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1. Overview

WInNEST is a truly flexible, user-friendly plug and play plate nesting software
system which does not require a software engineer to spend weeks or months to
integrate the software into the Company’s production processes and systems.

The WIinNEST module can act as either a standalone Plate Nesting system, and also
links with WIinSTEEL and WIinSER modules to provide structural steel fabricators the
very best Production Management software for their TIPOB plate machine.

Direct importation of CAM files from WInSTEEL/WInSER or direct from CAD files
(DSTV, DXF) allows for nestings of parts with similar plate thickness and material
grade.

The system has three main functions. The first is plate nesting, where parts can
either be automatically or manually nested into suitable size plates. WinNEST has
three different types of automatic nesting techniques, the most suitable can be
chosen depending on the types of component to be nested. Automatic nestings can
be manually amended if required using a simple drag and drop interface.

The second main function of WIinNEST is the Pathfinder, which controls the cutting
sequence the machine will follow. This sequence is automated, but can be changed
as the user sees fit. Starting points are also controlled here and WIinNEST utilizes
many different configurable options. Bridging can also be controlled here, which
offers a way to use common line cutting on this machine.

WInNEST also acts as a post processor for the machine. Many parameters can be
set up and configured so you get the best out of the machine. Marking can be set
as required, maximum punching diameters set, and Standard half gap
measurements determined for individual plate thicknesses.

Once the program is completed, an FNC file is automatically created and sent to the
machine either through the company network or straight onto a flash disk. A
detailed workshop document can also be produced which includes all the
information required to find the correct file and produce the nested plate.

In summary, WIinNEST is a powerful tool, which will save hours of production time
compared to manually nesting at the machine.

This document is intended to act as a training aid for WinNEST users.

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE © Copyright 2009 Steel Projects
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2. Configuration
WInNEST will be set up by a Steel Projects engineer during the first installation.

However, you might need to change these settings after upgrading WinNEST or
buying a new machine to be integrated in your production system.

2.1 Options

The following Configuration / Options menu contains all the general settings of
WInNEST.

craon G

Cpkion..,

Shop Drawings

Importation

Stock Import
Machine
Language 4
Dickionnary 2

Fig. 2.1.1 - Configuration / Option Menu

Configuration

X

Directony l Option ]
Application
Beas |E:\WINNEST'\BASE\ Browse
File |E:\WINNEST\DATM Browse
todel |E:\WINNEST'\”.HF’T Brawse
Metwaork Mode Ok
WinMEST
smplatan AC;ESUT v [cracTCuT, Browse
Context |E:"-AET CUTA Browse
Ressaurces |D:'\AETEUT\F|SE'\ Browse
Information Feedback | Browse
Remontee client |

Fig. 2.1.2 - Directory Tab

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE © Copyright 2009 Steel Projects
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Section Label Default value Description
Application BASE C:\WIinNEST\BASE\ Information about
profiles, material grade,
etc.
DATA C:\WIinNEST\DATA\ All the parts, profiles,
etc.
Model C:\WInNEST\*.rpt Models for printings.
Network Node $$1 Key to identify each
workstation in network
configuration.
WiIinNEST Application C:\ActCut\ Directory, on the local
workstation, where

ActCut is installed.

Context C:\ActCut\ Directory where all the
data of ActCut are
located. May be shared
on a server.

Resources C:\ActCut\RSC\ Machine settings. May be
shared on a server.

Information Feedback In case of manual
production feedback,
location of the

REMONTE.DAT file.

Please refer to Steel
Projects.

Remontées client Custom production
feedback. Please refer to
Steel Projects

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE © Copyright 2009 Steel Projects
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Section

Material Grade

Divers

Counter

Information Feedback

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE
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Directary Option ]
b aterial Grade Divers
v Distinction [v Quantity control
0 STEEL
1  ACIER_1304
2 ™ Inch
3
4 Counter
5 Agctivation Counter
: [ i
g
9 Infarmation Feedback
10 [~ BarCode
11 Prefix |'|'|_—
::3 Beginning |15—
14 Profile IPL—
ok | sbot |
Fig. 2.1.3 - Option Tab

Label Default Value Description

Distinction Activated If activated, WIinNEST won't nest
parts with different grades in a
same plate.

List STEEL For FICEP machines, material
needed is: STEEL. For HPM
machines, all materials must be
input (Refer to Steel Projects)

Quantity control [ If activated, a green mark will be
added in front of each nesting when
all the parts are nested in plates.

Inch [ Switches to imperial mode.

Activation empty Password prompt to activate
counter change.

Counter current nesting number  current nesting number

Barcode [

Prefix TL

Beginning 16

Profile PL

© Copyright 2009 Steel Projects
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2.2 Machines
corironen [

Optian...
Shop Drawings

Impartation

Stock, Import
Language 3
Dictionnary 4

Fig. 2.2.1 - Configuration Machine

This menu allows us to configure the settings for each machine (FICEP or other)

Machine Parameters

b achine |T|PDB ﬂ

Farmat l Flate Diirectaory ] Dimensiong ]
Farmat td arking
Iw Contract for Pieces Reference Size W
v Drilling l? [ Automatic " Text1
b aximurn thickness for Punching ’W f* Tent2
[ Pop Marking [~ Decimal [ Preview using RIMBALID
[v Charnfer I Cutting
¥ Miling Step W [V Autarmatic
[v Powder Marking [ Force lF
W Marking Text Prefix
timirnurn Diameter for Flame Cutting W + [ Contract ’7
‘width Mini for Urloading oo . ki [PCE_MAM
b awimum = dimengion for unloading ’W + ’7

ok | Aot Dl |

Fig. 2.2.2 - General Format settings
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Section
Format

Marking

Field
Contract for pieces reference

Drilling

Automatic

Maximum thickness for punching

Pop Marking
Decimal
Chamfer

Cutting
Milling

Step
Powder marking

Marking Text

Min. diameter for flame cutting

Width mini for unloading

Maximum X dimension for
unloading

Size

Text 1/ Text 2

Preview using Rimbaud
Automatic
Force

Prefix
Contract
Marking

Default Value
[w

1717

40

100

Textl

-
ON
' /15

-
PCE_NAM

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE
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Description

Adds the contract name to the part
name

51 for Drill only

57 for Drill and Punch

Converts automatically the holes to Drill
or Punch regarding the diameter and
the thickness.

Indicates the maximum thickness to
allow Punching. Above this value, all
holes will be drilled.

If ON, WIinNEST will import chamfer
information from WIinSTEEL.

If ON, WIinNEST will import milling
information from WinSTEEL.

Distance between each milling step.

If ON, WIinNEST imports scribing lines
from WIinSTEEL

If ON, WIinNEST will generate marking
text for each part regarding the options
defined in the Marking section.

All the holes with a diameter greater
than this value will be cut with flame.

For Textl : size in mm
For Text2 : Percentage of the size.

Textl -> Marking instruction sent as a
path.

Text2 -> Marking instruction sent as a
tool code.

Adds a prefix to the mark
Adds the contract name to the marking
Uses the piece name as marking

© Copyright 2009 Steel Projects
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Machine Parameters E@gl

M achine |T|PDB j @
Format Plate l Directony ] Dimenzions ]
Gussets Symmetry
Length ’W E ; I % Symmet
wah e -
Cluartity ’mi
5 J- IV v Syrnmetry
Top Bottom Left Right
MagnGsp |1500 [1500  [15.00  [15.00 Ratation
Standard Half Gap W J i ¥ Fiotation 90°
Carmmun Cut Gap 0.00 ‘gﬂ. v L Fotation
B ands Width I— L’—
YWorking Zohe I—
ok | sbort | Deletion |
Fig. 2.2.3 - Plate settings
Section Label Default Value Description
Gussets Length 12000 Length of default plate
Width 2000 Width of default plate
Quantity 10 Quantity of available
plates for one nesting.
Margin gap 15-15-15-15 Value of the margin on
each edge of the plate.
Standard Half Gap 7.50 Half gap between 2 parts
in standard mode. Not
used anymore with
Actcut 3.3 and superior.
Common Cut Gap 0 Gap between 2 parts in
common cut mode. Not
used anymore with
Actcut 3.3 and superior.
Bands Width
Working Zone
Symmetry X Symmetry v Allows X symmetries
Y Symmetry v Allows Y symmetries
XY Symmetry v Allows X & Y symmetries
Rotation Rotation 90° v Allows 90° rotations
[w

Any rotation

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE
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I achine |TIPDB j @'
Farmat | Flate Directary l Dimensions |

Master |F|esu|\

Ini [ini

RN [Rresuls

Parts |Parts'\

Scrap |focuts\

Mesting |F|esu|\

RSC [TIPOEY

Expart |D:\Temp\ Browsze

Ok | Abort Deletion
Fig. 2.2.4 - Directory Configuration

Label Default Value Description
Master Resul\ Don't change
Ini Ini\ Don't change
RIN Resul\ Don't change
Parts Parts\ Don't change
Scrap Offcuts\ Don't change
Nesting Resul\ Don't change
RSC [YourMachine]\ Don't change
Export Folder where the program for the

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE
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Machine Parameters E”E| rg|
Machine |T|PDB ﬂ
Farmat ] Plate ] Directory Dimensions ]
Dimensions Dimensions
+ Mot ary
£ Top width
" Bottom Height
Ok | Abart Deletion
Fig. 2.2.5 - Dimensions Settings
Field Default Value Description
Dimensions Not Any
Width
Height

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE
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2.3 Stock Configuration

| Configuration |EJN
Opkion...
Shop Drawings

Impartation

Stock Inport
Machine
Language 4
Dictionnary 3

Fig. 2.3.1 - Stock Import

WInNEST can be interfaced with a stock control software. Here is the way to set it
up with WinSTOCK.

Stock Configuration

Marie |Stock j
=l

Tepe | Stock Interface - STEEL-CONTROLS

Abort Deletion Canfiguration |

Fig. 2.3.2 - Stock Configuration

In the Name field, write the name of your import (generally Stock). Then select
Stock Interface — STEEL CONTROLS, tick Automatic Import and click on
Configuration.

