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|  Introducing DeskProto
1.1 Disclaimer

All milling devices (whether or not Numerically Controlled) are dangerous
devices. when working with a milling machine it is possible to damage either
the workpiece or the machine, or even to injure yourself. So do take care, and
always check your milling paths before sending them to the machine - in case
you are a novice user have an experienced colleague check them.

Delft Spline Systems, the software distributor, the dealer or any other
intermediate parties are in no way responsible for any damage or injury,
direct or consequential, relating to the use of this software.

Copyright © 1995-2024 Delft Spline Systems
This computer program is protected by copyright law. Unauthorized
reproduction or distribution of this program is prohibited.

DeskProto ® is aregistered trademark of Delft Spline Systems.
Windows ® is aregistered trademark of Microsoft Corporation.
MacOS® isaregistered trademark of Apple Inc.

Linux ® isaregistered trademark of Linus Torvalds.

All other trademarks are owned by their respective owners.
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12 Licensesand Copyrights

DeskProto is protected by copyright law. Unauthorized reproduction or
distribution of this program is prohibited.
Copyright © 1995-2024, Delft Spline Systems

DeskProto uses the following external libraries (installed during Setup as
DLL files):

The Boost C++ libraries.

Copyright © 1998-2005, Beman Dawes, David Abrahams,
Copyright © 2004-2007, Rene Rivera.

Used and distributed under the Boost Software License V1.0.

www.boost.org

The Clipper library for clipping and offsetting lines and polygons
Copyright © 1995-2013, Angus Johnson
Used and distributed under the Boost Software License V1.0.

angusi.com

The Crypto++ library of cryptographic algorithms
Copyright © 1995-2013, Wei Dai
Used and distributed under the Boost Software License V1.0.

WWW.Cryptopp.com

The HIDAPI library for communication with HID devices.
Copyright © 2009, Alan Ott, Sgnal 11 Software,

used and distributed under the HIDAPI license.
github.com/signal11/hidapi

The Minizp library for reading and writing ZIP archives.
Copyright © 2017, Nathan Moinvaziri

used and distributed under the Minizip license.
github.com/zlib-ng/minizip-ng

The QT cross-platform application framework.

Copyright © 2016, The QT Company Ltd. and other contributors

used and distributed under the GNU Lesser General Public License
(LGPLV3).

www.qt.io

The SVG++ library of functions to work with SVG files
Copyright © SYGPP.org (Oleg Maximenko)

Used and distributed under the Boost Software License V1.0.
svgpp.or
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The complete license texts for all these libraries can be found in the
DeskProto About box.
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1.3 Essentials

What does DeskPr oto offer

DeskProto is a CAM program (Computer Aided M anufacturing) for 3-axis,
4-axis and 5-axis CNC milling machines, offering Desktop Prototyping.
DeskProto allows you to to create CNC toolpaths for 2D vector drawings, for
3D geometries, as well as for 3D reliefs based on digital images. It can be
used for product design, jewelry, woodworking, medical applications, arts,
education, hobby, etc. DeskProto can be combined with any CAD program,
and with any CNC milling machine.

Four Editions of DeskProto are available: Free, Entry, Expert and Multi-
Axis, offering different (sub)sets of DeskProto’s functionality. An edition
comparison table can be found on www.deskproto.com

How doesit work

Sarting point for DeskProto is a CAD file (it is not possible to design in
DeskProto: CAM is only about calculating toolpaths). Three types of CAD
data are supported, each with a dightly different work-flow:

Vector-data: 2D drawing containing lines and arcs, stored as DXF, Al, EPS
or SVGfile.

Geometry-data: 3D geometry defined as a collection of triangles (facets)
that describe its outer surface (polygon data), stored as STL, 3MF or DXF
file.

Bitmap-data: 2D image containing colored pixels, stored as BMP, JPG, GIF,
PNG or TIFfile.

So in fact DeskProto offersthree CAM programsfor the price of one!

DeskProto will load the CAD file and display its contents. It is possible to
load more than one file. At this point you can scale, trandate, rotate etc.
After entering some milling parameters (cutting tool, required accuracy, etc)
DeskProto will calculate the toolpaths and save them in an NC file. Send this
NC file to your CNC milling machine and you will have your part ready
within a short time.

What har dwar e/softwar e is needed
DeskProto is available for Microsoft Windows, for Apple MacOS and for
Linux. DeskProto is a 64 bits application.

For Windowsiit needs Win10 or newer.

Minimum required hardware is a PC with 4 GB RAM and 100 GB free disk
space: faster/more is better. The graphics card needs to support OpenGL
V2.1 or newer. A special build for Win XP (SP3, 32 bhits) is available on
request. ??7? Win7 ??

For MacOS it needs Mojave (10.14) or newer.
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Here as well minimum hardware requirement is 4 GB RAM and 100 GB free
disk space: faster/more is better.

The MacOS version does not include the "Custom Wizards' nor the option
"Send Toolpaths directly to machine" (each of these a rarely used feature).
As Apple's implementation of OpenGL is incomplete the commands "Print
Image" (File menu) and "Generate Contour” (in the dialog to graphically set
the Operation Area) do not work in the MacOS version,

For Linux it has been developed and tested using Ubuntu 20.04 (64 bits), still
it should also work on a recent verson of most other popular Linux
distributions.

Here as well minimum hardware requirement is 4 GB RAM and 100 GB free
disk space: faster/more is better.

The Linux version does not include the "Custom Wizards' nor the option
"Send Toolpaths directly to machine" (each of these ararely used feature).

The screenshots in this Manual / Help file have been made using Windows,
gtill for MacOS users and for Linux users these images will be completely
clear asall screensare very similar in each of these operating systems.
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1.4  Specifications

Required operating system (Microsoft Windows):
Windows 10 or newer (64 hits).
A special build for Win XP (SP3, 32 bits) is available on request. ??7?7?

Required oper ating system (Apple MacOS)
MacOS Mojave (10.14) or newer (64 bits).

Required operating system (Linux)
Ubuntu 20.04 or newer (64 bits). It should also work on most other popular
Linux distributions.

Required hard disk space:
Minimum 1 GB: about 100 MB for program only, plus at least 900 MB for
projects

Required internal memory:
As much as possible, recommended at least 4GB

Required graphics:

A 3D graphics card (or on-board graphics) that supports OpenGL V2.1 or
newer,

The screen resolution of the computer needsto be at least 1024x768 pixels.

Supported Project files:

DPJ, verson 2.0

DPJ, verson 3.0/ 3.1

DPJ, verson 4.0/ 4.1

DPJ, version 5.0

DPJ, version 6.0/ 6.1

DPJ, verson 7.0/ 7.1

DPJ, version 8.0

Verson 1 DPJfiles (Windows 3.11) are no longer supported.

Project files exist in two versions: with and without calculated toolpaths.

Supported Vector file types:

DXE AutoCAD Drawing Interchange File

limited to points, lines, polylines, arcs, circles and ellipses (2D)

EPS Encapsulated PostScript and

Al Adobe Illustrator

SVG Scalable Vector Graphics

limited to points, lines, polylines, arcs, circles and ellipses (2D)

Entities in these files that are not supported will be smply ignored by
DeskProto.
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Supported Geometry file types:

STL STereoL ithography

ASCII & binary

3ME 3D Manufacturing Format

limited to only the 3D Model information
DXFE AutoCAD Drawing Interchange File
limited to triangles and rectangles (3D)
VRML Virtual Reality Modeling L anguage
limited to triangles and rectangles

Supported Bitmap file types:

BMP  WindowsBitMaP

Used by the bitmap operation to load a bitmap
GIE Compuserve Graphic Interchange File
Used by the bitmap operation to load a bitmap
JPG Joint Photographic Experts Group
Used by the bitmap operation to load a bitmap
PNG Portable Network Graphics File
Used by the bitmap operation to load a bitmap
TIFF  Tagged Image File Format

Used | by the bitmap operation to load a bitmap

Supported NC program files (toolpath data):
NC-program Numeric Controlled

only ASCII, format and file extension are different per machine.

Other supported file-types:

DPW  DeskProto Wizard

defines one custom wizard

DPS DeskProto Script

contains a DeskProto script.

DPT DeskProto Toolpath
contains all toolpaths for one DPJfile

Maximum Filesize

The DeskProto code does not have a maximum for any file. In practice the
maximum is limited by the computer's resources. DeskProto is a 64 hits
application, so the maximum STL file-size mainly depends on how much
RAM memory is present: when the Operating System needs to swap the

calculations will become too dow for most users.
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15 Wizard

For novice users it may be difficult to complete the DeskProto process of
generating an NC program file based on your own CAD-data. And even for
experienced users some complicated models that DeskProto can produce
remain difficult to prepare. For these reasons DeskProto features Wizards: a
series of dialog screens that guide you step-by-step through the complete
process. The DeskProto wizards also tell you where each setting can be found
in the ‘normal’ user interface, to enable you to do it without wizard the next
time (if desired). The wizards can be started from the File menu (File >> Sart
Wizard) and from the Start Screen.

So the DeskProto Wizard is meant to let you execute a task by guiding you
through the steps needed. The first wizard screen (see Choosing the type of
Wizard) presents a list of all Wizards that are available, after selecting one
and pressing next the actual wizard is started.
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The illustration above shows a typical wizard screen.

