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VY okBupy 3aBpIIHOT pajia MOTPEOHO je KpeupaTu CUMYJIAIlOHN MOJIeN npolieca o0pajie IioiambeM
npumernoM BuptyenHe [IHI] mammue amatke. Y TOM CMHCITy, HEONXOAHO je (opmuparu
kuHematcku 3J] moxen 3a mzabpany I[HIL[ mamuHy anaTtky, ca CBUM PEJIEBEHTHHM KpeTamHUMa
pajHUX JeloBa. 3a OcTalie eIeMEeHTe OOpaaHOT CHCTeMa, paJHHu KoMaJ (jedaH WU BHIIE PaTHUX
komana) u nmomohnu mpubop (jemaH wiau Buie nmoMohHux mpubopa) kpeupatu 31 Mozene; 3a
MOJIEJI PE3HOT ajlaTa KOPUCTUTH OHaj Koju Hyau LIAM cucrem 3a gary onepanujy. Jledunucaru 3 /]
MOJIe]T TEXHOJIOUIKOT IOCTYIKa, 3a CBakd paJHA KOMaJ aKo HMX HMa BHIIE, U TEeHEepUcaTH
kopecnogentHu HII mporpam. Ynapusawem HI[ mporpama u xunemarckor 3JI mMojena maimivHe
aJlaTKe U3BPILIUTH CUMYJIALIK]y Mpolieca o0pajie III0AambeM.
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Pe3sume

Y oBOM pany je mpukazaHo KoH(pUTypHcame cuMmylnanvja pupryenHe mamuae HAAS TM1 MILL
ca KMHEMaTHMKOM Koja omoryhaBa Bepu(ukaunujy cuctemMa 3a YIpaBibalkbeé U IMPOrPaMUPAIBE.
Bupryenna mamuHa antka Hajuemrhe ce KOpUCTH 3a morpebe cumynamyja mporeca odpaae u
Mpe/ICTaB/ba IUTUTAIHU ONKC MAIlWHE, YIIaBHOM, ca ympornheHoMm reomerpujoM. Kpos oBaj pas,
OIMCaHa je METOA0JIOTHja KOH(pUTypucama ynpasibama 3a Mmammay HAAS TM1 MILL npumenom
CATIA V5R21 codrrepa. Cumynaiujom odpaze Ha BUPTYEITHO] MATUHU U 00paJloM Ha CTBapHO]
MalIMHK TIPUKa3aHa je BepuuKairja CUCTEMa 3a yIpaBbamke U nporpamupame. Crora, nmpyxka ce
MOTYNHOCT KOMIUIETHOT carjie/laBama MPOU3BOTHOT OKPYKEHa — OJ1 CHCTEMa 32 U3MEHY ajiaTa Ia
710 TIO3UIIMj€ TIPUIPEMKA Ha PAJTHOM CTOJIYy U U3pajie TOTOBOT JIela.

Kibyune peun: CAD/CAM/CAE, BuptyeiHa mammHa, cumyianuja oopage, HAAS TM1 MILL

Summary

This work presents the configuration of the HAAS TM1 MILL virtual machine with kinematics that
enables the verification of the management and programming system. Virtual machine is the most
used machine for process planning and represents a digital description of the machine with
simplified geometry. Trough this work, control configuring methodology for HAAS TM1 MILL
machine is described by using the CATIA V5R21 software. With machining simulation on the
virtual machine and on the actual machine verification of the management and programming system
is shown. Hence, there is a possibility for complete overview of the production environment — from
tool change system to workpiece position on the worktable and machining of the final part.

Keywords: CAD / CAM / CAE, virtual machine, processing simulation, HAAS TM1 MILL.
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1.0 YBoa

VY [naHamme BpeMme, BEIMKM 3HA4aj ce IpHujaje HOBUM TEXHOJOTHjaMa, MaTepujainMa,
MEXaHM3alMju W CcI. Koju 00e30ehyjy edukacHuje wuckopumheme Marepujajia, MOBOJHHH]Y
MPOUBO/IEbY, OBOJFHO Cy Op3W 3a MPOU3BOAKY MOY3JAaHUX M KBAJUTETHUX IPOHM3BOJA a CBE ca
IUJbEM TpEBa3MIIaXKeHha M3a30Ba Koje Hamehe caBpeMeHO KOMIETaTWBHO TpxkumiTe. Kao KibydHH
(akTopH pa3Boja MHOBATUBHUX MPOU3BO/IA U (PAaKTOPH HEONXOIHU 33 BbUXOBY peaM3ally]jy, HaBOAU
ce NPUMEHA HalpeJIHUX POU3BOJIHUX METo/a U nporeca [1,2].

Texuosoruje koje ceakum ganom Hampenyjy cy CAD/CAM/CAE (eurn. Computer Aided Design/
Computer Aided Manufacturing/ Computer Aided Engineering) texHosioruje U umajy KJbydHY
yJIOTY y UCIYyHaBamky yCJIOBa caBpeMeHOT TpxwuinTa. OBe TEXHOJIOTHje Cy cacTaBHU Jjieo (BehuHe)
craugapaaux PLM (enrn. Product Lifecycle Management) cuctemMa W mpencTtaBibajy KibydHE
TEXHOJIOTHje KOje Cy MoApKaHe pauyHapoM [2].

Kopumhemem CAD Texnosnormja o6e30eheHO je jeqHocTaBHHje M Opke TIPOjEKTOBamE U
KOHCTPYHCame IPOM3BOAA IMOYEBINM OJ caMme wHieje ma cBe o m3pane npororumna. CAE
TeXHoJoruje, kao jormuaH HactaBak CAD TexHoiorHja, Tpykajy MoryhHOCT Opike aHamu3e
IIUPOKOT CIHEKTpa KOHCTPYKIHja KpO3 pa3He BpPCTE CHUMYJAlHja, CTPYKTYPHUX, CTATUYKHX,
JUHAMHYKHX, TOIJIOTHUX aHanu3a, utd. CAM cucremu 06e36ehyjy onTummzanujy mpou3BOIHE
Kpo3 Kopumheme BeTUKOr Opoja mojaraka, HIp. ONTHMAalTHA WCKOPHITNEHOCT pajHOT MpOCTOpa,
cTpareruje oOpaje, NpOM3BOIHOr Tpolieca, BpeMeHa, U ci. Ha Taj HauuH, omoryheHa je Op3a u
edukacHa u3paja geaoBa ciokeHe reomerpuje [2].

CuHepryja rope HaBeJAEHHMX TEXHOJOTrHMja MIpyka MOryhHoCT KojgabOpaTHBHOI pa3Boja U H3pajie
npousBoja. JlpyruMm pednMa, OBM CHUCTEMHU IMpyXkajy MoryhHocT pasBoja, opraHuzanuje u
MPOU3BOJE Y BHPTYATHOM OKPYXKEHY YHME C€ CMamyjy TPOIIKOBH BE3aHM 3a H3Pady
MPOTOTHIIOBA KAa0 M HEHUX Kopekuuja. HapounTo BenWKy NMpUMEHY MMajy KOJ NPOjEeKTOBamba
TEXHOJIOTH]E M3Pajie JAeI0Ba CII0KEHE TeOMETPHje KOJH YeCTO 3aXTeBajy BHIICOCHY 00pany [2, 3].

Kopumhemem CAM cucrema omoryhena je MehycoOHa moBe3aHOCT KOHCTPYKTOpPA, TEXHOJIOTA U
BUPTYEITHOI HMHTEPAKTUBHOI OKpY)K€Hha Ca LWJbeM pa3yMeBama, aHajlu3e U eBalyaluje
MPOM3BOJIHOT MpOIEca HE3aBHUCHO O] KOMIUIEKCHOCTH mpousBoga. Onabup onTtuMaiHor
MIPOM3BOJIHOT Tpolieca Moke Jia OyJie 3aCHOBaH Ha MCKYCTBY MHXKEH-epa W/MIM Ha pe3yiaTatuma
NPUMHEbEHE ONITUMHU3AIOHE TeXHHUKE [3].

Cumynanuja mpou3BOIHOT mporieca kpo3 ctangapaae CAM cucrteme mojapasymMeBa CHUMYJIAIU]y
MyTame ajara y Mpolecy pe3ama, aHalu3y pexuMma obpaje, u ci. MehyTum, carieaBame muper
CIEKTpa MPOU3BOJKE, OMOIYheHO je Kpo3 HMIUIEMEHTaljy BupTyenHe mamuHe yHyrap CAM
cucrema. Ha Taj HauuH, Moryhe je carienaTé KOMIUJIETHO MPOU3BOIHO OKPYXKEHe — 0] CUCTEMa 3a
M3MEHY aJiaTa Ia JIo MO3HUIHje MPUIPEMKa Ha paaHoM croiy [2, 3].

2.0 Bupryesna mamuHa

Bupryenna mamuna Hajuenrhe ce KOpUCTH 3a oTpede cuMyraiuja npoieca o0pajae U npeacTaBba
JUTUTATHU ONMC MallMHe, YIrJaBHOM, ca ympoutheHoM reomerpujom. CaM TmojaM BHPTYENIHE
MalllMHE ajaTKe je BeoMa IIMPOK M oOyxBaTa KOMIUIETHE Mojene mporeca obpazae, Hocehe
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CTPYKTYp€, IOTroHa, IPEHOCHUKA, KWHEMATCKOT' ITIOACUCTEMA, aHAJIN3Y KBAJIUTETA OTOBOT A€jIa, UTA
[4].

