Machinist
User Guide




Table Of Contents

Introduction:
Preface

Turning:

1) Turning Main

2) G2 & G3 Radius’

3) Partial Face & Partial Turn Radius’
4) Rough Face

5) Rough Turn

6) Microfinish

7) Threading

8) Thread Height

9) Grooving

Milling:
11) Bolt Circle
12)  Hole Weight

13) Tapping
14)  Angle Mill
15) OD Mmill
16) 1D wmill

17)  Thread Milling

18)  Center Drill Tip Comp.
19)  Drill Tip Comp.

20)  Tap Drill Selector

21)  Tap Drill Data Base

Communications:

22) DNC
Formulas:
23) BarCalc

24) DMS to Dec. Deg.
25)  Project Time Line
26) Capacity

27)  Draft Angle

28)  Sine Plate

29) Unit Conversion
30) Pcs/Hour

31) Feeds-Speeds
32) Trig Calc

Miscellaneous:
33) EULA (End User License Agreement)

page 3

page 4
page 6
page 8
page 10
page 11
page 12
page 13
page 14
page 15

page 16
page 17
page 18
page 19
page 20
page 21
page 22
page 23
page 24
page 25
page 26

page 27

page 29
page 30
page 31
page 32
page 33
page 34
page 35
page 36
page 37
page 38

page 39



Preface:

Machinistis THE premier application for engineers, CNC programmers,get-
toolmakers, or anyone in the machining industfgchinist is designed to ease CNC lathe
programming of complex profile contouringachinist generates up to (40) bolt hole
locations, regardless of start angle or positidachinist simplifies drill tip depth
compensationviachinist generates CNC threading cycles for turning, tapping, aeddhr
milling. Machinist also calculates process cycle times and efficiencg, mluch, much
more. The highly graphical interface is user friendlgt &ery intuitive.

Minimum OS requirement: Any device running PocketPC 2002 and newer, including
Windows Mobile 6.

Read theEULA section at the end of this User Guide before proceed).
Read the READ ME FIRST.txt document before installfachinist.

Unzip the install file.

Open the unzipped file and navigate to the PocketPC folder.

Double click the setup.exe file to start the install.

When the install is completed, copy the MateriakxtapDrillDb.txt files into the
Machinist folder located in the Program Files folder on the haiutl

Follow the instructions in the READ ME FIRST.txt filer importing the data into
Machinist.

The Demo version dflachinist is fully functional for 15 uses.
After the Demo has expired, a registered versiod@thinist must be purchased to
continue unrestricted usage.

Tap Start/Programsfachinist to start the application.

Tap '@ | located at the top left of every page, at any timetess the extensive onboard
user manual.

Tap% , located at the top right of every page, to Biaichinist.



Turning Main:

This app was created for use on Swiss style CNC lathesjibwork on most modern CNC
lathes with EIA (G-Code) style programming.

Tap the lathe short cut on the main page, or selecttiierdrop down menu.

Tap the P1 thru P6 short cut for the profile that youti@program.

Select OD or ID machining.

Leave Comp selected for standard programming. Unselgatiidre using G41/G42.
Select Opposite if your turret/saddle is on the oppositedsittee spindle (left of the spindle).
Enter the part diameter.

Enter the chamfer length (must be a positive number).

Enter the ending radius, if required.

Enter the chamfer angle, in decimal degrees. (exartipldegrees 30 minutes=15.5)

Enter the start corner radius, if required.

Enter the ‘Z’ axis start position (Must be 0 or a negatiumber).

Enter the TNR (tool nose radius) on your insert. (examp156, .0312, .0468, etc).

Tap '@ to access the onboard step by step instructions.

Tap to clear your information.

Tap‘-'=' to return to Turning main.

Tap to return toMachinist main.

Tap% to exitMachinist.

CAUTION: These apps are for CNC'’s that are on centerline withingctory specs.
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G2 & G3 Radii:

These apps generate EIA programming code to simphifiysgorogramming.

Tap the lathe short cut on the main page, or selecttiierdrop down menu.