9 i
= Configuration — ﬁi

| STEEL CONTROLS Link
Importation Export
5 .
C opeC Options
Hame stock] Diirectary
ser IF |.-".-"srv2003.-"steel-proiec:ts.-"
Pazsword sc_user Prefix
nest
Tupe
' Stack Order . Reservation
Reserved ;
v r 7]
r Hyper File:
™ Modification des reservations I™ Creation ODBC Hyper File
[ Utilisation des sous-affaires Huper File Analpzis
Separatation = |
Data
Avwailable
[m— v [
| [ Distinction des lots
™ R&Z Automatique ¥ Test longueur mini
™ Depat
o | sbot |
Fig. 2.3.3 - Stock Configuration Window
Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE © Copyright 2009 Steel Projects
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Section
ODBC

Type

Reserved

Available

Options

HyperFile

General

Field

Name

User
Password
Stock / Order

Picture

Utilisation des réservations générales
Modification des réservations
Utilisation des sous-affaires

Picture

Directory

Prefix

Reservation
Creation ODBC HyperFile
HyperFile Analysis
Data

Using Equivalence
RAZ Automatique
Distinction des lots
Test Longueur mini
Depot

Page 15 of 92

Default Value Description

Stock
SC_user
SC_user
Stock

v

17171

.

U e

ODBC name

ODBC user name

ODBC password

If Order is marked, WinNEST will

consider ordered quantities instead
of real quantities.

If ON, WIinNEST imports plates with
correct thickness and grade,
reserved for the current contract
only.

Allows WIinNEST to import reserved
plates from sub contracts defines by
the sub contract separator.

If ON, WIinNEST imports all the
plates with the same thickness and
the same grade available.

Exchange directory with WinSTOCK
Prefix to the exported file

Reset before importing
Bundle distinction

Must be ticked if stock use bundle
management

Nb: Note that you must choose between available and reserved, you cannot have both ticked.

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE
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3. Basic Use of WIinNEST
3.1 Importing parts

In the main screen, click on the import button
process.

to start the importation

If many imports are set up, select the one you want to use. Note that if you
purchased WInSTEEL, you don't need to import DSTV or DXF files in WIinNEST,
those parts will be imported through WinSTEEL.

Import E|

daty
DF

Ok | Ahbort Option

Fig. 3.1.1 - Import Selection

After clicking OK, you will have to select the files you want to import in the
following window :

B Import CAM Files {2, 50, 3, 5)

Directory C: A IMMES THCAR Y CAbd ﬂ Browse

v Delete Imparted Files

Ayvailable [0] Selected [1]
File Date Time | File Date Time |
OM_0001 CAM  02/02/2008 15:11:33 66
3

Abort Options

Fig. 3.1.2 - Import File Selection

The files on the right hand side will be imported. If you have many files and don't
want to import some of them, just move them to the left hand side by double
clicking on them or by selecting them and clicking on the chevrons.
If Delete Imported Files is ticked (recommended), these files will be deleted after
being imported. Now, just click OK to launch the import process. If you have more
than one machine configured in WinNEST you will have to choose the one you want
to use for the nesting, except if you are using WIinSER (automatic choice of
machine).

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE © Copyright 2009 Steel Projects
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Machine r>__<|

M achine TIFOB -

Fig. 3.1.3 - Machine Selection

After importation process is finished, if a part is too small to be stamped, this
window will appear :

Marking

Imposzible to Add

151 N7.5 F461

Fig. 3.1.4 - Marking Error

The name of the part which can't be stamped is written, with its nesting number.

B WinNEST

File Mesting Utilties Configuration 2

- Mestin Material Grade Thickness
D| X|J | | @ O|Q|B| 151 : S275JR 10.00
Nesiig | Pan | Stock | Flate |
> Name | Material Grade | Thickness | Comment | Machine | workingZone | Standerd Hal ... | Commun Cut... | BandsWidth [ Master [ State | Materisl code | Date [
¥ 118 AJG 340 MUELLER TIPOB 12000.00 780 500 1 4 STEEL 09/09/2008
¥ 119 AR 478 MUELLER TIPOE 1200000 7E0 500 1 STEEL 09/09/2008
v 120 AR E.35 MLUELLER TIPOE 1200000 70 500 1 4 STEEL 09/09/2008
123 GEO 950 DOMINION HPM EO00.00 750 00 1 1 STEEL 26411/2008
v 133 ABT2E0 2000 TB TEBPOM 15240.00 500 5.00 500 1 3 STEEL 19412/2002
¥ 139 ASF250 2500 TB TBPOM 15240.00 500 5.00 500 1 3 STEEL 19412/2008
v 148 AJG 1000 502761235 TIPOB 12000.00 780 3.00 500 1 4 STEEL 26/01/2009
150 5235IR 16500 GMM TIPOE 1200000 750 1 1 STEEL 28/01/2009
I} 1 1 0
1 1
1 1
TIFOB 1 i

Fig. 3.1.5 - Overview after importation

WInNEST imported all the parts and sorted them by thickness and material grade.
We can see 4 new nestings in WinNEST : one for each thickness.
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3.2 Mixing parts from different nestings

WInNEST allows you to copy parts from a nesting to another. To do this, select the

destination nesting, go on the PART tab and press g

Part
MHesting Material Grade Thickness
’V 'l (SE?SJR ‘ ’71U.l]l]
y
I Quantity

[ |

5

18

2

3

3

24

N

i1

in

2

1

1

1

2

3

2 ]

Bwailable 74 IV Display Nl Qty Selected 74
¥ Thickness Distinction
[~ Decrement Qty DFR | Abort | Reset
Fig. 3.2.1 - Part Copy in WinNEST
Item Description
Nesting Nesting where the parts come from.
If nothing is selected, all parts fitting the thickness and grade requirements are
displayed

Material Grade Current material grade
Thickness Current Thickness
Quantity For each part, quantity to import.
Display Null Qty 1f ¥ | even the parts already nested are displayed (and available to import)
Thickness Distinction  1f ¥ | only parts with same thickness will be displayed (and available to import).
Decrement Qty if v , after import the quantity of the part will be decremented in its original nesting.
DPR Allows you to select a different DPR folder (refer to Steel Projects)
Available Available parts for importation
Selected Selected parts quantity.

When you click OK, all the selected parts will be copied to your current nesting.
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3.3 Stock selection

Page 19 of 92

We now need to tell WinNEST which plate format it can use to nest all the parts of
the nesting. We also need to setup the available quantity of each format we can

use for the nesting.

If WinSTOCK is installed, you can import the plates available. Go to the Stock tab

and click on @ to open the following window :

Thickness | Material Grade | Length | *idth | Huantity Bundle | Storage location | Scrap
[ [10.00 5275IR
i 10.00 5275IR 12000.00 2500.00 15
< | 3 < | >
Thickness Distinction [+
0k, All Abort M

Fig. 3.3.1 - Stock Import

You can either double click on a plate to import it or click A/ to import all plates

available.

You can also create a plate manually. Just click on

tab and fill the following window as shown:
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Stock
MHesting 151 Idt 3
Length 9000.00
"width 2500.00 @
(uantity 10
Comment |

Top B ottom Left Right
MarginGap (1500|1500 [1500  [15.00
-
Imp1 |
Imp2 |
Imp3 |

Fig. 3.3.2 - Manual Stock Input

After clicking OK, the PLATE tab should be like this :

*didth | Cornmert |

Length |

&5 g000.00 200000 995
& 12000.00 250000 893
£19000.00 2a00.00

Fig. 3.3.3 - Stock Status

Page 20 of 92

You can also select remnants from previous nestings by clicking @ and selecting

the offcut you want to reuse. This plate will appear with this icon

it's an offcut.
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3.4 Nesting the parts on a plate

Go to the NVESTING tab, be sure the nesting you want to work on is selected and

click on to launch the Nester.
3.4.1 Description of the nester

On the following screenshot, we can see five zones :

e accut Nester - 188,011 IR [E=TFE
; ) . ¥ -0~ 300 = = & &
EE& dzeifirocr DrerPlecac|EE ] RREC S CEal

= 14 ||+ o o
ol Coordinates 1 x
[ — X (mm) 0.00
¥ (mm) 0.00
dx (rmm) 0.00
d¥ (mm) 0.00
distance (mm) 0.00
angle (%) 0.00

m

/| Parameters 1 x
‘ ‘

4 M +
g 1 x

Name hultiphcr ength (mm Width (mm remnant to M... otal remnant ... | Farts quantr orma H
EM188.01 1 086,17 1,559.99 67.59 67.59 6 1 | ﬂ
Ef188.102 1 1,957.64 1,560.00 41.61 41.61 11 1 3

f1188.103 1 53671 874.50 67.78 90.74 1 1 ad
[p-c[r Pl VA N

Mested parts quantity : 18 / 18, Format: 3 /5, Useful length : 3540.64 STEEL - 22.00 mm

Fig. 3.4.1 - Nester Overview

Zone Description

1 Toolbar. The layout may be different on your workstation but all the items can be
reached through the menu.

2 Main working zone

3 Multi items zone. See below for more info.

4 Coordinates box.

5 Properties box. Will be used for data input.
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The Multi Items zone contains various useful information's :

ﬂ Marne Remaining quan. .. | Locked | Facultative | Group | Reservation | Length {rmm) | Width {rm}) | Surface (m?) | File:
[Cososs 100 2 o o o u] 210,00 150,00 0.03 ‘Partsi156-1.dpr
Cosoes 115 =1 o o o o 150.00 100,00 0.0z \Partst156-2.dpr
03069 119 10 u] u] u] u] 100,00 47.00 0.00 ‘Parts)156-3.dpr
/=a0a069 121 2 u] u] u] u] 250,00 60,00 0.01 ‘Partst156-4.dpr
|:| 08069 124 3 u] u] u] u] 142,00 200,00 0.03 ‘Parts!156-5.dpr
|:|08069 127 3 u] u] u] u] 160,00 200,00 0.03 ‘Parts)156-6.dpr
Em03069 13 24 u] u] u] u] 150,00 72,00 0.01 ‘Parts)156-7.dpr
EE.Parl I%Format Ehnodule ﬁNesﬁng I
Fig. 3.4.2 - Part List Tab
This tab contains all the parts to be nested. The layout of the part is shown as well
as the remaining quantity to be nested. The column Locked indicates if a part is
locked : if locked, a part can't be nested. To lock / unlock a part, press [Ctri]+[L]
and click on the part. Do the same in order to unlock it.
il Marne Rank. | Remaining quan. .. | Tvpe | Length {mm) | Width (rm} | Surface (m?) | File
=11 1 2 ] &,000,00 2,000,00 12.00
=z z 15 u] 12,000.00 2,500.00 30,00
=1 3 10 u] 9,000.00 2,500.00 22.50
m% Format Iﬁ flodule E Mesting J
Fig. 3.4.3 - Format Tab
This tab groups all the plates available for this nesting. These are the ones we
imported / created in WinNEST. When a plate is exhausted, a green cross is made
over its icon.
ﬂ Mame | Mulkiplicity | Length {rmm) | Sidkh {rnrn) | Offcut ko Mesting Frant () | Tokal affcut (%) | Parts quankity | Format
51,001 1 4,638.00 1,970.00 19.47 37.32 193 1
M rat | B Fomat | B wodule | (2 Mesting
Fig. 3.4.4 - Nesting Tab
This tab shows us the nested plates with their offcuts. The Multiplicity is the
number of times the program must be ran on the machine in order to cut all the
parts needed. The Offcut to Nesting Front is the percentage of scrap between the
left hand edge of the plate and the nesting front. The Format indicates which plate
has been used.
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3.4.2 Creating Zones for FICEP machines (TIPO A / B)

Due to the specifications of FICEP Tipo machines, you have to divide your plate into
one or more Working Zones. The size of each working area depends on many
criteria's such as the unloading area, plates thickness, etc.