OcHoBHa npeiHOCT Kopullhemha BUPTyeTHEe MalIMHE aJIaTKE OrJIea ce Y CIIOCOOHOCTH npeiBulama
KOJIM3Hje ¥ Tpemaka. J[pyrum pedrnma, BpIIM ce MPEBEHIIHMja MojaBe MOTyhHX rpelraka y peaTHuM
YCIIOBMMA KOjH MOTY M3a3BaTH J0JlaTHE TpomikoBe. Kao mpuMep Moxke ce HaBeCTH KpeTame ajiaTta
npeMa 3a/1aToj MyTamH KOjU MOXKe Jia Jiol)e y KOHTAKT ca CTe3HUM €JIEMEHTOM HpPUIIPEeMKa. Y TOM
cinydajy, moryhe je na mohe mo omrehema anara, mpurpeMka, CTE3HHX ejleMeHaTa, omrehema
BpeTeHa Ha MaIluHH, U ci [5].

Kopumheme BupryenHe mamumHe, Takohe, mpyxka moryhHOCT oOyke omeparepa Tako IITO je
oMmoryheHo cxBaTtame rnpoiieca o0paje y Hajayosbem moryhem cmuciy. Oneparep he Ha Taj HauMH
npohn Kpo3 CBe TEXHUYKO — TEXHOJIOIIKE acreKkTe pajaa mammunae. Takohe, oTBapa ce u MoryhHoct
o0yKe ¥ eayKalyje 3a MporpaMupame TPOOCHUX M BUIIEOCHUX 00paja MITO je O BEJIMKOT 3Hadaja
3a oOpa3oBHe ycraHoBe. Ha oBaj HaumH M 0e3 mocrojama (PU3MUYKKX YCIIOBA pecypca HOBHX
MamuHa Moryhe je ocTBapuTH OOYKy 3a EHXOBO IPOrpaMHUpame, NPUMEHOM OAroBapajyhux
BUPTYEITHUX MallMHA. Y LUJby HM3BOhEema BEXOM HAa BHCOKOIIKOJICKAM YCTaHOBama, Moryhe je
KperpaTH BUPTYyelHe JabopaTopuje Ha oBaj HauuH. Tama OW MOTIIO a ce MHTErpuIle paj podora
IpU ONCIYXHBakby HYMEPUYKHX MalldiHA M W3BPIIMTH MHTETPALUjy 3Hama OpOjHUX 00JIaCTH Y
IPBOM DIy EJICKTPOUHKCEHEPCTBOM, MAIIMHCKHM HWHKCEHEPCTBOM M MPOHM3BOAHOM, (U3UKOM,
porpamMupammeM, u ci [5].

Kaxko je y nanamme BpeMe akieHaT CTaBJbeH Ha KoJabopaTuBaH AUCTPUOYHPAaHU pajl, cCUMYaluja
paga mammue omoryhaBa u Bepudukanujy 0ff-line mporpammpama ca ynasbeHOr porpamMepcKor
MecTa 0e3 aHrakoBama came MalinHe uiau MoryhHocT mpahema oOpaje y peaqHOM BpeMeHY ca
ylajbeHor MecTa. MHTerpamnmujoM BHPTYEITHOT W PeaIHOT Ipoleca o0pajae ca MMIUIEMEHTHPAHUM
WHTEITUTEHTHUM CHCTEMOM YIIPaBJbaba U CHCTEMIMA 332 MEPEhe M3JIa3HUX BEIHYMHA (HIIp. Op3uHE,
KOpaK, CHJIa) 3HayajHO OU JTONPHUHENO MPaBOBPEMEHO] AETEKIMjH MOryhiX KOJM3Hja, CTamka 0TKa3a
MOjeTMHMX eJIEMEeHaTa MalllMHEe U 3ayCTaBJbaibe pajaa Mamuue [5,6].

VY oBOM pajy je mpuKa3aHa cuMyjalnMja pajna BUpTyeinHe TpoocHe rinojganune HAAS TM 1y
okBupy PLM cucrema CATIA V5R21, xao u pax y peaqHum yciouma [7].

3.0 Cumynanuja MalniuHe

Haxon 3aBpiieHor Mofennpama, Ipea3u ce Y MOIYI 3a Kperpame CUMYIIaIije MalllnHe Yy OKBUPY
Kora je HeonxonaHo aedunucaru (Cm. 1.1):

e MoJesl NpHUrpemMKa o]l Kora he HactaTu roToB KoMmaja ((opmupame mpuIipeMKa
Moryhe M3BPIIUTH TUPEKTHO y MOAYy 3a 2Y2J] 0Opany riogameM WiIu CKIalameM
NPUTIPEMKA W TOTOBOT JIeNia Y jeIMHCTBEHY IEJTMHY Y OKBHPY MOJIYJIA 33 CKIIOTIOBE —
IITO je U OMO cITydaj OBIE);

e HYITYy TaukKy oOpajka;

e ayar kojuM he ce BpmHMTH 00paaa, MpH Yyemy ajat Mopa OMTH nedUHHCaH 32 CBAKU
3axBar;

e uIaH Oa3uparma OHOCHO KakKo, YUMe U r7ie he ce Ha MaIllvHU OCTaBUTH MPUTIPEMaK
U OCTBApUTH CTE3aHE;

® 32 CBaKM 3axBaT TEXHOJOIIKE MoaaTke (Hmp. Op3uHy MOMOhHOT KpeTama, TyOuHy
pe3ama, Opoj 00pTaja IIaBHOT BPETEHA, KOPaK).
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Camka 1.1.: JJujacpam moka uspade cumynayuje
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Kopak 1.: AkTuBanuja paaHor nmpocropa

1. Axrusuparu Start—Machining simulation — NC Machine Tool Builder (C:x.1).
.jnfrastructure L4

Mechanical Design »
Shape L
Analysis & Simulation 4
AEC Plant 4
Machining L4
@oigia Mockup »
Eguipment & Systems L4
Digital Process for Manufacturing 4
{ %}, NC Machine Tool Simulation
Ergenomics Design & Analysis 4t~ % NC Machine Tool Builder
Knowledgeware »
ENQVIA VS VPM 4

1 Process-Strahinja.CATProcess
|7 2 Sklop-upravljacka jedinica.CATProduct

1 Sklep-upravijacka jedinica. CATProduct
2 Process-Strahinja.CATProcess

3 Sklop navoza CATProduct

Biit

Cauka 1.2: Axmusupare modyra Machining simulation

Kopak 2: YBo3 mamune HAAS TM1 MILL

1. Axrusuparu nanajyhu mean File —Open (Ca. 2);
2. U3 pagnor nupekropujyma uzabparu monen ckiona mamumae HAAS TM1 MILL — Open
(Cn.3).
Edit  View [nset Jools  Window
J New... ceN |

g New from...

&= Open... Ctr+0

Cauka 2.: Yuumasare mooena mawiurne aiamke

‘ I File Selection X
+ » ThisPC > Ludppp (D:) » Radovi » HAASTMI > HAASTMI » v b | Search HAASTMI p
Organize v New folder
© Mea
&3 Dropbox

@ OneDrive

9210240 instalacija lathe 014

3 ThisPC Modelzavrsni -
Stahinja

& A360 Drive
[ Desktop

& Documents
& Downloads
D Music

& Pictures

B Videos

‘& Local Disk (C)

nosacalits  nosacglavni  nosac-alatad ploca-nosac  Predmet obrade

.

SKLOP-klzac

\ = Ludppp (D) pijremak;  Pioces Siaioa. - Proces-Suahiia

sine-kaca sney  skop obradak
¢ g
File name [HAAS TMT MILL o| [ v

Open Cancel

Cauka 3.: H360p mooena mawiune aiamxe
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Kopak 3: 3apaBame kperawa mamuau HAAS TM1 MILL

1. AxrtuBuparu komanay New Machine
TM1 MILL (Cn.5);

g

, @ 3aTHM y ctadiy mojena cenekroBatd HAAS

&FAE LR

Cmuka 4.: Ilanema arama Machine Builder

‘3’,;‘ Sklop Stola (za

- M Nosac alata (Product! )
ﬁ',;,‘ Klizaci (Product1.1.2.3.1)
-ﬂ,ﬁ instalacija (instalacija i drzac)

ﬂﬁ‘ Product? (Product1.1)

Applications

Cauka 5.: Cmabno kpeupane mawiune

HAIIOMEHA: Kperawa no oarosapajyhum ocama (X,Y,Z) 3amaje ce y OKBUpY MajieTe ajaTa
Machine Builder.

Kpemarve no X ocu

w

7
AxrtuBuparu komanay Prismatic Joint HAKOH yera ce oTapa mpo3op Joint Edition
(Cun. 6);
VY okBupy nosea Joint Name yHetn Ha3uB oce KpeTama X;
VY okBupy nosea Line 1 cenexroBaTy JIMHH]jy BOema MYILIKOT Jea JIMHEapHOT Bohemwa, a y
okBupy noJea Plane 1 cenextoBatn moBpimHy Bohema MYIIKOT Jenia JIMHEapHOT Bohema
(Cn.7);
VY okBupy nosba Line 2 cenekroBaty IMHK]y BOljerba JKEHCKOT Jiejia JMHEapHOT Bolema, a y
okBHpY mosba Plane 2 cemexroBaTtu MOBpIIMHY BOlhema jKEHCKOT Jejia JIMHEapHOT Bohema
(Cn.8);
AxtuBuparu onnujy Length driven;
VY okBupy moJba Joint LiMitS yHeTn MUHHMAJIHY BPEIHOCT KpeTama 1mo X ocH (-762mm) u
MakcumaiHy speadoct (0mm).