On top six icons that indicate the sequence of pages in this wizard. These
icons function as tabs. when colored they can be used to navigate to a
different page of the wizard by clicking on the icon.

The number of pages of each wizard (and the number of options on each
page) depends on which Edition you are running.
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Along the bottom the standard Wizard buttons: Back, Next, Cancel, Help
and (not on the illustration) Finish.

The button Apply (on the left) will refresh your screen and apply the
currently selected settings. This leftmost button may also show Calculate,
which will calculate the toolpaths for that tab page with the currently selected
settings.

Important are the yellow question marksin front of each question: position
the cursor over one of these, and DeskProto will show a Wizard Tooltip with
Help information for this question. Including information where to find this
setting in the dialog based user interface.

All functionality offered by the wizards is also available in the normal user
interface: the wizards are only meant to make things easier for you, they do
not add new options. After finishing any wizard you can fine-tune the settings
that the wizard made.

When you open an existing project that was made by the wizard, DeskProto
will again use the wizard interface. However after fine-tuning in the dialog
based interface that is no longer possible.

In addition to these 'normal’ wizards a powerful feature is present called the
Custom Wizard: a wizard written in a Script language and later added to
DeskProto. This makes it possible for any user and reseller to create a custom
wizard for a specific application and/or a specific fixture. More information
viathe link.
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1.6 Support

If you encounter problems while working with DeskProto, please try the
following:

1. Search for a solution in the on-line Help system. The help is very detailed:
every option in every dialog is explained.

2. Look inthe FAQ (Frequently Asked Questions) on the DeskProto website.

3. Look in the Forum on the same website. The forum page offers a special
search option for the forum, as the website's search option (top right corner
of each website page) does not cover the forum.

4. Carefully read the appropriate sections in the Manuals (printed or PDF
download).

5. In case no solution found: ask the Dealer who supplied DeskProto to you.

In case this does not work you can of course contact Delft Spline Systems.
When you send us a project please do so using the ZIP file that you can
generate via Create Problem Report (Help menu). Sending only the DPJ file
is insufficient as that file does not contain the CAD-data nor your
cutter/machine/postprocessor definitions.
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17 Delft Spline Systems

Delft Soline Systemsis a Dutch software house, founded in 1984, specialized
in the development and the use of CAD/CAM software. The first product of
the company, the SPSURF CAD/CAM package, was released in 1986, ran in
MS-Dos, and was specialized in designing freeform surfaces. For products
containing freeform surfaces it is absolutely necessary to create physical
models in order to really evaluate the design, so from the start SSPSURF has
featured a module to easily calculate CNC toolpaths. At that time creating
physical modelsto evaluate CAD data was called Rapid Prototyping.

Snce that time Rapid Prototyping has been recognized as vital for product
development, a few years it has even been a buzz word. Based on a long
experience of Rapid Prototyping and NC milling, Delft Spline Systems has
been able to develop the unique DeskProto package, meant for product
designers.

Snce that time we have found that DeskProto is very well suited for many
other applications as well. Key feature is the ease of use: DeskProto does not
am at CNC specialists (like most other CAM software), but instead at
professonals in a different application. Like in jewelry, arts, design,
education, prostheses, woodworking, food and sweets, and so on. This is
phrased in our motto

" CNC machining for non-machinists’

We hope you will enjoy using DeskProto, and we expect it will help you in
producing high quality partswithin a short time.

When you want to stay informed about new DeskProto Developments you
can subscribe to our Newsetter emails by checking that option when
downloading DeskProto from our website.

The news will reach you even more quickly when you follow the DeskProto
pages on Facebook and/or Instagram.

Delft Spline Systems
Utrecht, The Netherlands

Tel: +31 30 296 5957
Website:  www.deskproto.com
Email info@deskpr oto.com

The DeskProto software © is owned by Delft Spline Systems.
DeskProto ® isa registered trademark of Delft Soline Systems.
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I Screen layout

D Teapot.dpj - DeskProto 8.0 - Dealer license: Not For Resale! - u] X
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The computer screen presented by DeskProto looks like the screenshot
shown above. In this chapter a short explanation will be given of each
element on the screen. The image shows a Windows screen. Using MacOS or
Linux the screen looks a bit different, ill the same elements are present and
can clearly be recognized. From top to bottom, the following elements are
present:

e The top line is called the Title bar. It contains the name of the current
project, the word DeskProto, information about your license, and a few
operating system icons.

e The Menu bar is the next horizontal line. It contains in black characters
the names of the available pull-down menus. In MacOSthe menu bar has a
different location, and offers an extra menu (left of File) called DeskProto.
That will all look familiar for Apple users.

e The button bar or Toolbar is the horizontal line below, containing a
number of buttons for commands that need to be at hand. DeskProto
offers these buttons in five sizes (size to be set in the View menu), the
illustration shows Medium size buttons.

e The View window. The large screen-area below the button bar (on the
right side of the screen) is used to display the 3D data in one or more
views. The border of thiswindow contains the Thumb-wheels.
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e The Project Tree window at the left of the view window displays the
Project Tree, showing the structure of the current project.

e The NC Files window at the bottom left shows the NC Program files that
have been saved for this project.

e Finally the bottom line or Status bar displays extra information on the
DeskProto commands, and some standard Windows messages.

This division of the main screen into three tiles (View, Project tree and NC
files) can be changed. You can do so exactly as for the complete window:
move your cursor over the border between two tiles (called the splitter), see
the cursor change, press the left mouse button and move. The NC files
window and the Project tree window also can be completely made invisible
using the small arrow buttons (the black triangles next to the splitters).

Just as for most dialog screens, in Windows you can Resize the complete
DeskProto screen using the standard icons on the right end of the title bar.
Two standard sizes and Custom are available (the exact shape and color of
these buttons differs per Windows version):

. The minimize button on the title bar will minimize: no window
visible, only a button on the Taskbar.
O . . . .
. The maximize button on the title bar will maximize: full screen
window.
° The custom size button restores the latest custom size. In

custom size mode you can change the size by positioning the cursor on one
of the borders or corners of the dialog window (note that the cursor
changes to an arrow), pressing the left mouse button and then moving the
cursor.

In MacOS you can use the ®-@® three colored buttons on the left
side of the title bar (red, yellow and green), for closing, minimizing, and
zooming (expanding to full-screen) the window. After zooming to full screen
the title bar with the colored buttons will have disappeared, you can again see
it by moving your cursor to the upper border of the screen.

In Linux the three buttons on the title bar look like this: E

Functionality isthe same asin Windows.
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2.1 TitleBar

| n Teapot.dpj - DeskProto 8.0 - Dealer license: Not For Resale! - a X |

The Title bar is located along the top of a window.

It's exact appearance depends on your version of Linux/MacOSWindows,
and on the Theme that you have selected. In Windows this bar may be semi-
trangparent, which is called the Aero interface.

To move the window, drag the title bar. You can aso move other dialogs in
DeskProto by dragging their title bars.

A title bar may contain the following elements:

o Name of the current DeskProto project, or "Untitled" if the project has not
yet been saved (here "Teapot.dpj")

o Name of the application (here "DeskProto 8.0")

e License type: commercial, educational, hobby, etc. (here "Dealer license:
Not For Resale").

In Windows these buttons are present (the exact shape and color of these
buttons differs per Windows version):

o Application Control-menu button (the orange icon "DP")

e The Minimize button to reduce the DeskProto application
window to a taskbar button

O
e The Maximize button to enlarge the DeskProto application

window to fill all available screen space.

o The Regtore button to return the DeskProto application window
to its size and postion before you chose the Maximize or Minimize
command.

X
e The Close button to exit DeskProto and close it's window.

In MacOS the buttons are different:

. ec@ These three buttons are for closing the dialog (red),
minimizing it (yellow), and zooming (expanding to full-screen mode,
green). The icons on these buttons are visible only when the cursor moves
over them.

In Linux the buttons on the Title bar look like this:
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P .

. Functionality of these three buttons is the same as in
Windows, see above.

The Windows images were made in Win10, the MacOS buttons in Catalina,
the Linux buttons in Ubuntu 18.04
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2.2 M enu Bar

|£|\e Edit View Parameters Create Options Help |

The menu-bar is the main route to al the commands that are available in
DeskProto. This is why both the Help file and the Reference manual are
structured following these pull down menus. Each item in the menu-bar
represents a pull down menu, which can be made visible by clicking the left
mouse button with the cursor on the item. The menu shown above is present
both in Windows and in Linux. The following menus are present:

File File management and Print options.

Edit Sandard Windows options Edit and Properties.

View Display and View control options.

Parameters Options to change the parameters for project, part and
operations

Create Toolpath calculation and saving options.

Options Customization of libraries, defaults and other settings.

Help Online Help options

Note that in the illustration above one character is underlined for each menu-
item. This is a feature in Windows: the underlined character can be used to
control the program without a mouse. Pressing Alt + F (at the same time) will
open the File menu for instance.
In most versions of Windows the underlining will be invisible: you can press
the Alt button to make it visible.

@& DeskProto File Edit View Parameters Create Options Help

The menu bar in MacOS (Apple) contains one extra menu: the DeskProto
menu. Thisisthe first menu, before File: in MacOS for each application the
first menu has the name of the application.

