Interactive Manual Data Input Function

ONE-TOUCH IGF

OSP5020L CNC SYSTEM

OPERATION GUIDE (3rd Edition)



3477-E P-(i)
TABLE OF CONTENTS

TABLE OF CONTENTS
PAGE

SECTION 1 ONE-TOUCH IGF OPERATION . .. .. e e 1
1. Machining Method Definition ... ... ... .. . 1
2. Three Operation Procedures ... ...... ... 3
3. Changing the Automatic Determination Rule .. ....... ... ... ... ... ....... 5
4, Tool Data and Prior Tool Designation .. ... ... i 8
5. Material Data . ... ..o e e e e e e 10
6. Process Determination Conditions and Parameter Setting . .................. 11
7.  Machining Shape and Blank Material Shape in the Machining Process . .......... 13
SECTION 2  ONE-TOUCH IGF OPERATION EXAMPLES ... .. ... .. oo 14
1. Example 1 (fwo-touch course) . ........ ... 16
2. Example 2 (two-touCh COUrse) .. ... .. it i 22
3. Example 3 (two-touch course) ...... ... ... i 28
4. Example 4 (two-toUCh COUISE) . . .. 35
5. Example 5 (two-touCh COUrse) . ... .ot 43
6. Example 6 (two-touch course) .. ....... ... 52
7. Example 7 (two-tOUCh COUISE) .. ov vt 59
Example 8 (tWo-toUCh COUISE) . ..ottt e e 68

9. Example 8 (IGF course) T8
10. Example 10 (two-touch course: two-saddle specification) . ................... 85
11. Example 11 (two-touch course: two-saddle specification) . ................... g2
12. Supplement (Part Program Output Example) . ..o 105

OKUMA MACHINERY WORKS LTD.



3477-E P-(ii)
TABLE OF CONTENTS

PAGE
SECTION 3 HOW TO USE PROCESS DETERMINATION CONDITIONS ............... 110
1. Prior Tool Designation . ... i e e 113
(1) When Tools with Different Tool Angle and Edge Angle are Registered ... .. 115
116
{(3) When Tools with Different Tool Width are Registered ... .............. 117
118

OKUMA MACHINERY WORKS LTD.



3477-E P-(iii)
TABLE OF CONTENTS

N

PAGE
FACE/LONG DECIDING DA 119
(1) 120
(2) 122
(3) 123
(4) Process Division in the Roughing Cycle (FACE — FACE + LONG) ....... 125
(6)  Process Integration in the Roughing Cycle (FACE + LONG — LONG) ... .. 126
(6)  Process Integration in the Roughing Cycle (FACE + LONG - FACE) ..... 127

OKUMA MACHINERY WORKS LTD.



3477-E P-(iv)
TABLE OF CONTENTS

PAGE
(7)  Changing From LONG to FACE in the FinishingCycle ... .............. 128
(8)  Changing From FACE to LONG in the Finishing Cycle ................. 130
(9) Process Division in the Finishing Cycle (FACE — FACE + LONG) ........ 131
& - — - — & - — - —
(10)  Process Integration in the Finishing Cycle (FACE + LONG — LONG) ..... 132
.—-—-—@ - —
(11)  Process Integration in the Roughing Cycle (FACE + LONG — FACE) ..... 133

&

(12)  To Carry Out Single-process Machining Either by a Longitudinal Machining Process
or by an End Face Machining Process .. .......... ... ... ... 134
- To always select a longitudinal machining process for the roughing process
- To always select an end face machining process for the roughing process
- To always select a longitudinal machining process for the finishing process
- To always select an end face machining process for the finishing process

OKUMA MACHINERY WORKS LTD.



3477-E P-(v)
TABLE OF CONTENTS

PAGE

inside Machining Data .. ... ... . . . . 140
)] Changing the Tool to be Used from an Endmill to a Boring Bar

for Through-hole Machining 141
(2) Changing the Tool to be Used from an Endmill to a Boring Bar

for Blind-hole Machining 142
(3) 143
(4 ID Machining Using Only a Dirill (other machining process is carried out

in addition to drilling for ID machining) 144
(5) R 145
(6) 146

OKUMA MACHINERY WORKS LTD.



