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Mastercam®to
Mazatrol ® Post-Processor Tutorial

Introduction

The following tutorial instructs the user in the approach to programming that allows a
Mastercam® file with it’s associated toolpaths to output the desired Mazatrol® code.

It is not the intention of this tutorial to teach the use of Mastercam® or the Mazatrol ®
conversational system. It is assumed that the user of this product has been instructed in
the use of the former items. We provide in addition to this tutorial both a help file
accessible when in the Mazatrol Menu by clicking on Help and a Mazak for Mastercam
Manual - For Mastercam instruction please contact your local Mastercam reseller. For
mazatrol instruction please refer to your Mazak/ Mazatrol Programming Manuals or
contact your local Mazak representative.

Section 1. Programming a Mill Part
Section 2. Programming a Lathe Part
Note: This text was compiled using Version 8.0.8 of the Mazatrol Product — some dialogs

presented may have changed or you may be using either an earlier or later version of the
software.
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Section 1 - Mill

1. Creating simple face and contour toolpaths

1. Choose Main Menu, File, Get

2. Navigate to the folder with the tutorial parts.

3. Select Mazak_1_ Mill.mc9; then choose Open.
4. Choose, Main Menu, Toolpaths, Job Setup
5. Enter settings as shown.

ig j Job setup 2] x|
Safety zone.
Impaort.. | N fal r 'I'I—l
|3.45558 372244
Wiews... | \“
Taools... | \l\ - -
Z This setting
07 .
— Stack Origin «— \I/\I/\|I|I|Tt:eAietZas
w |023152
m ¥ Display stock
i I Iv Fit screen to stock
Z |00
Select ongin... Select u:u:urners...l Bounding baox | MCl extents |
Toolpath Configuration Tool Offeet Registers
¥ Output operation comments to MCI Length Diarneter
Iv¥ Generate toolpath immediately = Add ID |4|:I
¥ Save toolpath in MC3 file " Fram tool
¥ &ssign tool numbers sequertially Feed Calzulation
:: Warn of duplicate tool numbers & Material " From tool
|lze tool's step, peck, coolant
i IEEIEIEI
™ Search tool ibram when entering tool number e il
™ Head number equals ool number I Adjust feed on arc move
Miriirnumn are: feed 0.m
t aterial
IROM inch - CAST - DUCTILE - AUSTENSITIC - D
Post Processor
i P
Mz —I (1] 4 Cancel Help
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Note: Job Setup settings will affect the first line of the mazatrol PNR and MAT i.e. the
material selected will be output and the Z depth of the material will be output as
INITIAL-Z see below:

PNR MAT INITIAL-Z ATC MODE MULTI MODE MULTIFLG PITCH-X PITCH-Y
0 IRON 0.7100 1 OFF

The other settings will have to be manually entered by the user if desired either using the
editor (if available) or at the control. Also the values for federate and spindle speed that
are set in the mastercam parameter pages will also output to the Mazatrol code.

1. Choose Main Menu, Toolpaths, Face
2. Select outside profile as shown using chain

{# jMastercam Mill ¥ersion 9.05P1 - C:\MCAMSLMILLYMC9YHD TECH,MISCYMAZAK 1.M _ & x|

¢ EFRAE D /| oofEs N @] +

Change Attributes X 2.25676 Y 0.12746

Chain
Window

Area
Only
All
Group
Result

Done

BACKUP
MAIN MENU

Z: 0.0000
Color: -
Level: 15
Attributes
Groups
Mask: OFF
WCS: T
Tplane:OFF
_ Colane: T |

Cplane: T

Guiew: T

Select entity to change

2. Select Done
3. Select or Create a 1.5”Dia Face Mill as shown.
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Facing - C:}MCAMOYMILLYMC94HD TECH,MISC,MAZAE_1 MILL.NCI - MAZ M32

2l x
Toal parameters I Facing parametersl

Left 'zlick' on taal ba select; nght 'click’ ta edit ar define new taal

Tool # |1 Tool name I Toal dia Corner radiuzs IU.U

Head # |-1 Feed rate IEI.E Frogram # IEI Spindle zpeed IEEI

Dia. offset I‘” Flunge rate I':'-3 Seq. stark 100 Cioolant ID[f vI
Len. offset I1 Retract rate ID-3 Seq. inc. I2

Change NEI...l

Comment
FACE ;I [~ | Home pos.. | [T | Befpoint... | [ iz, values...l
LI [T FRaotay axis... | [ T/Cplane... | v Tool displa_l,l...l
[T Tobatch r Carmed et .
(1] 4 I Cancel | Help

4. Click on Misc. Values button and set Face Machining to Face as shown below
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Mazatrol settings:

~ MAIN PARAMETERS:

I Mative Mazatrol

j Output type

IFace

j td achining unit

j Cutting Type

j Rough and Finish

j Bottom Roughness

— FACE MILL PARAMETERS:

2l

I.-’-‘n.utn vl Depth [Dist. from WPC Z=0 ta fin, surface]
I-"—"-UtU 'I SRV-Z [Z Asiz stock removal]

I.-’-‘-.uto 'I ETH [Bottom roughness 1-9)

IAUtD 'I FIM-Z [Finizh allowance £)
I.-’-‘n.uto 'I FIM-F [Finizh allowance R)

— SNO Line [SLOT_MILL)

1. Parameter: 2. Parameter: 3. Parameter 4. Parameter: 5 Parameter B Parameter:

7. Parameter: 8. Parameter 3. Parameter 10, Parameter:

|.f3«ut-:- jl.&utn jlhuto jl.-’-\ut-: jl.t‘-‘«utc- jlf-‘«uto j |Autn jlhuto jlf—\uto j IAutc- j
M aterial Line Parameters
[t Z 07y ATC Mode | 1 "I Ok | Cancel | Help |

5. Click OK when done.
6. Click on Facing Parameters Tab and set VValues as shown;
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Facing - FACE - C:%MCAM3%MILLMC94HD TECHMISC,MAZAK 1 MILL.NCI - MAZ M3

Tool parameters  Facing parameters |

[T [Clearance.. | |2.U

% sbsolute. € Ihcremental

[" | Wse clearance only at the
ztart and end af operation

r Hefract... | ID.25

% Aheolute € [neremental

Feed plane ... | I

" Absolute € Incremental
W Rapid retract

Top of stock... | ID 1]

2l x
Tip cormp: Tip -
Fioll cutter around corners: ISharp I
Cutting method: IZigzag j
Stepover: I?E-D 4 I'I 125
[T Auto angle
Fioughing angle: I':'-':I
Move bebween cuts: IHigh speed loops j

[~ Feed rate between cuts: 100

&+ Absolute  © Incremental
Depth... | IDD— Acrozs overlap: |5D-D A ID-T5
" Absolute % Incremental Along ovedag: |'|1EI.EI . |1-55
Linearization kolerance: IDD— Approach distance: IED.D % IU.75
Z stock to leave: IDD— Exit distance: IEU-D = ID-T"'5
[ Depthcuts..
ITI Cancel | Help

7. Click on OK when completed.
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1.  Choose Main Menu, Toolpaths, Contour
2. Select outside profile as shown using chain

i# Mastercam Mill ¥ersion 9.05P1 - C:\MCAM3MILL,MC94HD TECH,MISC,MAZAK _|&] =]

« E2ED|E & oojERN | @] »

Change Attributes X 2.25676 ¥ 0.12746

Chain
Window

Area
Only
All
Group
Result

Select
Chain
Here

Done

BACKUP
MAIN MENU

Z: 0.0000
Color: -
Level: 15
Attributes
Groups
Mask: OFF
WCS: T
Tplane:OFF
Cplane: T
Guiew: T

Select entity to change

3. Select Done
4, Select 0.5” Dia Flat end Mill as shown.
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Contour (2D) - CONTOUR. - C:4MCAMISMILLYMC9YHD TECHMISCYMAZAK 1 M| ﬂﬂ

Tool parameters | Contour parameters |

Left 'click’ an tool to select: right ‘zlick’ to edit or define new tool

#1-1.5000
face mill endmilll flat
Tool # |2 T ool hame I 12 FLAT | Toal dia IU.E Carrer radius IU.U
Head # I-'l Feed rate ID.455 Program # |1 Spindle zpeed  [152
Dia. offzet |42 Plunge rate |5-41 76 Seq start 100 Coolart |F|,:,,:,d vI
Len. offzet I2 Retract rate IE-41 76 Seq. inc. I2
Change NEI...l
Comrnent
COMTOUR ;l I~ Home pos... | [T Refpaoint... | I~ Hise. values...l
LI [ Biotam awis... | [\ T/Cplane... | [+ Tool displa_l,l...l
T Tobatch [ Canned te:-:t...l

(1] I Cancel | Help

5. Click on Misc. Values button and modify settings as shown below




Change
values
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Mazatrol settings:

~ MAIN PARAMETERS:

INative tazatrol j Output type

| Line machiring | Machining urit
I.-’-‘n.uto. Cent/Left/Right j Line machining
I.-’-‘n.uto [ AT ) j Line cutting direction

<: {Use 1 Tl | Rough and Finish
4

j Roughness

 LINE MACHIMING PARAMETERS:

2l

[futo =] Depth [Dist from WPC Z=0ta fin, surface]
[fwe ™ =] SRZ 2 dsis stock remaval)
Im SRR S Az stock remorveal)

|4 'I RGH [Roughness 1-9)

|*‘-‘~uto =] chur [Chamfer width)

[sute =] FINZ Finish allowance 2]
[futa ™ =] FINR (Finish allowance R]

— SNO Line [END_MILL_SPHERICAL)

1. Parameter: 2. Parameter: 3. Parameter 4. Parameter: 5 Parameter: B Parameter 7. Parameter: 8. Parameter 9. Parameter: 10, Parameter:

|.f3«ut-:- j I.&ut-:- jlhuto

jl.-’-\ut-: jl.t‘-‘«utc-

jlf-‘«uto j |Autn jlhuto jlf—\uto j IAutc-

=

M aterial Line Parameters

Iriit Z 0.7

ATC Mode I'I "I

(). I Cancel | Help

Note: As you may notice — the Misc. Values dialog box allows every setting in the
mazatrol SNO line and UNIT (UNO) line to be set by the user and override the
automatically set values output by the post-processor. This will be shown in more detail

in the next chapter.
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Contour (2D) - CONTOUR - C:3MCAM9YMILLYMC',HD TECHMISC}MAZAK 1 MIL 2l x|
Tool parameters Contour parameters |
C fi
[T Clearance... | |2.U tylnjrg:pensa 1an IEDmputer j
% tbzolute. ) [horemental Compensation = = d
[T Use clearance ol at the direction;
start and end of operatian ™| Optimize
r Retract... | IU-3-_"'5 Tip comp Tip - L J
= sheolute. € [noremental Fall cutter "
= d corners h
Feed plane... I araLn
—l v Infinite look ahead
— " Abzolute  © Incremertal T
¥ Rapid retract tolerance ID'DDEI5
Top of stock.. | IU.U b ax. depth
vanance ID'DD-I
* Ahzolute € Incremental 0 stock
shoc
IEI.EI
Depth... | I-EI.F"1 b leave
© Absolte | | & stock 0o
zolute ncremettal o e .
Contour type: |2D j [ BAuti passes...l v Lead in.-"cnut...l
Chamfer . . | FHamp,... Hemachining...l [ Depth cuts... | r Filter... |
(1] I Cancel | Help |

Note: Another advantage of using the Mazatrol Post-Processor is that we can output
lead-in and lead-out values from mastercam. In the previous settings we have computer
compensation with left direction. Therefore only use LINE-CTR so that correct accuracy
is maintained. You can of course also use other type of compensation such as LINE-LFT
and LINE-RGT but in those cases it would be safer to set Compensation to Control so

that the Control picks up the tool radius and compensates accordingly.