DeskProto About / Activate / Upgrade / Check f Upd / Preferences

The commands in this menu are present in Windows as well: in the Help
menu and the Options menu.
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2.3 Toolbar

ﬁ®®®®@©@l’\fﬁfﬂ %%JG{E—»:J @o "’"“f; N

The toolbar isthe series of buttons displayed across the top of the application
window, below the menu bar. The toolbar provides quick access to many
tools used in DeskProto. All these functions can also be accessed via the
menus.

To hide or display the Toolbar, choose Toolbar from the View menu. A check
mark appears next to this menu item when the Toolbar is displayed.

The next command in the View menu is "Toolbar Button Sze", with which
you can choose between five sizes of buttons. The best choice will depend on
the resolution of your screen: on a high-res screen you may want larger
buttons, as the button sizes are in pixels. The size of the buttons can also be
changed in the Preferences. on the Advanced tab you can set a scaling factor
for the complete user-interface.

Below a list of al buttons with for each button an explanation of its
functions.

Open a New project. Same command as New in the File
' menu

Open an existing project. DeskProto displays the Open
dialog, in which you can locate and open the desired DPJ
file.

Save the open project with its current name as DPJ file. If

you have not yet named the project, DeskProto displays the
Save Asdialog.

Load or Add a Vector file into the project.

L oad or Add a Geometry file into the project.

~e

@ Load a Bitmap file into the project (adding is not possible:
Py max 1 bitmap file loaded).
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Calculate the toolpaths for all visible operations of the
current part.

Show a Smulation of the result that you can expect after
machining the part.

Thisis a "toggle button": a button that can be switched on
(depressed) and off (normal state), showing its current
State.

Show an Animation of the toolpaths: your will see a cutter
move over your part, following and drawing the toolpath.
Thisisatoggle button aswell.

Write the NC program for all visible operations of the
current part.

Send toolpaths to machine for all visible operations of the
current part.

This button is visible ONLY when this option has been
configured (in the Preferences). For some configurations
the button will show a different icon.

Print the image as present in the current view.

Preview how the image would be printed.

Show or hide the Part information dialog.

Thisis a "toggle button": a button that can be switched on
(depressed) and off (normal state), and show's its current
state.

Change the Layout out of the views.

Change which Items should be visible in the active view
(the Scene).

Change the Viewpoint (camera position) of the active view.

Set the viewpoint of the active view to Top view (XYZ 0/
0/0).
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Set the viewpoint of the active view to Front view (-90/0/
0).

Set the viewpoint of the active view to Left side view ( -
90/90/ 0).

Set the viewpoint of the active view to Bottom view ( 0 /
180/ 0).

Set the viewpoint of the active view to Back view ( -90 /
180/ 0).

Set the viewpoint of the active view to Right side view ( -90
/-90/0).

Set the viewpoint of the active view to Isometric view.

Set the viewpoint of the active view to Default view.

Restore the previous viewpoint settings.

Restore the next viewpoint settings (enabled only after
Restore previous view, to undo that restore action).

Change mouse-function to rotation.

The four mouse-buttons are "toggle buttons', showing
depressed in case selected. De-selecting can be done only
by pressing one of the other mouse-buttons. Always one of
these four buttonsis selected.

Change mouse-function to panning.

Change mouse-function to zooming.

Change mouse-function to zoom window: zooming in by
selecting a specific areain the active view.

Change mouse-function to measuring: click two points on

the screen to find the distance between (shown on the
status bar).
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Note that one of these five mouse-functions is active at any
moment, so choosing one means deselecting the previous
one. DeskProto also offers other tools. the red thumb-
wheels on the screen are for rotations, the yellow for pan
and the blue wheel isfor zoom. A handy alternative is using
the middle mouse button (the mouse-wheel): rotating this
wheel zooms the view, and moving the mouse with the
wheel pressed pans the view.

100% Set the Zoom percentage to 100% to show the complete
X material block.
e Display the Help Topics dialog.
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2.4 View Window

Red arrows: start and end of toolpath

Grey dashed lines: _—" be machined

" a o
rapid positioning moves: Green: are

Workpiece zero point
Red lines:

z
! Y*‘x Purple lines:

‘ View orientator toolpaths at reduced speed
G [ —

Z00M

ROTATE

The view window shows the CAD-data that you are working with, the
toolpaths that you create, and much more. In the screenshot above the most
important items to be displayed are indicated. Note that this screen is about
geometry machining: for vector projects and bitmap projects other items can
be visble.

The wireframe block in orange is the M aterial block that you start with for
this Part.

The wireframe block in green isthe Ar ea to be machined for one Operation
Both blocks can be shown shaded by making them Tranducent in the ltems
Visible dialog

Drawn in metallic blue is the Geometry that you loaded (the STL file).
Vector data and bitmaps are displayed in gray.

The lines in red are the Toolpaths: the path that the tip of the cutter will
follow to create your part.

Sart and end of the toolpath are shown as small red arrows.

Some of the toolpaths are in purple: these are done at reduced speed because
of aHigh chipload.

And the dashed linesin gray are positioning movements in Rapid.

The green View orientator at the bottom left helps to orient by showing the
directions of the axes.

The dark blue orientator shows the position of the WorkPiece zero point.

The six Thumb-Wheels in the window border can be used to change the
camera position.
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The list above covers the most used items in the View Window. Many more
items can be displayed though: these can be defined using the |tems Visible
dialog. This dialog contains a large number of checkboxes to switch the
various items on and off.

Mind the two different orientators: the green Orientator does not indicate the
WorkPiece zero point: that is shown by the blue Orientator.

Double-clicking in the View window will open the Items visible dialog.
Right-clicking in the View window will make a small menu pop up, called the
context menu, offering you a few relevant commands (right-clicking on a
Mac with a one-button mouse can be emulated by pressing the Ctrl (Control)
key while clicking the mouse button).
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2.5 Project Tree

Praject Tree

r-=|' Torso

v 'Itg Front side

-ll- Reughing

i finishing
}.? Text on sockle
i:@ Projected Bitmap

L

i Detailing
v Y Back side
i Reughing

§ == Finishing

In DeskProto the structur e of the Project is shown in the project tree, which
is placed on the left of the screen. In the above example the project ‘Torso'

contains two Parts (icon i } ), one with five Operations and one with
two.
Three different Operation types can be present: Vector operation (icon

iw .h..

"'t ), Geometry Operation (icon *': ), and Bitmap operation (icon
Vo4

When one of these Operations or Partsisin an error status this is shown by
the error icon.
The lamp icon '#  indicates if a line in the Tree is visible (yellow) or

" not (gray). Only one Part can be current (visible) at a time. Of the
Operations in that part none, several or all can be visible. Click on a lamp
icon to change the status of that line. The Project line has no lamp icon as
that line cannot be turned off. For Operation lamp icons two keyboard/mouse
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shortcuts are present: Ctrl+Click means "Make Visible and Hide Others’,
Ctrl+Shift+Click means "Make All (in)visible" (on a Mac use the Command
key instead of Citrl).

If you do not see a Project tree window, activate the option Project tree in
the View menu by selecting it. The Project tree icon in the menu will get a
blue background and the Project Tree will be displayed. De-activating this
option (by again selecting it) will make the Tree window disappear. The size
of the Window can be changed by dragging it's borders with the mouse.

Shortcuts:
The black arrow button in the border of the View Window opens and closes
this Tree Window.

The project tree offers you a number of functions:

Editing parameters
Double-clicking on a line in the tree will open the dialog to edit the
parameters of the Project, Part or Operation.

Making a part current

To see a particular part (in case you have defined more than one part) you
should make it current. To make a part current just click with the left mouse-
button on the gray lamp icon of that part. You can also use the Context menu
(see below). When a part is not current, itsicon is grayed.

There is always exactly one part that’s current. No more, no less.

Y ou cannot make a Part "un-current” by clicking on a yellow lamp icon: you
can only make a different part current.

Making an operation (in)visible

To be able to see how the toolpaths look for a particular operation, this
operation should be visible. To make an operation visible just click with the
left mouse-button in the tree on the gray lamp icon of that operation to make
it yellow (turn the light on). Clicking on the yellow lamp icon of a visble
project will make it invisible. When an operation is not visible, its icon is
grayed.

Of the operationsin a Part none, one, several or all can be visible.

Displaying parameter sin the status bar

When you single-click on one of the itemsin the project-tree, that particular
item is highlighted (shown with a blue background), meaning that it is
selected. At that moment some of the parameters of that item will be shown
in the Satus bar.

Context menus
When you right-click on anitemin the tree a small menu pops up called the
context menu, offering you a number of functions (right-clicking on a Mac
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with a one-button mouse can be emulated by pressing the Ctrl (Control) key
while clicking the mouse button).

The available functions will be different for each line of the tree, and will
include the following options:

Open the parameters dialog of that tree-item.

Add a Part to the project. The settings of the default part are used.

Add an Operation to that part. The settings of the first default operation are
used. There are Add options: for a Vector Operation, a Geometry Operation
and a Bitmap Operation.

Copy an operation or a part will add an item that is identical to the current
one.

Remove a Part from the project. This is only possible when there will be at
least one part |eft after it has been removed.

Remove an Operation from that part. Thisis only possible when there will be
at least one operation left in the part where it belongs to after it has been
removed.

Move Parts and Operations in the Tree can be used when the sequence is
important (for instance first roughing, then finishing). Note that moving
several parts is easer in the Project parameters dialog, and moving several
operationsis easer in the Part parameters dialog.