3477-E P-(vi)
TABLE OF CONTENTS

PAGE

(7) To Machine the Workpiece Using either Only a Carbide Drill
orOnly a HSS drill ... o 147

(8) Changing the Céntering Tool

With centering
(9) Designating Whether or not Centering is Carried Out

HSS drill: with centering — HSS drill: without centering) 149
—y \\\ ~ s \\x
With centering Without centering
(10)  Designating Whether or not Centering is Carried Out
(carbide drill: without centering — HS8S drill: with centering) ............ 150
(11)  Designating Whether or Not Centering is Always Carried out ............ 151
(12)  Designating Whether or not Drilling is Omitted 152
—5
(13) 153

OKUMA MACHINERY WORKS LTD.



3477-E P-(vii)
TABLE OF CONTENTS

PAGE
(14} Mechanism to Determine that a Boring Bar can not be Used for Machining 154
{(15)  Mechanism to Determine the Drill Diameter . ... .. ... ... .. ... ...... 155
(16)  Mechanism to Determine the Type of Drill .. ... ... . . . .. 156
(17)  Mechanism to Determine Whether or not Centering is Executed . ... ... ... 157
(18)  Mechanismto Omit Drilling . .. ... .. 158
4. Shape/Tool Position Data . .. ... 159
(1 Variation of Automatic Process Determination Output According to the Setiing
at ROUGH SHAPE OQUTPUT(0 = OFFSET, 1=S8HIFT)
(machining shape in the roughing process) ....... ... ... ... . . .. .. 161
(2) Variation of Automatic Process Determination Qutput According to the Setting
at ROUGH SHAPE QUTPUT(0 = OFFSET, 1 =SHIFT)
(surface roughness) . . .. .t e 163
(3) Variation of Automatic Process Determination Output According to the Setting
at ROUGH SHAPE QUTPUT(0=0FFSET, 1=8HIFT) ................ 165
SECTION 4 QUESTIONS AND ANSWERS TO THE ONE-TOUCHIGF .. .............. 166
Q1 : What must be checked before beginning with actual machining? ............. 166
Q2 : The “chucking impossible” error occurs
when autornatic process determination is attempted. ... ... ... L 169
Q3 : The “remained uncut area” error occurs
when automatic process determination is attempted. .. ........ ... ... ... .. 171
Q4 : Is it possible to cut the descending portion
without using a tool for reverse-direction cutting? . ................. ...... 174
Q5 : The tool registered as tool data cannotbe selected. . ... ... .. ... .. . L 179
Q6 : Is it possible to recess the workpiece in the OD turning process
(ROUGH OD<—. FIN. OD<, etC.)? ... .. e 182
Q7 : lIs it possible to carry out drilling after the ROUGH O.FACE | process?
(changing the machining sequence by changing
the machining sequence parameter) . ...... .. ... . 184
Q8 : Points to be taken care of in the finishing process
when the final shape hasavery small step. . ....... .. ... ... ... ... . ..., 186
Q9 : How can cutoff be executed? . ... . .. ... 187
Q10: Is there any problem when grooving the slepped shape? . ................. 192

OKUMA MACHINERY WORKS LTD.



3477-E P-(viii)
TABLE OF CONTENTS

PAGE

Q11: lIs it possible to cut the workpiece using a straighttool? . ... .. ... ... ... .. 195
Q12: Is it possible to cut the workpiece using a button tool? ... ................. 196
Q13: What is the “cutting position (CUT PT CP)"? .. ... .. e 198
Q14: What is the clearance set at the dimension parameter? .. ................. 199
Q15: lIs it possible not to retract the tool in the X-axis positive direction

during approaching and retracting motions

in the 1D longitudinal machining processes (ROUGH ID« and FIN. ID<)? ... ... 200
Q16: How to cut the single groove, wide groove, or V-groove. . ................. 203
Q17: How to judge the groove to be a single groove or a wide groove. .. .......... 204
Q18: How is the grooving tool width determined? . ... ... ... ... . ... . ... ... .. 205
Q19: Is it possible to use the same tool for both the rough grooving process

and the finish grooving process? .. ... .. .. . . e 2098
Q20: How is the thread cutting process created

in automatic process determination? ... ... .. .. .. o i 210
Q21: How is the ID thread shape defined? . ......... ... .. . .. .. .. ... . ... ... 214
Q22: How is the tap shape in turning defined? .. ... . ... . . ... ... . ... 215
Q23: How are automatic chamfers generated?

How is the surface roughness of automatic chamfers defined? .............. 217
Q24: How to create a new machining process in the process edit mode

by making use of the existing machining process . ......... .. .. ... ... ... 218
Q25: ls it possible to change the cutting direction withease? ................... 220

OKUMA MACHINERY WORKS LTD,



