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(] Setting Parameters for CATIA NC Manufacturing Solution

1. Prismatic Machining

A. Part Operation Dialog
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ii. ~ Machining Axis System

Default reference machining axis for Part Operation:] ﬂﬂ
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B. Profile Contouring
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ii. Tool Tab
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iii. =~ Feed and Speed Tab

Profile Contouring.1
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iv.  Strategy Tab
1. Machining

Profile Contouring.1 §
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Camment: Share

8 | 8§ | i | B6C |

2] x|
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Tool path skwle: IZig zag T|
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2. Stepover
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Mame; rofile Contouring. 1
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Tool path skwle: IZig zag T|
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3. Finishing
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Macro Tab
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1. Tool Path Replay
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C. Facing
i. ~ Geometry Tab
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ii. Tool Tab
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iii.  Strategy Tab
1. Machining

Marme: acing. 1
Camment: ity
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Move the cursor over a sensitive area,

Tool path style: IInward helical
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2. Radial

Marme: acing. 1
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3. Axial
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iv.  Feed and Speed Tab

Marme: acing. 1
Camment: ity
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V.

Macro Tab

Marme: acing. 1
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Linking R.... Inactive Linking. 1 Build by user
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D. Pocketing
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Strategy Tab
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2. Radial
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3. Axis
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ii. ~ Geometry Tab
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Tool Tab
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iv.  Feed and Speed Tab

Pocketing.1
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Finishing: F Lrnm_nn
Slowdown rate: [ =
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—Feedrate reduction in caorners

[] Feedrate reduction in corners
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V.

Macro Tab
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Linking R.... Inactive Linking. 1 Build by user
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2. NC Output Generations

NC Output Managemenkt
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A. Generate NC Interactively

Generate NC Output Interactively 1

InfCut | Options | MCcode |

2l x|

—Manufacturing Progam ko Process

C-':'-TPFDEESSP:";'"F‘F'rDcessl JCATProcess
Selection @ programs () Part Operations

ManuFacturing Program, 1

—Resulting MC Data

MC data t'?’F'E:IF'.F‘T

Onefile.. @ by program (_) by operation

[] store at the same location as the CATProcess

d Replace like-named file

Output File |- ADOCUME~ 1 ADMINI~1LOCALS~1% ., |

—Diocument after Processing {Optional)

[] save document I
[ replace like-named document
[ Lack Operations

[ assaciate document

Execute I
—

AL
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i Generated NC code

B Process1_Manufacturing_Program_1 - H2 2

oE Bde Mo 22w R8T
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35 Generated on 20057 102 132 =S58 T= 6:58:41
5 CATIA APT UERSION 1.0

4%

$$ Manufacturing Progranm.1
$¢ Part Operation.1

$$=CATIAG

$$ Manufacturing Program.i1

L33 1.8600888 a.a88888 8.060080 8.08080
k3 8.0868888 1.80088 8.00088 8.880888
5% 8.0868888 a.08888 1.80088 8.880888
PARTHD PART TO BE HMACHINED

CODLNT /0N

CUTCOH/OFF

$$ OPERATION MAME : Tool Change.1
$$ Start generation of : Tool Change.1

TLAXIS/ 0. , 8. . 1.

$$ TOOLCHANGEBEGINNING

RAPID

GOTO / 8.00000, 0.800680, 100.80000

CUTTER/ 18. ., 8 5. , 6. . B %

0.0000008, 50.000000
TOOLND/2, 10.000000
TPRINT/T2 End Mill D 180
LOADTL/2
$$¢ TOOLCHANGEEND
$$ End of generation of : Tool Change.d
$$¢ OPERATION MAME : Profile Contouring.d
$$ Start generation of : Profile Contouring.1
LOADTL/ 2,1
FEDRAT/ 30808.88088,HHPH
SPINDL/ 70.8008,RPH,CLY

GOTO / 248.00086, -62.50000, 0.000080
GOTO / 248.00086, -62.50080, -10.80000
GOTO / 248.00066, -52.500808, -10.00000
GOTO / 239.78835, -50.41561, -10.80000
GOTO / 239.15341, -—48.47321, -10.00000
GOTO / 237.67928, -—46.89463, -10.00000
GOTO 7/ 236.23903, -—44.638498, -10.00000
GOTO / 234.54539, -43.59273, -10.000080
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