The other optionsin the context menu will be self explaining.
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2.6 NC Files

MC Files -
Mame Date
Frarme#1_Roughing.iso 26/01/2027 14:42

Frarme#2_Finishing_to_Con... 26/01/2021 14:42

For Help, press F1

The NC File List shows a list of NC program files that have been saved for
this project. For each file its Name and Date are listed. This may be easy for
you to manage NC filesfor this project.

The NC Files window can made visble or invisible by checking or
unchecking the option NC File List in the View menu. This same effect can
be achieved by pressing the black arrow button in the title bar of this
window. Note that the NC Files window can only be visible when the Project
Tree Window isvisible too.

MC Files hd v

Marne Date % F .
L =

Frame#1_Roughing.iso 26/01,2021 14:42 h

Framq Ch\ProgramData'DeskProto 7.1%5amples\Frame#1_Roughing.iso h

ROTATE

For Help, press F1 Geometry file: C:\Pro

Hovering over the filename (positioning the cursor there without clicking)
will make DeskProto show the complete file specification of the NC file in a
tooltip: see the screenshot above.

Double-clicking a file will open the file using the default program that has
been set for that file-type in File Explorer. For instance double-clicking a
.TXT file will open it in Notepad. You can configure your machine's control
software to open your NC files, or atext editor in case you want to check the
file's contents.
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By right-clicking on any line in this window you can open a Context menu,
offering the following options:

Remove the file-name from the list

Delete thefile

Open the file - same effect as the double-click just described

Open the file location - which will show the NC program in File Explorer
Send the file to your machine (only in case that option has been
configured)

Add a file - for instance to add a TXT file with your own project
documentation.
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2.7 Status Bar

|Fnr Help, press F1 Geometry file: C:\ProgramDatal.. \DpPictureFrame.st Machine: 1SO plain G-codes -mm ~ 79.00 485 <Z> |

The status bar is displayed at the bottom of the DeskProto window, and gives
status information about various relevant items. To display or hide the status
bar, use the Satus Bar command in the View menu. A check mark appears
next to the menu item when the Status Bar is displayed.

The left side of the status bar shows the name of each menu command and
each toolbar button when the cursor is hovers over that command or button
(a sort of extra Help information). Menu commands are also described when
you use the arrow keysto navigate through the menus.

The left side of the status bar is also used to display the results of the

measuring tool.

In the middle area the most important parameters of the selected tree-item
are displayed: CAD filename and machine for the Project, dimensions for a
Part, cutter and precision for an Operation.

At the right side of the status bar the coordinates of the current mouse
position are displayed, however only when the geometry is displayed in one
of the six main views. These coordinate values shown are in “ Trandated”
coordinates: the coordinates as used in the NC file. This is a very handy
option that enables you to quickly check dimensions and positions on the
screen.

For advanced users. when mouse function "Measuring" is active the
coordinates that are shown can be changed by pressing a keyboard key while
moving the cursor:

Alt: the coordinates are shown without the trandation that is set in the Part
parameters.

Shift: the coordinates are shown in the alternate unit system, so in inches
when you work in mm, in mm when you work ininches.

Page 33



Desk Proto DeskProto Reference

Il Menu commands

31  DeskProto Menu (MacOS only)

i File Edit View Parameters Create Options Help
® W4 About DeskProto dpj - DeskProto 8.0 - Free license - Multi-Axis Edition, running in trial mode
- D) i &, - o
| Preferences... | u/ ) ,’ *'_] > | H _I | LE m

Project| % Activate License...
- |skProto sample project
% Upgrade Information -

&5 Check for Update
|

Services >

Hide DeskProto
Hide Others

[ Quit DeskProto

In every MacOS application the first menu has the same name as the
application, containing some standard options for the application. The image
above shows the DeskProto menu.

In Windows and in Linux these commands are all present as well, however
there you can find them in other menus.

In this document the commands are listed conform the menu structure in
Linux and Windows,

MacOS users can find more information about these six DeskProto
commands via the links below:

About DeskProto

Preferences

Activate License

Upgrade information

Check for Update

Quit DeskProto

Services, Hide and Show are standard MacOS options, not related to
DeskProto
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3.2 File Menu

n Bottle.dpj - DeskProto 8.0 - Dealer license: Mot For Resale!

File Edit View Parameters Create Options Help

Mew Project 3 |’_ " v | 2 — - ’——\
- ' F ] | | i

Open Project... Ctrl+0 v D el Nl 1 —J L e \@

Open Recent Project s

Save Project Ctrl+S

Save Project As...

W Load Vector File...
Save Vector Data As...
i, Add Geometry File...
Save Geometry Data As...
Load Bitmap File...

Save Bitmap Data As..

Print Image L4
Print Project Data r
(51 Show Start Screen... Ctrl+B
wd Start Wizard... Crl+ W
#|  Start Custom Wizard... Ctrl+Shift+W
}  Run Script... Ctrl+R
% Exit

The File menu contains al options for File management and for Printing,
conform Windows conventions.

On the right side of the menu you can see "shortcuts' for a number of
commands: for instance "Ctrl+O" means to keep the Ctrl key pressed and
then pressthe O key: DeskProto will perform the Open Project command (on
aMac use the Command key instead of Ctrl). No need to use your mouse !

Note that not all options are present in the DeskProto Free edition and Entry
edition.

3.21 New Project

This File menu command creates a new project in DeskProto.

This project will be called "Untitled" until it has been saved.

You can select one of three project types. Vector project, Geometry project,
Bitmap project,

by selecting one in a sub-menu.

The difference is the type of operation that will be present:
e a Vector project features a Vector operation, and is meant to process
Vector Data (like a2D DXF file)
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e a Geometry project features a Geometry operation, and is meant to
process Geometry Data (like a3D STL file)

e a Bitmap project features a Bitmap operation, and is meant to process
Bitmap Data (like a JPG file)

Combined projects (like geometry and vector) are possible by adding

operations once the project has been opened.

¥ Untitled - DeskProto 2.0 - Dealer license: Mot For Resale!
File Edit View Parameters Create Options Help

New Project > New Vector Project
Open Project... Ctrl+0 New Geometry Project  Ctrl+N

s iEHE &

Open Recent Project v New Bitmap Project
r

One of these three project typesisthe default, shown in bold characters.

Y ou have selected this default when you first started DeskProto, in the [nitial
Settings dialog.

It can be changed later by editing the default Part (Options menu) and
changing the type of operation that is present.

When starting DeskProto automatically opens a new default project, so no
need to again use "New Project” at program start.

As a next step you can then load the CAD file(s) you want to use: Vector
data, Geometry data and/or Bitmap data.

Y ou can open an existing project with the Open Project command.

Shortcuts:

s
Toolbar:

Keys.  CTRL+N (Windows, Linux) 3:g+N (MacQs).

3.22 Open Project

This File menu command opens an existing project. The currently open
project will be closed, and the standard Windows Open File dialog will be
displayed, showing all DeskProto project files (*.DPJ).

You can’t open more than one project at atime.

Y ou can create a new project with the New command.

A 'Close’ option is hot present: you can close your current project using either
‘New', 'Open'’ or 'Exit'.

Important to know is that you can not load a CAD Data file using the Open
command: it can only open DeskProto projects. In order to load a vector file,
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geometry or bitmap file you need to use the command Load Vector File,
Load Geometry File or Load Bitmap File. Even easer is to use one of the
Wizards.

Shortcuts:

Toolbar:
Keys:  Ctrl+O (Windows, Linux) g:E+O (Mac0s).

When opening a project file, the CAD file(s) that were used will be opened
and loaded again: the DPJ file does not store the CAD-data but only links to
the external CAD files. The CAD file must thus be found at the same place as
where it was when the project file was saved. So when sending someone a
project file make sure to also send all CAD files.

If the CAD file cannot be found (for instance when the DPJ file was copied
from a different computer system) then DeskProto will check if a CAD file
with the correct name can be found in the current directory (same as the DPJ
file) or in the default Data directory. If yes, DeskProto will ask you if it can
use that file instead, see the File Not Found dialog.

3.2.3 Open Recent Project

This File menu command will show a list containing the latest projects that
you have opened (maximum 20).
Click on any project in the list to again open it.

This list is called the Recent File List. Alternative name is MRU, which
stands for Most Recently Used.
It isa convenient standard option in current software.

3.24  SaveProject

This File menu command saves the open project to its current name and
directory, in a DeskProto project file (.DPJ). When you save a project for
the first time, DeskProto will display the Save As dialog so you can name
your project.

If you want to change the name and directory of the open project before you
save it, choose the Save As command.

Also if you want to save the DPJfile with toolpaths you need to use the Save
As command.
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Note that the project file does not contain the CAD-data, only links to the
CAD-files. When you need to save the geometry after it has been changed
use the Save Geometry As command. Smilar for Save Vector Data As and
Save Bitmap Data as.

Shortcuts:

Toolbar:
Keys  Ctrl+S (Windows, Linux) @b+S (MacO9.

325 SaveProject as

This File menu command saves and names (or renames) the open project,
using the Save As dialog.

In thisdialog you can:

e Name your project.

e Select anew location for the project file.

o Select the type of DPJfile to be written: Standard or With toolpaths).

When you have loaded only one CAD file DeskProto will suggest to use the
name of that file for the project to be saved.

To save a project with its existing name and directory, use the Save
command.

