - Froqiam Cidzr
| et |

Here
HE_IYINIG S

Use MB3 - Object - Template Setting to set Template, off;
and Load with parent, on.

¥ Load with parent

Cancel |

Choose OK.

The Load with parent setting assures that the three
operations will be created in a subsequent part file if the
Geometry parent group (MY_POCKET_GEOM) is created.
For this to occur, the parent group, MY_POCKET_GEOM,
must have the Template setting, Load with parent toggled
on.

Change the display of the Operation Navigator to the
Geometry view.

Choose the MY_POCKET_GEOM parent group and toggle the
Template and Load with parent, on (check mark the boxes).

W Template setting %]

Choose OK.

The template setting will create an icon in the Create Geometry
dialog in part files using this particular template file. The Load
with parent setting will automatically create the parent group.
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[0 Save and Close the part file.
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Template Review

e Template Parts

determine the initial Setup

— control the creation of operations, tools, programs, methods and
geometry groups

— the Setup is only selected once in a part file

— the Setup template part determines what is created in the work part
when the Setup is initialized

— the Setup template part becomes the first Type in the create dialog

— the Type is the template part for creating objects

— the Type template part controls what can be created in the work part
— the Type can be changed during a programming session

e Template Settings
— If Load with parent is active, then:

o If parent is created, so is the object
o any group object only has one parent

o any operation, has four parents and:
(1) the Geometry parent is the "Load with" parent

(2) if Tool, Method or Program are specified they are created if not
found in the work part

(3) template used determines if the tool is created with the
operation

— If Template is active, then:

o this object can be used as a template
o controls the icons created on the Create dialogs

o customized dialog and inheritance list are included

©UGS Corp., All Rights Reserved Advanced Machining Applications— Student Guide 7-13



Templates

< In general templates:

— for performance purposes, are opened and read only the first time
that they are required

— once it has been browsed, it remains on the list of Setups or Types for
the current session and will not be opened again, even if it has changed

— when editing, reset the Configuration to force the updated template
files to be read when you select or browse for them
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Activity: Using a Template

In this activity, you will use the part file that you created as a pocketing
template file to machine new pocket geometry. Since you specified most
options in the template file, including the operations, you will not need to
specify them in the new part file.

Step 1.

Step 2:

Open a new part file and rename it.

O

o o o o o o

Open ama_multi_pocket.

Ny
ﬁ/’
W«‘\

>

Save As *** multi_pocket.

Choose Application - Manufacturing.

Choose the CAM Session Configuration as cam_general.
Choose the CAM Setup as mill_planar.

Choose the Initialize button.

In the Program Order view of the Operation Navigator, note
that no operations are listed.

Change to the Machine Tool view of the Operation Navigator
and note that no tools are present.

Change to the Geometry view of the Operation Navigator and
note that the MCS_MILL and Workpiece parent groups were
created by the selection of mill_planar as the Setup.

Since you chose mill_planar as the Setup, it is the current
template being used for this part.

Change template files.

Another method of choosing a template is to change the Type in
the create dialogs. When using this method you are limited to the
options that are available in the template file.
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[0 Choose the Create Geometry icon from the Create toolbar.

The Create Geometry dialog is displayed.

[0 In the Create Geometry dialog, next to the Type label, choose
Browse and change mill_planar to ***_single_pocket.

WP Create Geometry B
Type mill_planar -

Subtype——{ mill_planar
mill_contour
% m oA rmill_rualti-ais
drill
hale_making

turning
wire_edm

Farent Group

Mame

[0 Choose OK in the Template part dialog.

Notice that the only available Subtype is
MY_POCKET_GEOM. This is a result of the options
chosen when the original template was created.

WP Create Geometry B
Type | = l

Subtype
Parert Group MY _POCKET_GEOM

Mame

ak I Apply | Eancell

Specify Part, Blank, and Floor geometry.

You will create a parent group named MY_POCKET_GEOM and
specify the Part, Blank, and Floor geometry.

[0 Choose the MY_POCKET_GEOM icon.
[0 Choose WORKPIECE as the parent group.

0 Choose OK.
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The MY_POCKET_GEOM dialog is displayed.

AP WMY_POCKET_GEDM 1]

Geometry

Ed ] Setent | Displ ]

Part Offzet Im

Layout/Layer
¥ Save Layer Seftings

Layout Mame

|my_PockET_GEOM_LaT1

Save Layout/Layer |

Ok, I Back | Eancell

0 Inthe MY_POCKET_GEOM dialog, choose the Part icon and
then Select.

[0 Choose the Material side as Outside.

[0 Using the Face Boundary method, select the top face of the
part.

0 Choose OK.

(0 Choose the Floor plane icon and then Select.

The Plane Constructor dialog is displayed.

OO0 Set the Filter to Face.
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[0 Select the floor of any of the pockets.

Step 4:
O

O

O

7-18

Advanced Machining Applications— Student Guide

Choose OK twice.

You have specified all of the information needed to generate
the tool paths.

If necessary, change to the Geometry view of the Operation
Navigator and expand all parent groups.

12 Operztion Mavizazor - Georein
Hzne Fzth | Tu.l

MM
b M
1"l iy WORKP ECE
e by_2CCRET_GEDM
C @A ROUGH_FOLLOY
P2 FINISH F_OOR ke
CEEFINGA e K

UGT 020103 MILL_FCLGH
UGT ol 012 HILL FCLGH
UGT 0em o1 MILL FCLER

Note the three operations created from the template to rough
and finish the part.

If necessary, change to the Machine Tool view of the
Operation Navigator and expand all parent groups.

1 Operztion Havizazor - Mazhnz Tzo
Hone | Fali] mmd

. | Froaz il n
LS IE_MAL TR

Lirren- Ma-hie

-EILE ril_phnai
11 E JaTIoz0l_Z22 E-dHI 204"
| @EEFCLER FOLLDWw ¥ J3TI0EN. ROUGH FOLLOW
E- @ JETIOEM 2 E-dM11/2"
C Ay SH LI W I3T0EM. FIMISH_F_OOR
Ea J3TIOZ01_1 E-dHI1M"

B i T LI LI |

Note the three tools created from the template used in roughing
and finishing the part.

Generate the tool paths.

Change to the Geometry view of the Operation Navigator.

Choose the MY_POCKET_GEOM group object and using
MB3, Generate the tool paths.

The Tool Path Generation dialog is displayed.

Choose OK as necessary to continue generating the tool paths.
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The ROUGH_FOLLOW operation creates a tool path similar
to the following illustration:

7=l
i

L] ,_H[LJ

I:MEJL

The FINISH_FLOOR operation creates a tool path similar
to the following illustration:

\D\
EIRIER

\M. C

=

The FINISH_WALLS operation creates a tool path similar
to the following illustration:

[0 Choose OK to accept the tool paths.

[0 Save and Close the part file.
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Review of the Procedure

This is a good time to review the several steps you took in creating the
pocketing sequence used for machining the previous activity. After this
review, you will see that you can also create a sequence of operations for
machining complex geometry just as easily. The complete sequence is built
upon the same principles you used in creating the previous pocketing
sequence.

These are the steps that you took in building the pocketing sequence:

In the Template part file, you:

Created the Geometry parent group, MY_POCKET_GEOM which
contains the sequence of operations used to machine the part.

You toggled the MY_POCKET_GEOM Template setting to on. This
creates the Subtype, MY_POCKET_GEOM in the Create Geometry dialog
when using this template in another part.

You created Template operations under the parent group
MY_POCKET_GEOM, which roughed and then finished the floor and
walls of the pockets. The Load with parent setting was toggled to on and
the Template setting was toggled to off.

In the part file that used your template you:

Used mill_planar as the Setup to Initialize the CAM session.

Selected ***_single_pocket.prt as the Type (Template) using the Browse
feature.

Created the MY_POCKET_GEOM group object in the Create Geometry
dialog (created by the template) which was used to choose the part and
floor geometry.

Created three pocketing operations by selecting the part and floor
geometry. Most of the effort in creating these operations was through
the use of templates.
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Activity: Using the Die_Sequence Template

This activity shows the use of a die machining sequence of operations,
included in the Manufacturing application, to machine somewhat complicated
part geometry. This sequence is used to rough, semi-finish and finish a part
based on die machining practices.

Step 1. Open the part file.

O

o o o O

Open ama_deep_core.

YG

Save the part as ***_deep_core.
Choose Application - Manufacturing.
Choose the CAM Session Configuration mill_contour.

Choose the CAM Setup template die_sequences.

This is the template that contains the die machining sequence.

Choose Initialize.

The CAM Process Assistant for Die Machining is displayed.

't Creating a Die Process Setup
.

0K to continue with assistant
CAMCEL to skip the assistant

Lancel |

The Process Assistant guides you in selecting the geometry
for the machining sequence.

Choose OK.
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The Process Assistant Step: 1 dialog is displayed, asking for
the selection of the MCS. By selecting OK, the MCS is set to
the WCS.

M HMILL_DORIENT x|

Process Assistant Step: 1

Select the Machine

Coordinate Syztem

et o)
I

¥ Link RCS ta MCS
Save MCS

0K I Back Cancel |

0 Choose OK.

The Process Assistant Step: 2 dialog is displayed. The part
and blank geometry were selected automatically. The Process
Assistant was designed to select the part and blank geometry
by searching for geometry with assigned attributes of those
names. The attribute names were assigned by the designer.
You do not need to select part or blank geometry for any
operation in this machining sequence.

M HMILL_DRIENT x|

Process Assistant Step: 2

Select the Clearance Flane

For Roughing Dperations

All selected items

Display | Specify | Infa |

Ok, I Back | Eancell

[0 In the Process Assistant Step: 2 dialog, choose Specify and
then create a clearance plane 25mm above the face as shown.

[0 Choose OK until the Process Assistant Step: 3 dialog is
displayed.
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[0 In the Process Assistant Step: 3 dialog, choose Display.
The part geometry is displayed.

[0 Choose OK.
The Process Assistant Step: 4 dialog is displayed.

[0 In the Process Assistant Step: 4 dialog, choose Display.
The Blank geometry is displayed.

0 Choose OK.

A dialog window appears, referring you to an information
window for further instructions. The information window
which is displayed, gives the steps necessary for creating a
machining sequence and/or individual operations.

n Information =]
File  Edit
To create a wachining sequence: I

SGtep 1: S3elect the Create Geometry icon

Step Z: Zet the type to mold sSequences or die segquences
SGtep 3: Select the regquired sequence icon

Step 4: Select the parent geometry group as WORKPIECE
Step 5: Select OK or Apply

To create individual operations:
SGtep 1: Select the Create Operation icon

Step 2: Set the type to mwill contour, mill planar, or drill.
Step 3: Select the icon for the desired Operation

Step 4: Select the parent geometLry group

Step 5: Select the tool

Step 6: Select the machining method

SGtep 7: Select the program |
SGtep 8: Select OK or Apply LI
[0 Choose OK.

[0 Choose the Create Geometry icon from the Create toolbar.
The Create Geometry dialog is displayed.

¥ Create Geometry E3
Type I die_sequences 'l

Subtype
“ﬁ P 0

Farent Group IGEDMETHY 'l

Mame

Q. I Apply | Cancel |

Notice the various Subtype icons on the Create Geometry
dialog. Each represents a cutting sequence ( Zigzag, Zlevel,
IPW, Profile 2D, Profile 3D).

Step 2. Create the Sequence.
[0 In the Create Geometry dialog, choose SEQUENCE_ZLEVEL.
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Choose WORKPIECE as the parent group.

Choose OK.

A new Process Assistant starts.

Process Assistant Step: 1

Select the contour cut area
Cut Area Geometry

R e e

Ok I Back | Cancel |

The Process Assistance asks for the selection of the cut area
geometry. If you do not specify a cut area, all part geometry
will be machined by default.

At the prompt, choose OK to select all of the part geometry.

The Process Assistant Step:2 dialog is displayed asking you
to specify the trim area.

M MILL_AREA x|

Process Assistant Step: 2

Select the contour Trim area
Trim Boundary
i e [

Ok I Back | Cancel |

You can specify the trim boundary which limits the tool path
to the area inside or outside of the boundary. You will select a
trim boundary around the outside of the part to prevent the
tool from moving down the side of the part.

At the prompt to select the trim boundary, choose Select.
Set the Trim Side to Outside.

Select the bottom of the part and choose OK twice.

The Process Assistant Step:3 dialog is displayed asking you
to specify optional operations for cutting the part.

M FLOWCUT_REF_TOOL x|

Frocess Assistant Step - 3

Optional Operations

Select the operations ta

be included in the sequence

0 Choose OK.
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[0 Choose OK for any other Process Assistant Steps.

The machining sequence of operations is created.

[0 In the Operation Navigator Program Order view, expand

PROGRAML1 and note the various operations.

NC_PROGRAM
MOME
- @ PROGRAM1

@<EZL_PRE_ROUGH
O ZL_ROUGH_ZLEVEL STEEP
O ZL_ROUGH_FLOWCUT

- @hz AN _FLowcuT

- @cthZL_ROUGH_NON_STEEP_135
& 7| SFIN_ZLEVEL_STEEP
cthZL SFIN_NOM_STEEP 45

& 7| FIN_ZLEVEL_STEEP

- @cthzl PRN_FLOWCUT

@tz FIN_FLOWCUT

- @chzL FIN_NON_STEEP_135

XA A K

UGTO202_001
UGTO203_003
UGTO0203_003
UGTO203_010
UGTO203_003
UGTO0203_003
UGTO0203_003
UGTO203_011
UGT0203_011
UGTO203_M2
UGTO203_011

Step 3: Generate the tool paths.

SEQUENCE_ZLEVEL
MILL_AREA_ZLEVEL
MILL_AREA_ZLEVEL
MILL_AREA_ZLEVEL
MILL_AREA_ZLEVEL
MILL_AREA_ZLEVEL
MILL_AREA_ZLEVEL
MILL_AREA_ZLEVEL
MILL_AREA_ZLEVEL
MILL_AREA_ZLEVEL
MILL_AREA_ZLEVEL

DIE_PRE_ROUGH
DIE_ROUGH
DIE_ROUGH
DIE_SEMI_FIMISH
DIE_ROUGH
DIE_SEMI_FIMISH
DIE_SEMI_FIMISH
DIE_FINISH
DIE_PRE_FIMISH
DIE_FINISH
DIE_FIMISH

[0 Highlight the individual operations, group using MB3, select

Generate and examine each tool path individually.

[0 Close the part file.
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More on Templates

Changing the Machining Environment

The option Tools - Operation Navigator — Delete Setup returns you to

the Machining Environment dialog. This option will delete all CAM
information in the part file and will allow the selection of another Machining
Environment. Note that use of this option will permanently remove all of
your operations, tools, etc.

The option Preferences — Manufacturing — Configuration tab, selecting a
configuration file, changes the CAM Session Configuration without changing
the Setup. The current data is preserved while the Configuration data (e.g.,
templates available, etc.) changes.

The option Preferences - Manufacturing - Configuration tab, Reset button
under Configuration File does not change Setup but it does restore the
original CAM Session Configuration.

Template Operations

The Template status for all Tools, Methods, Geometry and Programs is off
(by default).

The Template status for operations is on (by default).

Subtype Icons

Standard icons are provided for all Subtypes found in the standard Create
dialogs. When you are creating customized dialogs and using custom icons,
the icon file name must match the Subtype name in order for the correct icon
to appear on the dialog. Otherwise a default icon will be substituted

Icons are 24 x 24 x 16 color bit maps (.bmp file extensions). NX automatically
searches UGII_USER_DIR\application for bit map files. When creating
custom icons, place all icons in this directory and define the environment
variable UGII_USER_DIR located in the ugii_env.dat file.
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Activity: Using Icons in a Customized Template

In this activity, you will examine an existing template that is used for tapping.
The template contains center drilling, drilling and tapping operations, based
on tap size required. You will examine the template in detail and see how
custom icons are used for subtype representation. The use of custom icons
will further enhance your abilities to customize your machining environment.

Step 1.

Step 2:

Open the existing template file.

[0 If necessary, start NX.
[0 Use File- Open.

(0 Navigate to your parts folder and open the file
ama_tap_template.

[0 Save the part as, ***_tap_template.
[0 Enter the Manufacturing application.

Examine the various operations.
(0 Display the Program Order view in the Operation Navigator.

Note that operations were previously created to center drill,
drill and tap the various tap sizes that are available.

& Dperation Mavigator - Program Order

Mame | Toolchange | Path | Tool | Geometry | Method
B- ? FPROGRAM

% CORILL_ 25020 B +  MNOS_CEMTERDRILL THREAD_1-4_20 CRILL_METHOD
DRILL_.20 w  DRILL_MNO.7 THREAD_1-4_20 CRILL_METHOD
% TAP_.250_20 4 v TAP_1-4.20 THREAD_1-4_20 CRILL_METHOD
%EDHILL_.S?S-‘IB 7 +  MNOS_CEMTERDRILL THREAD_3-8_16 CRILL_METHOD
% DRILL_.3125 7 +  DRILL_B1E THREAD_3-8_16 CRILL_METHOD
% TAP_375_16 7 v  TAP_381E THREAD_3-8_16 CRILL_METHOD
%EDHILL_QSD_... 7 +  MNOS_CEMTERDRILL THREAD_1-4_28 CRILL_METHOD
%DHILL_.ZIB 7 w  DRILL_MNO.3 THREAD_1-4_28 CRILL_METHOD
% TAP_.250_28 4 v TAP_14.28 THREAD_1-4_28 CRILL_METHOD
[t CORILL_3125.. B +  MNOS_CEMTERDRILL THREAD_5-16_18 CRILL_METHOD

(0 Display the Geometry view in the Operation Navigator and

expand the THREAD_1-4 20 geometry group object.

Havi, B

& 0p

Mame

g

| Path | Toal

| Geometry

| Methad

| 1P

©UGS Corp., All Rights Reserved

GEOMETRY

@ WORKPIECE

=8 THREAD_1-4_20

|

-8 THREAD_1-4_28

%‘ CDRILL_.250-20

I% DRILL_.2M
[£ TaP_250_20

DRILL_NO.7
TAP_1-4_20

MO.5_CENTERDRILL THREAD_1-4_20 DRILL_METHOD X
THREAD_1-4_20 DRILL_METHOD X
THREAD_1-4_20 DRILL_METHOD X

Pay close attention to the name of the individual geometry
objects. Individual bit maps have been previously created and
exist for each tap size. The names of these bit map files match
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the name of the geometry object. For instance, the bit map for
the THREAD 9-16 12 object is thread_9-16_12.bmp.

When this template is used by your part file, the Subtype
options will be represented by icons that have the same name
as the operation that you are performing.

WP Create Geometry B
Type ama_tap_template >

Subtype —————
! 1/4  1/4 | 5/16 5/16
Z.)“x % 20 28 18 24
38 38 716 7116 1/2| 12
16 | 24 | 14 20 13 20

9/16 9/16 5/8 | 58 3/4 34
12 18 11 18| 10 16

78 Te 1" 1"
9 14 8§ 14

Farent Group IGEDMETHY 'l

Mame

ak I Apply | Eancell

If these names do not match, the default bit map icon will
appear.