6. Select Done. This should return you to the operations manager. Select Post
Modify settings as shown below. (In this example we are using the M32 post-processor
shown as MAZ_32.PST. Yours may vary but all the Mazatrol Post-Processors will have

the format of MAZ_XXX.PST)

10
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Active post Change Pogt |
MAZ_M32PST
I file
[T Sawve MCI file [T Edi
{1 Diwenarte
% &k
—MC file
IV Save MC file [~ Edit
&+ Overwiite MC extension
 Ask I.r‘n::
= Send
[T Send to machine [Earmm... |

| k. I Cancel | Help |

7. Select OK. The file name dialog should then appear as shown below:
Note: We do not need to create an NC file but Mastercam needs to have this setting so

that the post-processor can function

8. Click Save.

11
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The Mazak Menu will then appear in place of the Mastercam Main Menu

.i.ﬁ Mastercam Mill Yersion 9.05P1 - C:\MCAMSMILLMC9 HD TECH\MISC,MAZAK_1_MILL_Ti

L =18 x|
I B Y C P A N I ST
Mazak: Mill Postprocessor M32 vB8.0.8

X 0.87056 Y 0.91952
Bun postp.

Editor Y
Edit
New
Transmit
Receive
Settings

Help

BACKUP
MAIN MENU

Z: 0.0000
Color: 10
Level: 15
Attributes
Groups
Mask: OFF
WCS: T
Tplane:OFF
Cplane: T
Gview: T

10. From this menu select Run postp. to run the Mazatrol Post.

Outputfile x|

I ame of the output file;

Enter any number between 1
and 3333 .

11. Select a number between 1 and 9999 and hit OK. This will be the program number
for your Mazatrol output file.

12
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You should then see output as shown below (output below is shown as a Notepad
window — if you have purchased the Editor and you have the Editor set to Yes in the
Mazatrol Menu the output will open up in the Mazatrol Editor)

&7 0001.MED - Notepad . -0l x|
File Edit Format Help

0001, ,0000,0000,0000 =
PNR MAT INITIAL-Z ATC MODE MULTI MODE MULTI FLG PITCH-X PITCH-Y

0 IRON 0_.7100 1 OFF

UNO UNO DEPTH SRV-Z SRV-R BTM WAL FIN-Z FIN-R

1 FACE-MIL 0.0000 .001 * 1 0 0

SNO SNO NOM. NO. APRCH-X APRCH Y TYPE ZFD DEP-Z WID-R C-5FP FR M

1 F-MILL 1.50 ? xBl 01 0.0010 1.05 50 0.600 3 8
FIG PTN X Y R/0 I ] P CNR

1 LINE -3.0925 -1.6475

2 LINE 2.6553 -1.6475

3 LINE 2.6677 -1.6475

4 CCW 2.6677 -0.7834 0.4321 2.6677 -1.2155

5 LINE -2.5141 -0.7834

6 CW -2.5141 0.0807 0.4321 -2.5141 -0.3514

7 LINE 2.9560 0.0807

8 CCW 2.9560 0.9448 0.4320 2.9560 0.5128

9 LINE -2.3055 0.9448

10 LINE -2.3279 0.9448

11 cw -2.3279 1.8089 0.4320 -2.3279 1.3769

12 LINE 2.7487 1.8089 o
UNO UNO DEPTH SRV-Z SRV-R RGH CHMF FIN-Z FIN-R

2 LINE-CTR 0.7100 0.7100 0.25 * 0 0

SNO SNO NOM. NO. APRCH-X APRCH-Y TYPE ZFD DEP-Z WID-R C-5P FR M M

1 E-MILL 0.50 E ? ? * G0l 0.7100 * 152 0.456 3 B8
FIG PTN X Y R/0 I ] P CNR

1 LINE -2.1030 -0.0352

2 LINE -1.8035 -0.0524

3 CCW -1.4868 0.2299 0.3000 -1.7863 0.2471

4 CCW -1.6745 1.1243 1.7501 -3.2340 0.3301

5I CW -0.8804 1.9861 0.6250 -1.1176 1.4079 | -
A » v

12. Close this window.
We will then send this program to the controller

13. From the Mazatrol Menu select Transmit.

13
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Communication

—PC - CHNC

File 0001.mad |

Contraller 32
COM Port IEDM‘I j
B audrate I 4500 j

v Corvert ASCI [MED] into Binary [MAD]

before tranzmiszion Cancel |

X

15. If the settings are correct and you are using the Built in DNC click Transmit.

JR1=TEY
7
Mo. Part no. Block Name Program PC —> CNC

Bereit

Communication start by Mazak CNC,

Break ==»> ESC

Com: Kanal:

T2

This

is the progress bar.

14
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To complete the download complete the following steps at
The Mazak Controller.

PROGRAM-LIST or INDEX

DATA IN/OUT

CMT-NC

INPUT

ENTER THE PROGRAM NUMBER AND SELECT INPUT
HIT START

VVVVYYY

You should then see the file being downloaded by a blue bar filling the progress bar
shown above.

Congratulations! You have created your first mastercam to mazatrol program.
16. Hit esc once the Progress Bar is completed.
17. Hit esc to get back to Mastercam Main Menu.

Save File as Mazak_1 Mill _1.mc9

15
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2.Adding Pocketing and Drill Toolpaths

We will re-open the file we had previously created to add some more toolpaths

1. Choose Main Menu, File, Get

2. Navigate to the folder with the tutorial parts.

3. Select Mazak_1 Mill_1.mc9; then choose Open.

4. Choose Main Menu, Toolpaths, Pocket

5. Chain outside profile shown in Blue and Inside Island as shown in Green

i# Mastercam Mill ¥ersion 9.05P1 - C:\MCAM'MILLYMC93HD TECHMISC,MAZAK _|&] x|

XoojERlN @]
Main Menu: X -2.14076 ¥ 1.30051
Analyze
Create
File
Modify
Xform
Delete
Screen
Solids
Toolpaths
NC utils

BACKUP
MAIN MENU

Z: 0.0000
Color: -
Level: 15
Attributes
Groups
Mask: OFF
WCS: T
Tplane:OFF
Cplane: T
Guiew: T

Outside Profile

Inside Island

6. Select Done

16
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Pocket {Standard) - POCKET - C:yMCAMIYMILL,MC9%HD TECH:,MISC,MAZAK 1 |

T ool paramneters | Pocketing parameters | R oughing/Finishing parameters

Left 'click' on tool to select; nght 'chck' to edit or define nevs tool

2%

#1-1.5000
face mill

L

#2- 0.5000
endmilll flat

#3

endmill flat

n.ao

ID.S?E Corner radius

Spindle speed  |203

1]

Coalant Flood -

I'I—
I'IDD
|2

Change HLCI...

[T Bef poitt... | Misc. values. .

v

I Ta"CpIane...l [¥ Tool dizplay...

Tool # |3 Tool name I FBFLATI Tool dia
Head # |-1 Feed rate IEI.45EIEE Pragram #
[ia. atfzet I‘*l3 Flunge rate IE;-332':I3 Seq. start
Len. offset I3 Fetract rate IE;-332':I3 Seq. inc.
Comment
POCKET ] [T Home pos... |
;l [ | Buatary axis... |
[T Taobatch

Canned text..

LEEE

-

(1] I Cancel | Help |

7. Set Tool Parameters as shown

17
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~ MAIN PARAMETERS:

I Mative Mazatrol

j Output type

[PCKT MT | Machining urit
IEW' [clockwize] j Cutting Type

fUse 2 Toaks | Rough and Finish
|3 j Bottom Roughness
A - | /2l Fioughness

— POCKET WITH ISLAND PARAMETERS:

[futo =] Depth [Dist from WPC Z=0ta fin, surface]
[fwe ™ =] SRZ 2 dsis stock remaval)
Im SRR S Az stock remorveal)

I*""‘-l"tD 'I ETH [Bottom roughness 1-9)

[uts =] waL pwall reughness 19
[00000 | FINZ Finish allowance 2]

[0:0200 =] FIN (Finish allowance R

2l

— SNO Line [END_MILL_SPHERICAL)

1. Parameter: 2. Parameter: 3. Parameter

4 Parameter: 5 Parameter 6. Parameter 7 Parameter: 8 Parameter 3. Parameter 100 Parameter:
|.f3«ut-:- jl.&utn jlhuto jl.-’-\ut-: jl.t‘-‘«utc- jlf-‘«uto j |Autn jlhuto jlf—\uto j IAutc- j
M aterial Line Parameters
[t Z 07y ATC Mode |1 "I Ok | Cancel | Help |

8. Set Misc. Values as shown:

9. Set Pocketing Parameters and Roughing/Finishing Parameters as shown below:

18
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Pocket {Standard) - POCKET - C:\MCAMIYMILLMC9HD TECH,MISC,MAZAK 1 MI 2=l

Tool parameters  Pocketing pararmeters | R oughing/Finishing parameters |

|| Clearance... | |2.EI "Machining direction———

% [l " ;
O dEmalie 00 Irsienel Clirnkb Conventional

[T Usze clearance only ot the Tip comp Tip
start and end af operation

Foll cutter -
— | [ Retract. . | IU.25 araund cormers Sharp

% Abzolute ) [neremental i ol
Linearization oo

— Feed plane.._l ID.1 tolerance

S O Absolute O Incremental R stock to leave |00
¥ Fapid retract

Top of stack. .. | IU.U

% Abzolute  © Incremental ™| Create additional finish operation

Cepth... | I-EI.'I 5625

* dhsolute 7 Incremental

Z stock to leave nn

7R

Pocket type: IStandard j I Depthcuts...l I Filker... |

Facina.. | Remachining.. | | Dpen puckets...l .-'-‘«dvanu:ed...l

(1] I Cancel | Help

19
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Pocket (Standard) - POCKET - C:\MCAMS4MILLYMC9HD TECH!, ed |
Tool parameters] Pocketing parameters  Roughing/Finishing parameters l

[ Rough Cutting method:  Parallel Spiral

Zigzag Canstant R SRE|  Farallel Spiral,  karph Spiral High Speed One \way
Overlap Spiral Clean Comerz

4| | i
Stepover percentage [ Minirnize bool burial =

Stepover distance [+ Spiral inside o outside

Roughing angle

Iv Finish
Mo, of passes 1 Finzh pasz zpacing 0.0
[¥ Finizh outer boundary Cutter compensation |c:untrcu| ﬂ

[ Start finish pass at clozest entity | Optimize cutter comp in control

[ Machine finish paszes anly at final depth

[v Machine finish passes after roughing all pockets u
(1] | Cancel | Help ‘

[ Eeep tool down

Note: It is best not to use Depth Cuts when machining pockets. If depth cuts are used
unnecessarily long code is output. It is best if you set the value SRV-Z within the misc.
values dialog.

Note: To have the option of either using one tool or two tools for roughing and finishing
we can set this at the Rough and Finish pull down menu in the Misc. Values dialog box
(this option is also available for contour machining equivalent to LINE machining in
Mazatrol). We have also set specific Bottom finishes and Wall finishes. In the mastercam
toolpaths it is not possible to create or activate many of these types of conversational
language settings therefore in many cases the only access to these parameters will be
through the misc. values pages as shown above.

Sample output below when this is processed.

UNO UNO DEPTH SRV-Z SRV-R BTM WAL FIN-Z FIN-R
1 PCKT.MT 0.0912 0.0912 * 110 0

SNO SNO NOM. NO. APRCH-X APRCH-Y TYPE ZFD DEP-Z WID-RC-SPFR M M
1 E-MILL 0.38E ? ? Cw G01 0.0912 0.27203 0.4503 8
2 E-MILL 0.38E ? ? CW GO01 0.27 203 0.4503 8

20
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Select the following:

1.
2.
3.
4.
5.
6.