HAIIOMEHA: CenexroBameM onmuje Length driven moryhe je 3agatu orpanndema KpeTama mo
nepuHUCAaHMM oOcama 3a K3a0paHy MalIMHY anatky. Y 3aBUCHOCTH OJ] HAauWHA MOJICIIUPaba,
BPEIHOCTH MOT'Y OUTH U TIO3UTUBHE U HETATHBHE.
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Joint Edition: X (Prismatic)

7 X
Joint name:i X
Joint geometry:
Line 11 za<tita stola/Solid. 1 Line 2 product1.1.2.3.1/Salid.1
Plane 1: | zastita stola/Solid.1 Plane 2: | Product1.1.2.3.1/Solid, 1

d Length driven
Joint Limits

|-762mm E = r firnit IOmm @

@ 0K | @ cCancel|
-

Cauxa 6.: Ilooewasare kpemarwa no X ocu

Cauxka 7.: Ilospwuna u aunuja eoherva myuikoe oena soherna

Cuamka 8.: [ospwuna u aunuja 6oherva sicencrkoe oena 6oherva
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Kpemarse no Y ocu

b,

1. AxrtuBuparu komanay Prismatic Joint HAKOH yera ce orapa mposop Joint Edition
(Cn. 9);

2. Y okBupy noska Joint Name yHetu Ha3uB oce KpeTama Y,

3. Y okBupy noJba Line 1 cenekToBaTH JIMHU]Y BOhEHa MYIIKOT Jiejia JHHEApHOT Bohewma, a y
okBHpYy ToJba Plane 1 cenekToBatu mMoBpIIMHY Bolera MYIIKOT Jeia JIMHEAPHOT Bolema
(Cn.10);

4. Y oxBupy noJsea Line 2 cenexroBatu JMHHU]Y BOhema )KEHCKOT Jeia JTMHEApHOT Bohema, a y
OKBHpY ToJba Plane 2 cemekToBaTH MOBPIIUHY BOhEHma KEHCKOT Jeja JHUHeapHOr Bohema
(Cn.11);

5. AxtuBuparu onuujy Length driven;

6. V okBupy mosba Joint Limits yHetn mMuHHMAaIHy BpeaHOCT KpeTama mo Y ocu (0mm) u
MakcuManHy Bpeanoct (305mm).

Joint name: | ¥

Jeint geometry:

Line 1 glavni nosac/Solid. | Line2{product1.1.2.3.1/Solid. !
Plane 1: | glavni nosac/Solid.1 ]‘Plane?_:‘iwrm.if" 1.2.3.1/Solid,1
4 Length driven
Joint Limits

{Omm Bl & Uppertimit: [305mm %]

@ 0K | & Cancel

-

Cauxa 9.: Ilooewasara kpemarva no Y ocu

Cauxka 10.: ITospwuna u munuja soherva mywroe oena oheroa
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Cauka 11.: Ilospwuna u nunuja 6oherva dcenckoz oena soheroa

Kpemarse no Z ocu

1. AxruBupatu koManay Prismatic Joint HAaKOH Yera ce otBapa mpo3op Joint Edition
(Cn. 12);

2. 'V okBupy nosba Joint Name yHetu Ha3uB oce Kperama Z;

3. Y okBupy noJba Line 1 cerekToBaTH JIMHHU]Y BOhema MYIIKOT Jie/ia JMHEapHOT BOhema, a y
okBHpY mosba Plane 1 cemexroBaTtu MOBpIIMHY BOleHa MYIIKOT Jieia JHHEapHOT Bolema
(Cn.13);

4. 'V okBupy moJba Line 2 cenexToBatu IMHUjY BOherba KEHCKOT JieNa JIMHeapHOT Bohema, a y
okBUpY moJba Plane 2 cenekroBary MoBpIIMHY Boherma )KEHCKOT Jiesia JIMHEapHOT Bohema
(Cn.14);

5. AxruBuparu omnuujy Length driven;

6. VY okBupy nospa Joint Limits yHetn MHHUMaNHy BpeAHOCT Kperama mo X ocu (-406mm),

OZIHOCHO MakcuMaiHy Bpearoct (0mm).

Joint name: '[ Z

Joint geometry:
Line 12 glavni nosac/Solid. 1 Line 2 product1.2/Solid.1
Plane 1:| glavni nosac/Solid.1 Plane 2: | product1.2/Solid.1
d Length driven
Joint Limits

|-406mm Er—-‘ per limit IOmm @

@ OK | @ Cancell

-

Cauka 12.: [looewasarwa kpemarba no Z ocu




Crpaxumpa Jlammuh 3aspunu pao

Cauxka 13.: [lospwuna u runuja soherva mywroe dena oheroa

Cnuka 14.: Ilospwuna u 1unuja eoherva scenckoe oena eoherva

Kopak 4: Tauke no3MHOHUPaka AJ1aTA U IPeAMeTa o0paje

Tauke nosuyuoruparea ailama

1. AxruBupatu xomangy Create Mount Point g HAKOH 4era ce oTapa npozop Mount
Point Management (C. 15);

2. U3 nmanmajyher menuja Mount Point Type uzabpatu onuujy Tool Mount Point—New (Co.
15).

3. ¥ okBupy nosea Mount Station Name mpozopa Station Name (C:1.16), yHeTn Ha3uB Tauke
MO3UIIMOHHpArha a1ara;




Crpaxuma Jlammh

3aspwinu pao

Mount Point Management ? X

Mount Point Type

Tool Mount Points

Tool Mount Points
WorkPiece Mount Points
Head Mount Points

| A peit] el

Cauka 15.: 1360p mauxe no3uyuonuparea

Station Name ? P4

Mount Station Name

[ |
|° OK I @ Cancel |

Cauka 16.: Hazue mauxe nosuyuonuparoa

4. Py4HO MOCTAaBUTH KOMITAC y BUJIY CHJIpa HA MECTO MO3MIMOHUpama anata (Ci. 17a);

5. Yemeputu X,Y u Z oce Tako J1a OAToBapajy MpaBluMa KpeTama MalliHe J1eCHH KJIWK Ha
XY wim Z ocy—Edit (Cn. 170);

6. VY oksupy nosba Along X (Angle) npozopa Parameters For Compass Manipulation yaeru
Bpennoct yria ox 180°—Apply (Cn.18);

7. CenexroBatu Nosac alata y cnierudukanuonom cradiy, a 3atum aktuuparu oniujy OK y
okBHpYy mpo3opa Set Location (Ci. 19).

Lock Current Orientation
Lock Privileged Plane Orientation
Use Local Axis System

Make VW the Privileged Plane
Make WU the Privileged Plane
Make Privileged Plane Most Visibli

[ e
a) 0)

Camka 17.: Mecmo nocmasmarba mauke no3uyuoOHUparLa aiama
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Crpaxuma Jlammh 3aspwinu pao

P for Compass M; I ? X
Coordinates

Reference Absolute v

_Amj Position Angle
srgk WEE T (O O
Along Y | -716mm E Iodeg E
Along Z [s79mm = [90deg =
Increments

¢F| Translation increment Rotation increment

Aleng U Jomm Bl 8[| [ode B Sl
AlongV Jomm B 88| [odes E S

Along W IOmm E ) l Q IOdeg % Bl
Measures
Dishm:elramm ‘/ / Anglelaeg "& &‘
— Gz |

Cauka 18.: Ilooewasarse oca

Set Location *

— Location Controls

— Coordinates
¥:[210 mm (5] vaw: |180 deg =

vi[T6mm 2] Pitch: [0 deg =
z:[979 mm &l Rolt: [90deg =
—Steps

LinearStep:Imomm EﬁmgularStep:deeg E
ok | @ cancel |

Camka 19.: Ilooewasare nonoscaja

Tauxe nosuyuonuparba npeomema obpaoe

1. U3 mnanajyher menuja Mount Point Type wusabparu onuujy WorkPiece Mount
Point—New (Ci. 20).

2. Y okBupy mosba Mount Station Name mposopa Station Name (Ci. 21) yaetu Ha3uB Tauke
HO3UIHOHUpama MpeIMeTa o0pase;

Mount Point Management ? X
Mount Point Type
| WorkPiece Mount Points v

Tool Mount Points
orkP e Mo Po

|Head Mount Points

Close

Cauka 20.: /360p mauxe no3uyuoHuparea
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Crpaxuma Jlammh 3aspwinu pao

Station Mame ? ot

— Mount Station Mame
| WorkPiece

@ OK I aCanceIl

Cumka 21.: Hasue mauxe nozuyuonuparea

3. Pyuno mocToBHUTH KOMIAc y BHIy CHIpa Ha MECTO MO3UIMOHUpama npeamera oopane (Ci.
22a);

4. VYemeputn X,Y U Z oce Tako Jia OJroBapajy MpaBlKUMa KpeTama MalliHE JAeCHH KJIUK Ha
XY wim Z ocy— edit (Ci. 226);

5. V¥V oxsupy mosba Along X (Angle) mpo3zopa Parameters For Compass Manipulation
yHeTH BpeaHocT yria ox 0°—Apply (Cx. 23);

6. CenexroBatu Sklop Stola y cnenudukarmonom cradiy, a 3atum aktuBupatu onuujy OK 'y
okBHpY mpo3opa Set Location (Cu. 24).