Tap the G2 (clockwise) or G3 (counter clockwise) radius.

Select OD or ID machining.

Leave Comp selected for standard programming. Unselgotiibre using G41/G42.
Select Opposite if your turret/saddle is on the oppositedsittee spindle.

Enter the ‘Z’ axis position (must be O or a negative nuinber

Enter the TNR (tool nose radius) on your insert. (examP156, .0312, .0468, etc.)
Enter the required radius.

Enter the start or end diameter.

Tap '@ at any time to access the onboard step by step instrsiction

Tap to clear your information.

Tap4=' to return to Turning main.

Tap to return toMachinist main.

Tapsz to exitMachinist.

CAUTION: These apps are for CNC that are on centerline within faory specs.
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Partial Face & Partial Turn Radius’:

These apps generate EIA programming code to simplityabeaadius programming.
Tap the lathe short cut on the main page, or selecttiierdrop down menu.

Tap the PT (partial turn) or PF (partial face) short cut.

Select OD or ID machining.

Leave Comp selected for standard programming. Unselgotiibre using G41/G42.
Tap Opposite if your turret/saddle is on the opposite sideec$pindle.

Enter the radius ending diameter.

Enter the —Z- axis ending point location (must be a Gegative number).

Enter the required radius.

Enter the TNR (tool nose radius) on your insert. (examP156, .0312, .0468, etc.)
Enter the radius start diameter.

Tap'@ at any time to access the onboard step by step instrsiction

Tap to clear your information.

Tap4=' to return to Turning main.

Tap to return toMachinist main.

Tapsz to exitMachinist.

CAUTION: These appsare for CNC that are on centerline within factory specs.
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Rough Face:

This app generates EIA programming code for multiple pass rewagigt

Tap the lathe short cut on the main page, or selecttfierdrop down menu.

Tap the R. Face short cut.

Leave Comp selected for standard programming. Unselgotiibre using G41/G42.
Tap Opposite if your turret/saddle is on the opposite sideecfpindle.

Enter the —Z- axis finish stock allowance.

Enter the —Z- axis roughing depth per pass.

Enter the retract amount.

Enter the —X- axis finish stock allowance.

Enter the block number of the first line of the finishgpaéthe program (i.e. N100).
Enter the block number of the last line of the finish mdtke program (i.e. N200).
Enter the SFM (surface feet per minute).

Enter the roughing feedrate.

Tap '@ at any time to access the onboard step by step instrsiction
Tap to clear your information.

Tap‘-'=' to return to Turning main.

Tap to return toMachinist main.

TapSz to exitMachinist.
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Rough Turn:

This app generates EIA programming code for multiple pass rougihgur

Tap the lathe short cut on the main page, or selecttiierdrop down menu.

Tap the R.Turn short cut.

Select OD or ID machining.

Leave Comp selected for standard programming. Unselesing G41/G42.

Tap Opposite if your turret/saddle is on the opposite sideec$pindle.

Enter the —Z- axis finish stock allowance.

Enter the retract amount.

Enter the —X- axis roughing depth per pass.

Enter the —X- axis finish stock allowance.

Enter the block number of the first line of the finishgaéthe program (i.e. N100).
Enter the block number of the last line of the finish mdgbe program (i.e. N200).
Enter the roughing feedrate.

Enter the SFM (surface feet per minute).

Tap'@ at any time to access the onboard step by step instrsiction
Tap to clear your information.

Tap‘-'=' to return to Turning main.

Tap to return toMachinist main.

TapSz to exitMachinist.
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Microfinish:

This app calculates the feedrate needed to obtain a requifadesfinish.
Tap the lathe short cut on the main page, or selecttiierdrop down menu.
Tap the Microfinish short cut.

A micro inch to micro meter, & an Ra to Rz conversiomslacated at the bottom of the page.
Enter the required maximum surface finish.

Enter the insert TNR (tool nose radius).

Tap'@ at any time to access the onboard step by step instrsiction
Tapr’_—? to clear your information.

Tap < to return to Turning main.

Tap to return toMachinist main.