Main Menu

Toolpaths

Drill

The five (5) x 0.5”dia circles
Done

Done

DRILLING-no peck - C:iMCAMSYMILLYMC94HD TECHYMISCMAZAK 1 MILL.NCI = MA 7| x|

Tool parameters | DRILLING-ho peck | Cusztom Drill Parameters 1 I
Left ‘click’ on tool to zelect: right ‘zlick’ to edit or define new tool

&« ¥ ¥ B 7

#1-1.5000 #2- 0.5000 #3- 0.3750 f4- 0.5000 #5- 0.5000
face mil endmilll flat endrmilll flat ] drill diill

Toaol # 4

T ool hame I 1/2CENTI Toal dia IU.E Carner radius IU.U Set
Head # 1 Feed rate ID.‘I 935 Program # |1 0oa T Tpeed | 124 Program

1111

#10
Dia. offzst |44 Plunge rate ID-1535 Seq. start 100 Coolant 0 - 10001
Len. offset |4 R etract rate ID-1535 Seq. inc. I2
Chanige MCI... |

Corment

;I [ Homepos.. | [ || Befpoint.. | v Misc. values...l

LI [~ | Batamy a:-:is...l I T.-"Cplane...l [~ Tool displa_l,l...l
I~ Tobatch [ Canned te:-:t...l

(] I Cancel | Help |

Select 0.5 center drill as shown
In order for all the tools to be captured and appear at the top of the drill line set the

Program # to the value shown. (Values of 10001 —10099 may be used to group
common tools together for this type of operation)

21
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Mazatrol Settings:

R e YR YR O RS YT | TR TR (YRS | (YR

7. Misc. Values Leave settings on Auto as shown

22



Mastercam to Mazatrol Post-Processor Tutorial 11/1/2018

DRILLING-no peck - C:5\MCAMIYMILL\MC9%HD TECH\MISC,MAZAK 1 MILL.NCT-

Tool parameterz DRILLING-no peck | Custom Drill Parameters 1 I

I Tii@ camm.. |

el 1
— | [ Clearance... ”2-'3 Cycle
%) sheolte. € Incremental IDHlLLlNG-DHI j
DRILLIMG-DRI
[T lse cledarandce f|:|n|5I at t_he DRILLINGEX 2 Tl
zhark and end of operation DRILLING-PE1
TAP
Retract... | IU.'I BORE-S1
~ BORE-51
= Abzolute % Incremental RGH CEOR
Top of stock... IU.U REAMING
p—l not used
= pheolute € Incremental RGH.BCE
BK.CEORE
Depth... | 0.25 [HCIR.MIL
—{CBOR.TAP
= phsolute  © Incremental BORE-T1 —
BORE-T2
[~ Subprogram Cusztom cycle 16
Cuigh le 17 =
£ Shsolute = |hcremental HEomeEs

o |

Cancel |

Help

8. Goto Drilling and set DRILLING — DRI as shown

Note: All the Drill Cycles available to Mazatrol are accessible via Drill Cycle Menu as

shown above.

9.0K
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RS R RS IR

apt

ii'r] Operations Manager

3 Groups, 4 Operations, 1 selected Select Al
acing_and outzide Profile Fiegen Path
ocketing
liIIing ﬁackplot

S0 DAILUING ok i |
[ Parameters Toolpaths Werify
¥ #4-050000  Options ERDRILL
m Geometry - (5 Groups Post o
CAMCAMT4N MAZAK_
BACKUP = Cuk - Highteed
MAIN MENU 2 .
Paste: i
Z: 0.0000 Delete
Color: [N Undelste
Level: 15
Attributes Expand sl
Groups Collapse all ar.
Mask: OFF Do file
WCé: T Sort operations 4 ﬂ
Tplane:OFF ek From library. ..
Cplane: T Save tolibrary. ..
Guiew: | Batch...

Display options. ..
Job setup. ..
Collision chedk...

Now we will copy the previous operation. Therefore the only changes we need to make
will be the tool we want to use and the drilling depth. All the other values will stay the
same.
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11. Paste new operation

Display options. ..
Job setup...
Collision chedk. .,

25

a1 =151 x|
AP
¢ NERIEE O0EE N | @) »
3 Groups, 5 Operations, 1 selected Select All
@ﬁ Facing_and outzide Profile Fiegen Path
oo Pocketing
B8 Drilling Backplat
Ef: 3 1 - DRILLING -no peck:
3 Parame Toolpaths Werify
¥ u#4-05 Options CEMTERDRILL
B Geomet Groups Post -
B CmMca ISChMAZAK_ h
BACKUP --§= 5-DRILL  Cut Highfeed
MAIN MENU 1 Parame  Copy |
Z: 0.0000 ¥ a4-05 EEEHN - TEFORIL
— g Geomet  Delete
Color: I B C\MCA  Undelete ISCAMAZAK_
Level: 15
Attributes Expand al
Groups Collapse all Ok
. Doc file
Mask: OFF ﬂ— _ ﬂ
WCS: T Sort operations b
Tplane:OFF ) Get Fram library...
Cplane: T Save ta library. ..
Gview: | EBakch...
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DRILLING-no peck - C:5\MCAMIYMILL\MC9%HD TECH\MISC,MAZAK 1 MILL.NCT- ﬂﬂ

T ool pararneters | DRILLIMG-no peck | Custom Drill Parameters 1 I

Lett 'click’ an tool to select: right 'zlick’ to edit or define new tool

& ¥ T T

#1-1.5000 #2- 0.5000 H#3-0.3750 #4- 0.5000
face mill endmilll flat endmill flat center dril

Taal # 5 T oal name Im Toal dia IUE— Carner radius |00
Head # -1 Feed rate IW Frogram # IW Spindle speed (129

Dia. offset |45 Plunge rate IW Seq. start IT Coolant 0 -
Retract rate IW Seq. inc. |27

:

Ler. offzet |5

111

Change NEI...l
Comrnent
;I [T | Home pos.. | [ || Eefpoint.. | v Misc. values...l
LI [T | Biotan awis... | [ || T/C plane... | [~ || ool displa_l,l...l
I~ Tobatch ' [Canned te:-ct...l

0k I Cancel | Help |

12. Select 0.5” tool as shown
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DRILLING-no peck - C:MCAMI9YMILL\MC94HD TECH \MISC,MAZAK 1 MILL.NCT - MAZ

Tool parameterz DRILLING-no peck | Custom Drill Parameters 1 I

— | [ Clearance... | |2-U Cycle

E

%) sheolte. € Incremental IDHlLLlNG-DHI
™| Use clearance anly &t the
zhart and end of, operation 15t pech

— Fetract... | ID-'I Subzeguent peck

= Abzolute % Incremental

Top of stock... | IU.U

= pheolute € Incremental

Depth... I I-..'-"1| I Dol

= phsolute  © Incremental S hitt

Suby
[~ | Tipcomg.. | I Subprogram

£ Shsolute = |hcremental

Peck

Chip break

0

0

0

0

0

0

T,

x|

0k Cancel

Help

13. Set Depth as shown.
14. OK.

After posting the output will appear as shown below.
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i%W_R MAZAK EDITOR  YERSION 6.0 o =]

JOB

DEFTH CHNF
100 -1
-DE PRE-DIA PRE-DEP RG

P
o]

MALCHING URNIT <MERNU: “EHD

= M-CODE 1|3UE Z|ms 3| DERITHM 4|PALET El PROCEZSS &|INDEX F|0F3 S|H-=ATTEW 3|8pec 10 =
PROGRAM CHAMNGE CHAMNGE ENL FEkt .

15. Save File

16. Post File and view output.

3. Modifying a previously programmed part

In this exercise the object is to modify an existing part previously programmed perhaps
for another type of control such as a Fanuc — or perhaps a situation where the
programmer wishes to get all the toolpaths built before adapting the output for Mazatrol.

1. Choose Main Menu, File, Get

2. Navigate to the folder with the tutorial parts.

3. Select Mazak_2_Mill.mc9; then choose Open.

4. Go to Operations Manager you should see dialog as below

28



Mastercam to Mazatrol Post-Processor Tutorial 11/1/2018

ii jOperations Manager

| 2 Groups, 13 Operations, 1 selected Select Al

Pocketing Fegen Path

Counter Baring
0.1300-24 TAP AH Backplat

21x]
EEN
=
[ |
=T
[ b=t |
[ Hetid |

510505
st oy iy . §

Werify
Pzt

Highfeed

Ok

Help

i

In this file we have created a part in the using pocketing that would be very difficult to
program in Mazatrol because the pocket has multiple islands. We have also used a tool
that is too big to complete the machining of the pocket and then taken advantage of
Mastercam’s Pocket Remachining routine. As the part already has defined stock go ahead
and run verify out of the Operations Manager to see the current toolpaths.

We have two options in this case. We could program all the pockets using line-center and
modifying settings as shown below — this would take advantage of mastercam’s many
different type of pocketing strategies available when setting the Roughing component or
we could program separate areas of the part using either Mazatrol’s Pocket or Pocket
MT. In this section we will program output as Line center.
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Pocket {Standard) - POCKET - C:%MCAM9%MILLMC94HD TECH,MISC,MAZA

Tool parametersl Pocketing parameters  Roughing/Finishing parameters |

2%

Clean Comers

<] |
Stepover percentage I?E-EI [~ Minimize tool burial [T Entw - ramp |
Stepover distance I':'-2EH 25 W Spiral inzide to outside High Speed... |

Roughing angle IU.U

v Rough Cutting method:  Constant Owerlap Spiral
=)
Figzag Farallel Spiral ~ Parallel Spiral,  Marph Spiral High Speed One \way

il

¥ Finish
Mo, of passes I1 Finzh pasz zpacing 0.0
v Finizh outer boundary Cutter compenzation Icuntrul j

[ Start finizh pass at clozest entity [ Optimize cutter comp in control

™ Keep tool down [ Machine finish paszez only at final depth

Iv¥ Maching finish passes after roughing all pockets T Leadin/out.. |

(1] LCancel |

Hep |

1. Fill in settings as shown below:
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el b3
— MAalN PARAMETERS: r— LINE MACHIMIMG PARAMETERS:
[ Mative Mazatol | Output type [futo =] Depth [Dist from WPC Z=0ta fin, surface]
 achining unit I-"—"-UtU 'I SRV-Z [Z Asiz stock removal]
I.-’-‘n.uto. Cent/Left/Right j Line machining IAutD vI SRR (A Az stock remaval]
I.-’-‘n.uto [ AT0W ) j Line cutting direction I,.f_-._um vI FGH [Foughness 1-9]
[Buto =] CHMF (Chamfer width)

fUse 1 Tool | Rough and Finish [0 =] FINZ (Finish dlowance )

|3 j Roughness IU.D2UDU 'I FIN-F {Finish allowance R)
— SNO Line [END_MILL_SPHERICAL)
1. Parameter: 2. Parameter: 3. Parameter 4. Parameter: 5 Parameter: B Parameter 7. Parameter: 8. Parameter 9. Parameter: 10, Parameter:
|.f3«ut-:- jl.&utn jlhuto jl.-’-\ut-: jl.t‘-‘«utc- jlf-‘«uto j |Autn jlhuto jlf—\uto j IAutc- j
M aterial Line Parameters

Itz 07 aTcMode [1 =] ok | canesl | Hep |

2. Set all other pocket toolpaths programmed likewise using Edit Common Toolpath

parameters and go to Misc. Values button
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—
«|= a|@|-; RS R O

X -13.67268 Y 10.97936

New

LContour 2 x|
Drill
Pocket Select Al |
Face -
- — Regen Path
Surface g—I
P Options dit cormmon parameters. .. |
Multiaxis G ian: . MMan parameter Backpiot
. roups ilker...
(Operations | - . v |
= an Toolpath Editar, .. Verify
Jobsetup (NN | B hange NCI destination. ..
Hextmenu [N (@ @ [ Copy Post |
! Paste Renumber toals. ..
BACKUP DN (@ E Eel;t;a t Fenumber work offsets. .. I - 194K Highfesd |
_MAIN MENU | -8B Coun  THEEE Toolpath display »
Z: 0.0000 R ] Expand all Locking 3
Color: - """ EE Collapse all Posting 3
.1 (N Doc file
LE\TEII 1 - Sort operations M Select by geometry...
Attributes  [NNEEEEEEEN | 0 - g _ omoperatems P et by wiew. .. Cl-23K  —
Groups HC16 Get From library. .. Select alllimvalid
Mask: OFF H-C1 7 savetolibrary... Reverse toolpath e
WCS: T T8 Batch... Recalculabe speadsifeeds —I
o []"EI I e —— Seb heet
Tgllane'f)lfrl: 5.f@m, 1 Display options. .. SEPENES |
;ﬂ ane- Job setup...