3.26 Load/Add Vector File

The File menu command Load Vector File displays the standard Windows
Open File dialog in which you can select the vector file you want to load. It
will be showing all Vector file types that DeskProto can read: DXF, SVG, Al
and EPS (Al en EPS need to be version Adobe llustrator 8 files).

After browsing the file it's contents will be loaded, at project level (so
accessible for all partsand for all operations).

Shortcuts:

Toolbar: I@
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When you already have loaded vector data, this command will change to
Add Vector File and the new vector curves will be Added. For an overview
of all Vector files that you loaded, or when you want to replace your current
Vector file with a new, go to the Parameters menu, choose the option Project
Parameters and go to tab Vector.

When Adding a second vector file an extra dialog will pop up: the Vector
Data Transformation dialog. This dialog enables you to postion the new
vector curvesrelative to the current CAD data.

3.27 SaveVector Data as

This File menu command displays the standard Windows Save File dialog in
which you can define the vector file you want to write.

This command makesit possible to:

1- save vector datain a CAD file with one or more Transformations applied
2- merge several vector filesto one combined new CAD file.

3- save vector datain a different format (so use DeskProto as a converter for
vector drawing files).

Of course this is only possible in case you have previoudy loaded Vector
data.

About 1:

Before the standard Save dialog an extra dialog will pop up: the Save Vector
Data Options dialog, which enables you to apply Transformations that you
have set in the Part Parameters.

About 3:

For importing Vector files DeskProto supports four file formats: DXF, EPS
Al and SVG.

However, for exporting Vector files only DXF and SVG are supported.

3.2.8 Load/Add Geometry File

The File menu command Load Geometry File displays the standard
Windows Open File dialog in which you can select the geometry file you
want to load. It will be showing all Geometry file types that DeskProto can
read: STL, 3MF, DXF and WRL.

After browsing the file it's contents will be loaded, at project level (so
accessible for all parts and for all operations).

Shortcuts:
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Toolbar: &b‘

When you already have loaded a geometry, this command will change to
Add Geometry and the new geometry will be Added, to form one combined
new geometry. For an overview of all Geometry files that you loaded, or
when you want to replace your current geometry with a new, then go to the
Parameters menu choose the option Project Parameters and go to tab

Geometry.

When Adding a second geometry file an extra dialog will pop up: the
Geometry Transformation dialog. This dialog enables you to position the new
geometry relative to the current CAD data.

3.29 Save Geometry Data as

This File menu command displays the standard Windows Save File dialog in
which you can define the geometry file you want to write.

This command makes it possible to:

1- save geometry data with one or more Transformations applied

2- merge several geometry filesto one combined new file.

3- save geometry data in a different format (so use DeskProto as a converter
for geometry files).

Of course thisis only possible in case you have previously loaded Geometry
data.

About 1:

Before the standard Save dialog an extra dialog will pop up: the Save
Geometry Data Options dialog, which enables you to apply Transformations
that you have set in the Part Parameters.

About 3:
DeskProto supports six file formats for geometry files, you can select one in
the Save as Type box.

STL STereoL ithography File ASCII

STL Binary

3MF 3D Manufacturing Format

DXF  AutoCAD Drawing eXchange File Polyface Meshes
DXF 3D Faces
VRML Virtual Reality Modeling Language Version 1.0
VRML Version 2.0
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STL is preferred as being most widely used, and the binary version results in
a much smaller file size than ASCII. So Binary STL is the default file type
here

3.2.10 Load Bitmap File

The File menu command Load Bitmap File displays the standard Windows
Open File dialog in which you can select the bitmap file you want to load. It
will be showing all Bitmap file types that DeskProto can read: BMP, JPG,
GIF, PNG and TIF.

After browsing the file it's contents will be loaded, at project level (so
accessible for all parts and for all operations).

Shortcuts:

Toolbar: g

DeskProto supports only one open bitmap file per project. So adding a second
bitmap file (like for geometry files and vector files) is not possible.

Reason is that geometry data and vector data comes with a position in 3D
space, so combining several files can make sense.

Bitmap files do not have such position in space. In DeskProto the image will
be positioned at the top of the block, with its bottom left corner at point X=0
Y=0in CAD coordinates.

If needed you can combine several bitmap files to one large image (using any
graphics program) and import that new image file in DeskProto.

3.2.11 SaveBitmap Data as

This File menu command displays the standard Windows Save File dialog in
which you can define the bitmap file you want to write.

This command makes it possible to save bitmap data in a different format (so
use DeskProto as a converter for bitmap files).

Of course this is only possible in case you have previoudy loaded Bitmap
data.

DeskProto supports four file formats for exporting bitmap files: BMP, JPG,
PNG and TIFF. You can select one in the Save as Type box.
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3.2.12 Print Image

This File menu command prints an image of the DeskProto View Window.
This command presents a Print dialog, where you may specify the range of

pages to be printed, the number of copies, the destination printer, and other
printer setup options.

Toolbar: D

Keys.  CTRL+P (Windows, Linux) 3:g+P (MacOs).

Shortcuts:

3.2.12.1 Print Preview

This File menu command displays the image of the page to be printed.

Two versions of thiscommand are present in DeskProto:

e Print Image Preview, which shows the View Window as it would appear
when printed.

e Print Project Data Preview, which shows the Project Data as it would
appear when printed.

When you choose this command, a print preview window will pop up in
which the page will be displayed as it will be printed. The print preview
toolbar offers you options to view either one or two pages at a time; move
back and forth through the document; zoom in and out of pages; and initiate
aprint job.

On most MacOS versions this command cannot be used as Apple does not
offer the full OpenGL functionality.

Shortcuts:

Toolbar: (for Print Image Preview)

3.2.12.2 Print Page Setup

This File menu command selects a printer and a printer connection.
Two versions of this command are present in DeskProto:
e Print Image Page Setup, for printing the View Window.
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¢ Print Project Data Page Setup, for printing the Project Data.

This command presents the standard Windows Print Setup dialog, where you
specify the printer and its connection. The available options will depend on
the Printer driver that you have selected.

Note that some CNC milling machines also use a Windows Printer Driver and
thus a Print Setup Dialog. Do NOT select such milling machine here, instead
use the DeskProto Preferences. This command is only for printing on paper.

3.2.13 Print Project Data

This File menu command prints all the data in the project, that means all the
project parameters, the parameters of all of its parts, and the parameters of all
of their operations. See the example image below.

DeskProto Project Data; printed by DeskProto 8.0 on Tuesday 10 October 2023 14:25:28
Project. C:\ProgramDatalDeskProto 8.0\Samples\Battle. dpj

Unit mm

Machine IS0 plain G-codes - mm

Geometry data:
C:\ProgramData\DeskProto 8.0\Samples\Bottle. stl

File sze 630.11 KB
File date Tue Jan 17 11:41:54 2023
Flipnormals no
Skip backfaces with calculations na
Part: Half battle
Uses rotation axis no
X Y z
Geometry Seftings:
1.00000 1.00000 1.00000
no

Wirror no no

The printed pages can be used for backup and documentation purposes.

This command presents a Print dialog, where you may specify the range of
pages to be printed, the number of copies, the destination printer, and other
printer setup options.

3.2.13.1 Print Preview

This File menu command displays the image of the page to be printed.

Two versions of thiscommand are present in DeskProto:

e Print Image Preview, which shows the View Window as it would appear
when printed.

e Print Project Data Preview, which shows the Project Data as it would
appear when printed.
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When you choose this command, a print preview window will pop up in
which the page will be displayed as it will be printed. The print preview
toolbar offers you options to view either one or two pages at a time; move
back and forth through the document; zoom in and out of pages; and initiate
aprint job.

On most MacOS versions this command cannot be used as Apple does not
offer the full OpenGL functionality.

Shortcuts:

Toolbar: |2 (for Print Image Preview)

3.2.13.2 Print Page Setup

This File menu command selects a printer and a printer connection.
Two versions of thiscommand are present in DeskProto:

e Print Image Page Setup, for printing the View Window.

¢ Print Project Data Page Setup, for printing the Project Data.

This command presents the standard Windows Print Setup dialog, where you
specify the printer and its connection. The available options will depend on
the Printer driver that you have selected.

Note that some CNC milling machines also use a Windows Printer Driver and
thus a Print Setup Dialog. Do NOT select such milling machine here, instead
use the DeskProto Preferences. This command is only for printing on paper.
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3.2.14 Show Start Screen

This is a DeskProto 8.0 Multi-Axis Edition
Licensed to: Delft Spline Systems, Utrecht
Dealer license:  Not For Resale!

Start new project Open existing project Other tasks
Use wizard + Open project Open sample project
Use dialogs: Recent projects: Visit website:
Vector project (200 C:\ProgramData\Desk. .. \Bottle. dpi Read tutorial (web)
Geometry project {3D) C:\Program. .. \DpPictureFrame. dpj View tutorial videos (web)
Bitmay ject (relie C:\ProgramData ... \Torso.dpi Visit user forum (web)
C:\ProgramData\Des. .. \Teapot,
C:\sersiLe... \TestMantis2813.dpj

[] use samples folder

The DeskProto Sart Screen shown above is a help to quickly start the task
that you need.

You can open the Start Screen via the File menu (File >> Show Sart
Screen).

Shortcut:

Keys.  Ctrl+B (Windows, Linux) 3:E+B (MacOs).
B stands for "Begin", asthe Salready is being used (for Save project).