Tap? to exitMachinist.
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Threading:

This app generates EIA program code for multi pass threading.

Tap the lathe short cut on the main page, or selecttiierdrop down menu.
Tap the Threading short cut.

Select OD or ID machining.

Enter the TPI (threads per inch).

Enter the thread diameter.

Enter the total length of your threads.

Enter the amount of taper in the threads, if required.

TIP: Leave taper blank for straight threads.

Enter the thread angle (normally 60 degrees).

Enter the first thread pass depth of cut.

Enter the decrimental (standard) thread pass depth of cut.

Enter the number of finish thread passes.

Enter the finish pass depth of cut.

NOTE: Some CNC machines require that you remove the dépiace from the Q, P, & R
values. In this case, Q.01 would become Q0100.

Tap'@ at any time to access the onboard step by step instrsiction
Tap to clear your information.

Tap‘-'=' to return to Turning main.

Tap to return toMachinist main.

TapSz to exitMachinist.
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Thread Height:

This app calculates internal or external thread heights.
Tap the lathe short cut on the main page, or selecttiierdrop down menu.

Tap the Thd Height short cut.

Select OD or ID machining.

Enter the TPI (threads per inch).
Tap '@ at any time to access the onboard step by step instrsiction

Tap &
Tap &=

to clear your information.
to return to Turning main.

Tap to return toMachinist main.

Tap? to exitMachinist.
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Grooving:

This app generates EIA program code for rough grooving.
Tap the lathe short cut on the main page, or selecttiierdrop down menu.

Tap the Grooving short cut.
Enter the final
Enter the groove diameter.

—Z- axis position of the last groove.

Enter the step over length in the —Z- axis, for multgri@oves.
TIP: Leave the step over blank for a single groove.

Enter the feedrate.

Enter the pecking retract amount.

Enter the pecking depth of cut.

Enter the recess amount at the bottom of the groove.
Tap '@ at any time to access the onboard step by step instrsiction

Tap
Tap <

to clear your information.
to return to Turning main.

Tap to return toMachinist main.

TapSz to exitMachinist.
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Bolt Circle:

This app generates up tdjdolt hole locations, regardless of size or start apgdgtion.
Tap the milling short cut on the main page, or seleehfthe drop down menu.

Tap the Bolt Circle short cut.
Enter the# of holes required.

Enter the first hole start angle (from the 3 o’clock posjtio
Enter the ‘X’ axis bolt pattern center position.
Enter the Y’ axis bolt pattern center position.

Enter the bolt circle diameter.

Use the right scroll bar to view you bolt hole locations
Tap '@ at any time to access the onboard step by step instrsiction

Tap &
Tap ™

to clear your information.
to return to Milling main.

Tap to return toMachinist main.

Tap? to exitMachinist.
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Hole Weight:

This app calculates the weight of the material removed &alling a hole at a given location, for

balancing purposes.
Tap the milling short cut on the main page, or seleehfthe drop down menu.

Tap the Hole Weight short cut.

Enter the drill depth.

Enter the drill diameter.

Enter the radial location of the drilled hole.

Select the type of material being drilled.

Tap'@ at any time to access the onboard step by step instrsiction
Tapr’_—? to clear your information.

Tap<¢'=' to return to Milling main.

Tap to return toMachinist main.

Tap& to exitMachinist.
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Tapping:

This app generates EIA programming code for tapping in a macluaintgr.
Tap the milling short cut on the main page, or seleehfthe drop down menu.
Tap the Tapping short cut.

Enter the total thread depth.

Enter the TPI (threads per inch).

Enter the desired RPM (revolutions per minute).

Enter the ‘X’ axis tap location.

Enter the Y’ axis tap location.

Tap'@ at any time to access the onboard step by step instrsiction
Tapr’_—? to clear your information.

Tap<¢'=' to return to Milling main.

Tap to return toMachinist main.

Tap? to exitMachinist.
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Anqgle Mill:

This app generates EIA programming code for milling around thenptat of a part.
Tap the milling short cut on the main page, or seleehfthe drop down menu.

Tap the Angle Mill short cut.
Enter the cutter diameter.

