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3 GIBBSCAM Mill Stock Size Information
4 Name: Gibbs User Name
5 Date: 10/10/22 10:04 AM
6
[l PartFile: 2.5D solids Tutorial.vnc Material: STAINLESS STEEL
8 | PostFile: Mach Type: 3 Axis Vertical Mill
9 ToolChg X: 0 ToolChg Y:

10 | Comment:

Units: Metric

Width ¥: 100

Height 7: 50

2 Stock Body / Geometry Finished Op Sim Rendering

Mill Stock | EGERIGTa ) [
READY  CALCULATE AVERAGE: -8.3333 COUNT: 6  SUM: -50.0000 ﬁ
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Date: 10/10/22 12:00 AM
Total Tools Used: 3 Units: Metric

1
2
® . ;
; . GIBBSCAM Mill Tool Summary e amerome
[
G

No. Flutes

Forward Flute Lgth. 11.5  Draft Angle

50
Tool ID:

Diameter Spindle

8 Tools Number

Tool Material: HSS Comments:

Face Mill

Shank Dia.

50 22

Tip Angle

C. Radius

13 Tools Number 2 Diameter 16 DOFF # 52 Spindle  Forward Flute Lgth. 32 Draft Angle No. Flutes 3
14 V

16 £ Tool Material: H55 TiN Coated Comments:

16 : 92 Tip Angle Shank Dia. 16

16 No. Flutes

Forward Flute Lgth. Draft Angle

10
Tool ID:
Tool Material: HSS TiN Coated
C. Radius

Diameter Spindle

Number

Comments:

66 Shank Dia. 10

Tip Angle

23 Tools Number Diameter DOFF # Spindle Flute Lgth. Draft Angle Mo. Flutes

Mill Tools Lathe Tools

4 3

READY CALCULATE
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2
3 R B MName: Gibbs User Name
4 GIBBSCAMa] Mill Operation Summary Part File:  2.5D solids Tutorial.vnc
5 Date: 10/10/22 9:59 AM
6 Total Run Time: 0:21:59 Units: Metric
7
8 start Condition CRC Off Workgroup 1 Coordinate 1 Coolant On End Condition
9 '/. Operation 1 Group # 2 Entry Feed 1478 Tool Dia. 50
10 Tool # 1 Cut Depth -5 Con.Feed 1478 Op.Type Rough
11 DOFF # 51 Step Depth 5 RPM 1164 Tool Type FaceMill
12 LOFF # 1 Surf. Stock TP Length 619.5000 Time 0:00:25
13 1 Poc. Stock 2 Isl. Stock 2 Utility Data Unused
14

16 Start Condition

Operation 2 Group # 4 Entry Feed 763 Tool Dia. 16

off

Workgroup

1

Coordinate

1

Coolant

On

End Condition

[ T I T
W0 oo o~

LOFF #

2

Surf. Stock

TP Length 466.3290

Time

0:00:37

Utility Data Unused

18 1 Tool # 2 Cut Depth -45 Con. Feed 763 Op.Type  Rough
19 DOFF # 52 Step Depth 6.666667 RPM 1668 Tool Type REM
20 LOFF # 2 surf. Stock TP Length #fsssuss  Time 0:03:32
21 y Utility Data Unused
22
24 Start Condition CRC Ooff Workgroup 1 Coordinate 1 Coolant On End Condition
25 Operation 3 Group & 4 Entry Feed 763 Tool Dia. 16
Tool # 2 Cut Depth -45 Con. Feed 763 Op.Type  Rough
DOFF # 52 Step Depth 6.666667 RPM 1668 Tool Type REM

32 Start Condition

CRC

1
Operation 4 Group # 6 Entry Feed 1183 Tool Dia

On

Workgroup

Coordinate

1

Coolant

On
5 10

End Condition

34 Tool # 3 Cut Depth -25 Con.Feed 1183 Op.Type Contour

35 DOFF & 53 Step Depth 0.689655 RPM 7762 Tool Type FEM

36 LOFF # 3 Surf. Stock TP Length S Time 0:07:29

v # Cuts 1 Poc. Stock 0 Isl. Stock Utility Data Unused

38

40 Start Condition CRC On Workgroup 1 Coordinate 1 Coolant On End Condition
41 Operation 5 Group 8 & Entry Feed 1183 Tool Dia. 10