Lock Current Orientation
Lock Privileged Plane Orientation Parallel to Screen

Use Local Axis System

Make VW the Privileged Plane
Make WU the Privileged Plane
Make Privileged Plane Most Visible

a) 0)

Cauka 22.: Mecmo nocmasmarba cuopa

Parameters for Compass Manipulation ? X

Coordinates

Reference  Absolute v
_Amj Position Angle
Along X I'm @ IDdeg %
Along Y [.563.5mm =] [odeg =
Along Z I 573mm @ I Odeg %
Increments —— = =
Q Translation increment Rotation increment

Along U [omm =31 ’ ¢| [odeg 3 ble
Along V. [Gmm B 88| [ode B o
Along W IOmm E 4 ‘ & l0d99 g -——l—lé ®

Measures

Disnce[0mm | #|F| | Angefodes | 2|
Close_|

Camka 23.: [looewasarwe oca
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Crpaxumpa Jlammuh 3aspunu pao

Set Location X

Location Controls

Coordinates

X: m Yaw: |Odeg @
v:[-563.5mm  |2]Pitch:|0deg =
z:[53mm  [ERoll: [0deg <
Steps

Linear Step : | 100 mm 5; Angular Step : I 10 deg 3:

| Ok ] @ Cancel |

Camuka 24.: Ilooewasarwe nonoscaja

Kopak 5: lepunucame HyJITe TauKe MAlIMHE M Ta4YKe 3aMeHe ajiara

Hedhunucarve nynme mauke mawiune

1. AxrtuBupatu komanay Fixed Part 3; ‘|, a 3aTUM CEJICKTOBATH MAIINHY;

2. AxtuBuparu komanay Home Positions Eﬁ X

3. ¥V okBupy npo3opa Home Position Viewer aktusupatu New (Ci. 25);

4. Jlatn nazuB Home nHynToj mosunuju mammHe y mosby Name mposopa Home Position
Editor (Cn. 26a);

5. ¥V mosuma X, Y, Z koja ce Hanasze Ha kaptuuu Cartesian nposopa Home Position Editor
yuetn Bpeanoctr: X: 210mm, Y:(-716mm), Z: 979mm(oBe BpeaHOCTH 3aBUCE O MOJEa
maiuae u Hehe outu ncre) — Close (Ci. 266).

Home Position Viewer x
Mechanism
Y\HAAS TM1 mill\Machine. W
Home Positions
New | | |
[ Local definition
— =

Camuka 25.: Kpeupare nynime nosuyuje
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Crpaxuma [ammh 3aspwinu pao

Home Position Editor X Home Position Editor X
Attributes =
HAASTM1 mill | Cartesian | HAASTMI mill | Cartesian |

DOF Controls TCP Controls
X}_ 0.000 mm Coordinates
YT o 0% 305 [0000mm X:[210.000mm [21Y:[-716000 mm [21Z:[97.00mm =]
Z| 0.000 mm ¥:[-180.000deg [${P:[-0.000deg [2$]R:[00.000deg [$]
Reference Frame w4 v

LG
[l

Steps

Linear Step : | 1.000 mm EAngulavStep: 10.000 deg E Steps
Linear Step : [100.000 mm ;‘ Angular Step : | 10,000 deg E‘

Snap Compass ‘ TCP
[ Control Location | Orientation Toof T
[] Control Orientation | Definition <
Configurations z :

Index Name Status

1 Posture 1 Good

Home Position - Home Position
Nlme?iHnme ‘ Name: | Home 1
& Immediate | 3 Immediate

blm l___Rsﬂ .I ‘TI\‘ l Reset
a) 6)

Cauka 26.: Ilodewasare nazusa a) u depurucarbe Hyamoe noioxcaja

Heghunucarve mauxe zamene azama

Flip
1. AxrtuBupatu komanay Tool Change Position %}";
2. Y nomuma X, Y, Z xoja ce Hanase y okBupy kaptuie Cartesian mposopa Jog (Machine)
yHetu Bpeanoctu: X: 210mm, Y: -716mm, Z: 979mm (oBe BpeJHOCTH 3aBUCE O]l MOJEa

Mmaimnuae u Hehe outn ucre) — Close (Ci. 27).

Jog(Machine.1) X
‘ Move

HAASTM1 mill | Cartesian |
| - TcP Controls
‘ - Coordinates —
| X:[210000mm [3]Y:[716000mm [2]Z:[79.000mm [2]
Y:[-120.000deg [${P:[-0.000deg [$iR:[20.000deg [

Reference Frame worid =
Steps
Linear Step : | 100.000 mm EAngular Step : I 10.000 deg E
Snap Compass TCP
[J Control Location | Orientation 7o
[] Control Orientation  Definition 7
‘ = C;;figurnicns = ——

Index Name Status

1 Posture_1 Good

|- Applicative frame
i Axis X Activated

‘ Axis Y Activated
|AxisZ: Activated
[

‘(((

| & Immediate

o | __pes |

Camka 27.: Ilonoocaj mauxe Zzamene arama
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Crpaxumpa Jlammuh 3aspunu pao

Kopak 6: NC noagemaBama MaliuHe

1. Axrusuparu nagajyhu meau Tools—Options—Machinig 3atum cenexroBatu—IMS
(Cn. 28);

2. Jlecuu xnmk Ha crabio moaena — NC Resources — Edit NC Resources (Cit. 29a);

3. 'V okBupy kapruue Numerical Control npo3zopa HAAS TM1 MILL nozaecutu cnenehe

omnuuje:
Post Processor: fanuc0.lib;
Controller Emulator: cardemo_fidia.ce;
Post Processor words table: PPTableSample.pptable;
NC data type: 1SO;
Max machining federate: 6000mm_mn;
Rapid federate: 3000mm_mn—OK (C. 29).
Options 7 X
General | Resources | Operation | Output | Program | Photo/Video |
Post Processor and Controller Emulator Folder &
FOptiDm [l O MNone O Cenit® @ IMs® O ICAM®
Path: C\Program Files (x86)\Dassault Systemes'\B21\intel_a\startup\ M| ...
i-m General | J , f |—I
Tool Path Storage
T".Infrastructure l!.] ¥ Store tool path in the current document

Mechanical Design () Store tool path in an external file

Machining Axis Origin

S (R xj\zy [ Fited on the part after table rotation
[

Machining During Tool Path Computation

I
Shape Tool Path Edition
ﬁ o /j// 3 Edit Tool Path is available
Analysis & Simulation

3 4 Store contact points in tool path
[ I—_é_ STL Rapid Prototyping a b Pt

Tool Qutput Point
Digital Mockup @ @ Tool Tip

Equipment & Systems ) Tool Center

() Tool Center for Ball End Tools
Digital Process for Manw

Teel Path files, NC Code cutput and NC Documentation Location

I
T Machining Simulation 'é Tool path: [ Store at the same location as the CATProcess
I

Q NC Machine Toal Sim | C\Users\Strahinja' AppData\Local\DassaultSystemes' CAT Temp | _I
N Video result: [ Store at the same location as the CATProcess

C\Users\Strahinja\AppDataiLocal\DassaultSystemes\CAT Temp
Knowledgeware NC Doc: Cih\Users\StrahinjatAppDatatLocal\DassaultSystemes\ CAT Temp

Ergonomics Dresign & An

NC Code: | C:\Users\Strahinja\AppData'Local\DassaultSystemes\ CAT Temp

X3 Extension: | CATNCCode | =
i w Cancel I

Cauka 28.: Ilooewasarwe Post Processor-a
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Crpaxumpa Jlammuh 3aspunu pao

HAAS TMT mill.2 ? X

Name [ HAAS M1 mil |

Comment | |

Mumerical Control |Too|mg | spindie | RotaryData | Compensation | NCOutput |

Controller Emulator |[ardgmg_ﬁdia,ca V‘
Post Processor fanucO.lib -
Post Processor wnrd;tab\e|ppTah\Egamp\e,pptabls V‘
NC data type 150 v
NC data format Point (XY,Z) -

Home point strategy

From v
— Min interpol. radius 0.0Tmm =
S rh Max interpol. radius 5000mm

Reframe On

y Min discretization step  [Te.003mm |2
Hide/Show
Min discretisstionngle  [igeg 2]
] Properties Alt+Enter -1ce9

¢ Open Sub-Tree 3D linear interpol.

2D dircularinterpol

3D circular interpol.