Enter the length of the first milled side of the part.

Enter the angle to be milled.
Enter the part milled width.

Tap '@ at any time to access the onboard step by step instrsiction
Tapr’_—? to clear your information.
Tap<¢'=' to return to Milling main.
Tap to return toMachinist main.

Tap? to exitMachinist.
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O.D. Mill:

This app generates EIA programming code for boss milling.

Tap the milling shortcut on the main page, or sel@hfthe drop down menu.
Tap the OD Mill short cut.

Select CW (clockwise) or CCW (counter clockwise) cutter path
Enter the diameter of the tool being used.

Enter the required boss diameter to be milled.

Enter the —X- axis boss location.

Enter the —Y- axis boss location.

Tap '@ at any time to access the onboard step by step instrsiction
Tapr’_—? to clear your information.

Tap<=' to return to Milling main.

Tap to return toMachinist main.

Tap? to exitMachinist.
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ID_Mill:

This app generates EIA programming code for pocket milling.
Tap the milling short cut on the main page, or selechfthe drop down menu.
Tap the ID Mill short cut.

Select CW (clockwise) or CCW (counter clockwise) cutter path
Enter the diameter of the tool being used.

Enter the bore diameter to be milled.

Enter the —X- axis hole location.

Enter the —Y- axis hole location.

Tap'@ at any time to access the onboard step by step instrsiction
Tapr’_—? to clear your information.

Tap<¢'=' to return to Milling main.

Tap to return toMachinist main.

Tap& to exitMachinist.
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Thread Milling:

This app is used to ease EIA thread mill programming.

Tap the milling short cut on the main page, or seleehfthe drop down menu.
Tap the Thread Milling short cut.

Select OD or ID thread milling.

Enter the diameter of the thread.

Enter the length or depth of thread.

Enter the feedrate per insert tooth (i.e. .003).

Enter the diameter of the thread mill.

Enter the recommended SFM (surface feet per minute) forraterial type.
Enter The TPI (threads per inch).

Tap '@ at any time to access the onboard step by step instrsiction

Tap to clear your information.

Tap‘-'=' to return to Milling main.

Tap to return toMachinist main.

TapSz to exitMachinist.
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Center Drill Tip Comp. :

This app calculates the depth needed to create a speciidesisize.

Tap the drilling short cut on the main page, or seleehfthe drop down menu.
Tap the Center Drill Tip Comp. short cut.

Enter the required chamfer diameter.

Tap'@ at any time to access the onboard step by step instrsiction
Tapr’_—? to clear your information.

Tap“«"=I to return to Drilling main.

Tap to return toMachinist main.

Tap? to exitMachinist.
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Drill Tip Comp.:

This app calculates the depth needed to compensate fortgdrill

Tap the drilling short cut on the main page, or seleehfthe drop down menu.
Tap the Drill Tip Comp. short cut.

Enter the drill diameter.

Tap'@ at any time to access the onboard step by step instrsiction
Tapr’_—? to clear your information.

Tap“«"=I to return to Drilling main.

Tap to return toMachinist main.

Tap? to exitMachinist.
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Tap Drill Selector:

TOP OF THE SCREEN:
This app allows you to calculate, or look up, drill sizegdpping.

Tap the drilling short cut on the main page, or seleehfthe drop down menu.

Tap the Tap Drill Selector short cut.

Select the style of tap to use (inch or metric).

Enter the thread diameter.

Enter the thread pitch (threads per inch).

Enter the percent of full threads required (typically 75%)
Read the drill size information.

BOTTOM OF THE SCREEN:

Select the Tap Type from the drop down menu.
Use the right scroll bar to view all of the tap data.
TapDb to view/edit the Tap Drill Data Base.

Tap'@ at any time to access the onboard step by step instrsiction
Tap to clear your information.
Tap‘-'=' to return to Drilling main.

Tap to return toMachinist main.
to exitMachinist.
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Tap Drill Data Base:

This app is used to enter / edit all of your taps drillsinéo theMachinist data base.