Note that for other machines (HPM, ESAB, BURNY, etc.), you don't need to create
such zones.

Go to the menu called Manual Zones, in Working Areas | Zones FICEP.

Working areas | Macros  Window 7

p
- LLF
Move clarnps "15- 1

Enable/disable clamps

Delete clamps

Mowe working area
Add working area

Previous working area  Page up

Delete all working areas

Fones FICEP 3

: E Manual zones

T

Automatic zones

Fig. 3.4.5 - Manual Zones menu

Fill the properties box as shown :

==

Property Walue
l3ap between zon. .. i 20,00
Eone width {mm}) 2000,00

Apply

Fig. 3.4.6 - Zones Properties

The Gap Between Zones field must be at least 2 times the standard half gap. For
example, if the starndard half gap is 10mm, we advise a 25mm gap between the 2
Zones.

The Zone Width field represents our zone's width and can be adapted to your needs
and the machine restrictions. Click on the Apply button and see the result.
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| |

£

o 1|
Fig. 3.4.7 - One FICEP Zone

We can see the first zone (empty for the moment) on the plate (format n°1, as

shown in the tab). The green rectangles represent the clamp areas in which no
processing is possible.

3.4.3 Filling the zones with parts — Automatic nesting

Now you have to nest the parts in the zones.

Use these icones to do it
Click on this icon to run automatic nesting. The program will nest the parts on

the active zone of the current plate.

Click on to run automatic nesting on all formats.

Click on to set a time limitation for calculation.
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— i
A
— A |C
)
)
J =
J |
A L
)
W
i
)
—
£ > -
o 1|
Fig. 3.4.8 - Plate with 1 zone full
This is how the plate should look like after nesting the first Zone.
Now, create as many zones as needed and nest the parts inside them. Note that for
the last zone, you can enter a Width value greater than the remaining room so the
last zone will automatically fit it.
— [E=E T
s [
L JL “ I Llﬁ L Il y JI:I|:|| | j4|_ ‘l:| —
) [ | A | | | [ )
—l = = s/l
S | g |
( )
L 1 ] -
j— | ] 1 —
""""""""" ] [ ] = \ Q| |§
_______________ ) [ ] | | L
) I | = =
] i ] I —
1 il ] ] ' [
) i ] ) .=
£ > -
o 1|
Fig. 3.4.9 - Plate Full
When the first plate is full and parts are still available to be nested, you need to use
a new plate. To do so, click on the Formattab, in the bottom side of the screen and
double click on the plate you want to use.
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Fig. 3.4.8 - New Plate

You can see the first plate in background (Tab 1) and the new empty plate is ready
to receive parts.

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE © Copyright 2009 Steel Projects
Tel: +33 (0) 474 311 730 Fax : +33 (0) 474 780 410 Mail : support@steel-projects.com



WiInNEST - V.5.xx ActCut v.3.5 Page 27 of 92

User Manual

3.4.4 Filling the zones with parts — Manual Nesting

It's possible to nest manually each part. To do so, select the Hand tool ([Ctrl]+[X]),
click once on a part to grab it, place the part on the plate and click again to release
the part.

Nester helps you to know if a part is correctly placed regarding the gap left around
this part. If you can move the part closer than its actual position, the contour line of
the part is thin. If the part is placed correctly, the contour line turns thick and its
color is red, you can release the part.

Fig. 3.4.9 - Manual Positioning
While holding a part, you can either rotate or flip it or both.

Here is a list of shortcuts you can use to do so :

Key Description

9
5

< X O 4=

Rotation 90°

Rotation 5°

Invert rotation direction
Rotation 1°

Rotation 30°

Rotation 45°

X Symmetry

Y Symmetry

After nesting a part, you can copy it by pressing [Ctrl]+[C]. Then click once on the
part to create a copy of this part which you can release by clicking again.

3.4.5 Common Cut

On various machines, parts can be cut in Common Cut Mode. Common cut means
one single cut between two parts instead of two cuts : no skeleton is left between
parts.

If you want to nest two parts in common cut, place the first part manually and then

AL
click on to activate the common cut mode and place the second part as
seen before.
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Fig. 3.4.10 - Common Cut

In case of common cut, when the part is correctly placed, the contour line turns
thick and its color is green.

ATTENTION : Common cutting is not recommended for plasma cutting due to the
asymmetrical edges it generates. However, oxy cutting is well adapted for common
cutting.
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3.4.6 Multi Torch

Some machines can perform multi torch cutting. To enable this feature in the
Nester, go to Technology/Flames settings.

Property Value
5] Current nurmber® 2
Current gap {mm) 367.00
Autarnatic correckion | W

Apply

Fig. 3.4.11 - Flame Settings

Current number is the number of torches you want to use at the same time. Put the
value you want and click on Apply. You'll then have new parameters:

Current Gap (mm) corresponds to the distance between each torch. Act Cut will
calculate it with the values of the selected part in the list. This value can be set up
manually. Then, you can nest the parts manually or automatically.

3.4.7 Generating the Front Cut

After having nested all the parts in a plate, if there is remaining room, you can
generate a front cut([ctrl]+[r]). It means that the machine will cut the plate in
order to have a straight cut and so be able to reuse the remnant in WinNEST for
another nesting.

Select the tool named Enable / Disable Clamps in the Working Areas menu and click
on the square green area on the right hand side of the plate. The plate should then

look like this :
= =y
— L |, =y
meRSsSaatet :
11 = ams=aanzzazSis
- I -EEZEE
- mEnS u
T [, = u
W_j— Bl a=m=g ]
1T} [T e
Fig. 3.4.12 - Front Line
If nothing happens when you deactivate the clamp, press [Ctrl]+[T].
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3.4.7.1 Front cut with steps

Some machines allow you to generate the front cut with step, Gemini machine for
example.

Fig 3.4.13- front cut with steps

The dimension of the steps is done in the ressources editor . In expert mode, select
your machine and the section *final cut’, here you can select the dimension of the
steps :little, standard, big or deactivate this option by selecting ‘no steps'.

3.4.7.2 Move the cutting line
You can redraw the final cut using the function ‘move cutting line’ from the menu

technology. To do so click on the line you want to move and place it where you
want.

3.4.7.3 Extend cutting line

If the cutting line is done with steps, you can extends lines in order to get more
rectangular remnants.

To do so use the function ‘extend cutting line’ from the technology menu and click
in the horizontal or vertical line you want to extend.

R T T A N S O S
U S A S
i
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1 1 1 1
R e o
1 1 1 1
1 1 1 1
R I
1 1 1 1
-k - H4 - -1- - % - -
1 1 1 1
cbodocskhodod
] 1 1 1
1 1 1 1
r=Aa--1--T--
1 1 1 1
AL - doo ol
1 1 1 1
1 1 1 1

Once your nesting is ok, save it and quit the nester to return in WinNEST.

Note that you can go back to this module at anytime to modify the nesting, by clicking in
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3.5 Sequence edition and CNC program creation

3.5.1 Pathfinder Overview

In the WInNEST screen, click on E to open the Pathfinder, which will help you
to edit the cutting sequence, create bridges between parts, generate the CNC

program, ...

= chactcutiresul\188.agi [188..01]

- - P,

= | B |l |

153 I 1EW al orking area

B E @ =>|1< pn
Il 18 11 )

primization peration E(UENCE ElEton OSL-PrOCEssor

n g op
* B ob

acros

o e[¢Aaornidies @)@ e m([0]0:] 0800 92(0:] 0 0k 03]

meEHElansu e 9]

1

- N ol = o | B 72 e 2 [y
|]<] q Pz b >|] = (‘(" (m .j' BE o T - Fﬁ?g_ é @ > 22 & B
o Parameters 1 x
(| S
—_—
Coordinates 31 x
Fas X (mm) 54,80
—T Koz ¥ (mm) 84144
distance: 74.14 2 dX (mm) -4752.00
d¥ (mm) -1567.75 5
"""""""""""""""" distance (mm) 5003.04
L angle (%) -161.74
4| [ 3
Sheet 1 x
Mesting Length Width Thickness Last modification
188,41 2000.00 1600.00 22.00 07/12/2009 13:29:42
an188.02 2000.00 1600.00 22,00 07/12/2009 13:29:42 3
18803 2000.00 1600.00 22,00 07/12/2009 13:29:42
Total length: 442 m Cutting crossins Mb : 0 | length: 0.00 m STEEL 22.00 mm (2,000.00 rnm x1,600.00 mm) Mirlc
Fig. 3.5.1 - Pathfinder Overview
Zone Description
1 Toolbar. The layout may be different on your workstation but all the items can be

reached through the menu.

Main working zone

Nesting information zone.

Properties box. Will be used for data input.
Coordinates box.

ua B~ WN

As we have seen before, the plate is divided in zones (FICEP Zones). Each zone

contains 3 tooling sequences :

the sequences, just press [PgDn] and [PgUp] or click

4 pll

Marking, Drilling/Punching and cutting. To browse

On each sequence, you can browse the tooling path using the left and right

K 4 «bz P I

direction keys or by clicking
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3.5.1.1 Toolbars

Here is a description of the items you can find in the toolbar. In the Used column,
the tools you may use with FICEP TIPO machines are marked with a green mark.
Items with a red cross won't be used.