It will first show the Edition that your are running,
next your Name and L ocation (as owner of the license),
and the type of License, with the restrictionsthat apply (of any).

Three groups of tasks are presented:
e Sart anew project
e Open an exigting project
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o Other tasks
Each linein these three listsis alink that will directly start that task.

Starting a New project can be done either using the Wizard interface or the
Dialog based interface.

Default choice for this dialog is to start a New project using the Wizard: that
is what will happen when you simply press the Enter key (indicated by the
icon at thisline). Thisisthe most convenient option for novice users.

When starting a new project using dialogs you need to select which project
type. The difference between Vector/Geometry/Bitmap projects is explained

on page New project.

The DeskProto Setup hasinstalled a number of Sample projectsand Sample
geometries on your PC. Including some great geometries like the DeskProto
picture frame: see the lessonsin the DeskProto Tutorial book.

Conform Microsoft's specifications the Samples have been installed in the
\ProgramData\ folder, which may not be easy to find as it is a hidden folder
and its location is different per Windows version. Sorry about that,
unfortunately for standard users (no administrative rights) other locations are
not permitted by Microsoft. Also when using MacOS or Linux the Samples
folder may not be easy to find for you.

Using the checkbox Use samples folder will make DeskProto open the
sample folder when you need to load the CAD data.

To open an existing project two options are present:

Command Open project will allow you to open any project file by browsing
one.

Recent projects will be available only when you have used DeskProto V8
before. In this dialog only the latest 5 projects will be shown, more may be
visible when you select this option via the File menu.

In the Other tasks section, Open sample project makes it easy to find the
sample projects.

The other three 'other tasks (Read tutorial book, View tutorial videos and
Vidit user forum) require an Internet connection, as they will start your
browser and open a web page.

The checkbox Show this start screen on startup makes this screen
automatically appear at each start of DeskProto. After having de-selected this
option, you can still access the Start Screen using the command Show Start
screen in the File menu.
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3.2.15 Start Wizard

D7 Which Wizard? x

|E| Machine to be used:

150 plain G-codes - mm w

|E| Type of miling:
() Basic Vector machining {200

() Basic Geometry machining {30)
() Basic Bitmap machining {relief)

() advanced Geometry: Two sides, manual flip
(") Advanced Geometry: Two or more sides, automatic rotation

(") Advanced Geometry: Rotary machining

Cancel Help

The Wizard-based user interface is an important feature of DeskProto. It
makes it possible for users without much CAM know-how to easily create the
toolpaths that they need for their projects. Each wizard is a series of dialog
screens (pages) that need to be filled in: the wizard so to speak 'takes your
hand' and guides you through the process of creating toolpaths.

When you create a project using a wizard and you save the project without
making any changes after finishing the wizard, on re-opening DeskProto will
show the project using the same wizard. So it is possible to use DeskProto
seeing only the wizard interface.

Page 47



Desk Proto DeskProto Reference

Navigating the Wizard is done using the Wizard buttons, on the bottom of the
screen:

i Back and L= Next let you navigate the wizard
pages,
Cancel Help

Cancel and Help are standard buttons.
Every wizard page has its own Help information page.

Finish Finish will replace Next on the final page of the Wizard,

Apply Apply will apply the currently selected settings and refresh
your screen.

Calculate
selected settings.

Calculate will calculate the toolpaths with the currently

Navigation icons: The DeskProto wizards start with the page shown above,
called "Which Wizard?'. On the top of the page you can see one icon, after
selecting one of the wizards a series of icons will be shown: one for each
wizard page. At this point these extra icons are al gray, when progressing
they will be colored: then they can be used as tab-pages to navigate (click on
a colored icon to jump to that page of the wizard).

Help information: Important are the E yellow question marks in front of
each question. When you position the cursor over such mark a Tooltip will
pop up, giving extra information about that question. It will also tell you
where to find that setting in the Dialog based interface.

The first question, "Machine to be used”, in most cases needs not be changed
asyour default machine will already have been selected here.

The second question, "Type of milling", presents the six wizards that you can
choose from: you need to select one before continuing.

Not all wizards will be available for al users (some may have been grayed
out): some wizards are not available in all DeskProto Editions, and some
wizards are only available in case you selected a machine with a rotation
axis.

Also: in the Free edition and the Entry edition the available wizards do not
include all described options.
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Basic Vector Machining

This wizard creates 2D toolpaths for just one Vector file (DXF, EPS Al,
SVG). It is meant for novice DeskProto users, and explains this procedure
step-by-step. You can choose to use either Profiling, Pocketing or V-Carving
toolpaths.

Basic Geometry Machining

This wizard creates 3D toolpaths for just one Geometry file (STL, 3MF,
DXF). It ismeant for novice DeskProto users, and explains step-by-step the
procedure to create an NC toolpath file (NC program) based on your
geometry. The model will be machined from one side, using three operations:
Roughing, Finishing and a smoothing contour.

Basic Bitmap M achining

This wizard creates 3D toolpaths for a relief based on a Bitmap file (BMP,
GIF, JPG, PNG, TIFF file). It is meant for novice DeskProto users, and
explains this procedure step-by-step.

Advanced Geometry (the three advanced wizards are al for geometry
machining):

Two sides, manual flip, also called Two-sided Wizard (not available in the
Free Edition and the Entry edition)

This advanced wizard is a unique feature of DeskProto, and makes it very
easy for you to create a compete 3D part by machining it from two sides, on
any three axis milling machine. DeskProto assists you by taking care of the
repositioning needed to machine the second half: no need to change the
workpiece zero point.

Two or more sides, automatic rotation, also called the N-Sided Wizard
(available only in the Multi-Axis edition)

N-sided milling is meant for machines with a rotation axis (A-axis), and
allows indexed machining: this wizard generates XY Z toolpaths to machine
the part from several (N) sides, with a rotation in-between. The number of
sides can be freely chosen: for two sides the result is the same as for the
previous wizard, though now with automatic rotation.

Rotary Machining (available only in the Multi-Axis edition)

If your machine is equipped with a rotation-axis (A-axis) you can use this
wizard to create toolpaths for a model that is machined all around: rotation
axis machining. In contrast to the previous wizard, now the material rotates
during machining (continuous rotation).

A rotation axisis an extra piece of equipment that lets your material rotate on
the machine (just like aroast rotating on a spit above a barbecue).

Note that all functionality offered by the wizards is also available in the
dialog-based user interface: the wizards are only meant to make things easier
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for you, they do not add new options. After finishing any wizard you can till
use the dialogs to fine-tune the settings that the wizard made.

You can find the Wizard in the File menu (File >> Sart wizard) or in the
Sart Screen.

Shortcut:
Keys  Ctrl+W (Windows, Linux) ab+W (MacOS).

3.2.16 Start Cussom Wizard

A Custom Wizard (also called Script wizard) is a wizard written in a Script
language. It is stored as a separate file: a.DPW file (so it is not part of the file
DeskProto.exe like the 'normal' wizards). This is a very powerful option, as
any user (and any reseller) is able to create a custom wizard for a specific
application and/or a specific fixture.

Custom wizards are not available in MacOS and Linux, only in Windows,
sorry about that.
Using a Custom Wizard.

Script Wizards can be accessed via the File menu.
A keyboard shortcut is available aswell: Ctrl + Shift + W.

Page 50



DeskProto Reference Menu commands

I Start Custorn Wizard ot

Select wizard to start

123 Wax Model
123 Wax Ring

4 axis Wax Ring
Basic 30 Milling
Hellow Wax Ring
JWEID Wax Model
JW¥30 Wax Ring

Cancel Help

After selecting command Start Custom Wizard the dialog shown above will
pop up, allowing you to select which Custom wizard to use. Thislist isfilled
when DeskProto starts, and contains all valid Wizards found in the
subdirectory \CustomWizards\ of DeskProto's ProgramData folder, for
ingtance in C:\ProgramData\DeskProto 8.0\Custom\Wizar ds\

Asmost of the wizards shown in the illustration above require a rotation axis,
the list of wizards will be much shorter for users of a Free edition, Entry
edition and/or an Expert edition of DeskProto.

A Custom wizard can also be started by:
o callingits DPW-fileasa command line parameter.
o double-clicking it's DPW-file in Windows explorer.

When you are a user of a DeskProto Custom Wizard and need any Help
information, please refer to the documentation that came with that Wizard.

More information about creating Custom wizards can be found on the
Custom Wizard page.
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3.2.17 Run Script

Normally when you use DeskProto you will load a CAD-file, set a number of
parameters, calculate toolpaths and save an NC program file. So you
manually perform a number of actions, in a specific sequence. In some
applications the actions to be done and the parameter settings to be used are
always the same, which makes it possble to automate this task. Such
automation can be achieved by Scripting.

A Script isalist of actionsto be done (commands to be executed), saved in a
file. These actions of course need to be described in a language that the
computer will understand: in a DeskProto script you need to use the
JavaScript scripting languages. For more information also see the Scripts
page.

You can start a script via the "Run Script..." command the File menu.

Shortcut:
Keys.  Ctrl+R (Windows, Linux) 3:g+R (Mac0ys).

D Run Script X

Saipts path |C:\ProgramData'\DeskProto 8.0\Scripts Browse...