Tap the drilling short cut on the main page, or seleechfthe drop down menu.

Tap the Tap Drill Data Base short cut.

Select Edit Enable to add / modify the data base. SE&xDrill to return to Tap Drill main.
Select the category type for the tap being entered.

Enter the tap size, the tap drill size, and the decagaivalent of the tap drill.

Tap _] to view/edit the first tap in the data base.
Tap to view/edit the previous tap in the data base.

Tap to add a new tap to the data base.

=LA NI

TaplZd to view/edit the next tap in the data base.

Tap _] to view/edit the last tap in the data base.
Tap_’ to undo a change. Only (1) undo is possible.

TapE to delete an entry from the data ba8&\RNING: This action CAN NOT be undone.
Tap'@ at any time to access the onboard step by step instrsiction

Tapr’_—? to clear your information.

Tap<=' to return to Drilling main.

Tap to return toMachinist main.

Tap? to exitMachinist.
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DNC:

This app was designed to transfer a single CNC program frormaaleine into another.

DNC has a maximum file transfer size limit of 5K.

DNC only works on newer Fanuc style controls, due to the @idCessor speed.

Your CNC must have the comm. port parameters set to 4800 dta,d hits, even parity, & 2
stop bits. Refer to your machines parameter manual.

You must purchase or make a communication cable thaintaliface between the PocketPC and
your CNC machine.

WARNING: Improper wiring may short out the serial port on your device!

You can purchase a serial cable for most PocketPC’si#isad DB9 serial connector.

You will need a DB9 connector kit (the opposite connectoioof gerial cable), a DB25 male kit
(to connect to the CNC), and whatever length wire you wanse (preferably 25ft or less).

This is a typical CNC patch cable wiring schematic:

PC EMND CNC END
DESF Caonnectar DEZ5M Connectar
shield Wire 1
D 3 2 TD
RD = 3 RD
= E 5 i e
RTS 7 4 RTS
CTS g =) CTS
DsSR =) = DSR
ch 1 g ch
OTR 4 20 OTR

-+ Signal Direction
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Tap the DNC short cut on the main page, or select fhendrop down menu.

Sending to the CNC (uploading):

Tap@ to import a CNC text file (must be named Program.tenfrActive Sync.
NOTE: The first line of your imported programUST be:
ProgramA,ProgramB,ProgramC,ProgramD,ProgramE

The imported program must start and end with quotes (*).

Get the CNC ready to receive / read a program.

Tap@ to upload your program.
Tap yes to proceed or no to abort the upload.

Receiving from the CNC (down loading):

Tap@ to receive your program
Tap yes to proceed or no to abort the download.
Press send / punch on the CNC to download your program (Progdam

TapE to save your program on the next Sync (Program.txt).

Tap '@ to access the onboard step by step instructions.
Tap to clear your information.

Tap4=' to return to Formulas main.

Tap to return toMachinist main.

Tapsz to exitMachinist.
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Bar Calc:

This app calculates the part weight and parts per bar ofatetiad.
Tap the formula short cut on the main page, or selest the drop down menu.
Tap the Bar Calc button.

Enter the bar length (in feet).

Enter the width of the kerf / cut-off (in inches).

Enter the length of the bar remnant (in inches).

Enter the bar / part diameter.

Enter the cut part length.

Select the material being used.

Tap '@ to access the onboard step by step instructions.

Tap to clear your information.

Tap‘-'=' to return to Formulas main.

Tap to return toMachinist main.

TapSz to exitMachinist.

~ R
Bar Length (fty=|12.00000
kerf / Cut-Off Width=|0.042000

DMS to Project Remnant Length {in)=|6.000000
Dec. Deq. | Time Line

3 Aluminum

Capacit Draft | o o Plate ) Brass

APALRY | angle | e T (7-[2.0000
p () Cast Iron
Unit Feeds
coversin| ">/ 0| v O
1.000000] <+ () Stainless
Materials | Trig Calc
5 = 0.89001 5 3
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DMS to Dec. Deg.