R & & | It B9 H BN

Fig. 3.5.2 - Selection Toolbar

Item Description Used

g Selection. This is the default tool.
a /A Undo / Redo
‘]‘C Delete
Loop selection
L] Contour selection
Bridge selection
I Connection selection
B Split selection

Skeleton Element selection

X X X X N\ N xSNA8ANN

== Clamp selection
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Fig. 3.5.3 - Sequence Toolbar
Item Description Used
L Order adding x
;‘1 Crossing adding x
.‘_',”' Moving of working area adding »
_‘_’III Trap adding o
}‘Ff‘ Remove instruction X
53 Sequence modification V
= Inverse sequence x
V;,. Starting Point moving /
Work Holder moving b4
e Clamp Moving X
F[',?E* Modify the skeleton way x
S e P
Fig. 3.5.4 - Operation Toolbar
Item Description Used
= Bridge creation /
_:_ Connection creation /
B33 Split creation V
1| Cutting element creation X
- Automatic loop creation x
—-9 Creation of an element of skeleton b4
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3.5.1.2 Starting with the Pathfinder

When opening a nesting in the pathfinder, click on | = ; this window should

appear :
0B Tt ccitor : B i (ESREEN
.E_Eu ~|C P & Graphical view @ -
h:E: Tools to mount | oAl tools' = Took order|
=-+4 Tools
&0 il
- DRILL28
o DRILL29
Luto-indes Split 0907 =
O L]
O []
O []
O L]
| O L]
O []
O L]
O L] £
O []
O L]
O L]
O []
O L]
Pre-lead-in Mone _I MNaone | g g
Cutting line cut L None | O [ i
Sheset edge MHone _I Mone | Order... | S S
: Cancel l
— — ;
Fig. 3.5.5 - Empty Turret
This represents the tools needed to operate the plate. In this window, just click
D)
AITE to automatically dispatch the needed tools in their respective position in the
machines turret.
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& Turret editor : i (E= R X
.;30 \rC Z & Graphical view @ -
._)‘ﬁ: Tools ta maount | oA toolsl i Tooks orderl
-4 Tools
- [ Dl
+ DRILL2E [15)
v DRILL29 18]
Type Auto-index | Tool Angle Split 0*/90° -
FPUMCH O L
FPUMCH O [
FPUMCH O [
| FPUMCH O L
| FPUMCH O L
FPUMCH O L
FPUMCH O L
FPUMCH O ] =
FPUMCH O L
FPUMCH [ L]
FPUMCH O L
FPUMCH O L
FPUMCH O L
. DRILL O CRILL2E 0 L
Pre-lead-in Mone _I Mone I DRILL O DRILL?9  0° 0
Cutting line cut = Mane | DRILL O ] L
Sheet edge Mone _I Mone I Order... I DARILL o U
| DRILL O | =
\ Cancel l
- — — - — J‘
Fig. 3.5.6 - Full Turret
Then, click OK to display the plate.
T4 Clactcutivesul188.agi [188.02] ; o N - a B s ales Elﬂl‘g
File Edit View Start = Workingarea Optimization Operation Sequence Skeleton Post-processor Macros 7
DF @|=>I1donf@ e @0 0 9 G 0 02 9: |8 08 W) i &k Y AP SIE] [ BN =]
" | I N Do M1 1 H7 i S i A e 1 iy
M arm (| «@e | |0 18 1 Il nz * g ik — 7 lat B3 & -
| I 8| | g3 ‘%ﬁaé"&:% = |
* ¢ Parameters nx
Coordinates ax
X [mm) 552616
¥ (mm) 195409
dX (mm) 502074
dv (mm) 193201
distance (mm) 5388.04
. angle (7) 210
< | . ] 3
Shest I x
Mesting Length | ‘Width I Thickness | Last maodification
o 188.01 2000.00 1600.00 2200 07/12/2008 13:29:42
i 188.102 2000.00 1600.00 2200 07/12/2009 13:29:42
188,03 200000 1600.00 2200 07/12/2009 13:29:42
Total length: 4.99 m Cutting crossing, Nb: 0 | length: 0.00 m STEEL 22.00 mm (2,000.00 mm x1,600.00 mm)
Fig. 3.5.7 - Pathfinder before starting
In order to start working on the nesting, click on the yellow arrow or on the

menu item Start / Continue | Next.
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3.5.2 Marking Sequence

All the toolings related to marking (hard stamping, scribing) are displayed here.

|

Fig. 3.5.8 - Marking Sequence
The only thing you can do in the marking sequence is to discard a mark.
To do so, click on the mark you don't want to be stamped and click on Don't Cutin

the properties box. Then click on [Space] to apply the changes. Unprocessed marks
will turn light blue.

Property Value

=] Propetties
Apply on internal profiles
= Kerf

Side of matker: right
[=] Starting poi...;open

Starting poi. .. Janint poink
Starting point £, . Standard
= Starting pai,..i["

Conneckion. .. ;0,00

| Don't cut ™l |

Perimeter (rmm)
Marme of the part

T

Don't cut this contour

Fig. 3.5.9 - Don't Mark
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3.5.3 Drilling / Punching Sequence

This tolling sequence groups all the perforation toolings such as punching and
drilling. If your machine doesn't have such tools or if the holes have been set up as
thermal cut, they will appear in the next sequence.

Fig. 3.5.10 - Drilling and Punching Sequence

As well as for the marking sequence, you can tell the Pathfinder not to process
some holes. To do so, act like for the marking sequence : select the holes you want
to discard and click Don't Cutin the properties box.

You can also see the tooling sequence by pressing the right and left direction keys
on your keyboard. This sequence is optimized in order to take less time as possible.
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3.5.4 Cutting Sequence

In this sequence, you can see the part's contours and their sequence. Note that on
FICEP TIPO machines, the sequence ends between the clamps in order to keep the
skeleton rigidity while moving the plate.

Fig. 3.5.11 - Cutting Sequence
3.5.4.1 Moving Starting Points

The thin black lines in some corners represent the starting points. You can move
Vs

them using this tool : e (Move Starting Point).

Before using it, discard the Duplication Mode by pressing [Ctrl]+[D] and turning the
duplication mode OFF in the properties box :

Properky alue Properky ‘ralue
|- Cuplication = =1 | Duplication r |
Identical ¥ Identical I=
Symmetry BY ¥ Symmetry =Y -
Svrnmetry ¥ ¥ Symmekry & I~
Symmetry Y ¥ Symmetry ¥ [
Ratation ¥ Raokation [

Apply Apply

Fig. 3.5.12 - Duplication Mode ON / OFF

When you select the Move Starting Point tool, you just need to click on a part in
order to move its starting point, which new position is materialized by the red point.

Steel Projects, Rue des Fréres LUMIERE, 38200 Vienne, FRANCE © Copyright 2009 Steel Projects
Tel: +33 (0) 474 311 730 Fax : +33 (0) 474 780 410 Mail : support@steel-projects.com



WiInNEST - V.5.xx ActCut v.3.5 Page 40 of 92
User Manual

Fig. 3.5.13 - Moving Starting Point
3.5.4.2 Changing Starting Point Properties
Sometimes, especially in common cutting, some red crosses may appear on your

plate. They tell you that a problem has been detected in the starting point shown
by the cross.

______________________________________ —
i — I

! = ||

[ I
| )

| —11_
| )

| 1
| 1
o e |

Fig. 3.5.14 - Starting Point Error

In this case, you have to change the starting point properties (in feed length,
position, ...) in order to discard the error. Click on the part on which the red cross is
positioned. Now, in the properties box, you can adjust the starting point's
parameters. When finished, press [Enter] to confirm the changes.
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Property Yalue
|- Properties
Apply on external profiles
= Ketf
Side af matter right
[=] Starting paint® external
[=] Starting point bype ~g A Skraight straight
Entry length™® {mm) .00
Entry prolongation™® {mm) (0,00
Entry angle™ () 45,00
Exit length® (mm) 7.00
Exit prolongation® {mm) 0.00
Exit angle™ {*) 45,00
Starking point bype Standard
[=] Starting point with connection ([
Connection width {rm} 0.00
Dan't cuk I
Perimeter {mm)
Mame of the part
__eoly |

Fig. 3.5.15 - Part Properties

Steel Projects doesn't recommend you to change any other parameter in this
properties box.
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3.5.5 Generating the CNC file

After having checked all the zones, you can now generate the CNC file which will be
ready to import on your machine.

To do so, just click on the Save button ( El ) and the CNC program will be
generated in the folder specified in WinNEST (Configuration / Machine / Directory /

Export).

On some machines you may be prompted for choosing plasma or oxy, scribing or
hard stamping, etc. Please refer to Steel Projects.

When the CNC program has been generated, a small pencil is added to the plate
icon in the lower section. The CNC program will be hamed regarding the nesting
number (188 in our example) and the plate number in this nesting (2 in this case).

Mesting | Length | Width | Thickness | Last moedification
880t 200000 1600.00 22.00 07/12/200913:29:42
|£188.rﬂ2 2000.00 1600.00 22.00 07,/12/2009 15:29:05
|E‘2188.rﬂ3 200000 1600.00 22.00 07/12/200913:29:42

Fig. 3.5.16 - CNC Program Generated

Now, if you have another plate constituting your nesting, double click on it in the
lower section and start working on it.
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3.6 Workshop Document

The last step to do is to print the workshop document.

3.6.1 Printing the workshop document

To do so, click on ﬁ in WinNEST. The workshop document interface opens :

[l CAACTCUT\Resul\188.agi [188.02] - —— = | B ||
File Edit Workshop document View Drawing Dimension Mesting 7
seapewbfirae B @[] el
O@E-~4.0@C¢ g K] QR & AME S
D O | A A4 4 oY 3
Q'g‘ﬂ"H {‘1_,,/1,,/14' &\va\-q:
= Coordinates 1 x
X (mm) 0.00
Y (mm) 0.00
dX (mm) 0.00
d¥ {mm) 0.00
distance (mm) |0.00
angle (7] 0.00
Parameters 1 x
|
‘< n [3
Sheet 3=
Sheet Length Width Thickness -
188,101 200000 1600.00 22.00 =
188,102 2000.00 1600.00 22,00
188,103 2000.00 1600.00 22.00 ad
*Turret | * Tools | Sheet
STEEL 22.00 mrn (2,000.00 rmm x1,600.00 mrm) TIPOE (Magasin) MAJ
Fig. 3.6.1 - Workshop Document
Click on in order to prepare the report. A pdf document will be opened

displaying the infos of your nesting.

The fields of this report are automatically translated to your language. They are
managed by the file c:\actcut\models\reports_xx.properties where xx represente
your language. You can edit this file to customize the fields.

3.6.2 Saving the remnant plate

The remnant plates creating by the cutting lines in the nester module can be save
for a further use.

After the edition of the workshop document, go back in the ‘drafer’ and click on

B P

{5

‘create scrap’ in the menu bar. Now, left click on the plate you want to re-use
(it turns green), then right click in order to save it.
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1201_01.dpr

Fig 3.6.2 Saving the remnant

Repeat the operation for every scrap you want to keep. It is also possible to save
the skeleton with the same method.

1201_01 dpr

Fig 3.6.3 Keeping the skeleton
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4. Advanced Use of WIinNEST
4.1 Standard Flats

WInNEST can be used to cut standard flats as well as plates. The difference is in the
way the cuts are coded to the machine : instead of sending LEAD/CUT instructions,
WInNEST will send SKEL instructions. That's the reason why you can only nest
rectangular parts in standard flat mode.