Select script to run

Ch\ProgramDatat\DeskProto 8.00Scripts\ExampleScript.dps
ChProgramData‘\DeskProto 8.0\ Scripts\ScriptedBottle.dps
ChProgramDatat\DeskProto 8.0\5criptsh\Scriptedinsoles.dps

Run Cancel Help

This command will open the Run Script dialog as shown above. Here you can
browse the Script file (files are seen with extension .dps for DeskProto Script
file) and then press the Run button to start it.

Complete automation can be achieved by starting DeskProto with the name
of the Script file as command line parameter. Then this complete dialog will
be skipped: the script will be started and executed automatically. More
information about thisin Command line parameters.
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Note that also a special type of Script does exist, called the Script Wizard (or
Custom Wizard), which does exactly as the name suggests. These script
wizards can not be started using this Run Script command.

<7 test functions
if {loadGeometryi))
addPaxrt():

s/ returns true if geometry was successfully loaded
function loadGeometryi)

<7 empty s=tring a= path will show an open file dialog
result = DeskProto.project.loadGeonetryitrus, ""
return result:

¥

## creates a new part, changes some paramsters and calculates it
function addParti{)

## copy current active part, the copied part will be the new ac
DeskProto. project . copyPart ()

<+ change name

De=skProto.project . activePart name = "This Part has just been ad
s/ rotate —90 degrees around = axis

DeskProto.project .activePart . setRotation({ -90.0, 0.0, 0.0 ):

/7 calculate toolpaths

DeskProto. project .calculateToolpath=s():

Above you see the very smple script file ExampleScript.dps that was
present in the dialog just shown. It contains (and calls) two functions, one to
load a 3D geometry file, and one to add and rotate a part. Lines starting with
"/I" in JavaScript are comment lines. Thisis just a very smple example: you
can add any DeskProto functionality here, which makes scripting a very
powerful tool for automation. Each script file should start with a few
standards lines, which are nog displayed here.

wvar -strSamplelocation = -DPPreferences.getSamplelocation();

DPProject.loadGeometry(strSamplelocation -+ -"Bottle.stl™);
DPRctivePart.setRotation(-90.0, -0.0, -0.0):
DPActivePart.segmentMethod .=.2;
DPProject.calculateToolpaths () ;

DPProject.writeNCProgram( -"ScriptOutputNCfile.ext™ ) ;

DEProgram.exit():

The second example script file that has been installed is called
ScriptedBottle.dps

This script will load the bottle sample geometry, rotated and segment it (Part
Segment is the old name for the Material block, still used in the Scripts),
calculate toolpaths and save an NC file. No path for the NC Program file is
specified, so it will be saved in the default location for Write NC which isin
most casesisthe (My) Documents folder.
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When using such script as command line parameter you can even add an Exit
command: then the actual user does not need to perform any user-interaction
with DeskProto.

For more information on scripting see the DeskProto Script Reference. You
can find that on the DeskProto distribution CD, or without such CD email us
to obtain a copy.

3.2.18 Exit

This command ends your DeskProto session. DeskProto will then prompt you
to save projects with unsaved changes. In Windows and in Linux it can be
found in the Help menu, in MacOS in the DeskProto menu (as "Quit
DeskProto").

Windows shortcuts:

Mouse: Click the application's Close button (top right button of
the title bar).

Keys. ALT+F4
MacOS shortcuts:

e-@® (top left

Mouse: Click the red application's Close button
button of the title bar).

Keys: g:g+Q

Linux shortcuts:

Mouse: Click the red application's Close button (top
left button of thetitle bar).

Keys  Ctrl+Q
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3.3 Edit Menu

7 Untitled - DeskProto 8.0 - Dealer license: Not For Resale!

File Edit View Parameters Create Options Help

g o o QLA Sip 1606 8B

Properties... Alt+Enter

Projec

£5 Untitled ‘

v Ak part

The Edit menu contains all options for Clipboard actions and a Properties
command, conform Windows conventions. The number of commands is very
limited though as DeskProto does not include an Undo function, and as Cut,
Paste, Select and Search actions are not applicable for DeskProto.

3.31 Copy

This Edit menu command is applied to the currently active item in
DeskProto.

That can either be one of the lines in the Project Tree or the image in the
View Window.

In the Tree the Project cannot be copied, so when the Project line in the Tree
is active the Copy command will make an error pop up.

In case a Part or an Operation is active it will Ssmply be copied: a copy of the
Part or Operation will be added to the Tree. So in this case the Copying is not
to the clipboard: Copy will immediately add aline to the tree.

When the View Window is active the image in this window will be copied to
the Windows Clipboard.

The clipboard is used to cut and paste data between windows applications:
you can for instance later Paste this image into a Word document. Copying
data to the clipboard replaces the contents previoudy stored there. This
command has no visible effect in DeskProto.

Shortcuts:
Keys.  CTRL+C (Windows, Linux) 3:g+c (MacOs).

3.3.2 Properties

This Edit menu command can be used to edit the highlighted tree-item or the
active view. Depending on what is selected this command will open one of
the following five dialogs:
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Project Parameters , Part Parameters , Geometry Operation Parameters ,
Vector Operation Parameters, Bitmap Operation Parameters, Viewpoint .
This is conform Microsoft's specifications for Windows: Edit -> Properties
should open the Properties dialog for the selected item.

Shortcuts:
Keys:  Alt+Enter (Windows, Linux) Optiont+Enter (MacOS: this is what
these weird icons mean).
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34 View Menu

D2 Untitled - DeskProto 8.0 - Dealer license: Not For Resale!

File Edit View Parameters Create Options Help

S ¥ Teolbar E/l—' . F“ B | 2 ME oS
I ToolbarButtonSize  » P D) | o 1 ==F=)

Project Tree |,

#5 Untitled

v, dbF 1 Patinformation
\

/
L

Status Bar

, %) Project Tree

NC File List

== Thumbwheels

[ Leyout..

Items Visible...

Wl Viewpoint »
« Zoom 4

Mouse Function 4
e

The functions in the View menu let you control what is visible on your
screen.

In the screenshot above you can see that in front of each menu options an
icon is present (or an empty space). For options that offer an on/off setting
the background of the icon is blue (or blue with a "V" icon) when the option
is on (so when that control is visible in the user interface), and the
background is gray when the option if off.

341 Toolbar

2 RLALDAHE &2 10E Y
SRBDRRRCTDE S0P T e

The toolbar isthe series of buttons displayed across the top of the application
window, below the menu bar. The toolbar provides quick access to many
tools used in DeskProto. All these functions can also be accessed via the
menus.

To hide or display the Toolbar, choose Toolbar from the View menu. A check
mark appears next to this menu item when the Toolbar is displayed.

The next command in the View menu is "Toolbar Button Sze", with which
you can choose between five sizes of buttons. The best choice will depend on
the resolution of your screen: on a high-res screen you may want larger
buttons, as the button sizes are in pixels. The size of the buttons can also be

Page 57



Desk Proto DeskProto Reference

changed in the Preferences. on the Advanced tab you can set a scaling factor
for the complete user-interface.

Below a list of al buttons with for each button an explanation of its
functions.

Open a New project. Same command as New in the File
' menu

Open an existing project. DeskProto displays the Open
dialog, in which you can locate and open the desired DPJ
file.

Save the open project with its current name as DPJ file. If
you have not yet named the project, DeskProto displays the
Save Asdialog.

Load or Add a Vector file into the project.

Load or Add a Geometry file into the project.

Load a Bitmap file into the project (adding is not possible:
max 1 bitmap file loaded).

Calculate the toolpaths for all visible operations of the
current part.

Show a Smulation of the result that you can expect after
machining the part.

Thisis a "toggle button": a button that can be switched on
(depressed) and off (normal state), showing its current
State.

Show an Animation of the toolpaths: your will see a cutter
move over your part, following and drawing the toolpath.
Thisis atoggle button aswell.

Write the NC program for all visible operations of the
current part.

Shwl- ol

Send toolpaths to machine for all visible operations of the
current part.

This button is visible ONLY when this option has been
configured (in the Preferences). For some configurations
the button will show a different icon.
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3

Bl =

RN T Gl Tl Gl Tl

Print the image as present in the current view.

Preview how the image would be printed.

Show or hide the Part information dialog.

Thisis a "toggle button": a button that can be switched on
(depressed) and off (normal state), and show's its current
state.

Change the Layout out of the views.

Change which Items should be visible in the active view
(the Scene).

Change the Viewpoint (camera position) of the active view.
Set the viewpoint of the active view to Top view (XYZ 0/
0/0).

Set the viewpoint of the active view to Front view (-90/0/
0).

Set the viewpoint of the active view to Left side view ( -
90/90/ 0).

Set the viewpoint of the active view to Bottom view ( 0 /
180/ 0).

Set the viewpoint of the active view to Back view ( -90 /
180/ 0).

Set the viewpoint of the active view to Right side view ( -90
/-90/0).

Set the viewpoint of the active view to |sometric view.

Set the viewpoint of the active view to Default view.
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100%
®

e

Restore the previous viewpoint settings.

Restore the next viewpoint settings (enabled only after
Restore previous view, to undo that restore action).

Change mouse-function to rotation.

The four mouse-buttons are "toggle buttons’, showing
depressed in case selected. De-selecting can be done only
by pressing one of the other mouse-buttons. Always one of
these four buttonsis selected.

Change mouse-function to panning.