916 916, 5/8 [~ j=y, 34
12 18 11 58 [ 16
7g 78 11"
9 14 88 14

NX, by default, uses the environment variable
UGII_USER_DIR\application to search for bit map files.
This variable must be set and is located in the UGII_ENV.dat
file. The environment variable, has already been set for you for
this activity.

To further show this relationship, you will rename the

group object, THREAD_3-4 10 to MY_THREAD. When the
template is retrieved in your part file, the default subtype icon
will appear for the THREAD_3-4_10 object.

Step 3:  Rename the geometry object.

[0 Highlight the THREAD _3-4 10 group object and using MB3,
rename the object to MY_THREAD.

[ §2 THREAD_7-16_20
[ § THREAD_1-2_13
THRE&D_1-2_20
THREAD_S-16_12
THREAD_S-16_18
THRE&D_5-8_11

- THREAD_1_8
- THREAD_1_14

[1 Save the template part file.
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Step 4: Use the template file that you just modified.

You will retrieve an existing part file and change the template
to the template file that you modified in the previous step.
Remember that in order for modifications to the template file to
take effect, you must Browse or select the template file from the
type pull-down menu.

(0 Open the part file ama_ipw.
[0 If necessary, choose Application - Manufacturing.

[0 Choose the Create Geometry icon from the Create toolbar.
The Create Geometry dialog is displayed.

Choose (or Browse) for ***_tap_template for the Type.

0 Choose OK.

The Create Geometry dialog is displayed. Note the default icon
for the 3/4 10 tap.
e 4

3/8 3/8 7/16 716 1/2 12
16 24 14 20 13 20

9/16 9/16 5/8 5/8 374
12 18 11 18 “ﬁ 16
78 78 1" 1"
9 14| 8 14
Farent Group IGEDMETHY 'l

Mame

ak I Apply | Eancell

You will now rename the operation to match the existing
icon name and will reload the template for the change to be
implemented.

[0 Cancel the Create Geometry dialog.

Step 5: Rename the operation and reload the template.

[0 Change the displayed part to your template part file
(***.tap_template).

[0 If necessary, change to the Geometry view in the Operation
Navigator.

[0 Rename the MY_THREAD operation to THREAD_3-4 10.
Save your template part file.

[0 Change the displayed part to ama_ipw.
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[0 Choose the Create Geometry icon from the Create toolbar.

The Create Geometry dialog is displayed. You will now reload
the template.

(0 Browse or select ***_tap template for the Type.
The Create Geometry dialog is displayed, with the proper icons.

WP Create Geometry B
Type | - l

Subtype —————
! 1/4  1/4  5/16 5/16
Z.)“x % 20 28 18 24
3/8 38 716 7116 1/2| 12
16 | 24 | 14 20 13 20

9/16 9/16 5/8 | 58 3/4 34
12 18 11 18| 10 16

78 w8 1" 1"
9 14 8 14

Farent Group IGEDMETHY 'l

Mame

ak I Apply | Eancell

0 Choose Cancel.

[0 Close all parts without saving.
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Customizing Dialogs

A unique and powerful feature of NX CAM is the ability to customize dialogs
by the addition or removal of items from operations, geometry or method
objects. You can also create you own unique dialogs. The following example
shows a standard NX dialog and the same dialog after customizing.

Main IMore | Groups |

Geormetry

Cut Method It~ B CovT =]
Stepover ITool Diiameter 'l I air IMore I Groups |
Percent m Geometry

Ldditional Bagses I o 5
GlobaIDepthF’erEutl 6.0000 Bt | Selact | Displa}ll

Contral Geometry

Faints | Lutlieyels | Tool Path
Engage/Retract ’78_8 E—‘
Method | Autarnatic |
Cutting |
Corner Avoidance Ok, I Apply | Eancell
Feed Rates Machine
Taol Path
[gzg 2]

1] I Apply | Cancel |

The Template status for operations is on (by default).
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Activity: Customizing Dialogs

In this activity, you will customize several dialogs.

Step 1.

Step 2:

Create a template part file.

Customizing is practical for options and parameters that are used
numerous times with little or no changes being made. In this
activity you will create a new template part file to store the custom
dialogs that you create.

O

Navigate to your parts folder and open the file
ama_seedpart_in.

Save the part as, ***_customized_in.
Enter the Manufacturing application.

Use the CAM_GENERAL Session Configuration and the
mill_contour Setup.

Customize a Cavity Milling Operation.

The first operation you will customize will be a Cavity Milling

operation.

[0 Choose the Create Operation icon.

[0 Choose the Cavity Milling icon from the Create Operation
dialog, in the Name field, key in CUSTOM_CM.

0 Choose OK.
The CAVITY_MILL dialog is displayed.

[0 Towards the bottom of the dialog, choose the Options (1) icon.

Cutting |

Corner Avoidance

Feed Rates Machine

Taol Path
[&;3 E

1] I Apply | Eancell

The Other Parameters dialog is displayed.
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[0 Choose the Customize Dialog button.

Weriy Predil Paits |

SalpeizonlE |

Ok I Back | Eancell

The Customize Dialog is displayed. This dialog consists of four
areas of importance:

= (1) scroll box consisting of items that are currently in the
operation dialog

= (2) scroll box consisting of items that can be added to the
operation dialog

= (3) dialog options allowing for property pages, scrolled
windows, group areas, labels, separator delimiters, More /
Less button, User Defined Events, and All other Parameters

« (4) in between the two scroll boxes (1) (2) are Add and
Remove arrows that push selected items from one scroll
box to the other

= (5) Up and Down arrows that allow the positioning of
various items within the dialog.

P Customize Dialog x|

Items Used

- Start Page: Main -
=== Geometry - Start Body/Face === *
Geometry - Part Body/Face

Geometry - Blank Body/Face
Geometry - Check Body/Face o

Geometry - Cut Area Body/Face
Geometry - IPw Body ’

=== Geometry - End Body/Face === =
B | _>l_I

Available tems

Follow Check Geometry -
Open Paszes

Clearance Distances

Pre-Drill

Initial Engage o
Intemnal Engage

Transfer Method

Final Retract

Intemal Retract
Famping LI

Label | gl
B HA — wEE,]
Preview | Default |

(1]8 I Back | Cancel |

Start the customizing process by adding a More / Less item
to the dialog.
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[0 In the Items Used scroll box (1), highlight the Start Page:
Main item.

[0 At the bottom of the dialog (3), select the More / Less button.

This places the More / Less button on the dialog.

Items Used

=== Geometry - Start Body/Face ==
Geometry - Part Body/Face

Geametry - Blank Bodp/Face
Geometry - Check Body/Face

Geometry - Cut Area Body/Face [
r'anPhu 1P Radu I_I—I

+ | - |

Currently, the More / Less button does not encompass any
dialog options. You will now position the end of the button
down, so that a portion of the dialog is within the confines of
the More / Less item.

[0 In the Items Used scroll box (1) , highlight the End More/Less
item

[0 Using the Move down arrow (5), move the item below the
Engage / Retract item (each click of the arrow will move the
item one position).

&P Customize Dialog (%]

Items Used

Additional Passes
Global Depth Per Cut

rfu{tinn Farameters
4

0 Choose OK.

(0 Choose OK again.

The dialog is displayed in a much shorter form.

P Customize Dialog x|
Itemsz Used
LABEL: Optional Trim ;I
Boundary Geometry *
Minimum Tool Length
- End Page: More

- Start Page: Groups
Group E diting - Tocl, Geometry, Methad ’[

Toal Path Action Sl
| | >
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[0 Practice using the More/Less item to become more familiar
with it.

[0 Choose OK to the Cavity Mill operation.
Step 3: Add a property page.
You will now add a property page and place items on the new page.

(0 Highlight the CUSTOM_CM operation in the Operation
Navigator.

[0 Use MB3, Object - Customize.
The Customize Dialog is displayed.

[0 In the Items Used Scroll box (1), highlight the End Page:
Groups item.

&P Customize Dialog x|
Items Used
LABEL: Optional Trim ;I
Boundary Geometry *
Minimum Tool Length
- End Page: More

- Start Page: Groups
Group E diting - Tocl, Geometry, Methad ’[

Toal Path Action S
| | >

0 Key in STUFF in the Label field.

Available tems

Follow Check Geometry -
Open Paszes

Clearance Distances

Pre-Drill

Initial Engage

Intemnal Engage

Transfer Method

Final Retract

Intemal Retract

Famping LI

Label [ gl
§ g
[=] =
iEHA NoHE,
Preview | Default |

Ok I Back | Cancel |
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[0 Select the Property page icon.

Available tems

Follow Check Geometry -
Open Paszes

Clearance Distances

Pre-Drill

Initial Engage

Intemnal Engage

Transfer Method

Final Retract

Intemal Retract

Famping LI
Label | @l

L£§ﬂ — v =R,
eview | Default |

Ok I Back | Cancel |

[0 Choose the Preview button.

Label EI
[LiEHA — wEE]
Preview mJ Default |
(1]8 I\>Back | Cancel |
The Cavity Milling dialog is displayed with a new property
page.

[0 Click on the STUFF property page.

The STUFF property page is blank. You will now add items
to this page.

0 Choose the Back button.

Highlight the Start Page: STUFF item in the Items Used
scroll box (1).

0 Highlight the Slowdowns item in the Available Items scroll
box (2).

Choose the Add button (4).
0 Choose the Preview button to review the additional item.

[0 Click on the STUFF property page.

The STUFF property page has Slowdowns parameters listed
but lacks a clear label. You will now add the label.

0 Choose the Back button.

Highlight the Start Page: STUFF item in the Items Used
scroll box (1).
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0 In the Label field, key in SLOWDOWNS.

0 Click on the Label button.

P Customize Dialog x|
Items Used
- End Page: More ;I
- Start Page: Groups *
d Page: Grou
Sowdomns
- End Page: stuff ’
Toal Path Action =
1| |
Available tems
Follow Check Geometry -
Open Paszes

Clearance Distances

Pre-Drill

Initial Engage

Intemnal Engage

Transfer Method

Final Retract

Intemal Retract

Famping LI

Label 5 lowdouns
HEHA . vHE,
Preview N Default |
Ok I Back | Cancel |

[0 Use the Preview button to view the dialog.
[0 Choose the Back button.

0 Choose OK.

You have customized the Cavity Milling dialog. Take the time
to create a dialog for other operations that you may use on

a regular basis. Remember that you can use customizing to
change default values as well.
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Activity: Customizing a Program Header

In this activity, you will customize the Program object in the Program Order
view of the Operation Navigator.

Step 1: Examine the current Program object.
[0 Continue using the part file from the previous activity.
[0 If necessary, change to the Program Order view in the
Operation Navigator.
[0 Double click on the Program object.
Note that the object will not open since the object contains no
data.
Step 2: Customize the program object.
[0 Highlight the Program object.

[0 Use MB3, Object - Customize.

The Customize Dialog is displayed.

Items Used

-
i

* | ¥ |
Available |tems

Start UDE: &l Events
End UDE: &l Events

Label | gl
iEBEHA  w=E
Freview | Default |

ok I Back | Cancel |

There are no items in the Items Used scroll box. Specifically,
that is why double-clicking the Program object did not work.

Step 3: Create a User Defined Event.
You will add a User Defined Event (UDE) to the Items Used list.

[0 Cancel the dialog.
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[0 Highlight the Program object.

[0 Use MB3, Object - Start Post....
The User Defined Events dialog is displayed.

P Uszer Defined Events E3

Available list
Spindle Off -
Coolant On
Coolant Off
Tool Length Compensation
Sequence Mumber
Select Head LI
Defined list
lelete
{Eqf Easte
S List
Ok, I Back | Eancell

O Scroll down the list until the PPrint item is shown, then
double-click on the Operator Message item.

P User Defined Events x|

Available list

Pprint ) d

L zer Defined
Operator Meszage
“wire Guides
Thread ‘Wie
Cut 'fire:

Defined list

The Operator Message Item is displayed.
[0 Key in This is a Comment in the text field.
0 Choose OK.
[0 Choose OK on the User Defined Events dialog.

Step 4. Add the User Defined Event to the Program Object dialog.

[0 Highlight the Program object in the Program Order view of
the Operation Navigator.

[0 Use MB3, Object - Customize.
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O Select the User Defined Events button.
Label |— gl

JEdHA — wEE,
Preview | Default |

Ok I Back | Cancel |

The User Defined Events Customize dialog is displayed.

[0 Highlight the Operator Message on the list.

& Start of Post Commands
" End of Past Cammands

All Events

Operator Message

(1]8 I Back Cancel

0 Choose OK.

[0 Choose OK in the Customize Dialog.

Step 5: Test the Results.

You have successfully added a User Defined Event to an object that
does not have a dialog. Since the item you added has a dialog, it
will be displayed when you double-click on the object.

[0 Double-click on the Program object in the Program Order
view of the Operation Navigator.

The dialog exhibits the characteristics of the Operator Message
dialog.

Operator Message
¥ Dperator Message Status

Operator Message

Ok I Back | Eancell

[0 On your own, add another User Defined Event to the Program
object (Hint: try the Origin UDE).
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Summary

The Template function provides an efficient means to customize your CAM
environment. Numerous parameters used by various operations, custom
operation sequences, tool and post processor availability, and numerous other
items that are used repeatedly, can be included into custom templates. The
possibilities are only limited to your imagination.

In this lesson you:

= Created a sequence of template operations.

= Interacted with a supplied template containing a sequence of operations
to machine part geometry.

= Became familiar with the advanced concepts of using templates.

= Became familiar with template icons; their naming conventions and
interactions.

= Customized dialogs.
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Lesson

38

Hole Making

Purpose

In this lesson, you will learn how to create and optimize a Hole Making
program.

Objective

Upon completion of this lesson, you will be able to:

Create a hole making program that machines simple, countersunk, and
counter bored holes.

Identify where tools must be edited or created for Hole Making and apply
the necessary changes.

Tag simple geometry so to be recognized as machinable features for the
Hole Making processor.

Optimize the Hole Making program.

Use the features and functionality pertaining to Alternate Groups of
Operations, Cut Area, Feature Recognition, Feature Status, Holder Types,
3D In Process Work Piece, Maximum Cut Depth and Extended Length
and Multiple Selection.
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Hole Making Overview

Hole Making is an advanced manufacturing application that automates the
creation of operations such as spot drilling, drilling, countersinking, counter
boring, reaming, tapping, and deburring through the use of intelligent models
containing manufacturing features (User Defined Features, User Defined
Attributes, and NX based Features) and embedded machining rules.

Manufacturing features contain information that allows the Hole Making
processor to make machining decisions based on rules defined in templates
and applied through Knowledge Fusion. Manufacturing features most
commonly consist of NX modeled features such as simple, countersunk, and
counter bore holes and simple geometry such as points and arcs that contain
attributed information describing the shape and size of holes. Hole Making
groups similar features together (simple holes of a particular diameter, for
example), creates appropriate operations, chooses appropriate tools, specifies
cut methods and machining parameters, and outputs optimized tool paths.
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Hole Making Templates

A Hole Making template is a part file that contains predefined manufacturing
features, feature groups, tools, operations, machining rules and adopted
operations. The feature groups defined in the template contain features
modeled in various ways that the Hole Making processor will recognize in
your part. A countersunk hole, for example, can be a fully modeled feature or
simply a point with attributed information that describes its shape and size.
The Hole Making processor makes intelligent decisions about how to machine
these feature groups based on Knowledge Fusion rules.

Zemel | Fembioe ibates |

Teature Mame:

|comTER_smk_hcLE | }(l "\

Knowledge Fusion rules are associated with feature groups through Adopted
Operations displayed in the Knowledge Fusion Navigator. This association
allows the Hole Making processor to apply specific machining rules to feature
groups.
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Feature Groups

The Geometry view of the Operation Navigator associates manufacturing
features with feature groups. Feature groups organize operations according
to feature type. The feature group named SIMPLE_HOLE for example,
contains all operations (spot drill, drill, ream) that need to be performed on
simple holes of a particular diameter.

-fE vone
Eral'y Mz
E1 Iy P PIECE
B

]
@] PaT_RM _ﬁr}i rier
E_HCLE

S @ s e
{ @l oEBLR STPLE FoLE
=) S0RLE_HAE .

- @} ZPOT_IRILL_SIMPLE_HOLE_:

R PETF]FCIF_L
T R &

LAt _nin
LGTO301_0070
L1 _uw
LaTasel 0zl

LaTd3z1 0L
| AT _Nia

MAA MM,
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The Knowledge Fusion Navigator

The Knowledge Fusion Navigator displays adopted operations. Adopted
operations are operations to which machining rules have been applied using
Knowledge Fusion.

When you create a program to machine simple hole features for example, the
adopted operations that apply to the machining of simple holes are copied
into the part file. The machining rules embedded in these adopted operations
determine which operations to use in the NC/CNC program based on the
properties and attributes of the features in the part. The operations that are
not needed are suppressed and are not displayed in the Operation Navigator.

Tem plate

Part

Knowledge
Fusion
Navigator

To display the Knowledge Fusion Navigator you would choose Application
- Knowledge Fusion from the menu bar. You would then choose the
Knowledge Fusion Navigator tab in the resource bar.

Editing Knowledge Fusion rules requires a working knowledge of the
language in which the Knowledge Fusion rules are written and is typically
not done by the end-user. Knowledge Fusion will not be emphasized in this
course.
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Activity: Machining Holes
In this activity, you will create hole making operations that machine simple,
countersunk, and counter bore holes.

Step 1: Open an existing part, save with a new name and enter the
Manufacturing application.

[0 Open the part ama_holemaking.

[0 Save the file as ***_holemaking, where *** represents your
initials.

[0 Choose Application - Manufacturing.

Step 2. Define the Machining Environment.

The Machining Environment dialog displays since the part has
not been saved in the Manufacturing application. The CAM Setup
you choose determines the template that will be used to define the
machining environment.

[0 Choose hole_making as the CAM Session Configuration.

[0 Choose hole_making as the CAM Setup.

Hole_making is the standard CAM Setup used for hole
making applications. Other setups may also be available
depending on your working environment.

[0 Choose Initialize.

Step 3: Display Feature Properties.

You will display the feature name of a countersunk hole.

[0 Choose the Select Features icon. @
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O Select the countersunk hole illustrated below.

[0 Choose MB3, Properties.

The COUNTER_SUNK_ HOLE Properties dialog is displayed
showing the feature name as COUNTER_SUNK_HOLE.

Since the hole making template also contains a feature called

COUNTER_SUNK_HOLE, the Hole Making processor will

recognize this feature and apply the appropriate machining

rules based on the shape, size, and surface finish of the feature.
[0 Cancel the Feature Properties dialog.

Step 4: Display Object Properties.

You will display the properties of an attributed point.

[0 Choose the Select General Objects icon. i
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[0 Select the point as illustrated.

[0 Choose MB3, Properties.

[0 In the Point Properties dialog, choose the Attributes tab.
Notice the feature name is SIMPLE_HOLE.