Helical Interpolation

Oo0do0 e "

3D Murbs interpolation

Max machining feedrate &000mm_mn
Rapid feedrate 3000mm_mn

Axial/Radial movement [

Copy Instance
Components

Representations

Selection Mode ' 3 Cancel |

Ciauka 29: NC nooewasarsa

4.0 IToctynak oOpaae MeTajia pe3ameM

Kopak 1: AkTuBanmja pagHor npocropa

1. Axrtuupatu nanajyhu menu File —Open (Ci. 30 a);

2. U3 pamnor mupektopujyma u3abpatu Sklop pripremka i predmeta obrade —Open (Co.
300);

3. Axrtuuparu Start— Machining —Prismatic Machining (Cx. 31).

Edit  View [nset Jools  Window Help KX File Selection %
[ New.. Ctri+N : )
L A [l <« Ludppp (D) > Radovi > HAASTMI > HAASTMT > Model zavrsni - Strahinja v| @] | Search Model zaursni - Strahi.. 0
) New from...
Organize * New folder =~ M @
@ nesa A Name Date madified Type Size
Ctrl+s . B CAM_HAAS_TM1 CATIA Process 914 KB
23 Dropbox :
B Gotov komad CATIA Part 213KB
& OneDrive i) Pripremak CATIA Part 0 KB
N & Skiop pripremk i predmeta obrade CATIA Product 31 KB
= 4 tehnicki-gotov deo CATIA Drawing 410KB
& A360 Drive [ tehnicki-gotov deo PDF File 84 KB
Ctri+P [ Desktop
Printer Setup... [ Documents
Downloads
Desk.. +
send To % b Music
5" Document Properties & Pictures
I8 videos
1S ka ... predmeta obrade.CATProduct
1 5klop pripremka ... predmeta cbrade.CATProduc & Local Dk (€
2 CAM_HAAS_TM1.CATProcess
= Ludppp (D)
3 Gotov komad.CATPart v
4 Pripremak.CATPart
File name: | Skl k dmeta cbrad: ~| | All Files (. ~
5 tehnicki-gotov deo.CATDrawing °F pripremta | predme’a shrade | g
it

a) 6)

Camka 30.: Yyumasare ckiona npunpemxa u npeomema oopaoe
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Crpaxumpa Jlammuh 3aspunu pao

MUl ENOVIAVSVPM File Edit  View  Inset  Jools Window  Help

.1nfrastructure

Mechanical Design

Shape
Analysis & Simulation
AEC Plant

vy v v v -

7
(&) Lethe Machining

Lih}

'Digital Mockup

Eguipment & Systems

Digital Process for Manufacturing 4 g Advanced Machining
Machiping Simulation 4 _fc\ NC Manufacturing Review
Ergonomics Design & Analysis 4 _;é STIL Rapid Prototyping

Knowledgeware 4
ENQVIA V5 VPM »

Camka 31.: Paono okpyocerve Prismatic Machining

Kopak 2: llonemasame MalinHe, NpUIpeMKa, IpeaMeTa o0pajae, KOOPAUHATHOT

CucremMa

1. VY Crabny aktuBuparu Part operation (Ciu. 32a);

2. Y okBupy mposopa Part operation (Cn. 326) aktuBarujom komanae Machine @
—Assign machine from file selection@—»HAAS TM1 MILL— Open —OK yuurasa
CE MalllNHa,

3. AxtuBuparu komanay Design part for simulation @—mymm KJIMK Ha monea Gotov
komad,

4. AxrtuBupatu komanay Stock D—>}1yn.1m KJIMK Ha MojeJa Pripremak;

5. AxruBuparn komanny Reference machining axis system @—»ceﬂeKTOBaTH
KOOPAMHATHM TIO0YeTAK— CeJIeKTOBATH LEHTPAJHM OTBOP MpPHUIPeMKa ca [0He
crpane— OK;

6. AxtuBuparu komanay Safety Plane =7 cenekToBATH ropwmhy NOBPILIMHY NPUIIPEeMKa

(Cn. 33a)— necHu kamk Ha Kpeupany paBan— Offset— 100mm (Ci. 336)— OK.
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Crpaxuma Jlammh 3aspwinu pao

Part Operation ? X

Name: Part Operation. 1
Comments:

Mo Description

% No machine selected
fj\ij [ Defauit reference machining axis for Part Operation. 1

{83 | SKtap pripremba i predmeta obrade

Geometry | Position | Simulation | Option | Collisions checking |

@I /Sklop pripremka i predmeta obrade/Gotov komad/Gotov komad/PartBody

/Sklop pripremka i predmeta obrade/Pripremak/Pripremak/PartBody

No fixture selected (for simulation only)

- -nf.E; Part Operation. 1

No traverse box plane selected

No transition plane selected

E Manufacturing Prograrm. 1

|
|
|
1 safety plane selected |
|
|
|

Mo rotary plane selected

|| We =0 |0

dachining Frocess List. 1

'l_!,i:'j ProductList

@Regourceﬂizt @ 0k | & Concel|

a) 0)

Cauka 32.: Ilodewasare mawune, npunpemka, npeomema oopaoe, KOOPOUHAMHO2 NOYEMKA

Center graph

Reframe on
(&) Hide/show .
' properis et Edit Pararmeter ? >

Qther Selection...

- I

Remove

Analze.. Thickn Essl 100mm E

@ oK | @ Cancel

a) 0)

Camka 33.: [looewasare cueypHocre pasHu

Kopaxk 3.: IIpBa onepanmja riogama

1. Axrtusupatu Pocketing (manera amata Machining operations)— y cra6Jay
cejekToBaTn Manufacturing program,

2. 'Y okBupy npo3opa Pocketing—Strategy Short Help S (Cn. 34a) nonecutu:
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Crpaxumpa Jlammuh

3aspunu pao

—Machining:
Direction of cut: Climb;

Machining tolerance: 0.01mm;

—Radial (Cx. 340):
Mode: Tool diameter ratio;

Percentage of tool diameter: 50;

—Axial (Cn. 34B):
Mode: Maximum depth of cut;

Maximum depth of cut: 0,5mm;

Pocketing. 1

? x
Mame: | Pocketing.l |
Comment: | No Description |

N | A | BeB | B | 26C |

Move the cursor over a sensitive area. ‘

Tool path style:

Outward spiral morphing

Machining | Radial | Asial | Finishing | HSM |
Direction of cut: T 2

0.01Tmm

J(
~

Machining tolerance:

Fixture accuracy:

0.1mm

[ Limit machining area with fixture

Compensation 1 .
Percentage of machining feedrate:

L]

Preview | & Cancel |

Pocketing.1

Mame: | Pocketing.1 |

Comment: | No Description |

fm | A& | Beh | A | ARC |

Move the cursor over a sensitive area.

Tool path style: Outward spiral morphing
Machining | Radial |Axia| | Finishing | HSM |
Mode:

Tool diameter ratio

Distance between paths:

4mm 2
Percentage of tool diameter: E =
COverhang: 50 . 2

- =
[ Avoid scallops on all levels
[H]
Conte i tio: [
O onteuring ratio ’—.M ==
Pocket Navigation
[ Always stay on bottom
] i
@ oK | Preview | & Cancel |

0)

Cauka 34.: Strategy Short Help
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Crpaxuma Jlammh 3aspwinu pao

Pocketing.1 7 x

Mame: | Pocketing.l |

Comment: | Mo Description |

M | A | Bel | B | AR |

Move the curser over a sensitive area. |

Tool path style: Outward spiral morphing ~

Machining | Radiol | Axial | Finishing | HSM |

Mode: 1 imum depth of cut | %
Maximum depth of cut  [3ymm 2
Number of levels: I—E‘ 2
Automatic draft angle: IOdeg E 2z
Ereakthrough: Omm ?
e | For | efy
@ oK Preview I & Cancel I
-

B)
Cauka 34.:Strategy Short Help

Sag:

3. Y okBHpYy KapTue cenekroBatu (Ci. 35):
Top Plane— ropmwa noBpmmHa npeaMera oopajne;
Bottom— npBu ciaenehu HUBO 10 Kora ce BpIIM IJIOAA:€;

Guiding element— kKoHTypa noBpumINHE IJI0AaKkHA;

Bottom— Hard— Closed Pocket.

|
9 o0k Preview | @ Cancel

Camka 34.: [looewasare nogpuiuna 2nooarsa
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Crpaxumpa Jlammuh 3aspunu pao

]

4. 'V OKBHpY KapTulle M aktuBupat End Mill

— NMOACCUTH NMPEYHHUK TJjaoJaja
D=8mm (Cu. 35);

Pocketing.1 ? d
Mame: Pocketing.1
Comment: | Mo Description
BE | A6: | AeB | B | AFC |
1% 1 |
=1 PISE-
Name [ T1 End Mill D8 | |@
Comment :
Tool number: 1
[E]
jc:umm_/:_.._nismm_
More:-:-l
[ Display tool at: @ @] _I
i e .|
@ 0K | Preview | @ Cancel |

Camuka 35.:/looewasare anama
5. YV okBupY KapTHIlE l"& nogecutu (Ci. 36):

Approach: 1000 mm_mn;
Machining: 300 mm_mn;
Retract: 1000 mm_mn;
Machining: 3000 turn_mn.
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Crpaxuma Jlammh

3aspwinu pao

Pocketing.1

Mame: Pocketing.1

Comment: | Mo Description

AEE | Ade | Ael | A | 262 |

— Feedrate

[ Autornatic compute from tooling Feeds and Speeds

Approach: I 1000mm_mn E
Machining: Immm_mn E
Retract: I 1000mm_rmn E
Finishing: I{:l,‘lmm_mﬂ E

d Transition: | Machining

I S000mm_mn

Slowdown rate: I-Im

(EEI“(

Unit: Linear

— Feedrate reduction in corners

[[] Feedrate reduction in comers

Reduction rate : Ig:.
Minimum angle : |45|:|Eg
Maxirmum radius : I‘Imm
Distance before corner: I-|mm
Distance after corner: I-Imm

—Spindle Speed
[] Autornatic cormpute from tooling Feeds and Speeds
d Spindle output

Machining: I_.-"Dﬂtum_mn E

Unit:

Angular ~

Quality: Rough e ComEute I

@ 0K I Preview l ) Cancell

Cauka 36.: Ilooewasare Op3una

6. VY okBHpY KapTHIlE o nonecutu (Ci. 37):
Mode: Ramping;
Vertical safety distance: 50 mm — OK.
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3aspunu pao

Pocketing.1 ? *
Name: | Pocketing.1 |
Commen t: | No Description |

A | Aka | AeB | A | fRC |

Macro Management

Macro Name Mede

=l Approach Approach.l Ramping

& Retract Retract.1 Aodial

() Clesrance Clearance.1 To safety plane

Linking.1
Linking.1
Return in a Level.3

(¥ Linking Retract

() Linking Approach

1} Return in a Level Retract
() Return in a Level Approach
(¥ Return finish pass Retract

Returnin a Level.3
Return Finish Path.1

Build by user
Build by user
Build by user
Build by user

Build by user -

-]

Current Macre Toolbox
Definition ‘ Options |

Mode: g ing )

ramping angle

il ]

@ ok |

]

Preview | @ Cancel |

Camka 37.: Ilpunaz anama

Kopaxk 4: /Ipyra onepanuja riioaama

1. AxruBupatn Pocketing
ceaekroBaTu Pocketing.1;

2. Y oksupy npo3opa Pocketing—Strategy Short Help

—Machining:
Direction of cut: C
Machining toleran

—Radial (Cn. 380):

o . .
- (manera amata Machining operations)— y cra6Jay

limb;

ce: 0.01 mm;

Mode: Tool diameter ratio;

Percentage of tool

—Axial (Cn. 38B):

diameter: 50;

Mode: Maximum depth of cut;

Maximum depth of cut: 0,5 mm;

]|

(Cn. 38a) momecuTw:
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3aspunu pao

Pocketing.2 ? X

Name: | Pocketing.2 |

Comment: | No Description |

MEl | A | BB | B | BRC |

Move the cursor over a sensitive area. ‘

Tool path style: Concentric -

Machining ‘ Racial | Axial | Finishing | HSM |

Direction of cut: Climb o 2
Machining tolerance: [00imm  H ?

Fixture accuracy: 0.7mm

|

[ Limit machining area with fadure

Compensation : ] o

Percentage of machining fesdrate[75— 2]

5| L

@ 0K | _Preview | @ Cancel |
-

@ 0K | _Preview | @ Cancel |
-

a)

Pocketing.2 ? X

Neme:  |Pocketing.2 |

Comment: | No Description |

@ | b | 0 | ARC |

‘ Move the cursor over a sensitive area. ‘

Tool path style: Concentric e

Machining |~ Radial | Axal | Finishing | HSM |

Mode: Tool diameter ratio v| %
Distance between paths: ?
Percentage of tool diameter: 50

Overhang: 50 ?

[ Avoid scallops on all levels
O

Contouingratie:[ 10— 4]
ol ontouring ratie: [75 =

Pocket Navigation

[ Always stay on bottom

|| A

0)

Cauka 38.: Strategy Short Help

Pocketing.2

T >

Name: [ Pocketing.2

Comment: | No Description

A | Se | A | BEC |

| Move the cursor over a sensitive area.

Tool path style:

Machining | Radial | Asxial | Finishing | HSM |

Mode: | \1aimum depth of cut

Maximum depth of cut:

Number of levels:

Automstic draft anglet  [(deg

Breakthrough:

2mm

|

Omm

| 2

?

7

i
)

|

1]

| _Preview | & Cancel |

Cauka 38.: Strategy Short Help
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3. Y okBHpy KapTuIe = cesnekToBatu (ci. 39):

Top Plane— ropma noBpimmHa npeamera oopaje;

Bottom—npBu ciaenehu HUBO 10 Kora ce BpIIM IJI0AAM:€;

Guiding element—KoHTypa MOBpIIMHE IJIOAAKHA;
Bottom— Hard— Closed Pocket;

iption ]

Gffseton Top : omm

Bottom : Hard

Offset on Hard Boundary : omm
Offset on Contour : omm Closed Pocket
Offset on Botiom : Omm

Parameters |

Camka 39.: [looewasare nospuiuna 2nooarsa

4. Y OKBHpY KapTuIle Ssib 3aipkaTH  amar w3 nuperxogHe obpage (End Mill

—M0JeCUTH NpevyHuK riaogasa D=8mm) (Cx. 40);

Pocketing.2 ? >
Name: | Pocketing.2 |
Comment: | No Description |
£ | A |
S[E L[]
|Name [T1 End i D& [ = |
Comment :
Tool number:  [5
[ Esll-end tool
dh=15
7 oA
47 i
|
miomn;‘ _,_ « D=8mm
More>> |
[ Display tool at: @ Default position O User-defined position Lol
el ) iy
@ ok Preview | & Cancel |

Cauxka 40.: Ilooewasarve anama
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5. Y okBHpY KapTHILE &k noznecutu(Cun. 41):

Approach: 1000 mm_mn;

Machining: 300 mm_mn;
Retract: 1000 mm_mn;

Machining: 3000 turn_mn;

6. VY okBupy KapTuIle
Mode: Ramping;

Mame: [ Packeting 2 |
Comment: | No Description |

A | AdE | BB | A | 882 |

Feed

[] Automatic compute from tooling Feeds and Speeds

Approach: 1000mm_mn

Machining:  [500mm_mn
Retract: 1000mm_mn
Finishing 0.imm_mn =

[ Transition:  Machining

5000mm_mn

=
Slewdownrate: [1o5 2]

iz Linear

Feedrate reduction in corners

[ Feedrate reduction in corners
Reduction rate:

Minimum angle : A5deg

Maximum radius : T

i

Distance before comer : [Tm

Distance after corner:  [Tmm

1

Spindle Speed
[ Automatic compute from tooling Feeds and Speeds
= Spindle output
Machining: =

achining: [700turn_mn =

Unit: Angular ~

Quality:| Rough ~| _compute |
Bllw| 1]

@ ok | _preview | & cancel |

—

Cauxka 41.: Ilooewasarwe 6p3una

noaecutu (Cin. 42):

Vertical safety distance: 50 mm —OK;

Pocketing.2 ? x

Name: | Pocketing.2 |
Comment: | No Description |

M | 8@ | Beb | A | BRC |

Macro Management

Macro Mame Mode
o) approach Approach.1 Ramping

@ Retract Retract.1 Axial

® Clearance Clearance.l Distance

() Linking Retract Linking.1 Build by user

() Linking Approach Linking.1 Build by user

() Return in a Level Retract Returninaleveld  Build by user

O Returnin a Level Approach  Returninaleveld  Build by user

O) Return finish pass Retract  Return Finish Path.1  Build by user v

Al

Current Macro Toolbox
Definition | Options |

Mode:| porning o

50mm

-

i el -8
— @ _OK I Preview l - Can:ell

Cuamuka 42.: [lpunasz arama
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Kopak 5: Tpeha onepanmja riionama

1. Axrusuparu Profile Contouring @ (manera aimara Machining operations)—y craoay
cesekroBaTu Pocketing.2;

Irﬁ -

. . int

2. Y oksupy npo3opa Profile Contouring —Strategy Short Help - (Cn. 43a)
MOJICCUTH:

—Machining (Cin. 43a):

Direction of cut: Climb;
Machining tolerance: 0.01 mm;
Percentage overlap: 50;

—Stepover (Ci. 436):
Sequencing: Radial first;
Distance between paths: 4.5 mm;
Number of paths: 4;
Mode: Maximum depth of cut;

Maximum depth of cut: 0,5mm.

Profile Contouring.1 ? %

Name: | Profile Contouring.1 |
Comment: | No Description | Name: | Profile Contouring.1 |

- . = = = Comment: | No Description ]
& | Besb | B | B0 | g :

B | B | BesB | B | BRC e ‘g@ | Aab | Ade | 265 |

‘ Move the cursor over a sensitive area. e

‘ ‘anathe cursor over

Tool path style:

Zig zag g

Machining | Stepover | Finishing | HsM |
Direction of cut: Climb o 7
Machining tolerance: : ?

Circular ~ 7
[ Close tool path 2 [] Tool position ON guide
Percentage overlap: S0 2
Compensation output: [y
Compensation : 1 I~
Compensation application Mode: o400 point o2

wvlw L

@ oK Preview | & Cancel
1 1 1

Ciauka 43..

Tool path style

Machining | Stepover ‘ Finishing | HSM |
Sequending: . i st +| 2 [ Side Step First
Radisl Strategy (Dr)

Distance between paths:[ 3 5mm [5] 7 Numberofpaths [z [2] 2

Overhang for rework areas: 100

Asial Strategy (Da)

i Maximum depth of cut v 2

Maxdmum depth of cuti[G5mm [ 2] Numberof levels[s— [2]

Maximum ramping angle:

10deg
Automatic draft angle: [odes [ 2
Breakthrough: Oram ?
Smoothing tool path along Tool Axis (%)

=]

W~ *8|

6)
Strategy Short Help
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3. Y okBHpY KapTHIlE cenekroBatu (Ci. 44):

Top Plane — ropma noBpummHa npeamera odpasne;
Bottom — npBu cienehu HUBO 10 KOra ce BpIIM II0IaKb€;

Guiding element — koHTypa noBpIIMHE IJ101aba;

Bottom — Hard;

) T —

Comment: | Ne Description
N 0 [t | 8 | 6 |

1o getneenTwo lanes

W
9 o | _beie | 9 coca]

Cauka 44.:1looewasarse nospuiuna 2100ared

4. Y OKBHpY KapTHUIle Saib 3a7pkaTH anmar W3 nperxogane obpage (End MiIIIE
—TO0AeCHTH MPeYHUK rioaaia D=8mm) (Ci. 40);

Profile Contouring.1 7 x
Mame:  [Profile Contouring. |
Comment: | No Description |
M | A | Bedh | B | BEE |
15 [0 |
S|P §[L[§[0]F|3|0]
‘Nam: T2 End Mill D8 |;|ﬁ|
Comment :
Tool number: |3
[ Ball-enditoal
Mounting station:| TooL ~| |
|
db=15mm
[
|
FD%
|
i
g
| Omzm
|
More>> |
[ Display tool at: @ Default position O User-defined position ]
L] i +R|
_— @ ok | _Preview | & Cancel |

Cauka 45.: [looewasarwe arama
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S
5. Y okBupy kapruie noaecutu (Cin. 41):

Approach: 1000 mm_mn;
Machining: 300 mm_mn;
Retract: 1000 mm_mn;
Machining: 3000 turn_mn.