You have so change some settings before doing a nesting for standard flat :

Set the common cut gap properly by double clicking on the nesting humber and
changing the value of the gap regarding the specifications of your machine.

Mesting §|

Meszting

Mame

I atenal Grade

[
[

t aterial code

Thickness

tdachine

Caomment
Working Zone
Standard Half Gap

Commun Cut Gap
B andz 'fidth

Fig. 4.1.1 - Changing The Common Cut Gap

151 =1 o1 =
~l = 4 o
Bl = S = R
] m

Ll =2 m

m| m =

Then, in the Stock tab, change the margin gap values as shown below.
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Stock EI
Stock
Mesting 152 |dt 2

Length 2000

i 3
Buantity 10

LComment

Top Boattom Left Right
Margin Gap |0 [0 Iaun 300 |

-

Impl

Irp2

Irp3

Fig. 4.1.2 - Adjusting the plates margin gaps

The plates width (blue) is equal to your parts width. The top and bottom margin
gaps (red) are set to zero and the left and right margin gaps (green) represent the
pinchers overall dimensions.

AL

Now, you can nest your parts in the standard flat, using the common cut

Fig. 4.1.3 - Common Cut on Standard Flat

Then, in the pathfinder, just save your nesting in order to generate the FNC file.
Note the SKEL instructions instead of LEAD/CUT instructions.

Fig. 4.1.4 - Common Cut FNC Program
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4.2 Bridges

Page 47 of 92

Bridging two (or more) parts together consists in linking them in the corners to
avoid multiple arcs striking. Some machines have restrictions (TIPO). Due to the
moving plate on TIPO machines, bridges can only be done on the Y axis on the
right hand side of the parts. Also on TIPO machines, it's strongly discouraged to
nest parts on the whole width in order to maintain the skeleton rigidity.

4.2.1 Nesting parts to prepare bridging

As I said before, some nesting rules must be followed when bridging parts on TIPO
machines: the parts must be strictly lined up on the right hand side and the last cut
between bridged parts must be a straight line. Otherwise, the parts previously cut
may fall between the rollers and cause severe damages to the machine.

Here are some situations where you can or not bridge parts together.

U

Fig. 4.2.1 - Conditions for bridging are OK

w

w

Fig. 4.2.2 - Conditions for Bridging are not OK
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4.2.2 Creating bridges in the Pathfinder
In the pathfinder, there are some operations to do in order to create a bridge.

4.2.2.1 Clearing the angles

We want to create a bridge between the parts corners, so we have to remove any
starting point from these corners (see 3.5.4.1 Moving Starting Points for more
information).

Fig. 4.2.3 - Setting the angles free

4.2.2.2 Linking the parts

Now the angles are free of starting points, let's select the bridge tool and set
its parameters:

Property Yalue

=] Tvpe bridge on exkremity
Sign of the bridge | positive
Bridge width {rmm) §3.00

Fig. 4.2.4 - Bridges Parameters

The bridge must me set on extremity otherwise you won't be allowed to plate it on
the corner. The sign must be positive for plasma, you can set it up to negative in
case of Oxycutting. The bridge width is automatically set up regarding the bridge
sign you choose (3mm for positive, 5mm if negative). You can adjust these
parameters if you want.
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Here is the difference between positive and negative bridge:

[

5mm

¥

Fig. 4.2.5 - Negative bridge

3mm

Fig. 4.2.6 - Positive bridge

Now, you can bridge the parts by clicking on both corners, starting by the lower. If
you start by the upper one, you will have to replace the starting point at its original
place, i.e. in the bottom right corner.

Fig. 4.2.7 - Bridging, Click 1

Fig. 4.2.8 - Bridging, Click 2
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Fig. 4.2.9 - Bridging, Final Result

4.2,2.3 Automatic bridges

If you want to bridge several elements do as follow:

T

11 Cutting element

e Select the parts you want to bridge

e Select automatic bridge operation

Operation | Sequence Skeleton  Post-pro

* |

Eridge
Connection

Split .

Loop

Incorrect lead-in/out modification

Automatic bridges

Autormnatic loops

o In the properties window insert the values of the bridges
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Parameters @
-| Bridge type on extremity
Sign of the bridge negative
Bridge width (mm) 5.00

e Press Apply

Result of automatic bridges
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4.3 Changing the tooling sequence

Page 52 of 92

WInNEST allows you to change the tooling sequence. It's not recommended to do it
on TIPO machines. On these, the parts placed between the clamps must be cut at
the end of the sequence in order to keep the rigidity of the skeleton.

When in the pathfinder, press [<-] in order to browse the cutting sequence:

Fig. 4.3.1 - First part to be cut

5

&

Then, click on to activate the tooling sequence changing tool and in its
parameters box, you can choose if you want to redefine the sequence from the
beginning or from the current part (after browsing the sequence with the arrow

keys).

Property

Yalue

From the origin

¥

Fig. 4.3.2 — Sequence Parameters

Now, just click on the parts in the order you want them to be cut:
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Fig. 4.3.3 - Sequence Modified

Finish the operation by pressing space bar.
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4.4 Moving stamping position / Changing stamped mark

If the stamped (scribed) mark is not placed as you want or if you want to change
the text on the plate, you can do it easily as shown below.

First, click on the part you want to modify in the part tab of the selected nesting

and click on the shop drawing button ﬁ in order to open the drafter.

DX B =2 8| -|@5)

M esting Fart Stock | Plate |

Contract | Comparett | Job | M aterial Grade | E!t_l,l| Llsen:l|

100 S5275JR 2 2

Fig. 4.4.1 — Drafter button

The window layout is almost the same as the pathfinder’s one. We have the same
properties box and measurement box.

4.4.1 Moving the text

Select the manual nesting tool, click on the marking text and drop it where you
want.

Mesting | Macros 7

| [ Manual nesting

Accurate nesting

% Group
2 Ungroup

Fig. 4.4.2 - Manual Nesting Tool

4.4.2 Editing the text

You have to use the select tool in mode contour

SR B&[ A A DD 2

Fig. 4.4.3 - Contour Selection Too/

Now, click on the text you want to edit and change it in the properties box.
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Type the new text in this window and click OK to confirm.

Parameters E
[=| Properties
= Machining® Mark
Internal / External  Free
Kerf Left kerf
Surface (m7) 0.00
Perimeter (m) 0.00
Weight (kg 0.00

Internal/External

Mot calculated

B Text type Ink/decoration
Style Stylel
Text PL1142
Text height (mm) 15.00
Angle* (7] (Y]

Fig. 4.4.4 - Text Editing 1

FL1T42

Page 55 of 92

Internal/External Mot calculated
B Text type Ink/decoration
Style Stylel
Text PL1142 [l
Text height (mm) 15.00
Angle™ (%) 0.00
|
Text
Enter the text

Fig. 4.4.5 - Text Editing 2

The new text is in the text field, just click on an empty area of the part to apply
changes.

Note: after editing / moving the text, the preview in WInNEST won't be refreshed.
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4.5 Creating / Editing tools

For TIPO machines, WinNEST comes with a ready-to-use tools database. But in
some cases, you could have to change some tools properties or just add new tools.

Here are the steps to follow in order to create/edit tools.

First of all, you have to open the resource editor, i.e. the interface to edit the
machine settings. To do so, open the configuration / machine menu in WinNEST

and click on . This Window should appear:
# Actcut Resource Editor < - . 3 - - =l E s
File Edit Tools Help
B £ BIMEE
=1 Common parameters 4 Machining list
) Materials Name Machining| 4b-machining| Color Display 1| Default tool
& Tubes and Bars h—m—ln_
=I-Machines Mark 1 1 Dark green 1 mark
= TIPOB Hole 3 1 Orange 1 Nul
% Machining / Tools

& Working area
[#) Miscellaneous parameters
W Workshop document
2, Import
[ Nesting
Zn Sequence
- Starting point
Bridge
"= Multitorches
| Common cut
2 Collision
%, Evacuation
] Cutting line
i Skeleton
« " Technological parameters
5% Post processor
(%) Turret / Tools
.....
&? Tubes and Bars
=1-HPM 27N
% Machining/ Tools
[#) Miscellaneous parameters
W Workshap document
2 Impark
[ Nesting
Zn Sequence
- Starting paint
Bridge

12/7/2009 | 4:22 PM Num

Fig. 4.5.1 - Resource Ediitor Main Screen

The left hand part of the screen contains the machines, and the parameters categories
and the right hand part, the parameters.

In order to activate the expert mode, press [Ctrl]+[Alt]+[Shift]+[I].
Now, in the parameters tree, go to 7urret/Tools and to the 7ool List Tab.
In this chapter, we will show you the parameters needed to create new tools in each of

these tabs: Info, Post-Processor, Mounting and Expert. For each tool, a caption will
show you in which tabs you have to go.
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4.5.1 Drill

7 Trapezoidal -~
<= Cut banana

@ Rounded banana
&= Special

[ Square
Rectangular shear
Oblong shear
Fiounded rectangle
Micro-unction
Barrel

Hailf barrel

Triangle

Stamper
Screw-tap [12)
bualti cot

bulti taol
Fiercing [1)
Founded cross

[ shaped
T RV

$+E@DEEakDOROP R

a

Fig. 4.5.2 — Drills

Info | Post processor | Mounting | Expert

Fig. 4.5.3 - Drill Tabs

4.5.1.1 Info

Info | Past processar Mountingl E:-:pert]

Mame DRILLE.2
Macro
Diameter E.80 mm

[[] Depth management

Default depth 0.00 rrm
Advanced ¥
Drefault turret posgition MHaone -
[ Specific casf.
|

Fig. 4.5.4 - Drill Info Tab

Field Value

Name Name of the Drill tool.