Guiew: T

Collision check. .,

A section of the Mazatrol output will be as below:

PNR MAT  INITIAL-Z ATC MODE MULTIMODE MULTIFLG PITCH-X PITCH-Y
0 ALUMINUM10 O OFF

UNOUNO DEPTH SRV-Z SRV-R RGH CHMF FIN-Z FIN-R

1 LINE-CTR 0.3000 0.3000 0.25 3 * 0 0

SNO SNO NOM. NO. APRCH-X APRCH-Y TYPE ZFD DEP-Z WID-RC-SPFR M M
1 E-MILL 050 ? ? * G010.3000* 1069 6.4173 9

FIGPTN X Y R/0 | J P CNR

1 LINE 87198 9.2517

2 CCW  8.7600 9.4741 0.6350 8.1250 9.4741

3 LINE 8.7600 10.0514
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Mazatrol settings:

~ MAIN PARAMETERS:

2l

r— LINE MACHIMIMG PARAMETERS:

[Wative Mazatral | Output type [futo =] Depth [Dist from WPC Z=0ta fin, surface]
| Line machiring | Machining urit [ows =] SRYZ @ Asis stock removal
I.-’-‘n.uto. Cent/Left/Right j Line machining Im SFV-R AV Ais stack remaval]
I.-’-‘n.uto [ AT ) j Line cutting direction Im RGH (Foughness 1-9)

[Bate ] CHMF (Chamer width
ILISE 1 Tool j Rough and Finish Im FIN-Z [Finish allowance 2)
I3 j Roughness FIM-R (Finish allowance R)

— SNO Line [END_MILL_SPHERICAL)

1. Parameter: 2. Parameter: 3. Parameter 4. Parameter: 5 Parameter: B Parameter 7. Parameter: 8. Parameter 9. Parameter: 10, Parameter:

|.f3«ut-:- jl.&utn jlhuto jl.-’-\ut-: jl.t‘-‘«utc- jlf-‘«uto j |Autn jlhuto jlf—\uto j IAutc- j

M aterial Line Parameters

Irit 2 [o7 ATCMode |1 ] ok | cancel | Help

There will be times when you may wish to modify the settings that are automatically
calculated for those parameters on both the UNO (unit Line ) and SNO (Tool Cutting

Definition Line) this will be done as shown below. Again you will need to access the
Misc. Values Button.

For example above we will change the output for SRV-Z and SRV-R to values shown
below:
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Mazatrol settings:

2lxl

—MalN PARAMETERS: — LIMNE MACHIMIMG PARAMETERS:
[ Mative Mazatol | Output type [futo =] Depth [Dist from WPC Z=0ta fin, surface]
[Line machining >| Machining unit |U.25500 vI SRV-Z [Z Awis stock removaui\_ Change
|*’-‘~ut0. Cent/Left/Right | Line machining |U,125Du vl SRV P A stock removallg—— | ™| values
I,-’:._utg [CwACCW /) j Line cutting direction I,.f_-._utg vI RGH [Roughness 1-49]

|*’-‘~utD =] chme [Chamfer width)
IUse 1 Toal j Rough and Finish IAUtD 'I FIN-Z [Finish allowance Z)
|3 j Roughness I.-’-‘n.uto 'I FIN-R [Finish allowance R)

— SNO Line [END_MILL_SPHERICAL)

1. Parameter: 2. Parameter: 3. Parameter 4. Parameter: 5 Parameter: B Parameter 7. Parameter: 8. Parameter 9. Parameter: 10, Parameter:

|.f3«ut-:- jl.&utn jlhuto jl.-’-\ut-: jl.t‘-‘«utc- jlf-‘«uto j |Autn jlhuto jlf—\uto j IAutc- j

M aterial Line Parameters

Irit 2 [o7 ATCMode |1 ] ok | cancel | Help |

A section of the Mazatrol output will be as below:
As you see the settings are output and shown in bold text below:

PNR MAT  INITIAL-Z ATC MODE MULTIMODE MULTIFLG PITCH-X PITCH-Y
0 ALUMINUM10 O OFF

UNOUNO DEPTH SRV-Z SRV-R RGH CHMF FIN-Z FIN-R
1 LINE-CTR 0.3000 .255 125 3 * 0 0

SNO SNO NOM. NO. APRCH-X APRCH-Y TYPE ZFD DEP-Z WID-RC-SPFR M M
1 E-MILL 050 ? ? * G010.2550* 1069 6.4173 9

FIGPTN X Y R/0 | J P CNR

1 LINE 87198 9.2517

2 CCW  8.7600 9.4741 0.6350 8.1250 9.4741

3 LINE 8.7600 10.0514

4 CCW  8.2298 10.6777 0.6350 8.1250 10.0514

5 LINE 9.0401 11.1456

6 CCW  9.7400 10.7415 0.4601 9.5000 11.1340

7 LINE 9.7400 10.3717

8 CCW  9.2801 9.5752 0.4601 9.5000 9.9793

9 LINE 8.7198 9.2517

10 CCW 87577 9.4200 0.6350 8.1250 9.4741

11 LINE 8.9961 10.4767

12 LINE 8.8260 10.7017

13 LINE  8.9987 10.5517

14 LINE 8.7198 9.2517

UNO UNO DEPTH SRV-Z SRV-R RGH CHMF FIN-Z FIN-R

2 LINE-CTR 0.6000 .255 125 3 * 0 0 SNO SNO NOM. NO. APRCH-X APRCH-Y TYPE ZFD
DEP-Z WID-RC-SPFR M M

1 E-MILL 050 ? ? * G010.2550* 1069 6.4173 9
FIGPTN X Y R/0 | J P CN
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In order to use the Mazatrol Pocket Styles we have to disable Mastercam’s Pocket
Roughing routines. The Mazatrol’s Pocketing styles will be based upon the Parameters
that are set within the controller itself. We will set the Mastercam Parameter Pages as
Follows for all the pocket toolpaths:

Pocket {Standard) - Main Pocket with Islands - C:AMCAMI,MILLYMC95HD TECH el

Toal parametersl Pocketing parameters Roughing/Finishing parameters I

[~ Rough Cutting method:  Constant Overlap Spiral
= =
E . = & =]
£igzag L Farallel Spiral ~ Parallel Spiral,  Morph Spiral High Speed One \Way
3 Clean Corners
< | 2
Stepover percentage IT"'E-EI [ Minimize tool burial [T | Entwy-ramp

Stepover distance ID-3F5 [™ Spiral inzide to outzide High Speed... |
Raoughing angle IU.U

[+ Finish
Mo. of paszes I1 Finizh pazz spacing 0.0
¥ Finish outer boundary Cutter compenzation Icantml j

[ Start finish pass at clozest entity [ Optimize cutter comp in control

™ Keep tool down [ Machine finish passes only at final depth

¥ tachine finish passes after roughing all pockets [ Leadin/out.

(] I Cancel | Help |

Set Misc. Values as below:
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Mazatrol Settings: x|
~ MalM PARAMETERS: —POCKET MILL PARAMETERS:
[ Mative Mazatol | Output type [futo =] Depth [Dist from WPC Z=0ta fin, surface]
IPEKT j  achining unit I-"—"-UtU 'I SRV-Z [Z Asiz stock removal]

SREW-R B4 Az stock removal]
I.-’-‘-.uto 'I ETH [Bottom roughness 1-9)

IEW' [clockwize) | Cutting Type Im wiaL fwall roughhess 1-9)
IUse 1 Toal | Rough and Finish IAUtD 'I FIN-Z [Finish allawance 2]
[3 x| Bottom Roughness [futa ™ =] FINR (Finish allowance R]
|4 j ‘wall Foughness Im 27

|*’-‘~ut° ~| chme [Chamfer width)

— SNO Line [END_MILL_SPHERICAL)

1. Parameter: 2. Parameter: 3. Parameter 4. Parameter: 5 Parameter: B Parameter 7. Parameter: 8. Parameter 9. Parameter: 10, Parameter:

|.f3«ut-:- jl.&utn jlhuto jl.-’-\ut-: jl.t‘-‘«utc- jlf-‘«uto j |Autn jlhuto jlf—\uto j IAutc- j

M aterial Line Parameters

Irit 2 [o7 ATCMode |1 ] ok | cancel | Help |

In this section we will modify the Toolpath Group labeled as Counter Boring. If we were
to post this section each one of the tools would be in a separate UNO section a with a
drill cycle defined by what is shown currently in the Operations Manager. Therefore we
need to Group these operations together and also we need to make sure that the drill cycle
type is consistent. In this case we will set it to Mazatrol’s RGH CBOR.

We need to do the following:

1. Using EDIT COMMON PARAMETERS highlight the Counter Boring Group in the
Operations Manager set the Program # as follows:
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ii jOperations Manager

3 Groupsz, 13 Operations, 1 selected

1

: Pocketing - using Line Center

: Counter Baring

b 5 - DRILLING-no peck
f-{Z7] & - DRILLING-PECE. 2
f-{C7] 7 - DRILLING-PECE. 2
f-{C7] 8- DRILLING-PECE. 2
b 9- DRILLING-no peck

384l 10 - DRILLING-no peck

8 e O e O oy B s OO e O e

[ ]
g 0.1300-24 TAF RH

E-= 11 - DRILLING-tho peck

----- £57 Parameters

----- ¥ #7-050005PO0T DRILL - 1/2 SPOTDRILL

. Geometry - [4] paint(s]

----- 2 CAMCAMIWMILLAMCIHD TECHAMISCAMAZAK 2 MILLNCI - 2 6K
E-f= 12 - DRILLING-FECK. 2

----- £57 Parameters

----- ¥ #3-0.1495 DRILL - #25 DRILL

. Geometry - [4] paint(s]

----- 2 CAMCAMIWMILLAMCIHD TECHAMISCAMAZAK 2 MILLNCI - 2 6K
= 13- TAP

----- £57 Parameters

----- ¥ #3-01900% 24.00 TAP RH - #10-24 TAPRH

[

Select &l
Fegen Path
Backplat
Werify
Past

Highfeed

Bl [ek e

OF.

s

Help
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Common parameters ed 4

Tool parameters | Common Dperation Parameters I

Left ‘click’ on tool to zelect: right ‘zlick’ to edit or define new tool

¥ ¥ M Y T T X

#1- 0.5000 #2- 0.2500 #3- 01250 #4- 01280 #5-0.0156 HE- 01875 #7-0.5
endmilll flat endmilll flat endrmill flat center drill diill drill zpot C

1]
Toaol # 3 T ool hame I 1A FLATI Toal dia IU.'|25 Corner radius  |0.0
Head # 1 Feed rate IE.1 ROS Program # |1 oot Spindle zpeed (4278

Dia. offzst |3 Plunge rate |5-1E'39 Seq. start Im':' Coolant 0 -
Fetract rate |5-1EDE Seq. inc. I2

.

