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The Application of Macro Program in NC Miller Process

YANG Gang » ZHANG Ji-xiang
(School of Mechanics & Automobile Engineering, Chongqing Jiaotong University, Chongqing 400074 ,China)

Abstract: The user macro program and simulation of machining technology were used to achieve a rectangular shape (rectangle,
rounded shape and keyway) and the rectangular cavity (rounded shape, keyway and blank groove-shaped) roughing, finishing and
coarse, fine continuous processing program. The corresponding parameter variables were established, and the working track was simu-
lated by machining simulation software, then the actual working verification was carried out on NC machine.
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Fig. 3 Procedural part of the variable comparison diagram
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Table 1 Program comparison table of all variables
ZH =98 BiEEE  JEE
X(#24) FHSES TR S5
Y(#25) FHSEE y FRRT S5
Z(#25) TR SEL
R(#18) T I SEHL
C(#3) il B R 1ESE
K(#6) v B Nt 1E S8
T(#20) 4 5 £ 2 45 S T<K/2
D(#D) JJHH#& FEEH  D/2<T
ACED W5 x4l e £ BE %R 0~360
; =1 mHNEMT mhHe
WEE2D w1 B2 e
=1 H#nT
Ny E:—‘—»
S(£19) =2 RN T 1,23 Eﬁ&i
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Fig. 4 The tools path of contour
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Fig. 5 The tools path of cavity contour
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1 A5 R iR i IF [#19 NE 3] THEN M99;

4 JJHAER KB WE BN D1, H1, N72 M98 P30;

IF [ #19 EQ 1] THEN M99;
3 MIER IF [£19 EQ 3] THEN #8=0;
M99 ;

O2( ) N75 M98 P31;

IF #23=1 THEN GOTO 10; M99 ;

IF #23=2 THEN GOTO 50; N9O IF [ # 2 GE #3 AND # 13 GE # 6]

M99; THEN

N10 IF [ #20=0] THEN M98 P3; M99

N20 IF [ #20=#6/2] THEN GOTO 30; IF [ #20 EQ #6/2] GOTO 100
IF [#£20 LT 0] THEN M99; N93 IF [#19 EQ 1] GOTO 95;

N21 IF [#19 EQ 1] GOTO 25; IF [#19 EQ 2] GOTO 97;

IF [ £19 EQ 2] GOTO 26; IF [ #19 NE 3] THEN M99;
IF [ £19 NE 3] THEN M99; N95 M98 P50;

N25 M98 P15; IF [ #19 EQ 1] THEN M99;
IF [#£19 EQ 1] THEN M99; IF [#19 EQ 3] THEN #8=0;
IF [ #19 EQ 3] THEN #11=0; M99;

N26 M98 P16; N97 M98 P51;

M99; M99 ;

N30 IF [#19 EQ 1] GOTO 35; N100 IF [ #19 EQ 1] GOTO 102;
IF [ £19 EQ 2] GOTO 36; IF [#19 EQ 2] GOTO 104;

IF [ #£19 NE 3] THEN M99; IF [ #19 NE 3] THEN M99;

N35 M98 P10; N102 M98 P40;

IF [ £19 EQ 1] THEN M99; IF [#19 EQ 1] THEN M99;
IF [ £19 EQ 3] THEN #11=0; IF [#19 EQ 3] THEN #8=0;

N36 M98 P11; M99 ;

M99; N104 M98 P51;

N50 IF [ #7/2 GE #20] THEN M99; M99 ;

IF[#2EQ #0 AND #13 EQ #0] GO- O3UHEIEAMNE A M)
TO 90; N110 IF [ #19 EQ 1] GOTO 115;

N60 IF [ #20 EQ #6/2] GOTO 70; IF [#19 EQ 2] GOTO 120;
IF[#19 EQ 1] GOTO 62; IF [ #19 NE 3] THEN M99;
IF [£19 EQ 2] GOTO 65; N115 M98 P4;

IF [ £19 NE 3] THEN M99; IF [ #19 EQ 1] THEN M99;

N62 M98 P20; IF [#19 EQ 3] THEN #11=0;
IF [£19 EQ 1] THEN M99; N120 M98 P5;

IF [ £19 EQ 3] THEN #11=0; M99 ;

N65 M98 P21; O4CHLIN T

M99; WH [ £22 GT 0] DO1;

N70 IF [#19 EQ 1] GOTO 72; H60=[#22—1]* £21;

IF [#19 EQ 2] GOTO 75; M98 P6;
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M98 P7; G3 X#44 Y#45 R#7;
#22=#22—1; Gl X#46 Y £47;
END 1; X#48 Y #49;
M99; X#50 Y#51;
O5CHE in 1) X#44 Y #45;
M98 P6; G3 X#42 YH#43 R#7;
M98 P7; G1 G40 X#52 Y#53;
M99 ; GO Z200;
O6 O LT HEAR P M99 ;
£27=COS[ #1];
#28=SIN[ #17; 4 ZFig

H20=[#24—#3/2—2* #7T—£#60— #8];
#30=[H#25—#6/2—£T7— 260— £8];
#31=[#24—#3/2—£7—260— £8];
#32=[#25—#6/2— #7— #60— #8];
#33=[#24—#3/2—#60— #8];
H34=[H25—H#6/2— #60— #8];
#35=[#25+ #6/2+ #60+ #8];
#36=[#24+ #3/2+ #60+ #8];
H37=[H25—#6/2—2* #7T— 60— #8];
#40= 529 % #27— #30* #28;
HA41=#29 % #28+ #30* #27;
HA42=$#31 % H27— #32 % #28;
H43=$#31 % #28+ #32 % #27;
HA44=#33 % #27— H#34 % £28;
H45=$#33 % #28+ #H34 % #27;
H46=$#33 % H27— #35% #28;
H47=$#33 % #28+ #35% #27;
H48=$#36 % #27— #35 % #28;
H49=#36 % #28+ #35% #27;
#H50=##36 % #27— #35 % £28;
#51=#36x% #28+ #35x% #27;
H52=$#31 % #27— #H37 % #28;
#53=4#31 % #28+ #37 % #27;

M99

O7TGHEIEAMERIN T, 38 2\ v,z F IR E)
GO X#40 Y#£41;

Z#18;

Gl Z[#26+#11] F#9;

G41 X#42 Y #43 DI1;
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