When you create a new Drill tool, the name is
automatically generated according to the value in the
Diameter field

Macro Not used

Diameter Drill bit diameter (in millimeters)

Depth Management Not used for drills

Default Turret Position None
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4.5.1.2 Post-Processor

parameter Post PC 1 1
pararmeter Post PC 2 97,261
parameter Post PC 3 4
parameter Fost PC 4 2
parameter Post PC & 130

parameter Fost PC B
parameter Post PC 7
parameter Post PC 8
parameter Fost PC 9

o o o o o

pararmeter Post PC 10

Fig. 4.5.5 - Drill Post Processor Tab

Field Value

PPC1 If PPC1 = 0 the program will write TS31 for the
normal drill otherwise if PPC1 = 33 the program
writes TS33 (High Speed Dirill)

PPC2 Speed in mm/min

PPC3 Start hole in mm

PPC4 End hole in mm

PPC5 Tool angle

PPC6 Maximum thickness for the drill

4.5.1.3 Expert

Clazstool 51
ST oall 180

Fig. 4.5.6 - Drill Expert Tab

Field Value
Classtool 51
StTooll Drill bit diameter in 1/10mm

In the tool summary section, underneath the tool list, DRILL must be ON.
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4.5.2 Punch

+J, Class info -

-1-+3, Tools
2 Cut(1)
%45 Fraizage
A Mark (1]
_# Chamfer [1]
R Found [91]
[] Rectangle

Fig. 4.5.7 — Punches

Info | Post processar | Mounting | Expert

Fig. 4.5.8 - Punches Tabs

4.5.2.1 Info

M ame PUMCHZ20

b acro

Diarneter 20,00 rmm

Advanced ¥

O Seecific min. recovery

O Seecific min. step

Default turret position Mone -

Fig. 4.5.9 - Punches Info Tab

Field Value
Name Punch Tool Name
Diameter Punch diameter in mm

4.5.2.2 Expert

Additional string

Momtool punchzl
Murntool 220
Postoal a
Taurtaol 1
Clagstool 57
StToall 200
StTool2 a
StTool3 0
Clamptool Bl

Fig. 4.5.10 - Punches Expert Tab
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Field Value

Nomtool Punch Tool Name

Numtool Automatically generated punch number
Tourtool 1

Classtool 57

StTooll Punch Diameter in 1/10 mm

In the tool summary, PUNCH must be ON.

4.5.3 Slots

1}, Class info
—-+3, Tools
F (1)
%< Fraizage
A Mark 1]
i Chamfer (1)
) Round [91)
[ Rectangle
Lol (| hlong (1]
7 Trapezoidal

Fig. 4.5.11 - Slots

Info | Post proceszar | Mounting | Expert

Fig. 4.5.12 - Slots Tabs

4.5.3.1 Info

MHame SLOTI0714 I_
M acro =] =]
Wiidth 30,00 rom &
Height 14,00 ram
Advanced ¥
Setting o
[ Specific min. recovery i
[ Specific min. step

Drefault turret position Mone -

Fig. 4.5.13 - Slot Info Tab

Field Value

Name Slot Tool Name

Width L value on the schema
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Height H value on the schema
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4.5.3.2 Mounting

b 95
]
o @ @
45
o] @
B0
o] @
o ®
o] @ an
© @ 5
o] @
5 5 120
@ 135
o o @

Fig. 4.5. 14 - Slots Mounting Tab

Specify here the orientation possibilities of the tool on the machine. In this case,
the slot tool can be mounted at 0° and 90°. All other angles are forbidden.

4.5.3.3 Expert
Classtool must be 53.

In the tool summary, PUNCH must be ON.
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4.5.4 Rectangle Punch

+J, Class info ~

-1+, Tools
S Cut (1]
< Fraisage
A Mark (1]
i Chamfer (1)
3 Round [31)
Ik Fectangle (1]
= Oblong [1)
7 Trapezoidal

Fig. 4.5.15 - Rectangle Punches

Info | Post processzar | Maounting | Expert

Fig. 4.5.16 - Rectangle Punches Tabs

4.5.4.1 Info

Mame 30:10
Macro
Width 30,00 mm
Height 10,00 mrn ﬂ‘
Advanced ¥
Setting o-

O Seecific min. recaoverny

O Specific min. step =) —

Default turret position Haone -

Fig. 4.5.17 - Rectangle Info Tab

Field Value

Name Rectangle Punch Tool Name
Width L value on the schema
Height H value on the schema

4.5.4.2 Mounting

This feature is the same as the Slots one. Please refer to the Slots section for more
information.

4.5.4.3 Expert

Classtool must be 52 and in the tool summary, PUNCH must be ON.
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4.5.5 Square Punches
The settings are exactly the same as for rectangle punches except the dimensions :

there is only one value, the square side. ALL other parameters must be set up as a
rectangle punch.

4.5.6 Tapping Tool

@ b Llti tol

Fig. 4.5.18 - Tapping Tool

Info | Post processor | Mounting | Expert

Fig. 4.5.19 - Tapping Tool Tabs

4.5.6.1 Info

Mame TaPS
bl acro

Diarmeter 3.00 ram

[ Management depth
Advanced

£

Drefault turret pozition MHone - I]

'
il

Fig. 4.5.20 - Tapping Tool Info Tab
Field Value
Name Tapping Tool Name, includes diameter

Diameter Tapping Tool Diameter, in mm
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4.5.6.2 Post Processor

If the PPC1 = 0, the program will generate a TS41 code (Isometric). Otherwise, if
the PPC1 = 47, the program will generate a TS47 code (UNC).

4.5.6.3 Expert

Clasztool |
StT ool 100

Fig. 4.5.21 - Tapping Expert Tab

Field Value
Classtool 59
StTooll Tool diameter in 1/10 mm

In the tool summary, DRILL must be ON and the drilling tool needed for this
tapping diameter must be selected in Slave Tool. In Father Tool, select the current

tapping tool.
Mame |kacmo Diameter| Management depth | &l | PUNCH | DRILL | Slave tool | Father ool
TapPa 8.00 mm O O O DRILLES  TAPS
TAP10 10,00 mim |:| |:| |:| DRILLES  TAP1O
T.-‘-‘-.F'1 2 12,00 rom DHILL1 EI ] T.-‘-‘-.F'1 2
Fld --:-l:l-:--

TIE-.F'1 B 16,00 mim DRILLY 4 TIE-.F'1 B
TAP18 18,00 mm |:| D I:l DRILL1E  TAP18

Fig. 4.5.22 - Tapping Tool Summary

4.5.7 Flare Tool

Flare tools are listed in the same category as drill tools, i.e. the DRILL category.
After creation you should change the order in 7oo/s Order list to have the flare after

the Dirill.
Info | Post processar l Mounting | Expert
Fig. 4.5.23 - Flare Tool Tabs
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4.5.7.1 Info

Mame FLARETD
kacro
[armeter 10,00 rom
Management depth
Advanced ¥
Detault burret pozition Mone - D

Y
il

Fig. 4.5.24 - Flare Tool Info Tab

Field Value

Name Tool Name

Diameter Tool diameter. It's the same diameter as the pre-drill
diameter

Depth Management Must be ON

4.5.7.2 Expert

Additional sting F
MNomtoal

MNumtool a
Postoal a
Tourtoal a
Clazstool 58
StTooll 100
StTool2 -1
StTool3 a

Fig. 4.5.25 - Flare Tool Expert Tab

Field Value

Additional String F

Classtool 58

StTooll Diameter in mm * 10
StTool2 -1

In the Tool Summary, the Slave Tool must be a Drill Tool which diameter equals the
flare tool diameter. The father tool must be the Flare tool itself.
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4.5.8 Chamfer Tool

Page 67 of 92

In WInNEST, you have to go to the Configuration / Machine screen and activate

Chamfer and Cutting.

[w Charnfer v Cutting

Fig. 4.5.26 - Chamfer option in WinNEST

1], Class info

-+, Tools
< Cut(1]
cog“: Fraizage
A Mark (1]
B Charnter (1]
(73 Round (91

Fig. 4.5.27 - Chamfer Tool

I Info I Fost pru:u:essu:url Mounting ] E:-:pert]

Fig. 4.5.28 - Chamfer Tool Tabs

4.5.8.1 Info

Mame CHAMFER
tacro

Cim 1 B5

Ciim 2 n
Advanced

Fig. 4.5.29 - Chamfer Tool Info Tab

o

Field Value
Name Tool Name
Dim1 Tool Diameter (see picture below)

N

Fig. 4.5.30 - Chamfer Tool Image

4.5.8.2 Post Processor

The PPC1 parameter must be 63 or 65.
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4.5.9 Milling / Pocketing

o G e

Fig. 4.5.31 - Mill / Pock

In WIinNEST, you have to go to the Configuration / Machine screen and activate the
Milling checkbox and insert the step value, which is the distance between each
pass. The method to create a pocketing tool is the same as for creating a milling
tool, except in the expert section.

[v  Millirg Step |EI.5D

Fig. 4.5.32 - Mifling Option in WinNEST

i) D shaped

2% Multi-holes
[ Round square
< POCK 1)

< MILL (1)

Fig. 4.5.33 - Milling / Pocketing

Info | Post processar | Mounting | Espert

Fig. 4.5.34 - Mill / Pock Tabs

4.5.9.1 Info

Mame MILLI0

Macra

Diameter 10,00 mm

Management depth

Advanced ¥

Default turret pogition More - D
= =}
Fig. 4.5.35 - Mill / Pock Info Tab

Field Value
Name Tool Name
Diameter Tool diameter (see picture below)
Depth management Must be ticked
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Fig. 4.5.36 - Milling Tool Picture

4.5.9.2 Expert

Field Value

Classtool 2 for Milling
3 for Pocketing

StTool2 -1 for both milling and pocketing

4.5.10 Helicoidal mill (Gemini 25 and 32 machines)

As these machines cant do punching, the tool type ‘round’ is used to defined
helicoidal mills.

+J, Class info -

-1+3, Tools
e Cut 1]
< Fraisage
1 Mark (1)
_# Charnfer [1)
R Fiound (91]
[ Rectangle

Fig. 4.5.37 — Punches

[nfo Pnstprncessaranunting Expert

Fig. 4.5.38 - Punches Tabs
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4.5.10.1 Info
M ame PUNCHZ0
tacro
Dliameter 20,00 rmm
Advanced ¥
[0 Seecific min. recovery
[ Seecific min. step
Drefault burret pozition Maone -
Fig. 4.5.39 - Punches Info Tab
Field Value
Name Tool Name, must begin by ‘H’
Diameter End hole diameter in mm

4.5.10.2 Post-Processor

Info | Post-processeur [|Montage ] E wpert l

Paramétre Post PC1 - 2 -
Paramétre Post PC 2 25

Paramétre Post PC 3 |4|:1
Paramétre Post FC 4 0
Pararmétre Post PC 5
Faramétre Post PC 6
Paramétre Post PC 7
Fararmétre Post PC 8
Fararmétre Post PC 3
Paramétre Post PC 10

0
0
0
0
0
0

o PPC1 : 0 no pre-hole, 1 prehole in Cut Before, 2 drilled prehole
o PPC2 : Diameter of pre hole (if 1 or 2 in PPC1)
o PPC3 : Diameter of the milling tool, if empty, the one set in Minosse will be used.
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4.5.10.3 Expert
Additional string
Momtaol punch20
Mumtool 220
Postool ]
Tourtaol 1
Clazstool LT
StToall 200
StTool2 ]
StTool3 0
Clarnptool Bl
Fig. 4.5.40 - Punches Expert Tab
Field Value
Nomtool Tool Name
Numtool Automatically generated punch number
Tourtool 1
Classtool 57
StTooll End hole Diameter in 1/10 mm
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4.5.11 Tools Order

After creating a tool, you must set up his order in the tool list. Basically, the
standard tool order is the following:

Mark->CutBefore->Chamfer->Punch->Slot->Drill->Tapping->Flare->Pock-> Mill-
>Cut.