General Si
Title | Walue | Type |
DIAMETER £0.000000 Real
DEPTH 110.000000 Real
TIP &8MGLE 118.000000 Real
| 0.000000 Real
J 0.000000 Real
K 1.000000 Real
SURFACE FIMISH RzE String
Cab_FEATURE_M... SIMPLE_HOLE String
B i
] e X
Title Walue
Type IString 'l
1] I Apply | Cancel |

Since the hole making template also contains an attributed
point called SIMPLE_HOLE, the Hole Making processor will
recognize this point as a feature and apply the appropriate
machining rules based on the attributes.

[0 Cancel the Point Properties dialog.

Step 5: Examine the Hole Making Template.

You will review the Hole Making template. You specified this

template when you chose hole_making as the CAM Setup. You will
see that this template contains a countersunk hole feature and an
attributed point similar to the ones you just observed in your part.
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O In the menu bar, choose Window - More.

[0 Choose hole_making in the Change Window dialog and
then choose OK.

0 Choose the Select Features icon.
O Select the countersunk hole illustrated below.
o
~ %?W
g
[0 Choose MB3. Properties.
[0 Inthe COUNTER_SUNK_HOLE Properties dialog, notice that

the feature name, COUNTER_SUNK_HOLE, is the same
as the one in your part.

erali Feature Attributes |

Feature Marme

[comTER_stNE_HOLE ll
i

0F, I Apply | Cancel |

Since your part contains machinable features called
COUNTER_SUNK_HOLE, the Hole Making processor
will recognize all occurrences of this feature and apply the
appropriate rules for machining.

[0 Cancel the Feature Properties dialog.

[0 Choose the Select General Objects icon.
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[0 Select the point (4th hole from the right corner) as illustrated.

[0 Choose MB3, Properties.

[0 In the Point Properties dialog, choose the Attributes tab.
Notice the feature name is SIMPLE_HOLE.

E3
Title [alue [Tpe |
DIAMETER £.000000 Real
DEPTH 55.000000 Real
TIP &8MGLE 118.000000 Real
TOLERAMCE H? Shring
Cab_FEATURE_M... SIMPLE_HOLE String
2 a
Bl X
Title Walue
Type IString 'l
1] I Apply | Cancel |

Since your part contains attributed points called
SIMPLE_HOLE, the Hole Making processor will recognize
all occurrences of this point as a machinable feature and will
apply the appropriate rules for machining.

[0 Cancel the Point Properties dialog.

[0 In the menu bar, choose Window - ***_holemaking to display
the part.

Step 6: Specify an Appropriate Tool Axis.

You will specify a tool axis allowing the Hole Making processor to
create tool paths for holes at any angle (this would be applicable
for a 5-axis machine only).
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[0 Double-click the Operation Navigator tab in the resource bar
and undock the Operation Navigator (using the Ctrl key) to
display in a separate window.

[0 Display the Geometry view of the Operation Navigator.
Double-click on the MCS object.

[0 Verify the Tool Axis option is set to All Axes.

Fixture Offset I‘
Tool Axis I Al dwes ™ l

[~ Clearance [ Lower Limit

All selected items

Dizplay | Specify | Info |

[0 Choose OK to accept the tool axis.

Step 7. Specify the Part Geometry.
You will specify the solid body as the part geometry.

(0 Double-click on the Workpiece icon in the Operation
Navigator.

[0 Verify the Part icon is chosen and choose Select.

[0 Choose the solid body.

[0 Choose OK to accept the part geometry.
[0 Choose OK to accept the MILL_GEOM dialog.

Step 8: Create Operations to Machine Simple Holes.

You are now ready to create the operations that machine the
simple holes.
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[0 Choose the Create Geometry icon on the toolbar.

[0 Choose the SIMPLE_HOLE icon and verify the Parent
Group option is set to Workpiece.

WP Create Geometry B

Type I hale_making > l

Subtype ————

N s NI
N E e 1R
Nt
Parent Group_— |WORKPIECE =]
=y
[ ok | ok | Cance |

[0 Choose OK to create the operations.

The processor will take a few moments to process the
information.

[0 Once the processing is complete, choose OK in the
SIMPLE_HOLE dialog to accept DIAMETER as the
classification criteria.

By choosing Diameter as the classification criteria, you have
specified that each feature group will contain operations
associated with simple holes of a particular diameter.

[0 Display the Geometry view of the Operation Navigator and
expand the feature groups.

Notice in the Operation Navigator that two simple hole
feature groups, SIMPLE_HOLE and SIMPLE_HOLE_1 were
created. The simple holes in this part had only two diameters.
The simple holes of one diameter require spot drilling,
pre-drilling, drilling and deburring. The simple holes of the
other diameter require spot drilling, pre-drilling and drilling.

& Dperation Navig. -G try
Mame | Fath | Tool | Geometry | Method

-y WORKPIECE
E-@(ESIMPLE_HOLE

@} SPOT_DRILL_SIM...

@} PRE_DRILL_SIMP...

@} DRILL_SIMPLE_H...

UGTO321_010  SIMPLE_HOLE SPOT_DRILL_METHOD
UGTO3M_003  SIMPLE_HOLE PRE_DRILL_METHOD
UGTO3M_010 SIMPLE_HOLE STANDARD_DRILL_METHOD
UGTO361_021  SIMPLE_HOLE DEEURRING_METHOD

UGTO3211_010 SIMPLE_HOLE_1  SPOT_DRILL_METHOD
UGTO3M_385  SIMPLE_HOLE_1 PRE_DRILL_METHOD
SIMPLE_HOLE_1  STANDARD_DRILL_METHOD

[
T
o5 S & & &4
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above. Since the Hole Making processor assigns
feature group numbers randomly, the operations
listed in one feature group (SIMPLE_HOLE) might
be listed in the other feature group in your part.

E Your results may differ slightly from those illustrated

Step 9:  View the Information Window.

The Information window displays a record of the data that was
processed and the output that was generated.

(0 Enlarge the Information window and examine the contents.

The Hole Making processor used the SIMPLE_HOLE
template, found ten simple hole features in the part and
classified these features into two feature groups according to
diameter.

Instantiating Feature Geometry Template : SIMPLE HOLE <:’

LR R e e R e R R R R A R R R ]

Identifying all features of name: FIMPLE HOLE
10 features were found with feature name: SIHPLE_HOLE<:’

Classifying features according to the following criteria

DIMETER<:’

2 group(=s) were found after classification criteria were applied<:’
Further classifying according to tool axis and accessability constraint
2 group(=s) were found after applying accesssbility constraint

Creating group SIMPLE HOLE

0 Dismiss the Information window.

Step 10: Examine the Feature Groups.

[0 Double-click on the SIMPLE_HOLE feature group icon in the
Operation Navigator.

GEOMETRY

-1y WORKFIECE
[ERZ SIMPLE HOLE

_DRILL_: *® 4 WGTORI_010  SIMPLE_HOLE  SPOT_DRILL_METHOD X

@} PRE_DRILL_SIMP... % %TDSDLDDS SIMPLE_HOLE  PRE_DRILL_METHOD X

@} DRILL_SIMPLE_H.. % TO301_010 SIMPLE_HOLE  STAMDARD_DRILL_METHOD ¥

@ DEBUR_SIMPLE_.. % UGTO361_021 SIMPLE_HOLE  DEBURRING_METHOD X
(i SIMPLE_HOLE_1

X X

X x

X X

@ SPOT_DRILL_SIM... UGTD321_M0 SIMPLE_HOLE_1  SPOT_DRILL_METHOD

UGT03M_385  SIMPLE_HOLE_1 PRE_DRILL_METHOD
SIMPLE_HOLE_1  STAMD&RD_DRILL_METHOD

The associated features, all of which have the same

diameter, are highlighted on the part. Your results may be
different for this particular feature group because the Hole
Making processor numbers the feature groups randomly. If
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double-clicking on SIMPLE_HOLE does not highlight the
holes illustrated below, double-click on SIMPLE_HOLE_1.

[0 Choose Cancel to dismiss the Simple Hole dialog.

Step 11: Perform a Tool Query.

The Machining Method view allows you to perform a tool query
which displays the attributes the machining rules used when
selecting tools for each machining method.

[0 Choose the Machining Method.
[0 Expand the Machining Method groups.

[0 Double-click on the SPOT_DRILL_METHOD group icon.

METHOD

MOME

&g CRILL_METHOD
&g HOLE_MILL_METHOD

| _ UGTO321_
DRILL_SIMPLYA, S UGTO321
[—]--%PHE_DHILL_METHDD
O-ﬂ— PRE_DRILL_SIMPLE_... UGTO301_
O-ﬂ— PRE_DRILL_SIMPLE_... UGTO301_
[—]% STAMDARD_DRILL_METHOD

O-ﬂ— DRILL_SIMPLE_HOLE 3

O-ﬂ— DRILL_SIMPLE_HOL... ¥
----%EDHE_DHILL_METHDD
[—]--%DEBUHHING_METHDD

5----O-u-DEBUF|_SIMF'LE_HDLE * UGTO3E1_
----%HEAMING_METHDD
----%BDHE_METHDD

UGTO301_

[0 Choose Class under Tool Query.

CutMethod : DRILLING |

Tool Query

Elassl_\J Guerny |
L
(1]8 Iwk | Cancel |
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O

O

The Library Class Selection dialog indicates that Spot Drill
is the class of tool used for spot drilling operations.

&P Library Class Selection B3

Taol

- Milling

& Diiling

- Twist Dirill

- Ingert Diill

- Gun Drill

- Indexable Inzert Drill
- Care Drill

- Center Crill

.. Bore

- Counterbore

- Counter Sinking Tool [non inde:;
- Tap

- Chucking Reamer

- Taper Reamer

- Step Diill

- LG Drill

[#- Turning

Cancel the Library Class Selection dialog.

Choose Query under Tool Query.

This dialog displays the parameters for this tool class and the
specific Knowledge Fusion rule(s) that was applied. Editing
these items requires a working knowledge of the language in
which the Knowledge Fusion rules are written and is typically
not done by the end-user, and will not be covered here.

Cancel the Query from Method dialog.

Cancel the hole_making dialog.

Step 12: Generate the Spot Drill Tool Paths.

You will display the tools and generate the tool paths for the Spot
Drill operations.

O

O

Display the Program Order view of the Operation Navigator.

Double-click on the SPOT_DRILL_SIMPLE_HOLE operation

to display the operation dialog.

NC_FROGRAM

o[ PROGRAM

B SPOT_DRILL

[~ 205 P07 DRILL SIMPLE HOLE iy
O-ﬂ— SPOT_DRILL_SIMPLE_HOLE_1
- @ EE] DRILL

- [E8] COUNTERSINE
-+ [E8] COUNTERBORE
o/ EEIMILL

o/ TAP

- @8] DEEUR

- @)= REAM

- |} [E1BORE

©UGS Corp., All Rights Reserved Advanced Machining Applications— Student Guide 8-15



Hole Making

[0 Choose the Edit Display icon under Tool Path and set the
Tool Display option to 3-D.

[0 Choose OK to accept the Display Options.

[0 Generate the tool path. Your tool path might differ slightly.

Notice at the end of the part, only the outermost horizontal
holes are spot drilled and the operation does not attempt to
spot drill the inner holes. This is a result of each pair of holes
(the two holes drilled from the left and the two holes drilled
from the right) being modeled as a single feature.

\‘1’7\ NN

[0 Choose OK to accept the operation.

Step 13: Generate the Pre-Drill Tool Path.

You will display the tools and generate the tool path for the
PRE_DRILL_SIMPLE_HOLE operation.

(0 Double-click on the PRE_DRILL_SIMPLE_HOLE operation
to display the operation dialog.

[0 Choose the Edit Display icon under Tool Path and set the
Tool Display option to 3-D.

[0 Choose OK to accept the Display Options.

[0 Generate the tool path.
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Notice that the tool is not long enough to drill through the fork
area at the end of the part. This is a case where you will need
to edit the length of the tool.

Step 14: Edit the Tool Length.
[0 Choose the Groups tab from the Hole_Making dialog.

0 With Tool:UGT0301_009 chosen, choose Edit.

Main  Groups I

" Method: PRE_DRILL_METHOD

Edit | Fieselect Dizplay |
3

Tool Query

Cluerny |

[0 Choose OK to the Group Editing warning message.

[0 Change the Length to 425.

[D] Diameter I 40,0000
[CR] Corner R adius I 0.0o000

L] Length 425.0000

[PA)] Paint Angle 11&.0000

[FL] Flute Length |2 00,0000

Mumber of Flutes

|

[0 Choose OK.
[0 Choose YES to the Edit Tool warning message.

0 Choose the Main tab.

©UGS Corp., All Rights Reserved Advanced Machining Applications— Student Guide 8-17



Hole Making
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Step 15:

Step 16:

[0 Generate the tool path.

The tools are now long enough to drill the full depth of the
holes.

[0 Choose OK to complete the operation.

Generate the Drill Tool Path.

You will display the tools and generate the tool path for the
DRILL_SIMPLE_HOLE operation.

(0 Double-click on the DRILL_SIMPLE_HOLE operation to
display the operation dialog.

[0 Choose the Edit Display icon under Tool Path and set the

Tool Display option to 3-D.
Choose OK to accept the Display Options.

[0 Generate the tool path.

Again, the tool is not long enough to drill through the fork at
the end of the part. You will need to edit the length of the tool

as you did previously.

[0 Change the length of the tool to 425 and regenerate the tool

path as you previously did.
[0 Choose OK to complete the operation.

Generate the Spot Drill Tool Path.

You will display the tools and generate the tool path for the
SPOT_DRILL_SIMPLE_HOLE_1 operation.

[ Double-click on the SPOT_DRILL_SIMPLE_HOLE_1.

©UGS Corp., All Rights Reserved
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[0 Choose Edit Display and set the Tool Display to 3-D.
[0 Choose OK to accept the Display Options.

[0 Generate the tool path.

This operation spot drills the 60 mm diameter holes defined by
attributes. If you look closely, you will notice that there are no
hole features modeled.

[0 Choose OK to accept the operation.

Step 17: Generate the Pre-Drill Tool Path.

You will display the tools and generate the tool path for the
PRE_DRILL_SIMPLE_HOLE_1 operation.

[ Double-click on the PRE_DRILL_SIMPLE_HOLE 1.

[0 Choose the Edit Display icon and set the Tool Display option
to 3-D.

[0 Choose OK to accept the Display Options.

[0 Generate the tool path.

[0 Choose OK to complete the operation.

Step 18: Generate the Drill Tool Path.
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You will display the tools and generate the tool path for the
DRILL_SIMPLE_HOLE_1 operation.

[0 Double-click on the DRILL_SIMPLE_HOLE_1.

[0 Choose the Edit Display and set the Tool Display option
to 3-D.

[0 Choose OK to accept the Display Options.

[0 Generate the tool path.

This time you received an error message stating that no tool
has been specified.

Operation Parameter Error

@ Mo tool is specified.

The hole making template does not contain the tool required to
drill the 60 mm diameter holes.

[0 Choose OK to the error message.
[0 Choose OK to the operation.

Step 19: Add a Tool.

You should verify that every operation contains a tool. To
accomplish this look at the Geometry view of the Operation
Navigator. You can then add the required tools.

[0 Display the Geometry view of the Operation Navigator.
[0 Expand the SIMPLE_HOLE feature groups until you find the

operation that does not contain a tool.

-y WORKPIECE
=@

v
-ﬂ-PHE_DHILL_SIMF'LE_HDLE v UGTO301_009  SIMPLE_HOLE
- -ﬂ-DHILL_SIMF'LE_HDLE v UGTO301_010  SIMPLE_HOLE
O-ﬂ- DEBUR_SIMPLE_HOLE > UGTO361_021  SIMPLE_HOLE

v

v

SIMPLE_HOLE
-1} SPOT_DRILL_SIMPLE_HOLE UGTO321_M0 SIMPLE_HOLE

-7 {J SPOT_DRILL_SIMPLE_HOLE_1
- [ PRE_DRILL_SIMPLE_HOLE T

UGTO321_M0 SIMPLE_HOLE_1
UGTO3M_385  SIMPLE_HOLE_1
SIMPLE_HOLE 1

[0 You can display the diameter and depth of the holes defined
by the attributed points by selecting one of the points and
choosing MB3, Properties.
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You will find that the holes have a diameter of 60 and a depth
of 110. You can now create the required tool.

[0 Double-click the DRILL_SIMPLE_HOLE_1 operation icon to
edit the operation.

[0 Choose the Groups tab.
Notice that the Tool: option object is NONE.

Choose the Select button.

Choose New on the Select Tool dialog.

Choose the STD_DRILL icon and then OK to accept it.
Key in 60 in the Diameter field.

Key in 200 in the Length field.

Choose OK to create the tool.

Choose the Main tab.

o o o o o o o o

Generate the tool path.

[0 Choose OK to complete the operation.

Step 20: Create Operations to Machine the Counter bore holes.

[0 Choose the Create Geometry icon in the toolbar.

©UGS Corp., All Rights Reserved Advanced Machining Applications— Student Guide 8-21



Hole Making

[0 Choose the CB_HOLE icon and verify the Parent Group
option is set to Workpiece.

WP Create Geometry B
Type [nole_making =]

Subtype

A Nk
A
N i

Farent Group WORKFIECE =
Mame )

ak I Apply | Eancell

[0 Choose OK to create the operations.

The processor will take a few moments to process.

[0 Once the processing is complete, choose OK in the CB_HOLE
dialog to accept HOLE DIAMETER and C-BORE
DIAMETER as the classification criteria.

0 Dismiss the Information window.

Notice that one of the operations does not have a tool.

GEOMETRY

-y WORKPIECE

=- @[ SIMPLE_HOLE
L SPOT_DRILL_SIMPLE_HOLE

! -} PRE_DRILL_SIMPLE_HOLE
-} DRILL_SIMPLE_HOLE

@) DEBUR_SIMPLE_HOLE
SIMPLE_HOLE_1

I SPOT_DRILL_SIMPLE_HOLE 1
-} PRE_DRILL_SIMPLE_HOLE_1

= 9} DRILL_SIMPLE_HOLE_1

=- @i CB_HOLE

@} SPOT_DRILL_CB_HOLE
@} DRILL_CB_HOLE
™~ 2§ CEORE CE HOLE
@) DEBUR_CE_HOLE

UGTO321_M0 SIMPLE_HOLE
UGTO3M_003  SIMPLE_HOLE
UGTO3M_M0 - SIMPLE_HOLE
UGTO361_021  SIMPLE_HOLE

UGTO321_0 SIMPLE_HOLE_1
UGTO3M_385  SIMPLE_HOLE_1
STD_DRILL SIMPLE_HOLE_1

UGTO321_M0 CEB_HOLE
UGTO3M_053  CB_HOLE

v
v
v
*
v
v
v
*
x
.

Step 21: Add a Tool.

You must first identify the features that are associated with the
CB_HOLE feature group. You can then analyze the feature to
identify the diameter and depth of the holes.
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(0 Double-click on the CB_HOLE feature group icon.