42 Tool # 3 Cut Depth -25 Con.Feed 1183 Op.Type Contour |
43 DOFF # 53 S5tep Depth 0.689655 RPM 71762 Tool Type FEM

44 LOFF # 3 Surf. Stock TP Length #u#gis  Time 0:07:29

45 Poc. Stock Isl. Stock Utility Data Unused
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A B C D E F G H J K L
1 :--
2
3 @ . - Mame: Gibbs User Name
4 GIBBSCAM Mill Operation Summary Part File:  2.5D solids Tutorial.vnc
5 Date: 10/10/22 10:02 AM
G Total Run Time: 0:21:59 Units: Metric
7
g8 Start Condition CRC Off  Workgroup 1 Coordinate 1 Coolant On End Condition
9 'IJJ Operation g ; Entry Feed 1478 Tool Dia.
10 Tool # 1 Cut Depth -5 Con.Feed 1478 Op.Type Rough
11 DOFF # 51 Step Depth 5 RPM 1164 Tool Type FaceMill
12 LOFF & 1 Surf. Stock TP Length 619.5000 Time 0:00:25
13 Poc. Stock 7 Isl. Stock & Utility Data Unused
14
16 Start Condition CRC Ooff Workgroup 1 Coordinate 1 Coolant On End Condition
17 v
18 Tool # 2 Cut Depth -45 Con. Feed 763 Op.Type  Rough
19 DOFF # 52  Step Depth 6.666667 RPM 1668 ToolType REM
20 LOFF # 2 surf. Stock TP Length #i#EE  Time 0:03:32
21 Poc. Stock 2 Isl. Stock ; Utility Data Unused
22
24 Start Condition CRC Off  Workgroup 1 Coordinate 1 Coolant On End Condition
26 Operation : Entry Feed 763 Tool Dia.
26 Tool # 2 Cut Depth -45 Con. Feed 763 Op.Type  Rough
27 DOFF # 52  Step Depth 6.666667 RPM 1668 ToolType REM
28 LOFF # 2 surf. Stock TP Length 466.3290  Time 0:00:37
29 1 P Isl. Stock P Utility Data Unused
30
32 start Condition CRC On Workgroup 1 Coordinate 1 Coolant On End Condition
33
34 Tool # 3 Cut Depth -25 Con.Feed 1183 Op. Type Contour
35 DOFF # 53 Step Depth 0.689655 RPM 7762 Tool Type FEM
36 LOFF # 3 surf. Stock TP Length #EEE  Time 0:07:29
ar Poc. Stock 1] Isl. Stock Utility Data Unused
34
40 Start Condition CRC On Workgroup 1 Coordinate 1 Coolant On End Condition
41 Operation Entry Feed 1183 Tool Dia.
42 Tool # 3 Cut Depth -25 Con.Feed 1183 Op. Type Contour /
43 DOFF # 53  Step Depth 0.689655  RPM 7762 ToolType FEM
44 LOFF # 3 Surf. Stock TP Length #HiHHHHIHE Time 0:07:29
45 : Isl. Stock Utility Data Unused
AR

Mill Ops .:-!-:. [
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TWET,

12




T RN ARV R — &2 —Dff A
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1 o Mill/ Turn Operation Summary
2 GIBBSCAM Name: Gibbs User Hame Run Time: 0:21:59
3 Part Name: 2.5D solids Tutorial.vnc
4 Date: 10/10/22 Units: Metric
A Start Condition CRC o Workgroup 1 Step Depth 0.000 Coordinate o End Condition
b ',J Operation 1 Group No. 2 Entry Feed 1473.000 Coolant 0.000
7 Op Type Mill-Rough Cut Depth -5.000 ContFeed 1473.000 Tool Dia.
g Tool # 1 TPLength  619.500 Surf.Stock 0.000 Offser#
9 Tool Type Face Mill Litility Data Unused Pock. Stock 2 Run Time
10 CRCH 51 RPM 1164 sl Stock 2.000  No.Cuts
11 |comments: Start Time 0 End Time 0:00:25
13 Start Condition CRC o Workgroup 1 StepDepth  0.000 Coordinate End Condition
14 ‘ Operation 2 Group No. 4 Entry Feed 763.000 Coolant
158 Op Type Mill-Rough CutDepth  -45.000 ContFeed 763.000 Tool Dia.
16 TPlength  2696.470 Surf.Stock Offset #
17 Tool Type Utility Data Unused Pock. Stock Run Time
18 1668  Isl. Stock Mo. Cuts
19 |comments: StartTime  0.000291 EndTime 0:03:57
21 Start Condition CRC Workgroup 1 Step Depth 0.000 Coordinate End Condition
22 Operation 3 Group No. 4 EntryFeed  763.000 Coolant
23 Op Type Mill-Rough CutDepth  -45.000 ContFeed 763.000 Tool Dia.
24 Tool # 2 TP Length 466.329 Surf. Stock 0.000 Offset#
25 Tool Type REM UtilityData  Unused Pock. Stack 2 Run Time
26
27 |comments: StartTime  0.002745 EndTime 0:04:34
29 Start Condition CRC 1 Warkgroup 1 Step Depth 0.000 Coordinate 1] End Condition
30 Operation 4 Group No. B Entry Feed 1133.000 Coolant 0.000
kil Op Type Mill-Contour Cut Depth -25.000 Cont Feed 1133.000 Tool Dia. 5.000
32 TPLength  8861.035 Surf.Stock 0.000 Offser#
33 Tool Type FEM UtilityData  Unused Pock. Stack 1] Run Time 0:07:29
34 7762  lsl. Stock No. Cuts
35 |Comments: StartTime  0.00317 EndTime 0:12:03
37 Start Condition CRC 1 Warkgroup 1 Step Depth 0.000 Coordinate 1] End Condition
3a Operation 5 Group No. & EntryFeed  1183.000 Coolant 0.000
39 Op Type Mill-Contour Cut Depth -25.000 Cont Feed 1133.000 Tool Dia. 5.000
40 Tool # 3 TPLength  8860.979 Surf.Stock 0.000 Offser#
41 Tool Type Utility Data  Unused  Pock. Stock [i] Run Time 0:07:29
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