Len, offset |2

111

Change NEI...l
Corment
ﬂ [ Homepos.. | [ || Befpoint.. | v Misc. values...l
LI [T Botany avis... | [T T/Cplane... | [ Toal displa_l,l...l
™ Tobatch r [Canmed te:-:t...l

0k I Cancel | Help |

2. We now need to make sure that for all the operations in this group the drill cycles are
set as follows:
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DRILLING-no peck - C\MCAMI\MILL\MC9%HD TECH\MISC,MAZAK 2 MILL.NCI ﬂﬂ

Tool parameterz DRILLING-no peck | Custom Drill Parameters 1 I

E— Clearance... | |2-U Cycle

" abzolute ™ Incremental DRILLING-DRI j
[T Use clearance only at the Bg:ttmggg |-

ghart and end of operation DRILLIMG-PE1

. TAP
Fetract... | ID-5 BORE-51

BORE-S1

(. i+
Ahzolute ' |ncremental RGH CEOR

Top af stock. . ||D.EI FiEt.&Mll;lG
not uze

" dhsolute ) Incremental RGH.BCE
BK.CEORE
Depth... | -0.0625 [HCIR.MIL
—|CBOR.TAF
" asbzolute % Incremental BORE-T1 =
BORE-T2

Ti [~ Subprogram Cusztom cycle 16
r I, | Cugtom cycle 17 r

£ Shsolute = |hcremental

0k I Cancel | Help |

Note: We have used 6 tools in the previous section - the Mazatrol will allow this many
tools for this type of cycle - but the number of tools used by the mazatrol when manually
programming at the control is based upon internal calculations which reference Built-
In Parameters.

39



Mastercam to Mazatrol Post-Processor Tutorial 11/1/2018

Operations manager should then look as below

ii jOperations Manager

21x]
| 4 Groups, 18 Operations, B selected Select Al |
#-B8 Pocketing - using Line Center -
= B8 Counter Boring
3 5 - RGH.CBOR Backplot |
+-##] 6-RGH.CEOR
+-##] 7-RGH.CEOR Werify |
+-##] 8- RGH.CEOR
+-f##] 9-RGH.CEOR Post |
[+ 10 - RGH.CEBOR
m-B8 0.1300-24 T4P RH Hliefrized |
+-B8 Pocketing -Using Mazatrol Pocket Styles

o

i

Help

As in the previous exercise we will modify the three operations grouped as .1900-24
TAP RH so that the output will be more efficient and readable as Mazatrol format. In
addition we will add an operation to create a chamfer before the final tapping operation.
We need to do the following:

1. Using EDIT COMMON PARAMETERS highlight the Tapping Group in the
Operations Manager set the Program # as follows:
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Common parameters

Tool parameters | Cormmon Dperation Parameters I

Lett 'click’ an tool to select: right 'zlick’ to edit or define new tool

L] r 7T 7T 9

#1- 0.5000 #2-0.2500 #4-0.1250 #E-0.0156 HE- 01875 #7-0.5

endmilll flat endmilll flat t center dril diill drill zpot ¢
4| | 0
Tool # 3 T ool name I 1/BFLAT I Tool dia IU.125 Corner radius IU.U
Head # -1 Feed rate IE.'I G093 Frogram # |1 ooz Spindle speed |42?E

Dia. offset |3 Plunge rate IE-'IEDEI Seq. start 100 Coolant 0 -

Retract rate IE-'| 03 Seq. inc. 2

Ler. offzet |3

111
T

Change NEI...l
Comrnent
;I [ | Home pos.. | [T || Eef point... | v Misc. values...l
LI [T | Biotan awis... | [ || T/C plane... | [ Tool displa_l,l...l
[T Tobatch r [Canned te:-:t...l

2l x|

(] I Cancel | Help

2. Set all Drill Cycles to TAP as below:

41



Mastercam to Mazatrol Post-Processor Tutorial 11/1/2018

DRILLING-no peck - CMCAMI\MILLYMC9, HD TECH \MISCMAZAK Z MILL.NCT = ﬂﬂ
Tool parameters  DRILLING-no peck | Custom Drill Parameters 1 |
— | Clearance. .. ”2-'3 Cycle
" Absolute % Incremental DRILLING-DRI j
[T Use cledarandce fl:nnl}I at t_he BE:&:EEEE; =
ztart and end of operation DRILLING-PK1
TAP
— Retract... | IEI.E BORE-ST
" BORE-S1
" Abzolute % Incremental RGH CBOR
Top of stack... IU.U REAMIMG
p—l not used
" Abzolute €% Incremental RGH.BCE
BK.CEORE
Diepth... | 0095 ECIR.MIL
—{CBOR.TAP
" Absolute ™ [ncremental BORE-T1 —
BORE-T2
- Tioean ™ Subpragram Custam cycle 16
| Cuigh le 17 =
) Absalute % |ncremental Lo Eyee
0k I Cancel | Help |

3.Now to add chamfering toolpath copy and paste the second operation within the group

as shown
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i jMastercam

d__a:

¢ =

E ii jOperations Manager

4 Groups, 17 Operations, 1 selected

Select All

---EE Courter Boring

COECD 11 -TAP

---EE Pocketing

BACKUP
MAIN MENU

Z: 0.0000
Color: -
Level: 1
Attributes
Groups
Mask: OFF
WCS: T
Tplane:OFF
Cplane: T
Guiew: T

---EE Pocketing - uzing Line Center

=88 0.1900-24 TAP RH

Toolpaths
Options
Groups

iZuk

Paste

Delete
Undelete

Expand all
Collapse all
Cioc file

Sort operations

et from library...

Save to library...

Batch...

Display options. ..

Job setup...

Collision check. ..

10-24 TAPRH

Fegen Path
Backplot
Werify

Post

Bl [ekfE ¢

Highteed

HWMISCWMaZaK,_2 MILLNCI - 26K

Styles

0K

i

Help

4. Then paste this operation so that it precedes the final tap operation.

5. Select Tool as shown.
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TAP - C:4MCAMI, MILL,MCIYHD TECH,MISC'\MAZAK 2 MILL.NCI - MAZ M32 ﬂﬂ

Tool parameters | TAF I Cuztom Diill Parameters 4|

Lett 'click’ an tool to select: right 'zlick’ to edit or define new tool

¥ ¢ 0 ¥ T

- (1.1900 #10- 07500 H11- 03750 #12- 0.8750 #13-1.0000 #14- 0E250
tap rh drill drill endmilll flat endmill flat hore

of

L

Tool # |1 ] T ool name I 1" CHAMF Tool dia 1.0 Corner radius IU.U

Head # I-'l Feed rate IE.EEEE Frogram #  [10002 Spindle speed |534

Dia. offset |15 Plunge rate |8-55‘38 Seq. start 100 Coolant 0 -
I'I 5 Retract rate |8-55‘38 Seq. inc.

1]

Len. offzet

T

Change NEI...l
Comrnent
;I [T | Home pos.. | [ || Eefpoint.. | [ HMizc. values...l
LI [T | Biotan awis... | [ || T/C plane... | [~ || ool displa_l,l...l
I~ Tobatch ' [Canned te:-ct...l

0k I Cancel | Help |

As you have copied the operation within the group the Program # is still correct as
shown.

6. Set TAP page as follows:
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TAP - C:4MCAMI, MILL,MCIYHD TECH,MISC'\MAZAK 2 MILL.NCI - MAZ M32

Tool parameters  TAP | Customn Diill Parameters 4 I

E— Clearance... | |2-U Cycle

E

" Absolute % Incremental IT-"l'«F'

[ Use clearance only at the
start and end of operation 15t peck

— Fetract... | IU-E Subzeguent peck

= Abzolute % Incremental

Peck
Top of stock... ||U.U
Chip break
" Ahsolute % Incremental
el

[Depth... | I-D.4?

) sheolute. & [neremental S hitt

Suby
[¥  Tipcomp. | B e

£ Shsolute = |hcremental

.04435

0

002242

002242

0

0

JRELALP

x|

0k Cancel

Help

7. Select OK and REGEN path.

8. Save file and post to create Mazatrol Code.
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Section 2 :Lathe

1. Programming a Basic Part.

Mazatrol is designed to minimize the amount of information required to create a toolpath
- therefore with this Post Processor interface we provide toolbar icons as seen below
- these canned cycles are designated with the hopefully familiar ‘M’ for Mazak.

L. Mastercam Lathe Yersion 9.05P1 - C:\MCAM9'LATHE'\MC9',SAMPLES \MAZAK_ENG

Obviously one can access these to create a toolpath but what is important to mention is
the following: When programming for Mazatrol output use

Mastercam Mazatrol Output

Face - EDG; FCE

Canned Rough - BAR; IN, OUT, FCE, BAK Also some GRV
Canned Finish - BAR; IN, OUT, FCE, BAK

Canned Groove - GRV; IN, OUT, FCE, BAK

Thread -THR

Drill - DRL

Cutoff - GRV
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We will Rough and Finish outside profile, Drill and Thread ID then thread OD and final
step will be grooving OD.

¢ Mastercam Lathe Yersion 9.05P1 - C:\MCAMI\LATHEYMCS SAMPLES \MAZAK_E _1&8| x|

‘g E haa

D 0.40751 £2.57737

BACKUP
MAIN MENU

Z: 0.0000
Color: 14
Level: 1
Attributes
Groups
Mask: OFF
WCS: T
Tplane:OFF
Cplane:+DZ
Guiew: |

o] ] ] =] »] »]E] o] B & 4

J-

Finished part is shown verified
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Operations List for Finished Part are listed below:

| E Operatiohs, & selected Select Al |
EEE Toolpath Gru:up 1 Begen Path |

R4k 1 - Lathe Canned Fough
-] 2 - Lathe Canned Finish Backplat |
-7 3 - Lathe Dril
-] 4 - Lathe Thread Werify |
- 5 - Lathe Thread
-## 6 - Lathe Canned Groove Plost |

Help

1. Choose Main Menu, File, Get

2. Navigate to the folder with the tutorial parts.

3. Select Mazak_ENG_Sample_2.mc9; then choose Open.
4. Choose, Main Menu, Toolpaths, Job Setup

5. Enter settings as shown.
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. Lathe Job Setup

General | Boundaries I

— Tool Offzets
' Add

— T oolpath Configuration

¥ Include operation comments " Fram tacl

Tool/Dia.: IE|
Back/Length: IEI

[v Generate toolpath immediately
v Save toolpath in MCH file

V¥ &ssign tool numbers sequentially

Irmport Setup... |
Yiews. .. |
SpindlesTurret... |

[ wam of duplicate bool numbers

Lathe Tools... |

— Feed Calculation
[ Usze tool's step, peck, coolant

Live Tooling... |

. » £ bdaterial % From tool
[v ‘wfiite home position clearance moves
[ Station number equals tool number
— Post Proceszor b aterial

Ref. Paointz... |

[CAMCAMSWATHEWPOSTSWAZ_TPLPST WLUMINUM inch - 5050

-

Lathe Parameters. .. | Mill Parameters... |

N

0k I Cancel | Ammly | Help |
. Bar Stock 2 x|
Make from 2 points... | BaseZ 0D margin:

aD: IEEI— Select... |
D IU.U Select., |
Length: |3-|:| Select... |

Baze £

IEI.EI— Select... |

" Onleft face © On right face

X

v Use Marginz

— e |
Prewview. . |
(] I

S [B  Afye

IEI.EIB

Right margin;

g

Left margin:

Cancel | Help |

Note: Job Setup settings will affect the first line of the mazatrol UNO 0 and MAT data
i.e. the material selected will be output and the OD will be OD-Max and Length will be
Length will be based on the values entered in the job setup see below:

49



Mastercam to Mazatrol Post-Processor Tutorial11/1/2018

!W_RMAZAK EDITOR  YERSION 6.0 =]

JOB

5000

WORKFIECE MATERIAL <MENT:- 2 |ALUHIF

=1

= CEN-ST 1ALT-2T Z|CET-IL 3| ALUTMIN 4| STATNL &| OTHEL & Spec lof =

Fkt..