GEOMETRY
;----NDNE
E-5i% MCS
-y WORKPIECE
- @i SIMPLE_HOLE
I SPOT_DRILL_SIMPLE_HOLE UGTO321_010  SIMPLE_HOLE
-2 - PRE_DRILL_SIMPLE_HOLE UGTO301_009  SIMPLE_HOLE
- DRILL_SIMPLE_HOLE UGTO301_010  SIMPLE_HOLE

v
v
v
@ DEBUR_SIMPLE_HOLE X UGTO361_021  SIMPLE_HOLE
SIMPLE_HOLE_1
k- SPOT_DRILL_SIMPLE_HOLE_1 v UGTO321_M0 SIMPLE_HOLE_1
-1 {Jr PRE_DRILL_SIMPLE_HOLE_1 v UGTO3M_385  SIMPLE_HOLE_1
v STD_DRILL SIMPLE_HOLE_1
hot
*
*
*

UGTO321_0M0 CB_HOLE
@} DRILL_CE. UGTO3M_053  CB_HOLE
- @} CBORE_CE_HOLE

@ DEBUR CB HOLE

CB_HOLE
UGTO3681 021 CB HOLE

[0 Under Accessibility Vectors, choose Display.

Aecessibility Yectors

Edit | Heselectl Dizplay |

- i
Bag d‘ Cancel |

The Vector is displayed in the Graphics window.

M

The vector identifies one of the features associated with the

CB_HOLE feature group.
[0 Cancel the CB_HOLE dialog.
[0 Choose Information - Feature from the toolbar.

[0 Select the counter bore hole as illustrated.

+

[0 Choose OK in the Feature Browser dialog.

The Information window indicates that the counter bore

diameter is 50 and the counter bore depth is 20.
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COUNTER_EORE_HOLE(51)

plos=z5
Hole Diameter

plo6=50
C-Bore Diameter

pla7=z0
C-Bore Depth

p129=0.0

Z5

50

zZ0

Pozitioning Dimension Parallel Distance S3et To Zero

Feature Parameters for: COUNTER EORE HOLE (51)

Feature Type - COUNTER_EORE_HOLE (51) THRU

Chore Diameter
Chore Depth

Hole Diameter
Ref Foint

X
T
Z
Direction X
T
Z

S0.000000000
Z0.000000000
Z25.000000000
1110.000000000
175.000000000
115.000000000
0. 000000000
0. 000000000
—1.000000000

Feature Associativity for: COUNTER EORE HOLE (51)

Parent (s) :

ELOCK (0}
EOSS (49)

O

o o o o o o

Dismiss the Information window.

You can now create the required tool.

Double-click the CBORE_CB_HOLE operation icon to edit
the operation.

Choose the Groups tab.
Notice that the Tool: option says NONE.

Choose Select.

Choose New.

Choose the COUNTER_BORE icon and OK to accept it.
Key in 50 in the Diameter field.

Choose OK to create the tool.

Choose OK to complete the operation.

All of the operations within the CB_HOLE feature group now
contain tools.

Step 22: Generate the Tool Paths for the Counter bore Holes.
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[0 Highlight the CB_HOLE feature group and choose MB3,
Generate to generate the tool paths.

[0 Choose OK to accept each one of the tool paths.

[0 Save the part file.
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Tagging

The Hole Making processor recognizes NX based features such as simple
holes, countersunk holes, counter bored holes, and symbolic threads as
machinable features and applies machining rules based on their shape, size,
and other attributes such as surface finish. Simple geometry such as points
and arcs, can only be recognized by the Hole Making processor if they are
tagged. Recall in the previous activity that you were able to machine holes
where only tagged points represented the holes.

You were able to machine these points since they had been previously tagged
as simple holes with a specific diameter and depth. Tagging allows you to
apply attributes such as feature name, diameter, depth, tip angle, and surface
finish so that the Hole Making processor can recognize simple geometry as
machinable features and apply machining rules.
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Activity: Tagging Points

In this activity, you will tag pints so that the Hole Making processor
recognizes them as simple holes.

Step 1.

Tag Points with Attributes.

[0 Continue using ***_holemaking.

[0 Choose Tools - Machining Feature Manager from the

menu bar.

The Machining Feature Manager is displayed.

Select the Tag Points icon. &

Display the menu options next to Feature Name to see the
different feature names that can be assigned attributes.

&P Tagging Attributes to Points E3
Main IDthers |

Feature Mame

ﬂ

THREADED_COUNTER_BORE_HOLE
o g COUNTER_SUNK_HOLE

d THREADED, COUNTER_SUNK_HOLE
l6.0 I _FEATURE

|8.0 | B TIIT T T

| 50 118 |0 0=

| Dismeter|

|10.0

Verify that SIMPLE_HOLE is specified as the Feature
Name.

&P T agging Attributes to Points E3

i Others |

Feature Name | SIMPLE_HOLE =l

Feature Description Is imple hole with no threa

Fill in the following values in the Tagging Attributes to
Points dialog. Verify the Surface Finish field has been
blanked out and that the Tolerance field says H7.

Diamneter |25 .oooo I

Depth [s0.0000 | |

TipAngle [118.000 | |

Surface Finish IRz 3 I

Ll Lo L L 1

Tolerance IH".-‘ I

By specifying a tolerance of H7 the Hole Making processor will
include a reaming operation.
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[0 Select the point as illustrated.

[0 Choose Apply.

[0 Select each of the remaining three points, choosing Apply
after selecting each point, for the attributes to be applied
individually to each point.

[0 Close the Tagging Attributes to Points dialog.
[0 Close the Machining Feature Manager dialog.

Step 2: Create Operations to Machine the Simple Holes.

[0 Choose the Create Geometry icon in the toolbar.

[0 Choose the SIMPLE_HOLE icon and verify the Parent
Group option is set to Workpiece.

&P Create Geomety x|
Type I hale_making 'l

Subtype

£ @& G

A A

TS
ParentGroup | WORKPIECE =]

Mame

ak I ‘.-Apply | Eancell

[0 Choose OK to create the operations.

[0 Once the processing is complete, choose OK in the
SIMPLE_HOLE dialog to accept DIAMETER as the
classification criteria.

O Dismiss the Information window.
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=@

@} SPOT_DRILL_SIMPLE_HOLE_2
@} PRE_DRILL_TOL SIMPLE_HOL...
@} DRILL_TOL_SIMPLE_HOLE_2
@} DEBUR_SIMPLE_HOLE_2

----- @) REAM_TOL_SIMPLE_HOLE_2

UGTO321_M0 SIMPLE_HOLE_2
UGTO3M_007  SIMPLE_HOLE_2
UGT0303_021  SIMPLE_HOLE_2

UGTO361_018  SIMPLE_HOLE_2
UGTO341_313  SIMPLE_HOLE_2

b S S ool }

Step 3: Generate the Tool Paths for the Simple Holes.
[0 Highlight the SIMPLE_HOLE_2 feature group and using
MB3, Generate the tool paths.
[0 Choose OK to accept each of the tool paths.

You can double-click on each operation, choose the Edit
Display icon under Tool Path, set the Tool Display option to
3-D and Replay the tool path to see the tools.

[0 Save the part file.
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Optimization

Optimization improves machining effectiveness by consolidating tools to
minimize the number of tools used, reordering operations to eliminate
redundant tool changes and resequences features to minimize the tool travel
distance.

= B epmvirn_he_n
BTN [ER S

< i dpseor e SR dms

o A SPoT_ DAL CB_HILE 2

o rsPOT DAL CB HULE &
~ ) SRETRET _hnJnir

The Optimization dialog displays three options:

= Consolidate Tools causes the program to use as few tools as possible
without compromising the effectiveness of machining.

= Minimize Tool Changes reorders operations to minimize the number of
tool changes that occur within the program. The Hole Making processor
does this without violating operation order constraints. For instance a
drilling operation will never be placed before a spot drilling operation.

= Create Optimization Group creates groups containing operations
that define an optimal tool path. Features cut with the same tool
are resequenced to minimize tool travel distance within and between
operations.
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Activity: Optimizing a Spot Drill Subprogram

Step 1: Open an existing part, save with a new name and enter the
Manufacturing Application.

[0 Open the part ama_optimization.

[0 Save the part as***_optimization, where *** represents your
initials.

[0 Choose Application - Manufacturing.

Step 2: Generate the generic Tool Paths.

You will generate the tool paths for the existing SPOT_DRILL
sub operation to illustrate the inefficiency of the tool movements.

In the Program Order view, notice the excessive number of tool
changes in the SPOT_DRILL group object.

PlES 5FOT DRILL
-u— SPOT_DRILL_SIMPLE_HOLE
-u— SPOT_DRILL_SIMPLE_HOLE_1
-u— SPOT_DRILL_SIMPLE_HOLE_2
-u— SPOT_DRILL_SIMPLE_HOLE_3
-u— SPOT_DRILL_SIMPLE_HOLE_4
-u— SPOT_DRILL_SIMPLE_HOLE_&
-u— SPOT_DRILL_SIMPLE_HOLE_&
-u— SPOT_DRILL_SIMPLE_HOLE_7
-u— SPOT_DRILL_CB_HOLE
-u— SPOT_DRILL_CB_HOLE_1
-u— SPOT_DRILL_CB_HOLE_2
-u— SPOT_DRILL_CB_HOLE_3
-u— SPOT_DRILL_CB_HOLE_4
-u— SPOT_DRILL_CB_HOLE_5
-u— SPOT_DRILL_CB_HOLE_&
-u— SPOT_DRILL_CS_HOLE
-u— SPOT_DRILL_CS_HOLE_1
-u— SPOT_DRILL_CS_HOLE_2
- -u— SPOT_DRILL_CS_HOLE_3

0 Highlight the SPOT DRILL sub operation icon and use MB3,
Generate.
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O Turn the Pause After Each Path and Refresh Before Each
Path options off.

[0 Choose OK to generate and display all of the tool paths for the
DRILL sub operation.

[0 Choose OK to accept the tool paths.

Notice the excessive and disorganized non-cutting tool
movements.

1

I

I

|

I

I
ot

It is more efficient to use one tool where possible regardless of
feature type and to minimize tool changes and traversals. You
will see how optimization can accomplish this.

Step 3:  Optimize the Program.

Optimization should be done in the Program Order view. This
will allow you to observe the reordering of operations and the
creation of Optimization groups.

[0 Choose the SPOT_DRILL subprogram icon in the Operation
Navigator and use MB3, Object - Optimize .

0 Verify that all three options are turned on and then choose OK
to begin the optimization process.

The Hole Making processor will take a few moments to process
the holes.

[0 When processing is complete, expand the Optimization
groups.
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The number of tool changes has been reduced to four.

ERZYE) SPOT DRILL
OPTIMIZED_NC
-} SPOT_DRILL_SIMPLE_HOLE
-} SPOT_DRILL_CE_HOLE

- {}-SPOT_DRILL_CB_HOLE_5

- 4 {} SPOT_DRILL_CS_HOLE_2

=-@# % OPTIMIZED_NC_1

F SPOT_DRILL_SIMPLE_HOLE_1
k- SPOT_DRILL_SIMPLE_HOLE_5
@) OPTIMIZED_NC_2

-9 {J SPOT_DRILL_SIMPLE_HOLE_2
-9 [} SPOT_DRILL_SIMPLE_HOLE_3

-9 [} SPOT_DRILL_SIMPLE_HOLE_4
-9 [} SPOT_DRILL_CE_HOLE_1
-9 [} SPOT_DRILL_CE_HOLE_3

-7} SPOT_DRILL_CB_HOLE_4

-7 {} SPOT_DRILL_CS_HOLE
- 2 {}- SPOT_DRILL_CS_HOLE_1
=- @) OPTIMIZED_NC_3
@ SPOT_DRILL_SIMPLE_HOLE &
@ SPOT_DRILL_SIMPLE_HOLE_7
@ SPOT_DRILL_CB_HOLE_2
@ SPOT_DRILL_CB_HOLE_6
@ SPOT_DRILL_CS_HOLE_3

Step 4: Generate the Optimized Tool Paths.

O

O

O

Choose the OPTIMIZE_NC_3 object and then Generate the
tool path for this optimization group.

Choose OK to complete the tool path generation.

The Hole Making processor no longer machines manufacturing
features in the order according to feature type. As illustrated
below, all manufacturing features that can be cut by the same
tool regardless of feature type are grouped and an optimal tool
path is generated to minimize tool travel distance.

B
O
Couniersink

-\-'aimgrbore:@)

Choose the SPOT_DRILL object and then Generate the tool
paths for all of the optimization subprograms.

[0 Save the part file.
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Additional Hole Making Topics

Alternate Groups of Operations

Alternate Groups of Operations allows you to create groups of operations that
perform machining tasks that are different than the feature templates that
are provided as a standard with Hole Making.

As an example, you can define one group of operations that drills before
countersinking and another group of operations that countersinks before
drilling. When defining the hole making process, you can then choose the
appropriate group of operations for machining that type of particular feature.
You would then use this option when you want to minimize the number of
feature templates being used.

Alternate Groups of Operations are created in the Geometry view of the
Operation Navigator by highlighting a feature group, and then by selecting
MB3 - Object - Alternate Groups of Operations. In the Alternate Groups of
Operations dialog, the upper list which is displayed contains the operations
allowed for the selected feature group. The lower list displayed contains the
alternate groups and their respective operations in their current order.

You can create the alternate groups in the lower list by choosing the New
Group icon. You may add operations to the alternate group by highlighting
the operation in the Available Operations list and then choose the Move
Operation to Group icon.

To delete operations or alternate groups, use the Delete Group/Operation
icon. For specific Knowledge Fusion rules, use the Alternate Group Rule field
to write the KF rule that will be used to decide which group of operations
will machine that particular feature group. For example, a rule might be as
follows: If the material of the part is steel, Alternate Group one is TRUE
else False.

Cut Area

Cut Area allows you to reduce the scope of machinable feature identifications
by creating a MILL_AREA group that identifies specific faces to be machined.
When there is no Cut Area geometry identified, the feature identification will
be the entire part. The WORKPIECE group should be specified as the parent
when creating this MILL_AREA group.

Bt T EMRE_HAE
Bl SIMPE_HOE_1
Bt SIMPE_HOE 2
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The face geometry defining the Cut Area is specified within the MILL_AREA
group. Selected points and arcs will be identified during the feature grouping
regardless of part or Cut Area geometry since Cut Area geometry is based on
faces and part geometry is based on bodies. Points and arcs are considered as
neither faces or bodies.

WP Create Geometry B3

Geometry

Name [ [ h Oipia |

Lapout/Layer

__ P Save Layer Settings

Layout Mame

Save Laypout/Layer |

Ok I Back Cancel |

Feature Recognition

Hole Making will recognize simple, counter bored and countersunk hole
features that have not been explicitly created as a NX feature. These features
are based on cylinders with diameter and depth parameters, cones with
maximum and minimum cone diameters as well as cone angle and planes.

A simple hole is created from a cylinder with planes designating the top and
bottom of the hole.

r \
K "/ Fi T ; y
0| [/ R/1Q /9 A

\ ~ / / ; S
oV / I

[ - = / ’ i

/ ST S i)
ra PR P P VA,
K FA i K !
P A P SN

e (1) Cylinder

e (2) Cylinder and plane

e (3) Cylinder and cone

e (4) Cylinder, Cone, Plane

e (5) Cylinder, Cone, Plane
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A counter bored hole consists of a cylinder and plane, which designate the
counter bore with the addition of a simple hole feature.

e (1) Cylinder, plane, simple hole
e (2) Cylinder, plane, simple hole
= (3) Cylinder, plane, cone, simple hole
e (4) Cylinder, plane, cone, simple hole
« (5) Cylinder, plane, cone, simple hole

A countersink hole consists of a cone with the addition of a simple hole.

e (1) Cone, plane, simple hole

= (2) Cone, plane, simple hole

= (3) Cone, plane, cone, simple hole

= (4) Cone, plane, cone, simple hole

= (5) Cone, plane, cone, simple hole

To use this functionality, declare all simple hole, counter bored hole and

countersunk hole shapes as machinable features, create the operation and
generate the tool path.
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Activity: Feature Recognition

In this activity you will utilize the Hole Making processor to machine
simple, counter bored and countersunk hole shapes that have not been
created explicitly as features. You will first replay existing operations that
will machine the holes that have been modelled as features. You will then
use the Feature Recognition option to recognize holes that were created by
subtracting cylinders from the solid body. Finally, you will create operations
that will machine all of the holes in the part.

Step 1: Open the part ama_hole_making_feature.

[0 Briefly examine the part.

Step 2. Enter the Manufacturing Application and display the
Operation Navigator.

[0 Choose Application - Manufacturing from the menu bar.

Choose the Operation Navigator icon from the Resource bar. =

[0 If necessary, change to the Program Order view of the
Operation Navigator and expand the SPOT DRILL, DRILL
and COUNTERBORE objects.

NC_PROGRAM
-+ [ PROGRAM
[E] NONE
- ¥ E15POT_DRILL

-9} SPOT_DRILL_SIMPLE_HOLE
“ 4 [} SPOT_DRILL_CB_HOLE
- ¢ EIDRILL
-+ [ COUNTERSINK
- @& COUNTERBORE

- § {}- CBORE_CB_HOLE UGTIDS1_146
BDHE
MILL
/I TAR
- 'J [ DEBUR
- J [ REAM

W UGTIOZ21_013
W UGTIOZ21_015

You will replay existing operations and observe that only
features which have been modeled are machined.
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Step 3: Replay the SPOT_DRILL_SIMPLE_HOLE and
SPOT_DRILL_CB_HOLE operations.

[0 Highlight the SPOT_DRILL_SIMPLE_HOLE operation,
using MB3, Replay the operation.

[0 Highlight the SPOT_DRILL_CB_HOLE operation, using
MB3, replay the operation.

Note that only four holes, that were previously modelled as
features, are recognized as machinable features and have tool
paths associated with them.

[0 Replay the tool paths for the DRILL and COUNTERBORE
objects as well.

You will now create operations that will machine all of the
holes that are contained in the part.

Step 4: Create operations that will machine non modelled as well
as modelled features.

In order for the Hole Making processor to select the holes that
were not modelled as simple hole features, you will need to use
the Feature Recognition option.
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[0 Choose Tools - Machining Feature Manager from the
toolbar.

The Machining Feature Manager dialog is displayed.

O Select the Recognize Feature icon. &

The Machining Feature Recognition dialog is displayed.
[0 Set the Type to HOLE(1).

[0 Set the Hole Type to SIMPLE_HOLE(2).

Q9™ E s

~ Selection Steps

i

I™ Include Modeling Features

Fecognized Features

kel

[k | Lol | Cancel |

[0 Select the body containing the features (part).
[0 Choose the Apply button.

OO0 Choose the Part.
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The four holes are now recognized as being simple holes, are
displayed in the Feature List box of the Feature Recognition
dialog and are highlighted on the part.

M Machining Feature Recog... [E4

~ Type
!
~ Selection Steps
- |7
il -
pl -
o - -
- b ™ Include Modeling Features
= = Hole TyplSIMPLE_HOLE -]

Fecognized Features
SIMPLE_HOLE

(0] I Apply | Eancell

You will now use the Feature Recognition function to recognize
the counter bored hole feature types as machinable features.

[0 Set the Hole Type to COUNTER_BORE_HOLE.