6. VY okBupy KapTuIle

Profile Contouring.1

Name: [ Profile Contouring.1 |

Comment: | No Description |

| 86 | Be N | 282 |

Feedrate
[ Automatic compute from tooling Feeds and Speeds

Approschi  [1000mm_mn [
Machining:  [Soomm mn 2
Retract: 1000mm_mn

Finishing:

S Transition: | Machining

Unit:

Linear ~

Feedrate reduction in comers

[] Feedrate reduction in comers

Reduction rate:
Minimum angle :
Maximum radius
Distance before comer : [Trm
Distance after comer: [T

Spindle Speed
[ Automatic compute from tooling Feeds and Speeds
= Spindile output

Machining: [Tootwm_mn 2]

tar Angular ~

~| Compute |

Quality: Rough

s

.|

@ oK Preview | & Cancel |
o

Cauka 46.: Ilooewasare b6p3una

oRE

nogecutu (Ci. 47):

Mode: Circular horizontal axial — OK.

Profile Contouring.1 ? x
Name: [ Profile Contouring.1 ]
Comment: | No Description ]
| 86a | 88 | 25 | B0C |
Macro Management
Macro Name Mode ~
W Approach Approach.l Circular horizo...
B Retract Retract.1 Build by user
O Clearance Clearance.1 To safety plane
) Linking Retract Linking.1 Build by user
O}l Linking Approach Linking.1 Build by user
) Return in a Level Retract Returninalevel3  Build by user
) Returnin = Level Approach  Returninalevel3  Build by user
) Return finish pass Retract  Return Finish Path.1  Build by user

&\

Current Macro Toolbox
Definition ‘ Options

Mode:| circular horizontal axial

“team

il |

@ oK

x|

Preview | & Cancel |

Camuxka 47.: Ilpunaz anama
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Kopak 6: I'enepucame NC koaa

1. Jlecuu xnuk Ha Manufacturing Program — Manufacturing Program Object —

Generate NC Code Interactively (Cux. 48);

2. Y oxespky Output File npo3opa Generate NC Output Interactively uzabparu mecto

gyBamwa NC koga (Cx. 49a);

3. Axtuuparu —Excute— YHeru 6poj nporpama—Continue (Ci. 496).

Cauxka 48.: Ilokpemarve nposopa 3a cenepucarve NC kooa

facturing Proa
Center graph
Reframe On
Hide/Show
/" Properties Alt+Enter
Open Sub-Tree

CtrleX =
Definition...
CtrleC
Deactivate
CtrisV
Hide Children
Paste Special...
’q Start Video Simulation using NC Code
Delete Del

- ol Simulate Machine using NC Code
factunng Program. 1 object »
| Mantocuing program. bt » RN

’1 Start Video Simulation using Tool Path
ol Simulate Machine using Tool Path
Quick Check on Simulation

"N Nosac alata (Product 2
':'-*,,‘ Kiizaci (Product1.1.2.3,1)
€ =43 instalacija (instalacij <)

N Procuct Product [ R Toat hath

- Tool P
g TiEndMilD 8 fisees Toof Path

(@ Lock Children
Unlock Children
Lock Tool Path
Unlock Tool Path

Remoye Video Result
Display NC File

f@ Generate Tool Changes
Delete Generated Tool Changes

Generate NC Output Interactively ? x

In/Out | Tool metions Formatting | NC Code I

Input

E Input CATProcess :
D:\Radovit\HAAS TMT\HAAS TM1\Process-Strahinja.C

Selection

Manufacturing Program. 1

) Part Operations
@ Programs

Resulting NC Data

[ NC data type From machine (NC Code) -

One file... ) for all selected programs
@ by program
2 by machining operation
Qutput File :
1 Store at the same location as the CATProcess
|C:\Users\StrahlnJa\AppData\LU:al\DassauItSystEmEs\'l;‘l

S Replace like-named file

CATProcess after NC data generation
ﬁ [ Save input CATProcess :

| |

[ Replace like-narmed CATProcess

[ Lock operations
[] Associate output MC file to the program
[ &ssaciate video result to the last b0 of the pragram

Execute I
Close I

IMSpost - Runtime Message

Please Enter Pragram Mo.:

Continue

6)

Cauka 49.: I'enepucarwe NC xooa
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5.0 Ilo3nuoHUpame NPUIIPEMKA U MOKPETamhe CUMYJIALNje

1.

Axruuparu Start— Machining Simulation—NC Machine Tool Simulation (Ci. 50);

MownTtuparu npunpemak kiukom Ha Workpiece Automatic Mount %’ —OK (Cun. 51);
Hecuu xknuk Ha Manufacturing Program— Manufacturing Program Object—Simulate
Machine Using Tool Path(Ci. 52a);

Axrusuparu Play y okBupy npo3opa Process Simulation (Cn.526).

n ENOVIAVSVPM File Edit View [nset  Tools Analyze  Window
Pt
. Mechanical Design
o Shape
Analysis & Simulation
AEC Plant
Machining

'Digital Mockup

Eguipment & Systems

Digital Process for Manufacturing

{ Machining Simulation =% NC Machine Tool Simulation

NC Machine Tool Builder

M Y Y Y Y v v v v -

Ergonomics Design & Analysis 4
Knowledgeware »
ENQVIA V5 VPM »

[ 1 Process-Strahinja.CATProcess

1 Process-Strahinja.CATProcess

2 tehnicki-gotov deo.CATDrawing

3 tehnicki-gotov deo.CATDrawing

4 Gotov komad.CATPart

517983_ LASER TRAKA 2017.06.22.dwg

Exit

Cnuka 50.: Paono okpyscerve NC Machine Tool Simulation

WorkPiece Auto Mount ? x

@ Sklop pripremka i predmeta obrade.1 |

=]
e M

Default reference machining axis for Part 0F|

@ OK l aCancell

%

Cauka 51.: Ilozuyuonuparse npunpemka

Al )" Properties Alt-Enter
y Eomsmn«

) cu CtrleX Definition...
Ctrl-C Deactivate
CtrisV Hide Children

Paste Special..
= §1 Start Video Simulation using NC Code

Delete Del |l Simulate Machine using NC Code

Manufacturing Program. 1 object » ,H Replay Tool Path

ola stola) &4 strt Video Simulation using Tool Path

s, Simulate Machine using Tool Path

Quick Check on Simulation

i drzag) Compute Tool Path

3 P

;M Product! (Product1.1) Remgve Tool Path

 Tienamiineg {B) Lock Children .
Unlock Children Process Simulation n
Lock Tool Path

Uslock Tool Path M4 11 M b [0 @@
a) 6)

Cnuka 52.: [lokpemare cumynayuje

31



Crpaxuma Jlammh 3aspwinu pao

Cnuka 53.: IIpuxa3z dena cumynayuje

Cnuka 54.. [lpuxas npunaza anama npee onepayuje e1o00ara
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Cnuka 55.: Ilpuxaz nymaree ynaza anama npee onepayuje 2100arbd

Cnuka 56.: [Ipuxaz nymaree anama npee onepayuje 2100ara
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Cnuxka 57.: IIpuxas uznasa anama npee onepayuje 2100ara

Cnuka 58.: IIpuxaz npunaza anama opyee onepayuje 2100arba
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Cnuka 59.: IIpukas uznaza anama opyee onepayuje 2100arba

Cnuka 60.: IIpuxas npunaza arama mpehe onepayuje 2nooarea
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Cnuka 61.: Ilpuxas nymare arama mpehe onepayuje 2nooarea

Cnuka 51.: Ilpukas uznaza arama mpehe onepayuje 2nooarsa
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6.0 Jluckycuja npoueca cumyJaanuje

Mammbae y o0pamu TroijgameM ce IpeMa KOHCTPYKTHBHOM peIlelkhy Jelie Ha: KOH3O0IHE,
0€3KOH30JIHE U TJIOIAIMIE CICHUjaTHe HaMeHe. Y 3aBHCHOCTH O] CHCTEMa YIpaBJbamba Pa3liuKyjy
ce: KOHBEHIIMOHAJIHE U MporpamMcke riojanuie. [Ipema nmosioxajy BpeTeHa IIIoJaluIe ce JIelie Ha:
BEPTHKAIIHE U XOPU30HTAIHE, a TIpeMa Opojy TJIaBHOT BPETCHA HA: jeJIHOBPETEHE W BHIICBPETCHE.
Kon BepTukamHuX riioganuiia mojiokaj paaHor BpeTeHa je BepTukanan. 06e30ehyjy oOpany paBHHX
MOBPIIMHA, TOBPIIMHA CIIELHjATHOT 00JIMKa, 3yrmyanuka u ci [11].