The other settings will have to be manually entered by the user if desired either using the
editor (if available) or at the control.

1. Choose Main Menu, Toolpaths, Face
2. Select outside profile as shown using chain

. Lathe Face - C:\MCAMA'LATHE\NCT\MAZAK_ENG_SAMPLE_Z.NCI - MAZ_TPL Prope 21x|

Todl parameters | Face parameters

Left ‘click' on tool ta select; night 'chck’ to edit or

define new toal Tool number:

Offzet number; I'I

Station number: |4

11 1

Feed rate: (0.01 @ indrey O indmin O microen
Spindle speed; 200 ' 55 " RPM
Max. spindle speed: |2000 Coolant; Im
TOM01 RO.0313 T
00 ROUGH RIGHT - ... |§[uiNIes N Iﬂi Commant
Seq. start; IF ;I
Seq. inc.: |2— ;I
Iv Stock Update.. | [~ Tobatch
Huorme Position
DDTF?rfPSEHHHDigHETE-... o HTUDS%SHH-DHDEﬁGDN | Ref. Foints.. | Change MCI... | VR [ —
[T Canned Test.. | Coordinates...

\ I IS_I,Istem default "I
LI [ Misc Yalues.. |

Define... |
Iv Show library tools [ Tool Filker... | v  Tool Display. . |

K I Cancel I Help |

]
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i Lathe Face - C:\MCAMS,LATHE\NCI'MAZAK_ENG_SAMPLE_2.NCI - MAZ_TPL Properties 21|

Tool parameters  Face paramaters I

— Tool Compensation
(| SelectPaints... | Ezglpensatlon
Entry amount: i
' se stock Im— IComputer 'I
Finish &: Elump_ensatiun
[ Rough stepover: direction:
IEI.EI
IEI.1 ILeﬂ 'I
¥ Finish stepover: tawimum number of finizh pazses

IEI.3 |3
Owercut amount:
o P

7 FRetract amount:

0.3 v Fiapid retract

Stock to leave:
f ID.D u Lead [mAdut...

r Filter...

[~ Cut away from center line

ak. I Cancel I Help |

Important note: in Version 8.0.8 we introduced the access to the material line i.e. the
first line of the Mazatrol Program where the size and material of the stock are defined.
These values in some cases such as the length and diameter will overwrite previously
defined values in the Job Setup. See below:

Go back to the first parameter page of the Facing Toolpath and click on Misc. Values.

Then click on the Material Line. You should then see the following display:
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Mazatrol Matetial Line x|

— Material Line Parameters

I.-'i‘-.uh:u j MAT [wfork piece Matenal]

I-":"-Ut'II j OD-bde [Max. outer dia of wark. piece]
I.-’-'-.utu:u j [D-bdIM [Min. inner dia of work, piece]
[4uita | LENGTH pwork piece length)

Juto | RPM (Max. spindle pm limit

[4uita | FIN [Finish allowance %]

I.-“-‘-.utu:u j FINZ [Finish allowance £)

[4uta | WORK FACE (Stack removal of work face)

Cancel | ] I

Let’s change the finish allowance values to FIN-X = 0.02 and FIN-Z = 0.01 by entering
in the dialog as shown below:
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Mazatrol Matetial Line x|

— Material Line Parameters

I.-'i‘-.uh:u j MAT [wfork piece Matenal]

I-":"-Ut'II j OD-bde [Max. outer dia of wark. piece]
I.-’-'-.utu:u j [D-bdIM [Min. inner dia of work, piece]
[4uita | LENGTH pwork piece length)

Juto | RPM (Max. spindle pm limit

0.0z | FIN [Finish allowance %]

0.0 | FINZ [Finish sllowance Z)

[4uta | WORK FACE (Stack removal of work face)

Cancel | ] I

When you click OK you will get the following message

& In Cperations Manager, you need ta make the Mazatrol Material line the very First operation

Click OK and in the Operations Manager Move this newly created Manual Operation to
be the first operation.

53



Mastercam to Mazatrol Post-Processor Tutorial11/1/2018

. Dperations Manager

| 2 Dperations, 1 selected

EEE Toolpath Group 1

== 1 - Lathe Face

E T Parameters

W] TO101: Gereral Tuming Tool - ROUGH FACE RIGHT - 80 DEG.
Geometry

B CAMCAMINLATHENHCINMAZAK_ENG_SAMPLE_2MCI - 2.9K

» |Update stock

B4l 7 - Manual Entry [6: =0.002 7- =0.001 ] - Mazatrol Material Line

E
Ix

Select All
Begen Path
Backplaot
Werify

Post

Help

duddild

| 2 Dperations, 1 selected

EEE Toolpath Group 1

EEE~a¥1 - Manual Entry (6: =0.002 7: =0.001 ] - Mazatrol Matenal Line
== 2 - Lathe Face
L[2] Parameters
W] 10101: General Tuming Tool - ROUGH FACE RIGHT - 80 DEG.
Geometry
B CAMCAMILATHENMCIWMAZAK_ENG_SAMPLE_2 MO - 29K

----- L' |Jpdate stock

E
Ix

Select All
Begen Path
Backplat
Werify

Post

Help

duddild

Sample output for material line and facing :

& 0001.MED - Notepad 10l =|
File Edit Format Help

0001, ,0000,0000,0000

PNR MAT OD-MAX TID-MIN LENGTH RPM FIN-X FIN-Z WORK FACE

0 s45¢C 2. 0 3. 5000 0.02 0.01

UNo MODE RV Fv¥v R-FEED R-DEP R-T F-T

1 EDG FCE 500 .01 200. 0.10 1 1

SEQ SPT-X SPT-2 FPT-X FPT-Z RGH

1 2. 0.100 0 0

SEQ MODE COUNTER RETURN WK.No. COUNT NUM . SHIFT =
q | H o4

Select the following:
1. Main Menu

2. Toolpaths

3 Canned Rough
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4. Select Chain as Shown Below
== x|

| — E ‘ "“1"‘| —| D

D 0.44560 £ 0.23413

¢ Mastercam Lathe Yersion 9.05P1 - C:\MCAMI\LATHEYMC\ SAMPLES  MAZ

Reverse
Backup
End here

Wait N

BACKUP
MAIN MENU

Z: 0.0000
Color: 14
Level: 1
Attributes
Groups
Mask: OFF
WCS: T
Tplane:OFF
Cplane:+DZ
Guiew: T

5. Set Parameters as in the following Roughing Param. Pages.
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i Lathe Canned Rough - C:\MCAM,LATHE,NCI\ MAZAK_ENG_SAMPLE_2.NCI- MAZ TPL P 21|
Todl parameters | Canned rough parameters
Left ‘click' on tool ta select; night 'chck’ to edit or . .
define new tool Toal nurnber: IE Offzet number; I2
~ Station number: |1
Feed rate: IEI_D1 * indey O indmin T microdn
J Spindle speed: |2UU ' 55 { FPM
Maw. zpindle zpeed: |5UUU Coolant; IFIuod "'I
TOI01 RO.O3 3
ROUGH FACE RIGHT - ... .
Program #: Iﬂi Cisiturait _I
Seq. start; I'IU':|
Seq. inc.: I2 ;I
v Stock Update.. | [~ Tobatch
Home Pogition
T0202 RO.0T56 TO303 RO.0469 :
DD FIMISH RIGHT - 0D ROUGH - HEXAGON B | e Poini.. | Change NCI. I TR
[ | Canned Test.. | Coordinates...
\ I IS_l,lstem default "I
LI [T Misc Yalues.. |
; : Define... |
¥ Show library tools ¥ Tool Filker... | ¥  Tool Display... |

IT' Cancel I Help |
L. Lathe Canned Rough - C:\MCAM94MILL,MC94GE NUCLEARYLATHE PART,MAZAK SAM 21x|
Toal parameters Canned rough parameters
— Tool Compenzation
Compenszation
type:
Dverlap amaunt: ICDntrDI 'I
Im Compenszation
direction;
Fiough step:
e [Fight =] b
ID.1
:E . Rall cutter
Stock to leave in x: STENTE) G
4 [0 Al -

Stock to leave in Z:

ID.D
Rough Direction——————————

2

[~ PERMAMENTLY change ta longhand

op

[~ | Leadln/Dut.. |

V¥ Extend contour to stock

Aduzt Contour Ends... |

o]

Cancel I Help |

6. Click on OK when completed
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If we were to post for output now, we would get window as shown below. We
provide this to illustrate our progress. When we have completed the complete part
program we will then document how to run the post and then send the program to the

control.

& 0001.MED - Notepad

=lalx|
File Edit Format Help
0001, ,0000, 0000, 0000 =
PNR MAT OD-MAX TID-MIN LENGTH RPM FIN-X FIN-Z WORK FACE
0 ALUM 2. 0 3. 5000 0.02 0.01 .1
UNo MODE RV Fv¥v R-FEED R-DEP R-T F-T
1 EDG FCE 500 200, .01 0.10 1 1
SEQ . SPT-X SPT-2 FPT-X FPT-Z RGH
1 . .100 0
UNo MODE # CPT-X CPT-Z RV Fv¥ R-FEED R-DEP R-T F-T
2 BAR oOUT 0O 2. 0 150 200, .01 .1
SEQ SHP S-CNR SPT-X SPT-2 FPT-X FPT-2 F-CNR RADIUS RGH
1 LIN * . | 0
2 TPR 1. 0 2. 1.5
SEQ MODE COUNTER RETURN WK.No. COUNT NUM. SHIFT .
3 END 1 1 1 -
« | H

To create Drill Toolpaths select the following:
1. Main Menu

2. Toolpaths
3. Drill - set Param. Pages as shown on the following pages
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i Lathe Drill - C:\MCAMI'MILLYMC9',GE NUCLEAR,LATHE PART,MAZAK_SAMPLE_2.NCT - MA:

T ool parameters

Simple drill - no peck

Left 'click' on toal to select: nght ‘click’ o edit or

define new kool

TOMO0 0.25 Dia.

CENMTER DRILL- .25 DA,

T0202 0.5 Dia.
CEMTER DRILL - .5 D14,

Cuztom Diill Parameters 1

bax. spindle speed: |3000

T ool number; I3 Offget number; I3
Station number; IEI
Feed rate; ID-':"I & infrey O indmin O microdn
Spindle speed: |2|:”:I 55 {* FPM

Coolant; I Flood - I

Program #: ID— Lonniait _I
Seq. start; I'“:”:I
C- Seq. inc.: I2 ;I
v  Stock Update.. | [T Tobatch
. —Home Pogition
0303 0.5 TO303 0.75 Dia. .
LL 5 DI, CENTER DRILL - .75 DIA, W] Fist Ptz | Change NCI.. | [P0, Z10.
[T | Canned Test... | Coordinates. ..