[0 Choose the Apply button.
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The four holes are now recognized as being counter bored holes,
are displayed in the Recognized Features box of the Machining
Feature Recognition dialog and are highlighted on the part.

M Machining Feature Recog... [E

 Type
&
~ Selection Steps
-
il =
» >
i - »
[ - I™ Include Modeling Features
= L Hole TypeLOUNTER_BORE_HOLE =]
=

Fecognized Features

SIMPLE_HOLE
SIMPLE_HOLE
SIMPLE_HOLE
SIMPLE_HOLE
COUNTER_BORE_HOLE

(0] I Apply | Eancell

[0 Choose OK on the Machining Feature Recognition dialog.

[0 Close the Machining Feature Manager.

You will now create the operations that will machine all holes
that are contained in the part.

[0 Choose the Create Geometryicon.

[0 If necessary, set the Type to hole_making and the Parent
Group to WORKPIECE.

[0 Choose the SIMPLE_HOLE icon from the Create Geometry
dialog.

[0 Choose OK from the Create Geometry dialog to begin
generating the operations.
The Information Window and SIMPLE_HOLE dialog is
displayed.

0 Dismiss the Information window and choose OK on the
SIMPLE_HOLE dialog.
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The diameter of the hole will be used as the classification
criteria. You will now create the operations for the counter
bored holes.

Choose the Create Geometry icon from the toolbar.

The Create Geometry dialog is displayed.
Choose the CB_HOLE icon.

Choose OK from the Create Geometry dialog to begin
generating the operations.

The Information Window and CB_HOLE dialog is displayed.

Dismiss the Information window and choose OK on the
CB_HOLE dialog. The diameter of the hole and counter bore
will be used as classification criteria.

You will now generate the tool paths.

Highlight the SPOT_DRILL object, using MB3, Generate
the tool path.

The tool path is generated.

[0 Repeat the above process for the DRILL and COUNTERBORE

operations.

[0 Close, without saving, the part file.
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Feature Status

The Feature Status option allows you to identify features that have not been
machined. This can occur due to collisions with clamps or the tool holder.

To check Feature Status, in the Geometry view of the Operation Navigator,
highlight the feature, use MB3 - Object - Feature Status.

Holder Types

Holder Type is found in the Tap tool dialog and allows you to specify either a
rigid or float type tapping holder. For legacy operations, Holder Type needs
to be customized in the Tap dialog.

3D in Process Work Piece

Hole Making allows you to create and use an associative In Process Work piece
(IPW). Using an IPW assures that blank geometry is recognized and each
subsequent cut region is based on remaining material. This will prevent the
tool from colliding with any material that remains from previous operations.

The following illustration represents a tool path (1) not using and (2) using
an IPW:

When the IPW is not used, the tool will traverse through the material.
When using the IPW the tool traverses above and clears any material which
remains. In sequential operations, an IPW is created and then used as blank
geometry in the operation which follows. The resultant IPW can be displayed
for each operation.
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Activity: Using the IPW in Hole Making

Step 1: Opening the part file, enter the Manufacturing application
and display the Operation Navigator.

[0 Open the file ama_hole_making_ipw.

[0 Briefly examine the part.

[0 Choose Application - Manufacturing from the menu bar.
[0 Choose the Operation Navigator from the resource bar.

[0 If necessary, change to the Geometry view of the Operation
Navigator and expand the group objects.

GEOMETRY

£y WORKPIECE
' SIMPLE_HOLE

o k- SPOT_DRILL_SIMPLE_HOLE v UGTIOZ21_M3  SIMPLE_HOLE SPOT_DRILL_METHOD
k- DRILL_SIMPLE_HOLE v UGTIO3M_075  SIMPLE_HOLE STANDARD_DRILL_METHOD
CB_HOLE
-1} SPOT_DRILL_CB_HOLE v UGTIOZ21_015  CB_HOLE SPOT_DRILL_METHOD
k- DRILL_CE_HOLE v UGTIO3M_075  CB_HOLE STANDARD_DRILL_METHOD
- - CBORE_CB_HOLE v UGTIOZE1_146  CE_HOLE CBORE_METHOD
CS_HOLE
k- SPOT_DRILL_CS_HOLE v UGTIOZ21_015  C5_HOLE SPOT_DRILL_METHOD
k- DRILL_CS_HOLE v UGTIO3M_068  C5_HOLE STANDARD_DRILL_METHOD
Ik CSINKE_CS_HOLE v UGTIO3E1_003  C5_HOLE CSINK_METHOD

You will notice that operations exist to spot drill, drill, counter
bore and counter sink the holes in the part. Next you will verify
the part and blank material and will replay the operation
SPOT_DRILL_SIMPLE_HOLE.
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Step 2:  Verify the part and blank material and then replay the
SPOT_DRILL_SIMPLE_HOLE operation.

0 Double-click the WORKPIECE object and display the Part (1)
and Blank (2) material.

The operation recognizes Blank geometry only if the IPW is

utilized. In this example, the Blank geometry, which extends
above the actual Part surface, in not recognized and the tool

collides with the Blank material.

You will now replay the tool path, and observe how the tool
collides with the Blank material.
[0 Choose OK on the MILL_GEOM dialog.

[0 Highlight the SPOT_DRILL_SIMPLE_HOLE operation,
using MB3, Replay the operation.

=1t

N

Note how the tool, when positioning from one hole to the next,
does not retract high enough, to avoid colliding with the Blank
material.

You will now activate the IPW, which will keep the tool from
colliding with the Blank material.Use 3D IPW option must be
customized into each HOLE_MAKING operation dialog.

Step 3: Incorporate and use the IPW.

[0 Change to the Program Order view of the Operation Navigator
and if necessary expand all objects.

0 Highlight the SPOT_DRILL_SIMPLE_HOLE operation and
using MB3, select Object - Customize.

The Customize Dialog is displayed.
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[0 Highlight Retract Distance On Tool Change from the
Items Used List.

&P Customize Dialog E3

Items Used

- Start Page: Main -

Hole Geometry *
Cycle List

Cycle

Clearance Distance

Fetract Distance ’

This will be the area of the Hole_Making dialog in which the
Use 3D IPW option will appear.

[0 Highlight Use 3D Workpiece from the Available Items list.

[0 Select the ADD arrow to move the Use 3D Workpiece option
into the Items Used list.

P Customize Dialog x|

Items Used

- Start Page: Main -

Hole Geometry *

Cycle List

Cycle

Clearance Distance

Fetract Distance ’
-

Usze Maodel Depth ;I
Level

Bazed On

Distance

Resequence

Walid Flute Tool Length

Oversize Tool

Set Machining . B

Label gl

B HA — wHE,
Preview | Default |

Ok I Back | Cancel |

[0 Choose OK to accept the Customize Dialog.

You will now activate the Use 3D IPW that will enable this
operation to use the IPW.

[0 In the Operation Navigator, double-click on the
SPOT_DRILL_SIMPLE_HOLE operation.

The HOLE_MAKING dialog is displayed.
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[0 Set the In Process Workpiece option to Use 3D.

.4 Broups |

Geometry

(A

e T (e

Cycle I Coill - l

Edit Cycle

Clearance Distance I 0.0500
Retract Distance I 0.1000
Added Retract on Toolaxiz Change I Z.0000

In Process Workpiece I Usze 3D T 'l
[ Collision Check
Wertical [Eleanatse 0.4000

You will now generate the operation.

[0 Choose the Generate icon.

I~ 7

N

Notice how the tool retracts to a higher position when moving
from one hole to the next.
[0 Choose OK on the HOLE_MAKING dialog.

[0 Close, without saving the part file.
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Maximum Cut Depth and Extended Length

Check Flute Length and Check Tool Length are parameters that are used to
verify that the appropriate tools are retrieved into the part when performing
tool queries from the tool library. Check Flute Length validates that the
tools copied from the tool library have a flute length that is long enough for
the required cut depth. Check Tool Length validates that the tools copied
from the tool library have a tool length that is long enough to avoid collisions
between the tool holder and adjacent walls of the part.

,«)—

=
=)

ES,

£

e (1) Cut Depth
e (2) Flute Length

e (3) Tool Length

Check Flute Length and Check Tool Length must be customized
E into the HOLE_MAKING dialog.
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Activity: Maximum Cut Depth and Extended Length

In this activity you will first examine a Hole Making operation and observe
that the tool holder will collide with the work piece since the tool does not
have enough length to drill through the part. You will then search the tool
library for tools with appropriate tool lengths that can perform the required
operation without colliding with the part.

Step 1. Open the part, enter the Manufacturing Application and
display the Operation Navigator.

[0 Open the part ama_hole_making_mx_ct_dp.

[0 Briefly examine the part.

[0 Choose Application - Manufacturing from the Menu bar.
[0 Choose the Operation Navigator icon from the resource bar.
[0 If necessary, change to the Geometry view of the Operation

Navigator and expand the group objects.

You will replay the DRILL_SIMPLE_HOLE operation and
observe how the tool holder collides with the part. When
the tool was selected originally from the library search,
consideration was not given to check the flute or tool length.

Step 2. Replay the DRILL_SIMPLE_HOLE object.

(0 Highlight the DRILL_SIMPLE_HOLE operation, using MB3,
Replay the operation.
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Step 3:

ZM

Eiss

===

T

2 v i

Note how the tool, when positioning from one hole to the next,
does not retract high enough to avoid colliding with the part.
By using the Check Tool Length option when searching the
library for tools, collisions like those previously displayed can
be avoided.

If appropriate tools are not found in the search, you will be
prompted to create a new tool.

You will now use the Check Flute Length and Check Tool
Length options to search the tool library for proper length tools.

Check Flute Length and Check Tool Length option must be
customized into each HOLE_MAKING operation dialog.

Incorporate and use the Check Flute Length and Check

Tool Length options.

O

O

Highlight the DRILL_SIMPLE_HOLE operation, and use
MB3 - Object - Customize.

Highlight Tool Class Query from the Items Used List of the
Customize Dialog.

P Customize Dialog x|

Items Used

Tool Path Parameters =]

Toal Path Action *
- End Page: Main

- Start Page: Groups

Group Editing - Tool, Geometry, Method
Tool Llass Query A 4
- End Page: Groups =

| >

1

This will be the area of the Hole_Making dialog in which the
Check Flute Length and Check Tool Length option will
appear.

+ |

Highlight Valid Flute Tool Length from the Available
Items list.
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[0 Choose the ADD arrow.

P Customize Dialog x|
Items Used

Tool Path Parameters =]

Toal Path Action *

- End Page: Main
- Start Page: Groups

Group Editing - Tool, Geometry, Method
Tool Juery ’
- End Page: Groups =

| v

1

& ¥ |
Avalable lide,

Hale Depth Type -
Max Depth _I
Usze Maodel Depth

Level

Bazed On

Distance

Resequence
' alid Flute Tool Length
Oversize Tool

Contral Point LI
Label || @I
EHA — vEE,

Preview | Default |

Ok I Back | Cancel |

[0 Choose OK to accept the Customize Dialog.
You will now retrieve tools using the Check Flute Length
and Check Tool Length options when querying the library.
[0 From the Operation Navigator, double-click on the
DRILL_SIMPLE_HOLE operation.
The HOLE_MAKING dialog is displayed.
[0 Choose the Groups tab at the top of the HOLE_MAKING
dialog.

The Check Flute Length and Check Tool Length options are
turned off. You will turn these options on and then query the
library for the proper tooling.

[0 Turn the Check Flute Length and Check Tool Length options
on.

" Method: STAMDARD_DRILL_METHOD

" Geometry: SIMPLE_HOLE
& Tool UGTIO301_076

I ain

Edit | Feselect | Dizplay |

Tool Query
Query |
¥ Check Flute Length
¥ Check Tool Length
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0 Choose Reselect.

" Method: STANDARD_DRILL_METHOD
" Geomety: SIMPLE_HOLE
& Tool UGTIO301_076

Edit Fieselect | Dizplay |
Tool Quer%
Query |
¥ Check Flute Length
¥ Check Tool Length

The Search Result dialog is displayed with the proper tool.

¥ Search Result E3
Twist Drrill

e el
Libref | Description | [D] Diamneter
ughid301_806 Extra Length Twist Drll 17/, 0.2656

[0 Highlight the tool from the list and then choose OK on the
Search Result dialog.

[0 Choose the Main tab from the top of the HOLE_MAKING

dialog.
0 Choose the Generate icon.
=
1
]
i
";. ] ¥

Notice how the extended tool length now clears the part.
[0 Choose OK on the HOLE_MAKING dialog.

[0 Close, without saving, the part file.
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Multiple Selection

Features can be selected using the Class Selection dialog when appending
or removing them from a feature group. This allows the selection of several
features at once.

Inch and Metric Availability within Tool Query

Units options are selectable from the Query From Method dialog. The toggle
buttons available allow you to specify Inches or Millimeters as the units of
the tools to be retrieved into the part when performing queries from the tool
library. This allows you to search for metric tools in an inch part and inch
tools in a metric part. If the retrieved tool has a different unit from that of
the part, the tool parameter values are converted into the units of the part.
This setting is applicable only to queries that are being used in the ASCII tool
database. To specify the Units query parameter, double-click on a Machining
Method object # in the Operation Navigator. Select Query and then select
either the Inches or Millimeters button.

¥ Query from Method E3

Lnit
’7(3' Inches  Milimsters

Wariable Type IDatabase Attributes 'l

Diarneter
FluteLength
Holder

I aterial
Paintangle
libref

1= SE | SWE | ANDY| OR

Check Query Syntax |
Sort Order |

Q. I Apply | Eancell

Then accept the Query from the Method dialog. This setting will be saved
with the Machining Method object selected and is then applied to that object
when the query is executed and when subsequent tools are retrieved.

To execute a tool query, double-click an operation inside the Machining
Method object that has been edited. Select the Groups tab, turn the Tool
button on and choose Reselect. Then select the tool you desire from the
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Search Result dialog. If the query cannot find any tools in the specified Inches
or Millimeters library, then the Reselect Tool dialog will be displayed.
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Summary

Hole Making is an advanced application that automates the creation of
operations such as spot drilling, drilling, countersinking, counter boring,
reaming, tapping, and deburring through the use of intelligent models
containing manufacturing features (User Defined Features, User Defined
Attributes, and NX Based Features) and embedded machining rules. Using
Hole Making greatly simplifies the process of making holes, regardless of
the type of application.

In this lesson you:

Created a hole making program that machines simple, countersunk, and
counter bore holes.

Identified where tools must be edited or created and applied the necessary
changes.

Tagged simple geometry so it would be recognized as machinable features.
Optimized a program.

Utilized Alternate Groups of Operations and Cut Area features of Hole
Making to further limit the types of holes to be machined.

Used Feature Recognition and Feature Status to identify and utilize
specific features in the hole making process.
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Lesson

9 Integrated Simulation and
Verification

Purpose

In this lesson, you will learn how to use the Integrated Simulation and
Verification module to verify tool paths by means of machine tool simulation.

Objective
Upon completion of this lesson, you will be able to:

= Interact with the Integrated Simulation and Verification module.

= Configure and mount parts and fixtures on existing machine tools
configured for simulation.

= Simulate tool paths.
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Integrated Simulation and Verification Overview

9-2

The Integrated Simulation and Verification module (IS&V) allows you to
simulate a machine tool with an actual piece part, giving you an overview
of the entire machining process. The simulation process animates the exact
machine tool motions, taking into account controller functions and cutting
tool configurations.

IS&V features collision checking which allows collision detection between
machine components, fixtures, tools, parts and the in-process work piece. You
may also view machine controller functions including macros, subroutine
calls, cycles and function M, G and H commands.

IS&V can improve the quality of machining processes by allowing the
comparison of the designed part to the part which is being manufactured.
Reduction in cost can be obtained by the elimination of expensive and time
consuming dry runs; reduction in manual operator intervention; and the
reduced risk of expensive damage to machine tools, fixtures and parts by
elimination of collisions.

IS&V consists of the following components:

= Visualize

e Simulation

= Advanced Simulation
= Machine Tool Builder
= Machine Tool Driver

= Setup Configurator

No maching kinemancs
sualizadon of custer with tool path
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Visualize

= Dbasic level of visualization of tool paths

= represents tool only moves, no kinematic model of machine tool
= performs gouge and collision checking with part and IPW

= display of material removal is 2D only

= optionally produces IPW used in roughing
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Simulation

= basic level of tool path simulation

= uses kinematic model of machine tool - simulation shows configuration
of machine including head and table movement

= common machine tool library
= common controller library

= shows collision detection with associated components
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Advanced Simulation

= uses kinematic model of machine tool - simulations shows configuration
of machine including head and table movement

= includes Machine Tool Builder capabilities
= provides gouge checking and collision detection

= provides methods to configure the manner of simulation (controller
configuration)

= includes interface to Post Builder - enhanced, to generate machine
controller drivers automatically (V3.1+ of Post Builder)

= provides the ability to simulate existing machine G & M codes (reverse
postprocessing)
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Machine Tool Builder

= used to build a Machine Tool or device

= uses geometric model, created as an assembly

= builds a kinematic model of machine tool members

= defines a mounting model

= animates motion along machine axis for testing purposes

= may edit model through associated kinematics tree manipulation

9-6 Advanced Machining Applications— Student Guide ©UGS Corp., All Rights Reserved NX 3



Integrated Simulation and Verification

Activity: Using Simulation

In this activity you will become familiar with some of the components used in
the simulation process. You will execute a simulation of sample components
supplied with this release of NX. For the simulation of the sample part to
work correctly, you must first define the search directory of where the files

are located.

Step 1. Define a new Search Directory for part retrieval.

O

If necessary, start NX.

[0 Choose File - Options - Load Options.

O

©UGS Corp., All Rights Reserved

&P Load Dptions E3
Load tethad
~

" Search Directaries

Load Components

I All Components b l

¥ Use Partial Loading
¥ Geherate Mizssing Part Family Members

I Load Interpart Data
Wpenlinloaded Barents

INone 'l

I~ Abort Load on Failure
I~ Allow Substitution

= Laad atest

Define Search Directaries... |

Default Reference Sets.. |

Save | Restare |

I Specify Load Options File

Cancel |

The Load Options dialog is displayed.

If necessary, choose the Search Directories (1) option.
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[0 Select the Define Search Directories (2) button.

An updated Load Options dialog is displayed.

¥ Load Dptions x|
Load tethod
" As Saved
i i

Load Components

I All Components - l

¥ Use Partial Loading
¥ Generate Missing Part Family Members

I Load Interpart Data
[pen Unlzaded Farents

INone 'l

I Abort Load on Failure
I~ Allow Substitution

I | LoadiCatest

Define Search Directaries... o

Default Reference Sets... |

Save | Restare |

I Specify Load Options File

Cancel |

O Select the Browse button.

Search Directories

Mew Directory

|:> Browse... |

Add Remove
Move Up Move Down
Seszion Directones wenf Mirestanes

Default Reference Sets...

Save | Restaore |

I Specify Load Options File

Cancel |

[0 Filter to your home NX directory and then the MACH

subdirectory.

Advanced Machining Applications— Student Guide
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Choose OK to the Choose Search Directory.

The directory name will appear in the "New Directory" field.