When you create a tool, it comes to the first position in the tool order list :

Turet l byoiding areas ] Toollist  Tools order ] Symbalagyl

MHame td acro Clazs
30=10 Rectangle
mark. ark
cutBefore Cut
CHAMFER Chamfer
FIUMCH Round
FUUMCH1 5 Round
FIUMCHZ Round

Fig. 4.5.41 - Tools Order

You have to move it to its position, dragging and dropping it using the grey square
on the left hand side.

Turret ] Avoiding areas ] Toollist  Tool: onder l Symbology]

MHame Macro Class
Rectangle
mark, W ark.
cutBefare Cut
CHAMFER Charnfer
PLUMEHT Round
FUMCHT 5 Round
PUMECHZ Round

Fig. 4.5.42 - Tools Order While Changing

PLIMCHAE Round
30=10 Rectangle
SLOTI07«14 Oblang
DRILLE.S Corill
DRILLA Dirll

Fig. 4.5.43 - Tools Order After Changing
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4.6 Time management for TIPO machines

4.6.1 Rapid length

In the Technological Parameters category, select the Parameters Of the Machine
tab and change the Approach Speed Head Down value, in mm/min to adjust the
rapid length time.

[ Cutting line

Hi Skeleton

"ot | =chnological parameters
Post processar

&5 Tumet / tools

8 Tool list
[E0 Tubes & Bars

Fig. 4.6.1 - Technological Parameters

Offset ] Loop ] Tool setting] Markinga"teit ] F'unchingl Parameters of the machine I Tables ] Fil_m cutting]

Time far the head to go up 0.00
Tirne for the head to go down 0,00
Loading time 0.00
Unloading time 0.00
Taal chanaing time 15,00
Repositioning time of the sheet 11,00
anuelle : Flap time 0,00
Auta : Flap time 0.00
Trappe : Flap time 12,00
Punching time 0.25
Punching time [hibbling maode) 0.25
Stop time 0.00
Unloading time by lift 10,00
Repositioning time of one clamp 2,00

O Parameters accarding ta the weight

lApproach speed head down A0 0o |
Approach speed head up 30000

X, acceleration for rapid traverse 10,00

Y acceleration for rapid traverse 10,00

Fig. 4.6.2 - Rapid Length Parameter

4.6.2 Marking time

The marking time is calculated regarding the sensing process and the effective
stamping process, for each character.

4.6.2.1 With a disc

Mz hining
' ' Time
My marking 20"
IMarking lencth ! 0466 0z
Fig. 4.6.3 - Hard Stamping Time
Label Description
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Nb marking
Marking Time

4.6.2.2 With scribing

Label
Nb marking
Time

4.6.2.3 Scribing lines

Label

Nb marking
Marking length
Time

Number of characters to stamp
4 s for sensing + nb of characters * 1,2.

These parameters are in the post processor file TIPOB251.ppc in the resource folder
of the machine.

TEMP_MK_DISK=TEMP_MK_DISK+(1.2*STRLEN(TEXTE))+4

Machining
' ' Time
Mi marking 20"
IMarking lencth ' 0456 nz
Fig. 4.6.4 - Scribing Text Time
Description

Number of marking lines

3s. sensing + 3 s. fixed time + Number of
characters * 3.4

In the post-processor:

TEMP_MK_DISK=TEMP_MK_DISK+(3.4*STRLEN(TEXTE))+3+3

Mz hining
' ' Titmne
My marking 20"
IMarking lencth ! 0466 0z
Fig. 4.6.5 - Scribing Lines Time
Description

Number of marking lines
Length of all the lines
3s sensing + marking length * speed ( 3000 )

In the post-processor:

TEMP_SCRIBING=TEMP_SCRIBING+((ATCTR(11)/3000)*60)+3

4.6.3 Starting Point Time

Machining
' ' Tirme
Mb startingpoirts 20 07
Fig. 4.6.6 - Starting Point Time
Label Description
Starting Time Starting point time for Oxycutting
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Amo plasma Starting point time for Plasma

Remark: It is necessary to add extra parameters when this time is calculated :
sensing time and time for the torch to go up and down.

foset] Loop] Tool setting] Markinga’text] F'unc:hingl Faramneters of the machinel Tables I Filrn cutting]

M arne Faost-processor code Mew table # material |
Gh GH

Wew table / material / tool ‘

Duplicate |

Delete ‘

Materials Al ~  Thickness Al - Toos{EERMMMN - |
q Thicknes L .
Quality s Tool Starting time Speed Vitesse Plasmal  Ama Plasmal
5
5
5

5,00 Cut B0 3000 2
.00 Cut {={0t] 3000 2
8,00 Cut 520 2500 2
10,00 Cut 0 430 2000 2
12,00 Cut 15 460 1500 2
15,00 Cut 20 430 1250 2
20,00 Cut 25 400 a0 2
STEEL 25,00 Cut a0 37 500 2
30,00 Cut ] 330 el 2
35.00 Cut ] 300 27 2
40,00 Cut 40 270 0 2
45,00 Cut 45 250 0 2
50.00 Cut a0 230 0 2
56.00 Cut ] 215 0 2
E0.00 Cut =] 200 0 2

Fig. 4.6.7 - Starting Point Parameters

4.6.4 Cutting Time
M hiningg
' ' Time
Zuttin lenoth . 16,300, g2
Fig. 4.6.8 - Cutting Time

Label Description
Speed Speed for Oxycutting
Vitesse plasma Speed for Plasma cutting
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foset] Loop] Tool setting] Markingx’text] Punching] Parameters of the machinel Tables I Filrn cutting]

MHame Poszt-processor code Mew table # material |
[C1GM GH
Mew table A material # ool |
Duplicate |
Delete |
Materials Al +  Thickness All - Tools| -
- Thicknes A i
Quality o Tool Starting tlmel Speedl Witesze F'IasmaI Amo Plazma
5.00 Cutt 15 B00 3000 2
E.00 Cutt 5 E00 3000 2
8.00 Cutt 5 520 2500 2
10,00 Cut 10 490 2000 2
12,00 Cut 15 4E0 1500 2
15,00 Cut 20 430 1250 2
20,00 Cuit 28 400 750 2
STEEL 25,00 Cutt 30 375 £00 2
30,00 Cutt 55 330 s 2
35,00 Cutt 55 300 270 2
40,00 Cutt 40 270 0 2
45,00 Cutt 45 250 0 2
50,00 Cut 50 230 0 2
55,00 Cut 55 215 0 2
50,00 Cut =11} 200 1] 2

Fig. 4.6.9 - Cutting Time Parameters

4.6.5 Drill / Punch and Tool Changing Time
4.6.5.1 Tool Changing Time

The time needed by the machine to change its tool is defined in seconds by the
Tool Changing Time parameter in the Parameters of the Machine tab.

T ool changing hime 15.00

Fig. 4.6.10 - Tool Changing Time
4.6.5.2 Drilling Time

This time is grouped with the punching time. Please refer to section 4.5.1.2 for post
processor parameters.

The formula used to calculate the drilling time is : ( Start Hole + End Hole
+ Thickness + Over length) / Speed according to the diameter)
* 60 to get the time in seconds.

The parameters are in the file TIPOB251.ppc :

/* Calcul du temps de percage
IF CALC TPSPOI (2)=10151 THEN /* PERCAGE
IND=CALC TPSPOI (3)
IF TTOOL NEW(IND 28)>0 THEN
EP PIECE=SHEET (5)+TTOOL NEW(IND 29)+TTOOL NEW(IND 30)
SUR _LG=TAN (90- (TTOOL NEW (IND 31) /2)) *CALC TPSPOI (1) /2
EP PIECE=EP PIECE+SUR LG
PAR TPSPOI=EP PIECE/TTOOL NEW(IND 28)
PAR TPSPOI=PAR TPSPOI*60
ENDIF
TTOOL NEW(IND 28) " " TTOOL NEW(IND 29) " " TTOOL NEW(IND 30)
" " TTOOL NEW(IND 31) " EP=" EP PIECE " SUR LG=" SUR _LG)
ENDIF
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4.6.5.3 Punching Time
The formula used is: Thickness * 0.0675 + 0.93

The parameters are in the file TIPOB251.PPC:

/* Calcul du temps de poinconnage
IF CALC TPSPOI (2)=10051 THEN /* POICONNAGE
PAR TPSPOI=(SHEET (5)*0.0675)+0.93

4.6.6 Unloading Time

There are 3 unloading times which can be set in the resource editor / technological
parameters / parameters of the machine:

Matelle : Flap time 10.00
Auta : Flap time .00
Trappe : Flap time 30.00

Fig. 4.6.11 - Unloading Times

Item Description

Manuelle Estimated manual unloading time (small parts)
Auto Automatic (M15) unloading time

Trappe Estimated manual unloading time (big parts)

4.6.7 Plate Loading / Unloading Time

This time is not displayed on the workshop document but is added to the total time.

Loading time 0.00
Unloading time 0.00

Fig. 4.6.12 - Plate Loading / Unloading Time
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4.7 Part Editing

Page 78 of 92

In WIinNEST, when in the part list, you can click on ﬁ to open the drafter which
allows you to edit the parts.

4.7.1 Changing Hole Properties

You can change a hole diameter and its tooling (DRILL <-> PUNCH).

Select the manual contour allocation tool :

Machining Ewacuation Edges Drawing Dimension Mesking Macros 7
Cutting/Mibbling 4 =2 Marual
Punching L %@ Maral contour allacation
Mokching b =M Free

Fig. 4.7.1 - Manual Contour Allocation Tool

In the properties box, select the tool family and the tool (here, Drill / DRILL20):

Property Yalue
=l Tool* Corill
il & DRILLZ0

\Corkral the attrib,.. (B
Bhortening in corn., ;¥
PMaximurm overlap ... 15,00

Fig. 4.7.2 - Choosing the Tool Properties
Click on the hole you want to change its properties and press spacebar to exit.