Y oBOM pajy U3BpILEHA je CUMYJIalldja TPOOCHe BepTukaine rioaanune. Kperame no X, Y u Z [9]
ocH AePUHHUCAHO je MPU3MATUYHHUM 3rJI000BHMa (T3B. JIMHEAPHUM Bohuilama) koju omoryhasajy
JUHEapHO ToMepame u3Mel)y nBa Tena y3 ONTHMaiHy KOMOHWHAIMjy HOCHUBOCTH, KPYTOCTU H
npeuusHoctu. [Ipema BpcTu moaupa pa3iuKyjy ce KIM3HE U KOoTpsbajHe Bohuie. Konx kimm3HMX
Bohuia ce yOpu3raBa TaHak (UM yJba Kako OM ce CMamUIO Tpeme. 3a OBaj TUN Bohuia je
KapaKTepUCTUYHO IITO 3aXTE€Bajy BUCOKY TayHOCT 0Opajae M kBaimTeT oOpahenux mospmuna. Ca
ApyTre cTpaHe, MPUHLIMUI pajia KOTPJhajHUX BOhWIA 3aCHUBA C€ HA IIMPKYJIUCAkY KOTPJhAJHUX Tella
(HIIp. KyrJuiie Wik Bajbunhu) y 3a To npensuhennm kanamuma [9,10].

Csa MEpCkha €€ BpIIC O T3B. HYJITC TAaUKE MAIIHUHEC. OBa Tauka je ,HG(I)I/IHI/ICB.HB. O CTpaHe
np0H3Boljaqa " IpeACTaBJba HCIIPOMCHIbUBY pe(bepeHTHy Ta4uKy OAHOCHO KOOpAWHATHH ITOYCTAK 34

CBC OCTAJIC KOOPAUWHATHE CUCTEMC. CTC3HOI an/I60pa, NpUIIpEMKA, HOCA4a ajlaTa U PE3HOT ajlaTa
[12].

IIpu u3pagu npeamera Moryhe je kopuctuTu Buile anara. Kako He Ou A0LUIO 10 TpellKe, MojaBe
JomMa anara, omrehemwa npeamera oOpaze, cMambemha TAYHOCTH 00pajie HEONMXOAHO je neduHucaTu
TauKy MO3UIIMOHUPaka ajlaTa Ha OCHOBY KOj€ C€ KaCHHU]€ BPIITU MEPEHE Ny KUHE anarta [4].

[Topen mo3unoHupama ajnaTta, Ha rope HOMEHYTe 0jaBe YTHIA] UMa U Taduka Oa3upama npeaMera
o0pajie, 0OJJHOCHO Je(uHKCake HYNTe Tauke Ipeamera oopane. OBo je jenHa o/l OMTHHUX Tadaka 3a
MaTeMaTHYKO OIMCHBaWkE KpeTama ajaTa y OAHOCY Ha mpenmer obOpaze. Ilpenmer obpaze je
HEOIXOJHO TMOCTAaBUTH Y aJE€KBaTaH CTe3HU Npubop. M300p M mpojekToBame CTE3HOr npubopa
NpeJCTaB/ba BakKaH €JIEMEHT OOpaJHOI CHCTEMa KOjU Ce IMocMaTpa Kao €JIeMEHT JWHAMHYKOT
CJIO’KEHOT' CHCTeMa CTe3HH NMpHOop — MammHa — npeamer oopage. Ctesnu npubop tpeba na Oyne
MIPOjEKTOBaH Ha Ha4yMH Ja 00e30eau MOoTpeOHY (YHKIIMOHAIHOCT, MOY3JaHOCT y paay, Jakohy
OTICITY>KHBamwa, 0e30€THOCT paja U HUCKY IieHy. [loBpimHe Ha npenMeTy obpaje 3a LEHTpUpambe,
6a3upame U rpaHuueme Tpeda 1a omoryhe ocTBapuBame ofpe)eHuX KoTa, ToJIepaHiMja U KBaIUTET
oOpahene moBpimHe y3 MmoryhHocT u3Bol)ema mnpoieca oopane. C 063upom Ha TO J1a je 3agaTak ouo
MpUKa3aTi CUMYJIALM]y BUPTYEIIHE MAIIMHE NP U3paau MIMHAPUYHOT JIeNa, CTe3ame U 0azupame
6u Tpebaso U3BPUIMTH y pu3Mu [ 14].

Jom jeman QakTop KOju WMa 3a IWJb Ja CIPEYH IMOjaBy KOJHM3Hje je CUTypHOCHa paBaH. OHa
omoryhaBa Opske KpeTame ajara BaH 30HE pe3ama M CTe3ama NpeaMmera o0paje MTO AUPEKTHO
yTH4ue Ha Op3uHy m3paje nenoBa. Jpyrum pednma, anar ce no 0e3d0emnHocHe paBHu kpehe Behom
Op3MHOM a HaKOH TOora Op3MHOM MPOTPaMCKH Ae(hUHUCAHOM KOja je Mama o1 Makcumaiue [9, 12].

ITpema cmepy mMehycoOHOT KpeTama ajnata U nmpeaMeTa o0pajie pa3IuKyjy ce JBa MOCTyIKa o0paje
IJI0JIabeM: MCTOCMEPHO TJI0Jamke M CYMPOTHOCMEpHO Tioname. Koa obOpane cynpoTHOMCMEpHUM
TJI0JIaFEéM CMEPOBH TIIABHOT M TOMONHOT KpeTama ce He TOKJIAIajy, 0K KO HICTOCMEPHOT TO HHje
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cinydaj. Ko cympoTHOCMEpHOT Tiojama 1e0/buHa CTPYTOTHHE Ce MEHa O] HyJe 0 MaKCUMAaJIHE
BpeaHocTH [13]. OCHOBHHM T€OMETPHUjCKH MapaMeTpu oOpaje TIoJameM, opea nyOuHe pe3ama U
IIMPUHE TJO/amka Cy: yrao KOHTaKTa, yrao 3axBara, IIUPUHH W Ae0JbMHA PE3HOr cjoja —
CTPYrOTHHE, TPEHYTHA, CPE/Ifha U MaKCHMaJIHA.

Anatu y o0paau riiofameM — Tjojajia NpUIagajy TPYNHU BUIIECEYHUX ajlaTa UUIMHIAPHYHOT
o0JMKa ca pe3HUM eJeMEeHTHMa pacropeheHuM 1o oOMMy WM YeoHOj moBpiIMHU. [Ipema
KOHCTPYKLHMJU TJIoAalla MOTy OWTHU: jenHOjAenHa, BUIluenenHa. [Ipema HaumHy mocTaB/bama Ha
MalIMHy: ca KOHUYHOM WM LUJIMHAPUYHOM JAPIIKOM M ca OTBOPOM — HacajJHa Iriojaia, a mpema
BPCTH U OOJIMKY: BaJbKacTa, UeOHa, KOTypacTa, BpeTaHacTa, TecTepacTa, npoduina, BpeTeHacra 3a
T — xspeboBe, konnuna utx [13, 15].

bp3una pesama y oOpaau riiogameM MpeacTaBiba OOMMHY Op3WHY TIIOAama, U300p MpenopydeHe
Op3uHE pe3ama ce BpIIY Y (pYHKIHjH BPCTEe MaTepHjaia mpeaMera o0pajie U ajaTta, BPCTe IiIoama
U CIIMYHO, a Hajyemihe y 3aBUCHOCTH Kopaka 1o 3yOy, Ha 0a3u mojaraka JaTHX y JHUTEpaTypu U
MIPOCTIEKTHO] TOKYMEHTalWju mpor3Bohaya amara [13, 15].
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7.0 3ak/byuak

BuprtyenHa cTBapHOCT mOCTajia je BeoMa Ba)kaH M KOPUCTaH allaT y HAYIM M HHXKCHEPCTBY.
Cumynanyje oOyxBaTajy HIMPOK CIIEKTap HWHIAYCTPUJCKUX OOJIACTH Off JU3ajHa MPOHM3BOAA JIO
aHanu3e, u3panae nporotuna uta. OCHOBHH IIMJBEBU OCTBAPCHHU Y OBOM pajly MOTY C€ CBECTH Ha
pa3Boj konrenta CNC ympaBspamba OTBOpPEHE apXUTEKType, 3a MalIMHE ajarke crenuduysne
KOH(HTrypalmje ca WHTETPUCAHOM BHUPTYEIHOM MalIMHOM. Pa3Boj BHPTYEIHHX OKpYXKema 3a
nporpamMupame W CUMYJAIHjy paja MalluHa ajlaTKu Cy 3HadajHu 3a morpede Bepudukaimje
nporpama. Jlpyru acmekT mpuMeHe je oO0yka M eIyKalHja 3a IpOorpaMHpame IITO je MOCeOHO
3Ha4ajHO 3a oOpa3oBHe ycTaHoBe. Ha Taj HaumH m 0e3 mocrojama (U3MYKHUX pecypca HOBHX
MalMHa, Moryhe je ocTBapuTH OOYyKY 3a EHUXOBO MNpOTpaMHpame, MPHUMEHOM OAroBapajyhux
BUPTYCITHUX MallluHa.
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