Moo Lirzciore

.|

bl Rrn =-
MoveLp Mawva Comn
i e | Irenloce ek rerknes

Focus on the "New Directory" field, add three period characters
to the end of the field and then select the Enter key from the
keyboard.

Choose OK on the Load Options dialog.

Hea Cizcion

|’°New Directory ...” B wrae I

auhl Fen «-

bowe Lp Iefcees Cowety

virannn | reninoes ek Urerkanes

Choose File - Open.
Browse to your home MACH\samples directory.

Select the sim_1_machine_3x.prt from the Open Part File
dialog.
Open Part File x|

Look, in: I_) samples j Lo £ B

IEJ cam_holemaking_base_in sim_10_lathe_harizantal
@ carn_holemaking_base_mm @ zim_10_machine_dx
@ cam_mill_feature_base_in zim_17_lathe_wertical
@ cam_mill_feature_base_mm tumDz2
@ cam_sample_lathe @ turn3
@ cam_sample_mil_contour @ ufd_can_criticalevels
@ cam_sample_mill_tum @ ufd_can_toolH older
cam_t ufd_create_mfg3
il @ ufd_create_mfgd
@ i @ ufd_face_mil_casel
zinn_3_machine_ 3« @ ufd_tai_sample
Eﬂ =im_4_machine_3x @ ufd_vap_cazel
& sim_5_machine_4x
Eﬂsim_ﬁ_mach\ne 45
@ sim_7_machine_5x
Eﬂ sim_8_machine_5x
sim_9_machine_5x

[V Preview

My

=

by Computer

File name: Islmj?mach\nejx j (5] I
=l Cancel |

Files of type: IFarl Files [*prt]

[~ Do Mot Load Companents

Choose OK.
If necessary, start the Manufacturing application.

If necessary, switch to the Program Order view of the
Operation Navigator.
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[0 Using MB3 on the NC Program parent, select Tool
path - Simulate.

[0 In the Simulate Control Panel, choose the Play button.

[0 Open the part sim_10_lathe_horizontal and repeat the
simulation process.

[0 Open the part sim_11 lathe_vertical part and repeat the
simulation process.

[0 Close all parts without saving.
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Machine Tool Driver
= generates motion control program and emulates CNC controller
= accurate path based on machine tool configuration

= handles specific machine tool features including macros, cycles and
subroutines

= can be customized using Tcl scripting language
= text and graphics feedback initiated by Events

Event
r ' Generator

GOl X34
GO3¥31133

Ilachine Tool
Dhiver

HC Controlley
Plugin

SV A
Engine

The Machine Tool Driver (MTD) creates the CNC program that emulates
the CNC controller. The CNC controller emulator (or Virtual NC controller)
is a programmable interface that instructs the machine tool model on
actual movements and how those movements are displayed. Any motion
and feedback displayed during machine tool simulation is controlled by the
dedicated MTD.

For comparison purposes, the MTD is analogous to the machine tool simulator
as the CNC controller is analogous to the machine tool that it controls. For
each machine tool in the machine tool library, there is a MTD driver available
(twelve generic MTD’s come standard with NX). For creating an MTD for a
new machine tool, you can modify a generic driver to work with that machine.
MTD’s are written in the Tcl scripting language but may also be developed

in higher level languages such as C++. MTD’s can emulate special cycles,
User Defined Events (UDE’s), macros and other CNC controller dependent
functions that the Manufacturing application does not support.
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Setup Configurator

= similar functionality to Machine Tool Builder
= used for mounting work piece and fixtures to machine tool

= used for defining machine state

Machine Tool Havigator - Setup Configurator x|
Mame | Clazsification | Aziz Mame | Junctions
FOUR&X_*Z-TAB_r-HD_B-ROT_HOR
Bl MACHINE_BASE _MACHINE_BASE MACHINE_ZERD”
E-7_BASE
. L SPINDLE Y T00L_MOUMT_JCT
B Z_BASE
B Z_SLIDE z
B ¥_SLIDE P
B B_BASE
B B_SLIDE B ROT_JCT
- TOMBSTOME
B SETUP _SETUP_ELEMENT PART_MOUNT
‘- FIXTURE _SETUP_ELEMENT
PARTI _P&RT, _SETUP_ELEMENT
PART2 _P&RT, _SETUP_ELEMENT
PARTA _P&RT, _SETUP_ELEMENT
PART4 _P&RT, _SETUP_ELEMENT
BLANK1 _WORKPIECE, _SETUP_ELEMENT
BLAMK2 _WORKPIECE, _SETUP_ELEMENT
BLAMK3 _WORKPIECE, _SETUP_ELEMENT
.- BLANK4 _WORKPIECE, _SETUP_ELEMENT
1] | i
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Activity: Use of Simulate on a Four Axis Part

In this activity, you will select a machine tool from the existing library of

machine tools,

add a fixture and part component using the Machine Tool

builder and Mating Conditions, and then simulate a machining operation.

Step 1. Opening the part file ama_simulate.

O

O
0
0

If necessary, start NX.
Use File - Open.
Navigate to your parts folder and open the file.

Choose File - Save as ***_simulate where *** represents
your initials.

Briefly examine the part.

Step 2: If necessary, enter the Manufacturing application and
display the Operation Navigator.

[0 Choose Application - Manufacturing from the menu bar.
- - - &E_
[0 Choose the Operation Navigator icon from the Resource bar. /-
[0 If necessary, change to the Machine Tool view of the
Operation Navigator and expand the group objects.
Name | F'alhl Tool | Description | Geometiy | tethod | Order Group
GEMERIC_MACHINE Generic M aching
+[E8] MOME mill_contour
g UGTI0201_083 End Mill 1 144"
§ EM-75-TAPER-15 tdiling Tool-5 Parameters
: %FACE_MILLING_AHEA +  EM-75-TAPERA1S FACE_MILLING_AREL  WORKPIECE  MILL_FINISH FROGRAM
SPOTDRILLING_TOOL Drrillirg T ool
QESPDLDHILLIHG +  SPOTDRILLING_TOOL  SPOT_DRILLING WORKPIECE DRILL_METHOD  PROGRAM
4 BM-0.2125-CAREIDE Miling Taol-5 Parameters
i ggEDNTDUH_ﬁHEA +"  BM-0.3125-CARBIDE COMTOUR_AREA WORKPIECE  MILL_FINISH FROGRAM
COMTOUR_ARES_2 +  BM-0.3125-CAREIDE COMTOUR_AREA WWORKPIECE  MILL_FINISH FROGRAM
« o
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Step 3: Selecting the machine tool.

[0 Highlight the GENERIC_MACHINE group object, use MB3,
and choose Edit.

The Generic Machine dialog is displayed.

P Generic Machine E3

Replace Machine |

¥ Retieve Tool Pocket Data

Retrieve Toolz |

Edit Tool Maounting |

Ok, I Back | Eancell

[0 Select the Replace Machine button.
The Library Class Selection dialog displays.

(0 Double-click on the MILL group object.

The Search Result list is displayed, showing the various
machines available for selection.

The machines beginning with "sim" are machines ready for use
in simulations. These machines have been previously modelled
with the kinematics (motion of machine tool members) already
defined and have Machine Tool Drivers already developed.

[0 Choose the 4-axis vertical milling machine, sim010101_005_in
from the Search Result list.

OO0 Choose OK on the Search Result list.

[0 Choose OK on the Generic Machine dialog.
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[0 With the cursor in the graphic window, use MB3, Fit to size the

view to the graphics window.

The machine tool, sim010101_005 in has been loaded. You
must now mount the work piece to the machine. This is
accomplished by using the Machine Tool Navigator.

Classification

| Aziz Mame | Junctions

Step 4: Mounting the work piece to the machine tool.
[0 Open the Machine Tool Navigator by selecting the Machine
Tool Navigator icon from the Resource bar.

4.-!xrz.ill!5|mlr‘l’lh'»’|f\f'a =
rE/r;?r:I!oo SLPala‘nxl I
FACE M L_IMG ARES
Diling Tozl
SPIT_DR LLING
bl Two 5 Paia ntzr F—
COMTIJIF_43zh

[0 Expand all objects.

Mame

FOURAX_Xv-TAB_Z-HD_A-ROT_VERT
= MACHINE_BASE
- Z_BASE

_MACHINE_BASE

_SETUF_ELEMENT

_PART, _SETUP_ELEMENT
_WORKPIECE, _SETUP_ELEMENT

_SETUF_ELEMENT

Ea

MACHINE_ZERO*

TOOL_MOUNT_JCT

ROT_ICT
PART_MOUNT_JICT
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Two objects, Part and Fixture must be assigned.

B &_BASE

O

o o 0o o

O

o o o o

O

& 4_SLIDE A ROT_JCT
<, SETUP _SETUP_ELEMENT PART_MOUNT_JCT
\:§ PERT _PART, _SETUP_ELEMENT

i BLANK _WORKPIECE, _SETUP_ELEMENT

\:> FIXTURE _SETUP_ELEMENT

Double-click on the Part component.
The Edit-K Component dialog is displayed.

P Edit K-Component E3

M ame

Geometry Entities

Add | Remove |

Q. I Aol | Eancell

Choose the Add button.
Select the part geometry.
Choose OK in the Class Selection widget.

Choose OK in the Edit K-Component dialog.
You will now select the Fixture component.

Double-click on the Fixture component in the Machine Tool
Builder dialog.

The Edit-K Component dialog is displayed.
Choose the Add button.

Select the fixture geometry.

Choose OK in the Class Selection widget.

Choose OK in the Edit K-Component dialog.

The components have been assigned to the machine tool and
have to be positioned to the center of the rotary table. You will
accomplish this by mating the two components using Mating
Conditions.

Verify that the Assemblies application is turned on.

Choose Assemblies -~ Components - Mate Components.
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The Mating Conditions dialog is displayed.

[0 Choose the icon representing the center Mating Type.

¥, Mating Conditions £
Tz sirukale

1R 2 s FOLL 3 &HE_MNIZ0LD_F 3 UF
F

Lik=r | =r= -

[0 Choose the Mating Type, Mate icon.

nzr_sirukle
11 R A sar FOLL 3 AMA_MaNIZOLI_F #"UF
R taz F *Flanar
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[0 Choose the planar face of the headstock as the FROM face.

O Choose OK until the fixture is oriented to the machine.

Step 5: Simulation of the program.

[0 Switch to the Program Order view in the Operation
Navigator.

(0 Highlight the Program group object.

[0 Using MB3, choose Tool Path - Simulate.
The Simulate Control Panel dialog is displayed.

You will set the options, necessary for collision checking
between the spindle nose and the part.

[0 Select the Options button at the bottom of the dialog.
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timg e titen [

I Machine | e dnmamnn
A aion S peed=aztol
[}
1 n
Mws Firs-l |
e 1] 4] >] ] o]

The Simulation Options dialog is displayed.
[0 Highlight Collision Checker.

[0 Choose the Options button.
The Collision Configuration dialog is displayed.

[0 In the Name field, choose SPINDLE from the drop down list.

[0 From the top of the dialog, choose the Second Object or Class
icon.

[0 In the Name field, choose PART from the drop down list.
[0 Choose OK twice.

[0 Select the Play button.

The operations are simulated. Try various settings and options
that are available to you on the Simulate Control Panel.

[0 Save and Close the part file.
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Activity: Using a pre-built Simulation Machine

In this activity, you will use an existing Simulation Machine to simulate an
NC program. NX has numerous styles of pre-built machines ready for use.

Step 1: Opening the part file and examine the NC program.

[0 Open the part file ama_isv_support_mfg.

This part is a manufacturing assembly of an aerospace support
strut. Due to the low quantity required, a solid block of
aluminum will be used for stock. The ama_isv_support_frame
component serves as a window frame around the part to hold
it in place.

Enter the Manufacturing application.
Display the Program Order view of the Operation Navigator.

Highlight the SIDE_1 operation, use MB3, Tool path - Verify.

o 0o o o

Choose the 3D Dynamic tab on the Tool Path Visualization
dialog.
[0 Choose the Play button at the bottom of the dialog.

The tool path is rapidly displayed. It is difficult to determine if
any collisions have occurred. You will use the IS&V simulation
tool to examine the object in greater detail.

[0 Cancel the Tool Path Visualization dialog.

Step 2: Choose the Machine Tool for Simulation.

NX contains several pre-built IS&V machines in a library. You will
choose one of these machines to run your simulation.
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[0 Change to the Machine Tool view of the Operation Navigator.

[0 Highlight the GENERIC_MACHINE group object, use MB3,
choose Edit.

The Generic Machine dialog is displayed.

[0 Choose the Replace Machine button.
The Library Class Selection dialog displays.

(0 Double-click on the MILL group object.

The Search Result list is displayed, showing the various
machines available for selection.

MILL
libref | Description | Contral _I
Hull Machine Hull Machine Mone
5im010101_001_in 3t MllIIN)E-TBAZHD A None
im010101_001_mm 3t MilllMM G- TBZHD/.. None
sim010101_002_in 3t MllIIN]EZ-TB Hor) Mone
im010101_002_mm 3t MilllMM)EYZ-TBHor) None
5im010101_003_in 3 MIllIN)Z-TBAYHD A None
im010101_003_mm 3t MilllMM)Z-TBAHD/.. None
5im010101_004_in 3 MIllIN)EZ-TBASYHD /. None
im010101_004_mm 3t MilllMM)Z-TBA<Y-HD/.. None
5im010101_008_in 48 MillIN)YA-TBZHD/.. None
=im010101_005_mm 48 MilllMM YA TBZH.. None
3im010101_006_in 48 MillIN)Z4-TBAHD/.. None
=im010101_006_mm 48 MilllMM )24 TBAH... None
sim010101_007_in St Mll[IN]EvA-TBZBH...  None
im010101_007_mm St MilllMM (YA TB/ZB-..  None
5im010101_008_in Sad Mill[IN]-Z4B-TEAH...  None
im010101_008_mm St MilllMM)-Z4B-TBA-..  None
5im010101_009_in St Mill[IN)Z24B-HD/Ga... None
=im010101_009_mm St Mill[MM 7 Z4B-HDAG... None
sim010101_010_in 48 MillIN)=ZB-TBAHD/.. None
sim010101_010_mm 48 MillMMIFZB-TBAY-H...  Mone =
« | H

’TI Back | Cancel |

Any item that begins with “sim” in the name is a ready made
simulation machine.

[0 Choose sim010101 001 _in from the Search Result list.
[0 Choose OK on the Search Result list.

[0 Choose OK on the Generic Machine dialog.
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[0 With the cursor in the graphic window, use MB3, Fit to size the
view to the graphics window.

The machine tool, sim010101 001 _in has been loaded and is
ready for use. Before testing can begin, you must specify the
relationship between the setup and the machine tool.

Step 3: Mount the manufacturing assembly to the machine tool.

Mounting a fixture or manufacturing assembly to a machine tool
can be accomplished in one of two ways. Option 1 is to place the
setup on the machine in a fixed location using Assemblies; option 2
is to use a Part Mount Junction. In this activity you will use the

Assemblies option.
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[0 Verify the Assemblies application is on by choosing Application
from the main menu bar. There should be a check mark next to
Assemblies, if not turn the option on by clicking it.

;ﬁ Modeling... Chrl+hd
23 Shape Studio... Chrl+alt+T
£ Drafting... Shift+Ctl+D

;‘F Manufacturing...  Ctil+Al+hd

i Machine Tool Builder

H Structures. ..
Moldtlow Part Adviser...
9‘ MasterFEM+...

s Maotion,..

Sheet Metal »
== Routing Electrical...
.. Bouting Mecharical...

% Fiouting Logical..

Mold ‘Wizard

Progressive Die ‘Wizard

|7 Aszemblies <:+W’

Enowledge Fusion
_' Gateway... Chil+a

This machine tool has a vice that will not be used and will be
removed from the display.

[0 Choose the Assembly Navigator tab.
0 In the Assembly Navigator, use MB3, Expand All.

[0 Choose the red check mark next to vise_body_3 to remove
from the display.

[0 Choose the red check mark next to vise_jaw_3 to remove from
the display.

You will now mate the setup to the machine.

[0 Choose Assemblies — Components - Mate Component (or
select the Mate Components icon on the Assemblies toolbar).

To perform the mating properly, you will mate the machine to
the setup, rather than mate the setup to the machine. This
method will maintain the correct MCS/WCS relationship.
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[0 Verify the Mating_Type is set to Mate and the Filter is set to
Face.

P Mating Conditions

ama_isv_support_mfg

-~ Mating Type

DT %k ellob
[Center [bjests I‘Ito‘l l

Selection Steps ,\{
¥
%0 B &1 0s _l

Filter Face B

[istance Expressian I dir |

Erevien | Ilist Errars:

ﬁ

e Canstalte |

il I Apply | Cancel |

[0 Choose the top face of the machine table as the From (1)
object, and the bottom face of the blank as the To (2) object.

OO0 Choose Preview.

The machining center should move until the mating condition
is applied. You will now center the setup in the X-axis.
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[0 Choose the Center icon and set the Center Objects at 2 to 2.

ama_isv_support_mfg
- B SIMO10101_001_IN-»AMA_ISY_SUPPORT
EiE 14t - Planar->Planar

1 ] ©

-~ Mating Type

Y & AOLIOp
Center Objects :'\'ME

Selection Steps ,\{
¥
T To O Uy J

Filker I Face - l
[Mistanee Expressian I il
Unpreview | List Errars |

Wary Constraints |

1] I Apply | Cancel |

[0 Choose the front face of the table as the First From (1) object
and then the front face of the blank as the First To (2) object.

[0 Choose the back face of the table as the Second From (3)
object and the back face of the blank as the Second To (4)
object.

0 Use the Preview button to view the results.

The Status line should indicate that the mating condition is
fully constrained.

Step 4:  Assign the Setup, Blank and Fixture Elements.
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Before testing can begin, the components of the assembly
representing the designed part, the fixture and the raw stock must

be defined.
[0 If necessary, enter the Manufacturing application.
[0 Select the Machine Tool Navigator tab.
[0 Use MBS3, in the Machine Tool Navigator to Expand All.
& Machine Tool Navig - Setup Config
Mame | Clazsification | Aziz Mame | Junctions
THREE&x_>v-TABLE_Z-HEAD_VERT
- MACHINE_BASE _MaCHINE_BASE MACHINE_ZERD”
B Z_BASE
“ SPINDLE z TOOL_MOUNT_JCT
- '¥_BASE
E|--Y__SLIDE N
E|--><__SLIDE x®
- SETUP _SETUP_ELEMENT PaRT_MOUNT_JCT
BLANK. _WORKPIECE, _SETUP_ELEMENT
- FIXTURE _SETUP_ELEMEMNT
..... PART _PART. _SETUP_ELEMENT
Examine the tree structure of the machine tool. Notice that
it describes the various elements that comprise the machine
itself. The SETUP sits on the X_SLIDE, which resides on
the Y_SLIDE. Notice the relationship of the SETUP and the
components that reside within it.
[0 Double click on the Part element.
The Edit K-Component dialog is displayed.
[0 Choose the Add button.
[0 Choose the part isv_support, then choose OK until the Edit
K-Component dialog is no longer available.
(0 Double click on the Fixture element in the Machine Tool
Navigator.
[0 Remove the two existing components by highlighting them and
then choosing Remove.
[0 Choose the Add button.
[0 Select the two clamps and two bolts, then choose OK until the
Edit K-Component dialog is no longer available.
[0 Double click on the Blank element in the Machine Tool
Navigator.
[0 Choose the Add button.
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O

Select the translucent blank body, isv_support_stock and the
window frame, window_frame, then choose OK until the Edit
K-Component dialog is no longer available.