This app converts angular dimensions between deg’ min” sectiecimal degrees.
Tap the formula short cut on the main page, or selest the drop down menu.
Select ‘deg,min,sec’ or Decimal Degree input.

Enter your information in deg,min,sec or decimal degrees.

Tap'@ at any time to access the onboard step by step instrsiction

Tap to clear your information.

Tap‘:=' to return to Formulas main.

Tap to return toMachinist main.

Tapsz to exitMachinist.

= @ R

® |G

deg,min,sec () Decimal Deg.

Project

Time Line |15|deg.|3r:]|mir‘|,|3[]|sec.

Speeds

Materials | Trig Calc

Dec. Degrees=15.508333
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Project Time Line;:

This app calculates the total time for project launches, et

TIP: Time Line is extremely useful when trying to determine mtojead times.
Tap the formula short cut on the main page, or selest the drop down menu.
Select ‘# of weeks’ or ‘Ending Date’ input method.

Select the start date of your project.

Enter the length of the project (in weeks), or the endatg of the project.

Tap'@ at any time to access the onboard step by step instrsiction
Tap to clear your information.

Tap‘-'=' to return to Formulas main.

Tap to return toMachinist main.

TapSz to exitMachinist.

|project  [EI Y
~ R

J
(® # Of Weeks () Ending Date

DS to a)iject

ke RN || Project Start Date=[2/7/08

Capacity E:-_:;‘;te Sine Plate

Unit
Conversion Project Length (weeks)=[24.00

Materials | Trig Calc

Bar Calc

Project Due Date:

Thursday, 7,/24,/08 12:00

31



Capacity:

This app calculates the number of machines and cycle tojpéed to run a product.
Tap the formula short cut on the main page, or selest the drop down menu.
Tap the Capacity button.

Enter the customers annual parts requirement.

Enter the number of work weeks in a year.

Enter the quoted pieces per hour.

Enter the number of days per week worked.

Enter the number of work hours in a day.

Enter the number of machines being utilized.

Select the required efficiency (100% = full capacity).

Tap '@ at any time to access the onboard step by step instrsiction

Tap to clear your information.

Tap‘-'=' to return to Formulas main.

Tap to return toMachinist main.
TapSz to exitMachinist.

J }.:. _

Annual Requirerment (pos)=|375000.00
wiork Weeks In & Year=

J —
Dec. Deq. | Time Line Days Per Wesk Worked=

Draft . Hours Per Day Worked=
Sine Plate ) .
Angle # Of Available Machines=

Unit Feeds Required Efficiency=
Conversion Speeds
Materials | Trig Calc

31250.00 Pcs Required / Month
7500.00 Pcs Required / Week
1500.00 Pcs Required / Day

75.00 Pcs Required / Hour
48.00 Sec. Required Cycle Time
1.50 Machines Required
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Draft Angle:

This app calculates the amount of draft angle in a casarmgjng, etc.

Tap the formula short cut on the main page, or selest the drop down menu.
Tap the Draft Angle button.

Enter the draft angle in decimal degrees.

Enter the length of draft angle.

Tap '@ at any time to access the onboard step by step instrsiction

Tap to clear your information.

Tap‘:=' to return to Formulas main.

Tap to return toMachinist main.

Tapsz to exitMachinist.

,i'." | Formulas

Z

Bar Cale | DMSto | Project £"=[z.0000

" | Dec. Deg. | Time Line ~0.010913

Capacity : 2t Sine Plate _J?__
apacity sngle [T ' ! s 0.312500

Unit Feeds
Conversion Speeds

Materials | Trig Calc

R

v & 3 o
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Sine Plate:

This app calculates the thickness of gage blocks neededyf@mgle on a standard sine plate.
Tap the formula short cut on the main page, or selest the drop down menu.

Tap the Sine Plate button.

Enter the required angle in decimal degrees.
Enter the sine plate base length.

Tap '@ at any time to access the onboard step by step instrsiction

Tap
Tap

to clear your information.
to return to Formulas main.

Tap to return toMachinist main.