LI [ MWize Yalles... |

Iv Show library tools I

v Tool Filter. . Taoal Displa...

| ISystem default VI

[efine... |

o ]

Cancel | Help

2. Select Tool as shown
3. Set next page as shown.
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¢ Lathe Drill - C:3MCAMIMILLYMC94GE NUCLEARLATHE PART MAZAK_SAMPLE 2.NCI - MAZ TPL Propetties 2| x|

_Ceomre|
£ O

S |

I

Ereatthrough amount:

4. Click on OK when done
5. Set Misc. Values as shown
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We will now Thread the ID

1. Set Thread Parameters as shown on the following pages.

i Lathe Thread - C:\MCAM9YMILLYMC9'GE NUCLEARLATHE PART,MAZAK_SAMPLE Z.NCI - MAZ 2|
Tool parameters | Thread shape parameters I Thread cut parameters I
Left ‘click' on tool ta gelect; night 'chck’ to edit or . .
dofine e tool Toal rurmber: |5 Offzet mumber; |5
~ Station number: |52
— Feed rate: |15-5555? Clindey O indmin T microdn
Spindle speed: IEU':| 55 {* FFM
‘/ Max. spinde speed: |5UUU Coalant; IFIuod "'I
TO404 RO.0144 TO505 RO.0052
00 THREAD RIGHT |0 THREAD - MIN. 1.0 DIA. .
Program #: Iﬂi Cisiturait _I
Seq. start; I'IU':|
o Seq. inc.: I2 ;I
Iv Stock Update.. | [~ Tobatch
Home Pogition
T464E RO.0744 :
0D THREAD RIGHT [~ | Ref Paints.. | Change MLl I T
[ | Canned Test.. | Coordinates...
Systemn default =
= r | C
Define... |
¥ Show library tools ™ Tool Filter... | ¥  Tool Display. . |
ak. | Cancel I Help
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g Lathe Thread - C:\MCAM9'MILLMC9'GE NUCLEAR' LATHE PART',MAZAK_SAMPLE Z.NCI 2| x|

Tool parameters  Thread shape parameters | Thread cut parameters I

L' % threadsdinch Thread Form
120 ¢ inches/thiead Select from table. .. I
Included angle: Compute from formula... |
IBEI.D

Dirawe Thread... |
Thread angle:

|3E|.E| . . .
tafardid i [ameters—
tajar Diameter... | IU.?4582 % Large end of taper
i
tinar Diameter... | IU.5 Sinall zne of taper

Thread depth: IEI.1 2291 —Allowances
Select Fram Table..
L End Position... | L Start Positian... | r CIELEITOTIR e I

IJ'D ID'El I aior allawance; IDD—
Iinon allowance: ID-D
e

Thread orientation: IID 'I I Megative Ellowance tolerance;
Taper angle: IU.U

0k Cancel | Help |

i Lathe Thread - C:\MCAM34MILL\MC9%,GE NUCLEARYLATHE PARTMAZAK_SAMPLE 2:NCI 2| ]

T ool parameters | Thread shape parameters  Thread cut parameters |

MNC code fomat: | Longhand j Murnber of starts: |1
— Determine cut depths fram: ——————— Amount of lagt cut; ID.DD'I Mumber of spring cuts: I'I

' Equal area

" Equal depths
r— Dietermine number of cuts from: ———
 Amount of first cut: IF
" Murnber of cuts: IF’—
Siaelh elesrsrEs Acceleration clearance:

ID_1 i 0.03704 ¥ Compute

& inches  © revs
Owercut:

ID'D Lead-in angle:
|28.D
@ jnches  © revs

Anticipated pullaff: Finizh pazs allowance;

oo e N oo

% inches € rews

0k I Cancel | Help
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We will now Thread the OD, set the Parameters as shown below

g Lathe Thread - C:\MCAM9'MILL}MC9'GE NUCLEARLATHE PART\MAZAK_SAMPLE Z.NCI 2| x|
T ool parameters I Thread zhape parameters | Thread cut parameters
Left ‘click’ on tool to select; right ‘click' to edit ar . .
define new tool Tool number: IE] Offset humber: |4
= Station number: |4
—— Feed rate; |44-44444 " indevy O indmin O miciodn
Spindle speed; |2':||j " C55 = FFM
b ax. spindle zpeed: |5':IIJEI Coalant; IFIoud "l
To404 RO.07 44 TORDS RO.0052
0D THREAD R 1D THREAD - MIM. 1.0 DIA. .
Frogram #: ID— Lz _I
Seq. start: I'IUU
o Seq. inc.: I2 LI
J ¥ Stock Update.. | [T Tobatch
Home Position
T0505 RO.0034 T4646 RO.0144 :
ID THREAD -MIN. 18, DD THREAD RIGHT Bf| Fisf. Foir.. | Change NCI. . | 50 270
[ | Carmed Test.. | Coordinates...

v Show library tools i

ll v  Misc Values... |

ToolFiter.. | Tool Display... |

IS_I.Jstem default 'l
Define... |

o]

Cancel | Help
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g Lathe Thread - C:\MCAM9'MILLMC9'GE NUCLEAR' LATHE PART',MAZAK_SAMPLE Z.NCI 2| x|

Tool parameters  Thread shape parameters | Thread cut parameters I

Lead Thread Form

% threadsdinch

W i e Select from table... I
Included angle: Cornpute from farmula... |
EDD
Dirawe Thread... |
Thread angle
/ "\_W .
‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ tafardid i [ameters—

Majar Diameter... | I a % Large end of taper
I
Miror Diameter | I—1 7774 Small end of taper
\— End Positian... |
i : ID.D
I— 1 5 Wapor allowance:

Thread depth: IEI.1 363 —Allowances
Iimon allowanze: ID-D

Select Fram Table...
Start Pagitiarn... r elechEram lhatle. I
Thread onentation; IDD vl ™ Hegative slorvanse terane: |70

Taper angle: IU.D

0k Cancel | Help |

i Lathe Thread - C:\MCAM34MILL\MC9%,GE NUCLEARYLATHE PARTMAZAK_SAMPLE 2:NCI 2| ]

T ool parameters | Thread shape parameters  Thread cut parameters |

MNC code fomat: | Longhand j Murnber of starts: |1
— Determine cut depths fram: ——————— Amount of lagt cut; ID.DD'I Mumber of spring cuts: I'I

' Equal area

" Equal depths
r— Dietermine number of cuts from: ———
 Amount of first cut: IF
" Murnber of cuts: Iﬂ—
Siaelh elesrsrEs Acceleration clearance:

I—“:' f I ! 009377 ¥ Campute
‘ /" * inches 0 revs
Owercut: ‘l ‘ ‘ J
ID-D— Lead-in angle:

|29.D
@ jnches  © revs

Anticipated pullaff: Finizh pazs allowance;

oo e N oo

% inches € rews

0k I Cancel | Help
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Mazatrol Settings: x|

~ MAIN PARAMETERS: ~ THREADING PARAMETERS:

Mative Mazatral j COutput tupe I.-’-‘-.ut-: vl Thread cutting pattern [1-3]

[t =] Chamfering 60 <2, 45 <15, 30 <0
Im Thread lead

I*""‘-l"tD 'I Angle of thread

I"""'l"tD ]' MIULTI [Mumber of enterance)
[fute =] Thread height

Im Mumber of cut passzes

I-""‘-UtU 'I Cutting zpeed [per minute]

[Buto ~ | DEPTH (Depth of fist cut

j tachining part Im Taal aumber

— 5MO Line

1. Parameter: 2. Parameter: 3. Parameter 4. Parameter: 5 Parameter: B Parameter 7. Parameter: 8. Parameter 9. Parameter: 10, Parameter:

|.f3«ut-:- jl.&utn jlhuto jl.-’-\ut-: jl.t‘-‘«utc- jlf-‘«uto j |Autn jlhuto jlf—\uto j IAutc- j

M aterial Line Parameters

M aterial Line | (). I Cancel | Help |

Note: As you may notice — the Misc. Values dialog box allows every setting in the
mazatrol SNO line and UNIT (UNO) line to be set by the user and override the
automatically set values output by the post-processor.

Select OK when done.

As with the Roughing and Finishing toolpaths it is generally unnecessary to have both a
rough and a finish operation programmed in mastercam to get the correct output in
Mazatrol

We will now create a 1 point groove on the OD.
Select the following:

1. Main Menu

2. Toolpaths

3. Canned Groove

4. Select 1 pt

5. Click pt shown on OD

6. Set Parameter Pages as shown

64



Mastercam to Mazatrol Post-Processor Tutorial11/1/2018

i Lathe Canned Groove - C:4MCAM9%MILL,MC94GE NUCLEARLATHE PART , MAZAK_SAM 2]
Tool parameters | Groove shape parameters | Groove rough parameters | Groove finish parameters I
Left 'click' on tool o gelect; rght 'click' to edit ar : _
I - Tool number; IE Offzet number: IE
- Station number: |25
Feed rate: |2':|-':|  indew O indmin O miciodn
Spindle speed: |2':ID " £S5 * FPM
‘/ kax. spindle zpeed: |5|:IIJEI Coolant: |F|C||jd 'I
TOEDE RO.0T 10,125 TO?PO7 RO.OT w0.25
0D GROODWE CEMTE... 0D GROOWE LEF... .
Program #: IU— Loz J
Seq. stark: |1|:IIJ
Seq. inc.: |2 j
¥ Stock Update.. | [ Tohbatch
Home Position
T2424 RO.0T w025 .
00 CRODVE CENTE . [T Ref. Poirts... | Change NLCI... | RO
[ | Carmed Test.. | Coordinates...
I ISystem default 'l
;I [T | Mise Yalues... |
) : [efire... |
v Shaw libramy kool v Tool Filker... | ¥  Tool Display... |
N1 I Cancel | Help |
i Lathe Canned Groove - C:4MCAMI%MILLYMC9% GE NUCLEAR, LATHE PART,MAZAK_SAM 2] x|

Tool parameters  Groove shape parameters | Groove rough parameters | Groove finish parameters

— Groove Angle

W

Height;

f+  Radius:

" | Chamfer...

i

Taper angle:

:

— Gluick Set Corners & Radius:

Right Side = Left Side

Left Side = Right Side s

[Chamfer...

|

I Use tool width
0.25

Inner Carners = Outer Cormers |
Outer Corners = Inner Comners |

Width:

:

Show Geometny. .. |

Groove posgition

Radius:

I

Charmfer...

|

Taper angle:

ﬂ

Radius: +

I

Lhamfer...

[

0K

Cancel Help
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i Lathe Canned Groove - C:3MCAM9',MILL}MC9' GE NUCLEAR',LATHE PARTMAZAK SAMP

Tool parameters | Groove shape parameters  Groove rough parameters | Groove finish parameters

¥ Fough the groove [™ Finish each groove before roughing next

—* Cut Direction:
“ [ Positive =l

Dweell Time:

—

Stock clearance:

-

Step amount: F

ot

% Mone

Stock to leave in b " Seconds

ke

Stock to leave in £

o

I Peck Groove.. |

[ PERMAMNENTLY change to longhand r [epth Cuts... |

ak. I Cancel I Help |

i Lathe Canned Groove - C:,MCAMS', LATHE'\NCI' T.NCI - MPLFAN Properties

gid

Tool parameters | Groove shape parameters I Groowe rough paramsters  Groove finish parameters I

= ol Compersation

™| Tiool back affset number: ID

LCampensation

tdulbiple Fasses

' Complete all passes oneach aroove

) Complete each pass on al arooves

= Clrection for 1t pass

g_’*! (=) Co
uur‘cw

type;
IEomputer 'I

Fioll cutter araund cormers:
Al e

Hurmber of finish passes: |1

Firsh stepover

IW—

Stnck b leawve ings:

—

Stock b leave inZ:

- Fetraction Moves
% Fapid
" Feedrate; |0.01

% /ey
i

Select Mverlap... |

Distanze from 1=t comer:

—

[verlap between passes:

ID.D =

LeadlIn...

We do not need to select a finish for grooving. So set as shown above
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We will now finish the part by creating a cutoff operation.