You are now ready to begin the simulation process.

Step 5: Simulate the Machining Process.

O

O

Close the Machine Navigator dialog.

Change to the Program Order view in the Operation
Navigator.

Highlight the SIDE_1 object, use MB3, Tool Path - Simulate.

Choose the Play button on the Simulation Control Panel
dialog.

Choose OK when finished.

File - Close all parts.

This completes the activity.
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Activity: Using the Part Mount Junction

In the previous activity you used the concept of Assemblies to mount the
setup onto the machine tool. In this activity you will create a Part Mount

Junction to locate the manufacturing setup.
Step 1: Opening the part file.

[0 Open the part file ama_isv_support_mfg.

[0 Enter the Manufacturing application.

Step 2. Create a Part Mount Junction.

You must specify the Part Mount Junction on the setup. You must
first move the WCS to the position where the Part Mount Junction

will reside.

[0 Make Layer 51 the Work Layer.

0 Move the WCS to the saved CSYS as shown.

NSRS
S R
S
-
/_/// -
P /__9-7"‘\

[0 Open the Machine Tool navigator.
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O

O

O

Highlight the NO_NAME object, use MB3, Insert—
K-Component.

The Create K-Component dialog is displayed.

WP Create K-Component E3

I ame

Geometry Entities

Add | Remove |

Q. I Aol | Eancell

In the Name field key in setup.
Choose OK in the Create K-Component dialog.

Use MB3 on the setup object and choose Junctions.

The Junctions dialog is displayed.

Add Exd

(B [iElete

Cancel |

Choose Add.
Change the name to Part_Mount_jct.

Choose Define Coordinate System.

Since the WCS is already in the proper location, no movement
or manipulation of the CSYS is required.

Choose OK in the CSYS dialog.
Choose OK in the Edit Junction dialog.

Choose OK in the Junctions dialog.

Step 3: Define the Setup Geometry.

O

In the Machine Tool Navigator, use MB3 on the SETUP object
and choose Classify.
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The K-Component Classification dialog is displayed.

Clazs Mame | |

Og _TURRET

O & _TO0L_POCKET ﬁl
O S _TOOL_POCKET_ON_HEAD

Og _PART

05 _wORKPIECE
05 _SETUP_ELEMENT
O 8 _LATHE_SPINDLE

Mew Clazs
: |

Tiametat | Eoeketiats |

Cancel |

[0 Select the SETUP_ELEMENT component.

[0 Choose OK.

[0 In the Machine Tool Navigator dialog, use MB3 on the SETUP
object and choose Insert - K-Component.

[0 Key in part as the Name.

[0 Choose the ADD button.

[0 Choose all of the setup geometry (part, blank, clamps).

[0 Choose OK.

[0 In the Machine Tool Navigator dialog, use MB3 on the Part

object and choose Classify.
(0 Turn on the check mark adjacent to the PART element.
0 Choose OK.

Step 4: Load the Machine Tool.
The final step is to load the machine tool from the library.

[0 Change to the Machine Tool view in the Operation Navigator.

(0 Highlight the GENERIC_MACHINE object, use MB3, choose
EDIT.

The Generic Machine dialog is displayed.
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O

Choose the Replace Machine button.

The Library Class Selection dialog is displayed.
Choose the MILL object, then choose OK.

From the Search Result list, choose sim010101_001_in, then
choose OK.

The Setup Replacement dialog is displayed. This dialog
indicates the presence of a Part Mount Junction and allows
the option to use if so desired.

If necessary, select the Position Machine on to Setup radio
button.

Choose OK.

The Setup is placed on top of the vise, on the machine table.

Choose OK in the Generic Machine dialog.

Step 5: Simulate the Program.

O

O

Close the Machine Navigator dialog.

Change to the Program Order view in the Operation
Navigator.

Highlight the SIDE_1 object, use MB3, Tool Path - Simulate.

Choose the Play button on the Simulation Control Panel
dialog.

Choose OK when finished.

File - Close all parts.

This completes the activity and the lesson.
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Summary

The Integrated Simulation and Verification module (IS&V) allows you to
simulate a machine tool with an actual piece part, giving you an overview
of the entire machining process. The simulation process animates the exact
machine tool motions, taking into account controller functions and cutting
tool configurations.

In this lesson you:

= Reviewed the components that comprise the Integrated Simulation and
Verification module.

= Mounted a part and fixture to an existing machine tool for simulation
purposes.

= Used Mating Conditions to mount the setup to the machine.
= Used a Part Junction to mount the setup to the machine.

< Ran simulation on a sample part.
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A Advanced Surface Contouring

Projection

Mathematics of Projection:

Place tool end at drive point
Project tool along projection vector
Tool stops when making contact with part

If necessary, adjust the tool axis and repeat the above steps until the
tool axis is satisfied

Add more intermediate drive points to satisfy the Intol/Outol with the part

Tool Position
Drive Point
Part
l Projection Yector

Projection and Steep Surface:

AX = Ad/sSinO@=Ad/O

AX becomes large if © is very small (steep surface)

The source of Ad is the chordal deviation of the drive path

Drive Path

Ad

Drive Paint

Drive Paint
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A-2

Projection and Material Side:

= Surface contouring does not have explicit definition of material side for
part geometry, only the drive surface has explicit material side

= Material side of the part is determined implicitly by the projection vector

Drive Paint
\ Projection Wector
.

It wvay tom Point == ©
otherwise = B

= In the case of Area Milling Drive (no projection vector), the tool axis vector
is used to decide Material Side

Tool Axis

Definition of Lead/Tilt angles:

tool as

vertar
Lead=8 ¥ eterence
Tit =g e vector

TA
o)
= Begin with cut vector, rotate it toward the Reference vector 90°- © degrees
= Then rotate around the cut vector ® degrees (counter clockwise)

= Reference vector is the surface normal relative to the part/drive or a
vector which is relative to a vector
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Definition of 4-axis rotation angle:

Rotation angle= 8

« Compute tool axiz vector without 4-axis
constraint first

Project this tool axis vector onto the
perpendicular plane of the 4-axis vector
Rotate the projected tool axis vector
along 4-awiz vector © degrees
{counterclockwize)

perpendicular plane
|

! projected

| ool asis

tool avis

—
davis vector |
+

a

|

The unconstrained tool axis vector could be:

e Normal to Part / Drive
e Relative to Part / Drive

Interpolated tool axis algorithm:

o Divide the whole parameter (V) space
for the drive surfaces by a 19x19 grid
Compute the tool axis at each grid
point using the data points weighted by
the inverse of the distance square
Inzide each grid cell, compute the tool
axis vector as the lnear /spline
interpolation of the tool axis vector at
the four corners.

©UGS Corp., All Rights Reserved

data point 1 data point 2

data point 4 data point 3

[]

ghid cell
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Drive Surface

Remap of drive surface:

Remap algorithm:

timmed &ce
e Merge the exterior edges of
the tritmed face to 4 sides

« Re-proportion the parameters
of the exterior edges
according to the arc length

e Use the arc length
proportional edge parameters ¥
to construct the new (w’,w)
space for the trimmed face u
(Coon’s Mapping)

« Finally, align the multiple
drive surfacesz into a
rectangular grid formation

Limnitations of remap:

o Failz on 3sided faces
o Failz on faces that do not have

1 lar shag
rectanguiar shape n| 2 |3
o May fail on faces with too
matyy edges o 2 | =

o Multiple drive surfaces must
be it grid formation

Swarf developable surface:

Developable surfaces are special kinds of ruled surfaces when the surface
normal vectors on any given rule line are the same (ruled surface without
twisting)

Only developable surfaces can be milled by swarfing without undercut or
overcut

Planar Milling

Blank - the region to be included
Part - the region that can not be violated
Check - the additional region that can not be violated

Trim - as a final step, the region to be trimmed away

Blank inside

Trim outsice

Check inside Part insice
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Boolean Logic

Boundary Drive

= Drive boundary - similar to "blank™ if no part containment, otherwise
it is like "part”

e Part containment - similar to "blank"

Area Milling Drive

e Cut area - similar to "blank"

= Trim - behaves slightly different from planar milling

Stock

Part offset and part stock

What Where

Part Offset Offset of part as the Geometry Group
permanent definition of
the final shape of the
product

Part Stock Leftover material Operation
on part by a given
operation

= Part stock is defined on "top"” of part offset

-
Part stack af %, e —m— = -

roughing .~ \’/ . ‘\

- I
- ~ ¢ Part stock of
Part ~ femi-ﬁnish
4
Part offset
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Safe clearance and part stock offset

What Where

Part Stock Offset Difference between the | Operation
part stock from the
previous operation and
the part stock of the
current operation

Safe Clearance The additional safety Operation
zone for collision
checking

= Safe clearance is defined on "top" of part stock offset

Part offset

= Part stock offset is used in multiple pass, engage/retract and collision
checking

= Safe clearance is used in engage/retract and collision checking
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Gouge / Collision

Definitions:

Rapid moves

Feed moves

Cutting part of tool Collision Gouge
assembly
Non-cutting part of Collision Collision

tool assembly

= Usually gouge check against part offset + part stock

= Usually collision check against part offset + part stock + part stock offset

+ safe clearance

Usage:

1 Callision

Collision check

Gouge check

Tool Path Generation

No

Yes on Part

Drive Path No Optional on Drive
Generation

Engage/Retract No Optional on Part
Transfer Moves Optional on Part Optional on Part
Cut Region Optional (holder) on Yes on Part
Computation Part/Check

Cut Area

Check Geometry No Optional on Check
Gouge Check No (No Part Stock)

(Operation
Navigator)

©UGS Corp., All Rights Reserved
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Noncut Moves

Azimuth / Latitude:

Part Normal
Engage/Retract Yector

Latitude= 8
Azimuth= g al
Cut yectar

EIR Vectar Part Morma

\m

= Begin with cut vector, rotate it toward the part normal © degrees

= Then rotate around the part normal ¢ degrees (counter clockwise)

End / Intermediate traverse:

Int, Trawverse

- .
End Trawerse
Int, Traverse

‘ Departure Aoprozch

\Fletract /Engage

= There is only one End Traverse in the sequence, but there may be zero or
multiple Int Traverse

= The Start and End positions of the End Traverse move are determined by
other moves in the sequence
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B

Project using Advanced Features

Purpose

Since it is sometimes difficult to comprehend and use new procedures and
functionality together in a process, the following series of activities will guide
you through using several of the concepts that you have learned in this class.

In the following activity, our fictitious company has received an order to
produce a prototype hydraulic manifold. The final product will be a casting,
however our customer is assembling a prototype machine and the casting
tool required will not be completed in time. Your task is to rough machine
a simulated casting from a billet. A four-axis machining center is available
for your use.

You will use the WAVE Geometry Linker and the In Process Work Piece (IPW)
together to rough out a simulated casting. You will then use Z-Level Profile
Steep and Mill Area Non-Steep to finish the casting simulation.

In the first part of this activity, you will open and examine the customer’s
part file and then create a suitable assembly, using WAVE, to simulate the
casting of this part.
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Advanced Features

Step 1: Open the part file ama_manifold.

O

Examine the part by rotating the object and use of the
Information function on the main menu bar.

The part will be mounted with the base (large flat area with
four holes) on a rotary table. All four sides of the part will be
machined in one setup.

Step 2. Create the WAVE assembly.

O

O

Open the file, ama_seedpart_in, from the
student_home\parts directory.

Choose File - Save As - *** manifold_mfg where ***
represents your initials.

Standards require that you use a seed part whenever possible.
Seed parts enforce standards such as layer control and color
settings. Standards also dictate part file naming conventions.
In this case, a manufacturing assembly is represented by "mfg"
appended to the end of the file name.

Step 3: Add the customer part file as a component.

Our intentions are to maintain full associativity to the customer’s
part file since we anticipate modeling changes as the prototype
part is tested.

O

O

Choose Applications —» Assemblies.
Choose Assemblies -~ Components - Add Existing.

Highlight the ama_manifold file name and choose OK.

The Add Existing Part dialog is displayed.
Set the Reference Set to BODY.

Choose OK.
The Point Constructor dialog is displayed.

B-2 Advanced Machining Applications— Student Guide ©UGS Corp., All Rights Reserved NX 3



Project using Advanced Features

Step 4.

©UGS Corp., All Rights Reserved

O

O

Since this is the first component to be added to the assembly,
the position does not concern us.

Choose OK on the Point Constructor dialog.

Choose Cancel in the Select Part dialog.

Create a new component and apply the seed part standards.

The customer’s manifold part has been added as a component to
the assembly. You will now add a component that will serve as a
repository for the WAVE geometry.

O

O

O

Choose Assemblies -~ Components - Create New.

Choose OK.

v

The Select Part Name dialog is displayed.

Key in *** _manifold_casting as the new component part file
name.

Choose OK.

The Create New Component dialog is displayed.

Key in "casting" as the component name.

i Create Yew Componant x|

Compurret Ha =[BT |
Referznze Sl Mame I—
N &l
Lam I
I= | Zopu L cfing 1520

I 2ol Orancls

Choose OK on the Create New Component dialog.

You will now apply the standards from the seed part file.
Click on the Assembly Navigator tab on the resource bar.

In the Assembly Navigator, double-click on the "casting"
component (***_manifold_casting).

Double-clicking on a component in the Assembly Navigator
results in the component becoming the Work part.

From the main menu bar, choose File — Import - Part.
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The Import Part dialog is displayed.

¥ Import Pat ¥
. I . 0000

T mpaiticns
™ mpoit 2AM Objctz

Lzyer
P
 Orgnzl

Dicztnotion Czordinale System
ol
 Szeciv

[0 If necessary, turn off the Create Named Group option.

[0 Choose OK on the Import Part dialog.

The Import Part file selection dialog is displayed.

(0 Highlight the file named ama_seedpart_in and choose OK.
The Point Constructor dialog is displayed.

[0 Accept the defaults by choosing OK on the Point Constructor
dialog.

No geometry is added to the part, only layer categories and
object color standards are derived from the seed part.

[0 Cancel the Point Constructor dialog.

Step 5: Save the modified assembly.

The *** _manifold_casting file has been created, however, the
top-level component has not been saved. If you were to close the
assembly at this time and then re-open it, the results would be
incorrect.

[0 In the Assembly Navigator, make *** manifold_mfg
component the work part.

[0 Save, but do not close the part.

This concludes this part of the activity.
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As stated earlier, the ultimate goal of this project is to create a
prototype, realistic casting that can be machined and tested.
You will use the WAVE geometry linker and modeling tools to
cover the openings in the casting for subsequent machining
operations.
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The WAVE geometry linker can be used to make associative copies of various
types of geometry. In this part of the activity, you will use the linker to link
face edges. In essence you will be "plugging” the holes for later machining

operations.

Step 1. Using the WAVE geometry linker.

O

O

O

Continue using ***_manifold_mfg from Part 1 of the activity.

In the Assembly Navigator, double-click on
*** manifold_casting to make it the work part.

Choose Application - Modeling from the main menu bar.

Choose Insert - Associative Copy - WAVE Geometry
Linker from the main menu bar.

The WAVE Geometry Linker dialog is displayed.
| WAVE Geometry _ |

+ B
B b

Faint/Line
hLJ
Paint Method I -+ VI

I_ At Timestamp
[ Blark Wriginal

I_ Create Mon-associative

Tk I Hopli | Eancell

In the WAVE Geometry Linker dialog, select the Curves

icon.
SRR
am
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O

O

Select the four curves, representing holes, as shown.

Choose OK on the WAVE Geometry Linker dialog.

Step 2. Extruding the curves.

You will now extrude the linked curves into solids. When creating
the machining operation, the solids created in this step will be
chosen as part geometry. This will prevent the cutting tool(s) from
entering those areas.

O

In the Assembly Navigator, select the check mark next to
ama_manifold to hide this component from the display.

From the Main menu bar, choose Insert - Design Feature
- Extrude.

The Extruded Widget is displayed.

Choose the Extrude Dialog icon.

- R D @ x‘

On the Selection toolbar change the type filter from Any to
Curve.

Select the two holes that are on the same plane, but dissimilar
in size as shown.
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[0 Choose OK on the Extrude dialog.
[l Repeat the procedure for the other two curves.

Step 3: Save the Assembly.

0 In the Assembly Navigator, click on the check mark next to
ama_manifold to display the part again.

Notice how the four holes have been essentially “plugged”.

0 In the Assembly Navigator, make ***_manifold_mfg
component the work part by double-clicking on the object.

[0 Save and Close the part.

This concludes this part of the activity.
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In the previous two parts of the activity, you closed the machined holes in the
manifold to simulate a casting. The following steps have been performed for
you to save you some time in completing the activity:

= the billet representing the raw stock has been created and added to the
assembly

= amounting plate for the part has been designed and added to the assembly

= the rotary axis of the machining center has been added to the assembly

= all components were mated and or positioned in the correct relationship
with the manifold

You will start the process at the stage where the NC programming will begin.

Step 1:

Open and rename the existing assembly.

[0 Open ama_manifold_mfg from your parts directory.

[0 Choose File —» Save As - *** manifold_mfg2, where ***
represents your initials.

[0 Examine the assembly by opening the Assembly Navigator.

Since it is not necessary to see the rotary head or table, you
will hide those objects by using the Assembly Navigator.

[0 Hide the display of the rotary table and head by clicking on the
check marks next to them in the Assembly Navigator.

Lo b B e Aol it e

%k’ﬁ =ira_ralay_table

Q_} PO srarolan_hzaz
B = raciold wock
B s
CEE
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Fit the view to the graphics window.

Step 2. Set up the manufacturing process.

O

Choose Application - Manufacturing from the main menu
bar.

The Machining Environment dialog is displayed.

Choose cam_general as the Configuration and mill_contour
as the Setup.

Choose Initialize.

You will now retrieve a tool, used for roughing, from the tool
library.

Choose Insert - Tool from the main menu bar.

The Create Tool dialog is displayed.
Choose the Retrieve Tool icon.

Choose OK on the Create Tool dialog.
The Library Class Selection dialog is displayed.

Highlight the Milling group object on the Library Class
Selection dialog and then choose OK.

The Search Criteria dialog is displayed.
Key in 1.25 in the Diameter field

Choose OK on the Search Criteria dialog.
The Search Result listing is displayed.

B-10 Advanced Machining Applications— Student Guide ©UGS Corp., All Rights Reserved NX 3



Project using Advanced Features

[0 Highlight the ugti0201_069 tool and choose OK.

1

1.
wiZ272 017 i Iy 125
wiZ223 005 Bal Ernd 114" 1
wgh 2 _Is <l 1

You have selected your tool and will now select the appropriate
geometry objects.

[0 Click on the Operation Navigator tab from the resource bar.