Tap? to exitMachinist.

|5ine Plate [E] Y ¢ 12:58PM

D 7 @ @ R

Bar Calc DMS to Project
| Dec. Deg. | Time Line
I Draft
Capacity Angle

Unit Feeds
Conversion Speeds
Materials | Trig Calc

) Plate

_E ~2.500000

&= 120,000

o o] R
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This app converts a number from one category into another.

Unit Conversion:

TIP: Conversion is helpful on machinery that has metric presgages.
Tap the formula short cut on the main page, or selest the drop down menu.
Tap the Unit Conversion button.

Enter the valuéo be converted.

Select the preferred conversion.
Tap'@ at any time to access the onboard step by step instrsiction

Tap
Tap

to clear your information.
to return to Formulas main.

Tap to return toMachinist main.

TapSz to exitMachinist.

,ir."l Ennversiu;::

Z

4% 12:59PM

& @

R

Bar Calc DMS to Project
| Dec. Deg. | Time Line

Capacity E:-_:;‘;te Sine Plate

anit

Feeds
Conversion Speeds
Materials | Trig Calc

Yalue To Convert=|750.000000

Select Your Conversion
{3 mm to inch

{1 inch to mm

() MPa to psi

{1 kgf/cm2 to psi
{1 nm to Ib*ft

) nm to oz*in
{3 Kw to hp

() SFM to SMM

Your Conversion Is 228.600000
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Pcs / Hour:

This app calculatethe number of parts per hour that a machine(s) can produce.
Tap the formula short cut on the main page, or selest the drop down menu.
Tap the Pcs / Hour button.

Select whether the time input method will be fromgtewatch or manual input.
Tap the green stopwatch button and tap, then ok to stastapwatch.

Tap the red stopwatch button, then ok to stop the stopwatch.

The total cycle time from the stopwatch (in seconds)autbmatically be used for all calculations
if stopwatch is selected as the input method.

If manual input is selected, enter your cycle time wheovided.

Enter the number of parts per load.

Enter the number of machines being utilized.

Enter the total number of hours per day worked.

Enter the number of work days in a week.

Enter the number of weeks worked in a year.

Select the percentage of required efficiency (100% = fpihciy).

Tap '@ at any time to access the onboard step by step instrsiction

Tap to clear your information.

Tap‘-'=' to return to Formulas main.

Tap to return toMachinist main.

Tap% to exitMachinist.

......

B

(Y
=

et Tl 4
D - R

[ stopwatch () manual input|

9:47:11 VI 10"
, . Draft . Mumber Of Parts Per Load=|[1.0
Capacity Angle Sine Plate Mumber Of Machines=|1.
: Hours Per Day ‘\Worked=[20.00

Unit Days Per Week \Worked=|3
Conversion | Work \Weeks In A Year=|50,000

Materials | Trig Calc

Bar Calc DMS to Project
| Dec. Deg. | Time Line

Required Efficiency=[100%

189.473684 Pcs/Hour
3789.473684 Pcs/Day

18947.368421 Pcs,/Week
78947.368421 Pcs,/Month
047368.421053 Pcs; Year
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Feeds-Speeds:

This app calculates machining feeds and speeds.
Tap the formula short cut on the main page, or selest the drop down menu.
Tap the Feeds-Speeds button.
To calculate SFM (surface feet per minute): Enter the RielVblutions per minute) &
the tool diameter.
To calculate RPM (revolutions per minute): Enter the SEifféce feet per minute) &
the tool diameter.
To calculate IPR (inches per revolution): Enter the iffddhes per minute) &
the RPM (revolutions per minute).
To calculate IPT (inches per tooth): Enter the IPM (ingFegsminute) ,
thé of teeth (number of cutting edges) , &
the RPM (revolutions per minute).
To calculate IPM (inches per minute): Enter the IPT (isgher tooth) ,
théf of teeth(number of cutting edges) , &
the RPM (revolutions penuaie).
Tap '@ at any time to access the onboard step by step instrsiction
Tap to clear your information.
Tap‘-'=' to return to Formulas main.
Tap to return toMachinist main.
TapSz to exitMachinist.

i ." | Formulas

2

RPM (revolutions per min)=
DT, (23 || Uiy (IS Diameter (cutter or part)=

Draft SFM (surface feet per min.)=

IPT (inches per tooth)=
# Of Cutter Teeth=

Materials | Trig Calc

1000,
0.500

]

Sv1=1320.890052
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Materials:

This app displays known material cross references byriaatgpe.