Set Parameter Pages using Cutoff Toolpath

. Lathe Cutoff - C:3MCAM9%MILLY MO9S, GE NUCLEAR'LATHE PART \MAZAK_SAMPLE_2.NCI-MAZ

Tool parameters | Cutoff parameters

Left 'click' on tool o gelect; rght 'click' to edit ar
define new kool

Tool number: [

Station number; |30

Offzet number: I-_"'

1]

TOBOE RO.01 w0125 TOB0E RO.01 w0375

& imdmine 0 micioen

&+ RPH

Feed rate; (200  indiey
Spindle speed; |200 " £S5
J bax. spindle speed: |5000 Coolant: |F|C||jd vl

0D GROOVE CENTE.. 0D GRODVE CENTE... Comment

Program : |0

Seq. start: {100

1Nl

Seq. inc: |2

Lt

[

W Stock Update.. | [~ Tabatch

T2424 RO.01 w0 25 .
00 GROOVE CENTE.. [ REef. Paints.. | Change NLI... |
[ | Carmed Test.. | Coordinates...
I LI [T Mise Yalues... |
V¥ Shaow libramy kool v Tool Filker... | ¥  Tool Display... |

Home Position

ID:2D. Z:60.
ISystem default 'l
[efine,.. |

o]

Canicel |

Help |
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gt Lathe Cutoff - C:\MCAM9MILL,MC9'GE NUCLEARLATHE PARTMAZAK_SAMPLE Z.N( 2]l

Tool parameters  Cutoff parameters |

— T ool Compenzation

Compenszation
type:

& | T
Retract Radius Compenszation
N direction:
one
[Figt =] b
 Absolube: ID-':|
Roll cutter
% Incremental: IU.'I araund corners:
i all -
. # Tangent Paint... ID.D

— Comer Geomety
' Mone - Canned text..
Cut to:

B ' Frant radius " Radius: ID-DD3 [ Peck...

™ Back radius ™ Chamfer Farameters. . | r Lead [nADut..
[T | Clearance Cut...l r Filter...

0k I Cancel | Help |

Entry amount:

L

6. Select Done. This should return you to the operations manager. Select Post

Modify settings as shown below. (In this example we are using the TPlus post-processor
shown as MAZ_TPL.PST. Yours may vary but all the Mazatrol Post-Processors will have
the format of MAZ_XXX.PST)
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Active post Change Post |
MaZ_TPLPST
I file
[T Sawve MCI file [T Edi
{1 Diwenarte
% &k
—MC file
IV Save MC file v Edit
& Dvenrite MC extension
 Ask I.r‘n::
= Send
[T Send to machine [Earmm... |

k. Cancel | Help |

7. Select OK. The file name dialog should then appear as shown below:
Note: We do not need to create an NC file but Mastercam needs to have this setting so

that the post-processor can function

8. Click Save.
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The Mazak Menu will then appear in place of the Mastercam Main Menu

¢, Mastercam Lathe Yersion 9.05P1 - C:\MCAM4LATHEYMCO\MAZAK\MAZAK _ENG_SAMP) =& x|

1 R RN AP = [ ol QRO 16T
Mazak: Lathe Postprocessor TPlus V8.0.8

D 0.58855 7 1.94499
Bun postp.

Editor Y
Edit
New
Transmit
Receive
Settings

Help

BACKUP
MAIN MENU

Z: 0.0000
Color: 14
Level: 1
Attributes
Groups
Mask: OFF
WCS: T
Tplane:OFF
Cplane:+DZ
Gview: T

10. From this menu select Run postp. to run the Mazatrol Post.

Outputfile x|

I ame of the output file;

Enter any number between 1
and 3333 .

11. Select a number between 1 and 9999 and hit OK. This will be the program number
for your Mazatrol output file.
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You should then see output as shown below (output below is shown as a Notepad

window — if you have purchased the Editor and you have the Editor set to Yes in the

Mazatrol Menu the output will open up in the Mazatrol Editor)

& 0001.MED - Motepad 10l =|
File Edit Format Help

0001, ,0000,0000,0000 Il
PNR MAT OD-MAX TID-MIN LENGTH RPM FIN-X FIN-Z WORK FACE

0 AL UM 2. 0 3. 5000 0.02 0.01

UNo MODE RV FY R-FEED R-DEP R-T F-T

1 EDG FCE 500 200, .01 0.10 1 1

SEQ SPT-X SPT-Z FPT-X FPT-Z RGH

1 2. 0.100 0 0

UNo MODE # CPT-X CPT-2 RV FY R-FEED R-DEP R-T F-T

2 BAR OUuT O 2. 150 200, .01 .1 2 2

SEQ SHP S-CHR S5PT-X 5PT-2 FPT-X FPT-2 F-CNR RADIUS RGH

1 LIN * * 1. 0

2 TPR 1. 0 2. 1.5

UNo MODE # DRL-DIA DEP-1 DEP-2 DEP-3 v FEED TOOL
3 DRL FCE O .5 0 200 01

SEQ . SPT-Z FPT-Z

1 0. 1.5

UNo MODE # CHAMF LEAD ANG MULTI HGT No. W DEPTH TOOL
4 THR IN 0 0 12. 60 .122 10 180 .01 5

SEQ SPT-X SPT-Z FPT-X FPT-Z

1 5 0 5 .

UNo MODE # CHAMF LEAD ANG MULTI HGT No. v DEPTH TOOL
5 THR ouT 0 .5 60 1 136 10 180 .01

SEQ . SPT-X SPT-Z FPT-X FPT-Z

1 2. 1.5 2. 2.25

UNo MODE # No PITCH WIDTH FINI RY FY FEED DEP R-T F-T

b GRv ouT O 1.09 .01 150 250 .1 .12 b b

SEQ S-CNR SPT-X SPT-Z FPT-X FPT-Z F-CNR  ANGLE RGH |
1 2.104 2.63 1.01 2.63

UNo MODE # No PITCH WIDTH FINI RV FY FEED DEP R-T F-T

7 GRv ouT O 2.2 .01 150 250 .1 .12 7 7

SEQ S-CNR SPT-X SPT-Z FPT-X FPT-Z F-CNR  ANGLE RGH

A | H

12. Close this window.

We will then send this program to the controller

13. From the Mazatrol Menu select Transmit.
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x

—PC-» CHC
File oot M [ Transrit |
Contraller TPLUS
COM Port IEDM‘I j
B audrate I 4500 j
v Corvert ASCI [MED] into Binary [MAD]
befare tranzmizgion Cancel |

15. If the settings are correct and you are using the Built in DNC click Transmit.

_iolx]
7
Mo. Part no. Block Name Program PC —> CNC
Communication start by Mazak CNC, Break ==>ESC
Com: Kanal:
Biereit [ [z

This is the progress bar.
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To complete the download complete the following steps at
The Mazak Controller.

PROGRAM-LIST or INDEX

DATA IN/OUT

CMT-NC

INPUT

ENTER THE PROGRAM NUMBER AND SELECT INPUT
HIT START

VVVVYYY

You should then see the file being downloaded by a blue bar filling the progress bar
shown above.

Congratulations! You have created your first mastercam to mazatrol program.
16. Hit esc once the Progress Bar is completed.
17 Hit esc to get back to Mastercam Main Menu.

Save File
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Appendix

Working with the Misc. Values Dialog to modify /override
automatically generated output.

There will be times when you will wish to adjust the output at the mastercam
programming stage or when a part has been programmed for a non-mazatrol control. As
has been discussed earlier any value of the SNO and UNO lines can be overridden
through the Misc. Values Page.

In the following example we will take the automatically generated groove of the

previously programmed part and enter values which will then appear in the mazatrol
code.

Below is Current Misc. values Dialog with current Auto Settings and then outputted
code.
Mazatrol Settings: 2lx|

 MalN PARAMETERS: ~ GROOVIMG PARAMETERS:

Mative Mazatrol j Cutput type I.-’-‘-.uto vl Groove cutting pattern [0-5)

Im MNumber of grooves

[fut =] PITCH (Grooving pich]

[t = | WIDTH (widkh of groove]

I“"“'utD 'I FIMNISH [Finizsh alloviance]
Im R [Surface Speed for rough cut)
Im v [Surface speed for Finizh cut)
Im FEED [Feedrate]

f ot specified | Roughness [swo =] BT (Roughing Teol no)

[0 =] Machining part et =] F-T (Finishing Tool No)

— SMO Line

1. Parameter: 2. Parameter: 3. Parameter, 4. Parameter. 5 Parameter. B Parameter: 7. Parameter: 8. Parameter 9. Parameter: 10, Parameter:

I.-’-‘«utn jl.-’-\uto jl.t’-‘n.uto jl.-’-\uto jl.t‘-\uto jlf-‘«uto j IAutU jl.t’-‘n.uto jlf-\uto j I.t’-‘«uto j

— Maternial Line Parameters

td aterial Line | (]9 I Cancel | Help |
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_Islx]
File Edit Format Help

0001, ,0000,0000,0000 1=
PNR MAT OD-MAX ID-MIN LENGTH RPM FIN-X FIN-Z WORK FACE

0 ALUMIN 2. 0 3. 5000 _005 . 005

UNo MODE # No. PITCH WIDTH FINISH RV FvY  FEED DEP. R
1 GRv ouT 0 1 .2 .01 150 250 200 .12

SEQ . S-CHNR SPT-X SPT-Z FPT-X FPT-Z F-CHNR ANGLE

1 2.104 2.63 1.01 2.63

SEQ MODE COUNTER RETURN WK.No. COUNT NUM. SHIFT

2 END 1 1

*

We will adjust the following:

We want a different grooving pattern say #2 Right-tapered grooves
Maybe multiple grooves based off of original No.of 3 with a Pitch of 1.5
Maybe different values for feeds 200 for RV and 166 for FV

We would modify the Misc. Values as shown
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Mazatrol settings:

~ MAIN PARAMETERS:

Mative Mazatrol j Output type

Inc-t zpecified j Roughness

I.-’-‘n.uto j M achining part

~ GRODVING PARAMETERS:

2l

m Groove cutting pattert [0-5)
m Mumber of grooves

[15 =] PITCH (Groaving pitch]
I-""‘-l"tD 'I WDTH [width of groowve]
I""“""tD ]' FINISH [Firish allowance)

200

-

BV [Surface Speed for rough cut)
166 'I Fv [Surface speed for Finish cut]
Ak

B T | FEED [Feedrate]
I“""""tD 'I R-T [Roughing Taol ma)
Im F-T [Finizhing Tool Ma]

— 5MO Line

1. Parameter: 2. Parameter: 3. Parameter

4 Parameter: 5 Parameter:

E. Parameter: 7. Parameter: 8 Parameter 9. Parameter

10. Parameter:

|.f3«ut-:- jl.&utn jlhuto jl.-’-\ut-: jl.t‘-‘«utc- jlf-‘«uto j |Autn jlhuto jlf—\uto j IAutc- j
M aterial Line Parameters
M aterial Line | (). I Cancel | Help |

You can then see in the output below that those setting are now in transferred over.
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& 0001.MED - Notepad

_|&] x|
File Edit Format Help

pool, 0 000,0000 =
PNR MAT OD— ID— IN LENGTH FIN-X FIN-Z2 WORK FACE
.1

0 ALUMIN 05 . 005

UNo MODE # NO PITCH WIDTH Fv FEED DEP. R
1 GRV oOUT .2 . 166. 200 .12

SEQ . SCNR SPTX SPTZ FPT-Z F-CNR ANGLE
1 2.104 2.63 2.63

SEQ MODE COUNTER RETURN WK.No. COUNT NUM. SHIFT

2 END 1 1

*

-
| | »

This can be done with every toolpath and operation and allows complete control to the
programmer.

FOR ADDITIONAL INFORMATION ON THE USE OF THIS PRODUCT CONTACT:

Camaix USA

1515 South Mint St Suite C
Charlotte, NC 28203

704- 342-9292
INFOUSA@CAMAIX.COM
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