[0 Using MB3, switch to the Geometry view and expand all
group objects.

[0 Double-click on the MCS_MILL geometry parent.
The MILL_ORIENT dialog is displayed.

[0 Select the Constructor icon.

The CSYS Constructor dialog is displayed.

[0 Choose OK on the CSYS Constructor dialog.

The MCS is now positioned and oriented to the WCS. It is
generally a common practice to place the NC/CNC program
zero at the center of rotation for rotary axis work.

[0 Choose OK on the MILL_ORIENT dialog.

You will now select the blank geometry.

[0 In the Geometry view of the Operation Navigator, double-click
on the Workpiece group object.

The MILL_GEOM dialog is displayed.

[0 Choose the Blank icon and then choose Select.

The Blank Geometry dialog is displayed.

[0 Choose the blank geometry as shown.
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Choose OK on the Blank Geometry dialog.
You will now select the part geometry.

In the Assembly Navigator, choose the check mark next to
ama_manifold_stock.

From the MILL_GEOM dialog, choose the Part icon and then
choose Select.
The Part Geometry dialog is displayed.

Select the five components as shown in the figure (part and
four plugs which you created to fill the holes).

Choose OK on the Part Geometry dialog.

From the MILL_GEOM dialog, choose the Check icon and
then choose Select.

The Check Geometry dialog is displayed.

Choose the fixture base as shown.

Choose OK.

From the MILL_GEOM dialog, change the Material to
Aluminum.

Choose OK in the Search Result dialog.

Choose OK in the MILL_GEOM dialog.
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Step 3:

©UGS Corp., All Rights Reserved

Create the first Cavity Milling operation.

The next set of steps will lead you through the creation of a Cavity
Milling operation, used in roughing the part.

O

From the main menu bar, choose Insert - Operation.

The Create Operation dialog is displayed.
If necessary, change the Type to mill_contour.
Choose the CAVITY_MILLING icon.

Set the parent group objects as shown:

P Create Operation 3
Type Imill_c:ontour 'l

Caagow
VA 2 b = ¢ o
0 BN gy o
P

Frogram FROGRARM -

Use Geomet ORKPIECE =
Use Toal GTI0201_089 =
Usze i B
Mame ICJ\.VITY_HILL
oK I Apply | Cancel |

ﬁ

Choose OK.
The CAVITY_MILL dialog is displayed.

This part will be rough machined from all four sides. Z zero
has been determined as an appropriate location to stop the
machining from any of the sides.

Choose the Cut Levels button.
Change Measured from to WCS Origin.

Change the Global Depth Per Cut to .125.
Change the Range Depth to 0.0.

Recalculate the feed rate based on part material and cutter
type.

Choose the Feed Rates button.

Choose Reset from Table.
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0 Choose OK.
Specify the Engage/Retract direction.

[0 Under the Engage/Retract area of the CAVITY_MILL dialog,
choose Method.

[0 Change Initial Engage and Final Retract to Tool Axis and
then change the Distance parameter to 4.0.

¥ Engage/Rebact

Ho e Ll | o -o00]
Mrtheal Im
Feinium [ o zow
Fi=Tul g [Hoe 4]
Irida E- ysy= qﬂuax—J
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P
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- ]
snda Im
Inteerial 3ztract m
@ Lenl Ll It

Choose OK in the Engage/Retract dialog.
Choose Generate to generate the tool path.
Turn off Pause After Display.

Choose OK.

Once the tool path has finished generating, choose OK.

o o o o o o

Choose OK in the CAVITY_MILL dialog.

Step 4: Create the next Cavity Milling operation.

Now that the first operation, for roughing, has been created, the
remaining three roughing operations will be a simple copy and
paste. The only changes that you need to incorporate will be to
turn on the IPW processing and modify the tool axis.

[0 Change to the Program Order view in the Operation
Navigator.

(0 Highlight the CAVITY_MILL operation.
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Use MB3 - Copy.
Use MB3 - Paste.
Rename the copied operation to CAVITY_MILL_2.

Edit the operation CAVITY_MILL_2 by double-clicking it.

o o o o O

Choose the Machine button.

The Machine Control dialog is displayed.

[0 Change the Tool Axis to Specify Vector.

The Vector Constructor dialog is displayed.

[0 From the Vector Constructor dialog, choose the YC Axis
icon.

0 Choose OK.

The warning indicates the current cut levels are not compatible
with the tool axis. The processor will modify the cut levels to
make them perpendicular to the new tool axis.

Choose OK on the Warning dialog.

Choose OK on the Machine Control dialog.

Choose the Cut Levels button.

Change the Measured from to WCS Origin.

Key in 0.0 in the Range Depth field.

Choose OK.

Choose the Cutting button.

Choose the Containment tab.

o o o o o o g o o

For the In Process Workpiece select Use 3D.
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0 Choose OK.

[0 Choose Generate to generate the tool path.

The processing will be somewhat longer than the first Cavity
Mill operation due to the considerable amount of calculations
that are made for the In Process work piece.

[0 Turn off the Pause After Display dialog when it appears.
0 Choose OK.

After generation of the tool path, choose OK on the
CAVITY_MILL dialog.

Step 5: Create the final Cavity Milling operation.

In this step, you will create another Cavity Mill operation,
modifying the cut levels and tool axis.

[0 On the Operation Navigator, highlight the CAVITY_MILL_2
operation.

Use MB3 - Copy.

Use MB3 - Paste.

Rename the copied operation to CAVITY_MILL_3.
Edit the operation CAVITY_MILL_3 by double-clicking it.
Choose the Cutting button.

For the In Process Workpiece, select NONE.
Choose OK.

Choose the Machine button.

Change the Tool Axis to Specify Vector.

Choose the ZC Axis icon.

Choose OK to the warning dialog.

Choose OK on the Machine Control dialog.

Choose the Cut Levels button.

o o o o o o o o o o o o o dg

Change the Measured from to WCS Origin.
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Change the Range Depth to 0.0.

Choose OK.

Choose the Cutting button.

Choose the Containment tab.

For the In Process Workpiece, select Use 3D.
Choose OK.

Generate the operation.

When the operation has been generated, choose OK.

o o o o o o o o o

Verify the results of the entire program (Hint: go to the
Program Order view, highlight the NC Program group object,
using MB3 - Toolpath - Verify).

Each operation used only the blank material that was available. The first
Cavity Milling operation used the entire blank, while each subsequent Cavity
Milling operation used the In Process Workpiece from the previous operation.
The result is a very efficient compliment of roughing operations with little,

if any, non-cutting motion.

This concludes this part of the activity.
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Finishing the Simulated Casting

In the previous parts of the activity, you used Cavity Mill and the In-Process
Workpiece to rough a blank shape, removing most of the excess or stock
material. Your goal is to simulate the casting body, therefore you need to
finish the exterior portion of the casting body before you can begin the actual
machining of the interior portion.

You will use a combination of Z-Level Profile Steep and Contour Area
Non-Steep operations to finish the exterior of the simulated casting body.
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In this part of the activity, you will combine operations for steep and
non-steep machining to finish the exterior of the simulated casting body.
Additionally, you will execute tool axis changes for both types of operations to
machine completely around the body.

Step 1.

Step 2:

Step 3:

Open the part file.
[0 Choose File - Open - ama_manifold_mfg_3.

(0 Choose File - Save As - *** manifold_mfg_3.
[0 Choose Application - Manufacturing.

Examine the current part.

You will now examine the existing rouging operations which were
created earlier.

[0 If necessary, change to the Program Order view in the
Operation Navigator and highlight the Program group object.

[0 Choose the Verify icon.
The Tool Path Visualization dialog is displayed.

[0 Choose the 3D Dynamic tab.

(0 Choose the Play button at the bottom of the Tool Path
Visualization dialog.

[0 After examining the geometry, choose OK.

Determine the appropriate tool size.

To determine the appropriate tool size for finishing purposes, you
need to know the smallest radius that is on the outside of the part.
You will use the NC Assistant to determine this radius.

[0 In the Assembly Navigator, turn off the display of the
ama_manifold_fixture component by clicking on the red
check mark next to the name.

[0 Choose Analysis -~ NC Assistant from the main menu bar.

The NC Assistant dialog is displayed.

[0 Change the Analysis Type to Corner Radii.
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o o o o o o

Click and drag a rectangle around the part in the graphics
window.

Choose Apply.

There are two different corner radii listed. The smaller size,
0.125, does not affect the cutting operations since it is on the
inside of the part only. The .250 corner radius listed will,
however, affect the tool size.

You will now check the fillet radii.
Change the Analysis Type to Fillet Radii.

Click and drag a rectangle around the part in the graphics
window.

Choose Apply.

The smallest fillet radii that applies to machining the part is
0.1398; therefore a tool with a radius of .130 will suffice. The
desired diameter of the tool should be no more than twice the
corner radius.

Choose Cancel in the NC Assistant dialog.

From the main menu bar, choose Insert — Tool.

If necessary, set the Type to mill_contour.

Choose the MILL icon.

Key in em-.5-.13 for the Name.

Choose OK.
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[0 Key in the parameters as shown:

#, Milling Taok 5 Parameters B4

Hel Arareben -I
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BEXEEE
[
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|B1 Tazer miidds 2.3332
18] Ti- &g e .77
IF_) ZLte Lznzth FRCRER
hourber of Fluss z
Z OFest 3.2332
Bulud Fryialer
L uenm | lezit=r ]
,—

Tozl burber

0 Choose OK.

Step 4. Create a Z-Level Steep operation.

You will now create a Z-Level Profile Steep operation to machine
those areas of the part that are close to parallel with the current

tool axis.

[0 From the main menu bar, choose Insert - Operation.

[0 If necessary, change the Type to mill_contour.

[0 Choose the Z LEVEL_PROFILE_STEEP icon and set the

parent objects as shown:

[0 Keyin ZL_1 as the Name.

# Create Dperation 4

e il ol

tinkt e - .
€ g8 g g
it s b g g 5
13 48 £BU g
e
Frzgan I’FEERAH B
Uz 3zomzy IWDHK’IECE =]
U Toal EM.Z 13 =]
Uga dathzd IH LL FINIZH [~
HNamz IZJ.._].I

[0 Choose OK.
The ZLEVEL_PROFILE_STEEP dialog is displayed.
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Step 5:

O

o o o o o

Change the Steep Angle to 50.
Choose the Cut Levels button.

In the Cut Levels dialog, change the Measured from to WCS
Origin.

Set the Range Depth to 0.0.

Set the Local Depth Per Cut to 0.03.
Choose OK in the Cut Levels dialog.
Choose Generate to generate the tool path.

When the operation has generated, choose OK.

Create a Contour Area Non-Steep operation.

You have completed the machining of the steep portions of the part
and need to create a Fixed Contour operation, using the Mill Area
drive method to machine those areas that are not steep.

O

O

From the main menu bar, choose Insert - Operation.
If necessary, change the Type to mill_contour.

Choose the CONTOUR_AREA _NON_STEEP icon and set
the parent objects as shown:

e wil_conln . =

g g0 o g g
B b oy Pa0
55 98 BRI 3 48
ey

Fregan

Uz 3zomztny
U Toal ’m
Usedathzd [WLL FRIEE 5]
Hamz Ir

WORKAIECE x

Key in CA_1 as the Name.

Choose OK.
The CONTOUR_AREA_NON_STEEP dialog is displayed.

Select Area Milling as the Drive Method.
The Area Milling Method dialog is displayed.
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[0 Set the Steep Angle to 50.

This Steep Angle value matches the Steep Angle from the
previous Z-Level operation.

[0 Change the Pattern to Parallel Lines.

[0 Change the Stepover to Scallop.

[0 Change the Height to 0.005.

(0 Under Apply, choose the On Part radio button.

[0 Choose OK.

[0 Inthe CONTOUR_AREA _NON_STEEP dialog, choose the
Cutting button.

0 Choose the Stock tab.

[0 In the Check Stock field, key in -.09.
The negative check stock will allow the ball-nose tool to follow
the edge of the check stock.

[0 Choose the Clearances tab.

[0 Change the When Gouging option to Retract

[0 Choose OK.

0 In the CONTOUR_AREA_NON_STEEP dialog, choose

Generate to generate the tool path.

[l After examining the tool path, choose OK.

Step 6: Repeat the finishing process using new tool axis options.

You will now repeat the ZLEVEL_STEEP and
CONTOUR_AREA_NON_STEEP machining operations,
changing the tool axis each time.
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In the Program Order view, highlight the ZL_1 operation,
using MB3 - Copy.

Paste the operation immediately below the ZL._1 operation.
Rename the operation to ZL_2.

Double-click on the new operation, ZL_2.

Choose the Machine button.

Change the Tool Axis to Specify Vector.

In the Vector Constructor dialog, choose the Spherical
Coordinates radio button.

Key 120.0 for the Phi angle; 90.0 for the Theta angle.
Choose OK.

Choose OK to the warning dialog.

Choose OK in the Machine Control dialog.

Choose the Cut Levels button.

Change Measured from to WCS Origin.

Set the Range Depth to 0.0.

Choose OK.

You will also need to reset the Clearance Plane for this
operation.

Choose the Avoidance button.
Choose the Clearance Plane button.

Choose Specify.
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0 Select the face as shown.

Key in 2.00 for the Offset.
Choose OK until the ZLEVEL_PROFILE_STEEP dialog is
displayed.

Note that once that the Clearance Plane has been specified in
the operation dialog, it will no longer inherit the Clearance
Plane established in the MCS_MILL dialog.

Generate the operation.
When you have finished examining the operation, choose OK.

In the Operation Navigator, highlight the CA_1 operation, use
MB3 and choose Copy.

[0 Use MB3 to paste the copied operation following the CA 1
operation.

Rename the copied operation to CA 2.

Double-click on the operation CA_2.

This operation will require a tool axis change, just like in the
previous operation. The option to change the tool axis is not on
the dialog. You will add the option through Customized dialogs.

[0 Onthe CONTOUR_AREA _NON_STEEP dialog, choose the
Options icon.

Zali
Lo ;‘EJ |
s

The Other Parameters dialog is displayed.

[0 Select the Customize Dialog button from the Other
Parameters dialog.

The Customize Dialog is displayed.
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[0 From the bottom scroll listing window, highlight the Tool Axis
option.

#¢ Customize Dialog
Ib=ree |l

O Choose the Add button.

[0 Choose OK until the CONTOUR_AREA _NON_STEEP dialog
appears.

[0 Choose the newly created More tab.

[0 Change the Tool Axis from ZM AXxis to Specify Vector.

[0 In the Vector Constructor dialog, choose the Spherical
Coordinates radio button.

[0 Key in 120.0 for the Phi angle; 90.0 for the Theta angle.

[0 Choose OK.

[0 Choose the Main tab.

[0 Generate the operation.

[0 On your own, create the final two finishing operations.

Remember to place the tool axis at Phi=240.0 and Theta at
90.0, and then place the operations in the proper location in
the Program Order view.

This completes the activity.
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Types of products/partsdata that you work with
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CAD assemblies q
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Thank you for your participation and we hope your training experience will be an outstanding one.



This page left blank intentionally.



Advanced Machining Applications Course Agenda

Day 1
Introduction &Overview
- Lesson 1. Wave Geometry Linker in Manufacturing
- Workbook: Wave Geometry Linker
Lesson 2. In-Process Workpiece
Afternoon
Lesson 3. Libraries
- Workbook: Libraries
Lesson 4. Machining Faceted Geometry
Day 2
Lesson 5. High Speed Machining
Lesson 6. NC Assistan
Afternoon
Lesson 7. Templates
- Workbook: Templates
Lesson 8 Holemaking
Day 3
Lesson 8. Holemaking
- Lesson 9. Integrated Simulation and Verification
- Workbook: Integrated Simulation and Verification
Afternoon

Project
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Layers and Categories

The following layer and category standards will be followed in this

class.

Model Geometry

Object Type

Layer Assignment

Category Name

Solid Geometry

1-20

SOLIDS

Inter-part Modeling |[15-20 LINKED_OBJECTS
Sketch Geometry 21-40 SKETCHES

Curve Geometry 41-60 CURVES
Reference Geometry [61-80 DATUMS

Sheet Bodies 81-100 SHEETS

Drafting Objects

Object Type

Layer Assignment

Category Name

Drawing Borders

101-110

FORMATS

Engineering Disciplines

Object Type Layer Assignment Category Name
Mechanism Tools 121-130 MECH
Finite Element 131-150 CAE
Meshes and Engr.
Tools
Manufacturing 151-180 MFG
Quality Tools 181-190 QA
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Hot Key Chart

Hot Function Hot Key Function
Key
Ctrl-A Ctrl-N File, New
Ctrl-B |Edit, Blank Ctrl-O File, Open
Ctrl-C |Copy Ctrl-P File, Plot
Ctrl-D |Delete Ctrl-Q
Ctrl-E |Tools, Expression Ctrl-R View, Operation, Rotate
(full menu)
Ctrl-F |Fit View Ctrl-S File, Save
Ctrl-G |Grip Execute Ctrl-T Edit, Transform
Ctrl-H Ctrl-U Execute User Function
Ctrl-I Information, Object Ctrl-v Paste
Ctrl-J  |Edit, Object Display Ctrl-w Application, Gateway
Ctrl-K Ctrl-X Cut
Ctrl-L |Format, Layer Settings |Ctrl-Y
Ctrl-M |Application, Modeling Ctrl-Z Edit, Undo




Ctrl-Shift-A |File, Save As Ctrl-Shift-N [Format, Layout, New
Ctrl-Shift-B |Edit, Blank, Reverse Ctrl-Shift-O |Format, Layout, Open
Blank All
Ctrl-Shift-C |View, Curvature Graph |Ctrl-Shift-P |Tools, Macro, Playback
Ctrl-Shift-D |Drafting Ctrl-Shift-Q |Quick Shaded Image
Ctrl-Shift-E Ctrl-Shift-R |Tools, Macro, Record
Ctrl-Shift-F |Format, Layout, Fit All |Ctrl-Shift-S |Toolsm Macro, Step
Views
Ctrl-Shift-G [Debug Grip Ctrl-Shift-T |Preferences, Selection
Ctrl-Shift-H [High Quality Image Ctrl-Shift-U |Edit, Blank, Unblank All
Of Part
Ctrl-Shift-I Ctrl-Shift-V |Format, Visible In View
Ctrl-Shift-J |Preferences, Object Ctrl-Shift-
W
Ctrl-Shift-K |Edit, Blank, Unblank Ctrl-Shift-X
Selected
Ctrl-Shift-L Ctrl-Shift-Y
Ctrl-Shift-M Ctrl-Shift-Z |View, Operation,
Zoom (full menu)
Alt-Tab Toggles Application Ctrl-Alt-B  |Tools, Boundary
Alt-F4 Closes Active Window |Ctrl-Alt-C  |Tools, CLSF
F1 Help on Context Ctrl-Alt-M  |Application
Manufacturing
F3 View Current Dialog Ctrl-Alt-N  |Tools, Unisim
F4 Information Window |Ctrl-Alt-W |Application
Assemblies
F5 Refresh Ctrl-Alt-X  |Tools, Lathe Cross-
Section
F6 Quick Zoom
F7 Quick Rotate
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