Tap the formula short cut on the main page, or selest the drop down menu.
Tap the Materials short cut.

Select your material type from the drop down menu.

Tap ‘Add’ to add / edit the Materials data base.

Tap '@ at any time to access the onboard step by step instructions.
Tap‘-'=' to return to Formulas main.

Tap to return toMachinist main.

Tap% to exitMachinist.

Material:l[ﬁ] High Temp Alloy '|

DIN

330 ¥12MICr5i36 16
4676 MiCu20al

5383 NiCr19Fe19MbMoO
53904

5391 S-NICr10A16MoMN
5537C CoCr20W 15Ni
5660 MiFe35Cr14M™oTi
5666 NiCr22Mo9Nb
AMS 5397 NiCol5Cr10MoaAl
AMS 5300 NiCr19Col1MoTi
AMS 5544  NiCr19NbMo
AMS 5772 CoCr22W 14N
AMS R54520 Tials5n2.5

AMS R56400 TiAl6V4

Bar Calc DMS to Project
| Dec. Deg. | Time Line

Capacity E:-_:;‘;te Sine Plate

Unit
Conversion
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Materials DB:

This app allows you to enter your material specification.
Tap the formula short cut on the main page, or selest the drop down menu.
Tap the Materials short cut, then tap the ‘Add’ button.
Select ‘Edit’ to add/ modify the information.

Enter your material information.

Tap g] to view/edit the first material in the data base.
Tap;] to view/edit the previous material in the data base.
Tap @ to add a new material to the data base.

Tap ;] to view/edit the next material in the data base.
Tap§2_|] to view/edit the last material in the data base.

Tap.'g, to undo a change. Only (1) undo is possible.

TapE to delete an entry from the data ba8&\RNING: This action CAN NOT be undone.

Tap '@ at any time to access the onboard step by step instructions.
Tap to clear your information.

Tap‘-'=' to return to Materials main.
Tap to return toMachinist main.

Tap33 to exitMachinist.

g

@.R

Bar Calc DMS to Project
| Dec. Deg. | Time Line

Capacity E:_:;‘;t Sine Plate

[w] Edlit
Material=
AISIfASE=

DIN=
BS/EN=
AFNOR=
S5=
UNI=
UNE=
5=
GOST=

According To YDI 3323

k3 Cast Iron

-

Mo 258

5G-15

Gradels0

FT13D

0115-00

515

Fi515

FC150

9| ||« @] % » ks

Option
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Trig Calc:

This app calculates the unknown sides and angles of a ryd)tei

Tap the formula short cut on the main page, or selest the drop down menu.
Tap the Trig Calc short cut.

Enter your known information (minimum of one angle and side).

Tap '@ at any time to access the onboard step by step instructions.
Tap to clear your information.

Tap‘-'=' to return to Formulas main.

Tap to return toMachinist main.

TapSz to exitMachinist.

Bar Calc DMS to Project
" | Dec. Deg. | Time Line
. Draft . _
Capacity Sine Plate
Unit Feeds
Conversion Speeds
Materials side a=0.264000

side b=0.228631

Angle B=60.000000
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EULA (End User License Agreement):

You may install and use onbne (1) copy ofMachinist on any one device at any time.
You maynot reproduce or re-distribute registered copiellathinist.

Machinist maynot be disassembled, decompiled, or reverse engineered.

The developer cannot be held responsible for losses incuomdtits application.

This application is provided “as is” without any implied veanty or guarantees.
Installation of this application automatically im@ieonsent to thpreviousstatements.

Arzdog Software reserves the right to change this application and docun@ntgttany time.

This EULA may be terminated if you fail to comply witietterms and conditions herein.
Please forward any comments, suggestions, questions, ®tdargdog@msn.com
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