Then, to check if the modification has been set correctly, go to Machining /
Visualization / Elements according to tools :

Machining Ewacuation Edges DCrawing Dimension  Mesting Macros 2
Cutting/Mibbling

AR S RE SR
Punching 4
3
3

Mokching

Wisualisation

2[ mibbling

{0 Limited to the turrst o f Path

+:‘} Edit & turret. ..
add a boal, .,

Fig. 4.7.3 - Tooling Visualization Menu

Then, in the properties box, you can choose a color for each tool and check the tick
box to visualize it on the part :
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Property Walue
[= Tools used
= mark ¥
Calar 'Dark green
+ + [=] PUMCH14 v
Colar Green
[ DRILLZD v
Calar 'Purple
[=] cut Il
Colar 'Blue

Syrnbiology

138

Fig. 4.7.4 - Toolings Visualization

4.7.2 Changing a Cut Hole to a Drilled / Punched Hole

Select the Machining / Punching / Manual menu and select the tool you want to
use, as on Fig.4.76. Then, just click on the center of the cut hole (there is a
magnetic locking system to help you pointing the center) to place the tooled hole.
Then, delete the cut hole.
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4.8 Milling

In this section, we will see how to add milling to an internal contour.

Select the Offset tool in the Drawing / Technology menu :

Drawing Dimension Mesting Macros 7
Creation k - I W "F
Maodification k
Technology F B FFset

Formes k _uk out 2ones

Mlinirum Height

Fig. 4.8.1 - Offset Tool

Set its properties to adjust the shoulder width (Multiplicity * Movement):

Property Yalue
Movement™® {mm) 1.00
Mulkiplicity 5
Found r

Fig. 4.8.2 - Offset Properties

Click on the internal contour, the arrow facing toward outside:

o]
T

Fig. 4.8.3 - Offset
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The result should be, in our example, 5 more lines, parallel to the line you clicked
on, spaced by 1mm each other:

\\
D

|

Fig. 4.8.4 - Offset Result

Now, set all these internal lines to "Forced internal" in their properties.

Property Walue
=] Properties
[=]_Machining®  {Cut
IInternaI,l'E... Forced internal I
Roughness ... 0,10
Kerf Free
Surface (m?) -0.04
Perimeter {m) 1,91
weight (k) 2,92

Fig. 4.8.5 - Internal Lines Properties

We have to change the tooling sequence, so the machine will first cut and then mill
from the center to outside. Select the Machining / Contour Sequence / Define
Sequence tool and click on the lines from the center to outside; finish by pressing
spacebar:

Fig. 4.8.6 - Sequence Definition
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The last step is to assign the milling operation to the lines, except the first one.
Select the manual contour allocation (in Machining / Cutting Nibbling), select the
milling tool and set its depth:

Properky Yalus
= Tool* MILL
= MILL & MILLID

Depth {mm) (5,00
IZontrol the attrib,,, |
Shartening in corn...| [V
Maximum owerlap ... i5.00

Fig. 4.8.7 - Milling Tool Properties

Then, click on the lines to assign the milling tool. You should obtain this result:

i 5

Fig. 4.8.8 - Internal Lines With Milling

We recommend you to use the Visualization According to Tools to check if all the
toolings are OK (c.f. Fig.4.7.4).
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4.9 Pocketing

Select the Manual Contour Allocation tool and in the properties box, select the
pocketing tool and the depth of the pocketing:

Property Yalue
1= Tool* POCE
B PoCK & pockl1o

Depth () 5,00
IConkrol the attribution; [
Fhortening in corners | [V
FMaxirurm averlap §,.. i5.00

Fig. 4.9.1 - Pocket Tool Parameters

Click on the internal contour you want to transform to pocketing:

Fig. 4.9.2 - First Line Pocketing

Then, go to the menu Drawing / Technology and select the Trepanning tool:

Property Yalue
1k diameter (rmm) 10.00
Diarmeter std (mm) 10.00
Finish v

Fig. 4.9.3 - Trepanning Tool Parameters

Fill the diameters fields with the tool diameter and click on the finish tick box.
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Then, click on the contour with the arrow pointing to the center:

Fig. 4.9.4 - Trepanning Operation

You may need to select the manual contour operation and add the POCKET tool to
the inner lines:

Fig. 4.9.5 - Pocketing Finish
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4.10 Chamfer

In this section, we are going to create a chamfer on the edge of a part or a plate. It
is advised to place chamfers in the Y direction (vertically). This is because if the
plate needs to move in X there are risks that the chamfer is not correct because of
the hole that might have left some steel under the plate that can lift the steel when
going over the rollers.

4.10.1 Chamfer on a part

4.10.1.1 Creating room for the chamfer tool
In order to chamfer parts, it is necessary to create a hole on the side of the part for
the chamfering tool to be able to access the edge of the part. This hole will be cut
before the outline of the part.

DN is the Chamfer tool diameter

Select the Parallel Copy tool in the Drawing / Creation menu to create construction
lines around the right hand side edge of the part:

DNz +2

-

DNz +3

O +3

ONzZ +3

Fig. 4.10.1 - Creating Construction Lines
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Now, we have to split the parts contour, using the Add Points On Element tool in
the Drawing / Modification menu:

¥

Nt
Fas

Fig. 4.10.2 - Adding Point To Element

Select the Polyline tool in the Drawing / Creation menu and draw the extra room by
clicking on all points. Don't forget to activate the Follow Profile tick box in the
properties box:

3
8
1
6 7
1

Fig. 4.10.3 - Creating Polyline
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Select the Manual Contour Allocation tool and affect the CutBefore tooling to this

polyline you created:

Property Value
= Tool* Cut
Cut @& cutBefore
\Control the attribukion; [
Ehartening in corners | W
Mazimum overlap (... {5.00

Fig. 4.10.4 - Cut Before

Froperky

Walue

|=| Properties

= Machiring®

izuk

Internal § Ext..

. Forced internal

0.10

_____ Roughness {...
I kerf

Right: kerf
Surface () -0.03
Perimeter () 1.02

Select the Polyline and change its Kerf to Right Kerf in the properties box:

Weight (kg) -2,19
InternalfExternal : Interior

Fig. 4.10.5 - Changing the Kerf

4.10.1.2 Removing the Cut operation from the lines already cut

Now, we need to affect the Null tooling to the lines underneath the polyline. To do
it, we first have to hide the polyline (View / Mask Contour or press [!] and click on
the polyline; to unhide, press [*]) and then add the Null tooling, via the menu

Machining / Cutting Nibbling / Manual:

Property Walug
= Tool* Tull
Tull & il

IContral the attribution; [v
horkening in carners W
aximumn averlap (... i5.00

Fig. 4.10.6 - Manual Parameters

B

Fig. 4.10.7 - Adding Null Tooling
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4.10.1.3 Adding the Chamfer attribute to the line

We need to add the chamfer type and value to the segment we want to add a
chamfer to. In the Edges menu, select the Chamfer operation and set its

parameters in the parameter box:

Property Walue

[=] Bewvel type® .Thick i
High angle™ (*)  :45.00
Heel height {ram)i 2,00

Fig. 4.10.8 - Chamfer Properties

Then, click on the ends of the segment you want to add the chamfer to:

Fig. 4.10.9 - Adding Chamfer Information

Affect the Chamfer Tool to the line, using the Manual Tooling item and selecting the
Chamfer Tool in the properties box.

4.10.1.4 Checking the Toolings
Go to the Machining / Visualization menu and select the Elements According to
Tools item to check all the toolings are Ok:

Property Value

|=]_Tools used
SR r
alar 'Purple
¥

[l cutBefore
alar 'Dark areen
=] CHAMFER. r
Color Crange
[=] cut -
Color 'B\ue

Bwmbiology

-

Fig. 4.10.10 - Cutting the Extra Room
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Property Walue
[5]_ Tools used
= Tl ~
i_olor 'Purple
[ cutBefore r

Calar 'Darkgreen
=] CHAMFER r

Calar Orange
[= cut |l
Caolar 'Elua

Symbiology

Y,
®
Fig. 4.10.11 - Segment Already Cut
Property Walue
[l Tools used
£ Mull r
Calar .Purp\e
[ cutBefore r
Calar 'Darkgreen
=] CHAMFER |
Calor Orange
B ot -
Color 'B\ue
[Ewmbiology
Y1,
%
Fig. 4.10.12 — Chamfering
Property Yalue
[2 Tools used
= Mull -
Calor 'Purple
] cutBefore i~
Color 'Darkgreen
[=] CHAMFER -
Color CQrange
ST =
Color .B\ue
Bymbiology
Y
x

Fig. 4.10.13 - Cutting the Rest Of The Part
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4.10.2 Chamfer on the Edge of the Sheet

Normally toolings on the edge of the sheet are automatically deleted in order to
avoid useless cuts. In order to use the chamfer it is necessary to change some
parameters to be able to work on the left hand side of the sheet.

4.10.2.1 Preparing the Chamfer

Go to the Resource Editor and press [Ctrl]+[Alt]+[Shift]+[E] to activate expert
mode and in Other Parameters, select the Pathfinder tab and assign the value 111
to the parameter PFI_38.

In order to nest the part on the edge of the sheet it is necessary to reduce the
margin gap on the left to 0 (in WinNEST, Plate Properties).

4.10.2.2 Nester
The chamfer is added after the nesting is done but is not added on the parts.
Open the nester from WIinNEST in order to nest the parts in the sheet and click on
the menu File / Launch / Drafter to open the whole nesting in the Drafter:
i3
+ 4 I-i- + %
b & &+ b
TEEL
] &I-i- LR
+ 4 I-q- + ¥
b & &+ b
TEEL
»&»&I»i- b B
b & & &
+ 4+ E
+ 4B E
Y »&»&I»a- b
*
Fig. 4.10.14 - Nesting In Drafter
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4.10.2.3 Deleting the Cut Tooling

4.10.2.4 Adding the Chamfer Line
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Using the Manual Tooling item, assign the Null operation to the left hand side edges

of the parts:

Property Yalue
=] Tool* rull
Mull &
Contraol the attrib,,, (W
Shorbening incorm,, G W
flacimum overlap ... 15,00

Fig. 4.10.15 - Removing the Cut Tooling

Draw a line (Drawing / Creation / Line) from the bottom left corner to the upper left

corner of the last part and hide the parts outlines:

Fig. 4.10.16 - Creating a Line and hiding the Parts

<6«»|'v-1'v-i'-i-

b,

Now, add the Chamfer Tool to the line you added, using the Manual Tooling Item
and the Chamfer Tool. Check the tools with the Visualization according To Tools.
Save and exit the drafter. Close the nester and check the sequence in the

Pathfinder.

Chamfer should be the first tool. If not, change the sequence manually to place it

first.
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