Change mouse-function to zooming.

Change mouse-function to zoom window: zooming in by
selecting a specific areain the active view.

Change mouse-function to measuring: click two points on
the screen to find the distance between (shown on the
status bar).

Note that one of these five mouse-functions is active at any
moment, so choosing one means deselecting the previous
one. DeskProto also offers other tools: the red thumb-
wheels on the screen are for rotations, the yellow for pan
and the blue wheel isfor zoom. A handy alternative is using
the middle mouse button (the mouse-wheel): rotating this
wheel zooms the view, and moving the mouse with the
wheel pressed pansthe view.

Set the Zoom percentage to 100% to show the complete
material block.

Display the Help Topics dialog.

3.4.2 Toolbar Button Size

The Toolbar is the series of buttons displayed across the top of the
application window, below the menu bar.
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In case your have a high resolution monitor - or if you do not have clear eye-
sight - these buttons might be too small for you to clearly recognize them. Or
when you have a small monitor they might be to large as not all buttons will
be visible: the toolbar iswider than your screen.

To solve that problem you can ask DeskProto to change the size of these
buttons.

A black dot on a blue background will clearly indicate which buttons size
currently is selected in the menu.

These are the five size options (the default size is Medium):

LR LE»LE | & igE S eeed J e i
Extra small - 16 x 16 pixels

I Be&BLEALHE &0 i0E SGRE@@R!
Small - 24 x 24 pixels

\ NeBRLDEALHE &) i0E @

!
Medium - 32 x 32 pixels

P REBLDAHEIE &SI

Large - 48 x 48 pixels

P INg N §RDESS

Extralarge - 64 x 64 pixels

N

When you change the size of the toolbar buttons and also want to change the
font size for all text (so resize the complete user interface - for al Windows
programs) you can do that in the Windows Display properties (for MS
Windows).

In addition to these five sizes for the buttons DeskProto offers an option to
scale the complete user interface, on the Advanced tab of the Preferences
(select "User Interface"). When you select a scaling factor that is larger than
1 the resolution of the toolbar icon images can be made even higher than
64x64 pixels (maximum 128x128).
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343 StatusBar

‘Fnr Help, press F1 Geometry file: C:\ProgramDatal.. \DpPictureFrame.stl  Machine: 150 plain G-codes -mm ~ 79.00 435  <Z3> |

The status bar is displayed at the bottom of the DeskProto window, and gives
status information about various relevant items. To display or hide the status
bar, use the Status Bar command in the View menu. A check mark appears
next to the menu item when the Satus Bar is displayed.

The left side of the status bar shows the name of each menu command and
each toolbar button when the cursor is hovers over that command or button
(a sort of extra Help information). Menu commands are also described when
you use the arrow keys to navigate through the menus.

The left side of the status bar is also used to display the results of the

measuring tool.

In the middle area the most important parameters of the selected tree-item
are displayed: CAD filename and machine for the Project, dimensions for a
Part, cutter and precision for an Operation.

At the right side of the status bar the coordinates of the current mouse
position are displayed, however only when the geometry is displayed in one
of the six main views. These coordinate values shown are in “ Trandated”
coordinates. the coordinates as used in the NC file. This is a very handy
option that enables you to quickly check dimensions and positions on the
screen.

For advanced users. when mouse function "Measuring" is active the
coordinates that are shown can be changed by pressing a keyboard key while
moving the cursor:

Alt: the coordinates are shown without the trandation that is set in the Part
parameters.

Shift: the coordinates are shown in the aternate unit system, so in inches
when you work in mm, in mm when you work in inches.

3.44 Part Information

The View menu command Geometry Information displays or hides the Part
Information dialog, which shows information about the geometry and the
current part. A check mark is shown next to the menu item when the dialog
isdisplayed.

Shortcuts
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&
Toolbar: J

345 Project Tree

Project Tree
r=|' Torso
v iy i}r Front side
o _i._ Reughing
y === finishing
‘i-'f'l'-"' Text on sockle
L‘? Projected Bitrap

y == Detailing
v % « Backside

y = Roughing

4 == Finishing

In DeskProto the structur e of the Project is shown in the project tree, which
is placed on the left of the screen. In the above example the project Torso'

contains two Parts (icon { } ), one with five Operations and one with
two.
Three different Operation types can be present: Vector operation (icon

!?z? L...

“trt), Geometry Operation (icon --*-:.% ), and Bitmap operation (icon
4

When one of these Operations or Parts isin an error status this is shown by

the error icon.
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The lamp icon ¥ indicates if a line in the Tree is visible (yellow) or

¥ ot (gray). Only one Part can be current (visible) at a time. Of the
Operations in that part none, several or all can be visible. Click on a lamp
icon to change the status of that line. The Project line has no lamp icon as
that line cannot be turned off. For Operation lamp icons two keyboard/mouse
shortcuts are present: Ctrl+Click means "Make Visible and Hide Others’,
Ctrl+Shift+Click means "Make All (in)visible" (on a Mac use the Command
key instead of Ctrl).

If you do not see a Project tree window, activate the option Project tree in
the View menu by selecting it. The Project tree icon in the menu will get a
blue background and the Project Tree will be displayed. De-activating this
option (by again selecting it) will make the Tree window disappear. The size
of the Window can be changed by dragging it's borders with the mouse.

Shortcuts:
The black arrow button in the border of the View Window opens and closes
this Tree Window.

The project tree offers you a number of functions:

Editing parameters
Double-clicking on a line in the tree will open the dialog to edit the
parameters of the Project, Part or Operation.

Making a part current

To see a particular part (in case you have defined more than one part) you
should make it current. To make a part current just click with the left mouse-
button on the gray lamp icon of that part. You can also use the Context menu
(see below). When a part is not current, itsicon is grayed.

There isalways exactly one part that’s current. No more, no less.

Y ou cannot make a Part "un-current" by clicking on a yellow lamp icon: you
can only make a different part current.

M aking an oper ation (in)visible

To be able to see how the toolpaths look for a particular operation, this
operation should be visible. To make an operation visible just click with the
left mouse-button in the tree on the gray lamp icon of that operation to make
it yellow (turn the light on). Clicking on the yellow lamp icon of a visible
project will make it invisble. When an operation is not visible, its icon is
grayed.

Of the operationsin a Part none, one, several or al can be visible.
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Displaying parameter sin the status bar

When you single-click on one of the itemsin the project-tree, that particular
item is highlighted (shown with a blue background), meaning that it is
selected. At that moment some of the parameters of that item will be shown
in the Satus bar.

Context menus

When you right-click on anitemin the tree a small menu pops up called the
context menu, offering you a number of functions (right-clicking on a Mac
with a one-button mouse can be emulated by pressing the Ctrl (Control) key
while clicking the mouse button).

The available functions will be different for each line of the tree, and will
include the following options:

Open the parameters dialog of that tree-item.

Add a Part to the project. The settings of the default part are used.

Add an Operation to that part. The settings of the first default operation are
used. There are Add options: for a Vector Operation, a Geometry Operation
and a Bitmap Operation.

Copy an operation or a part will add an item that is identical to the current
one.

Remove a Part from the project. This is only possible when there will be at
least one part left after it has been removed.

Remove an Operation from that part. Thisis only possible when there will be
at least one operation left in the part where it belongs to after it has been
removed.

Move Parts and Operations in the Tree can be used when the sequence is
important (for instance first roughing, then finishing). Note that moving
several parts is easier in the Project parameters dialog, and moving several
operationsis easier in the Part parameters dialog.

The other optionsin the context menu will be self explaining.
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346 NCFileList

MC Files 7
Mame Date
Frarne#1_Roughing.iso 26/01,2021 14:42

Frarme#2_Finishing_to_Con... 26/01,/20217 14:42

For Help, press F1

The NC File List shows a list of NC program files that have been saved for
this project. For each file its Name and Date are listed. This may be easy for
you to manage NC filesfor this project.

The NC Files window can made visble or invisible by checking or
unchecking the option NC File List in the View menu. This same effect can
be achieved by pressing the black arrow button in the title bar of this
window. Note that the NC Files window can only be visible when the Project
Tree Window is visible too.

MC Files ~ v

Mame Date \ F w
N -

Frarne#1_Roughing.iso 26/01,2021 14:42 h

Frar‘nq ChProgramData\DeskProto 7.1%5amples\Frame#1_Roughing.iso h

ROTATE

For Help, press F1 Geometry file: C:\Pro

Hovering over the filename (positioning the cursor there without clicking)
will make DeskProto show the complete file specification of the NC file in a
tooltip: see the screenshot above.

Double-clicking a file will open the file using the default program that has
been set for that file-type in File Explorer. For instance double-clicking a
.TXT file will open it in Notepad. You can configure your machine's control
software to open your NC files, or atext editor in case you want to check the
file's contents.
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By right-clicking on any line in this window you can open a Context menu,

offering the following options:

¢ Remove the file-name from the list

Delete thefile

Open the file - same effect as the double-click just described

Open the file location - which will show the NC program in File Explorer

Send the file to your machine (only in case that option has been

configured)

e Add a file - for instance to add a TXT file with your own project
documentation.

347 Thumbwheds

J
-

b L3
3 ROTATE PAN 200M

The Thumb-wheels that are drawn in the border of the View window offer
an easy way to change the camera position. Y ou can use them by pressing the
left mouse button with the cursor on the wheel and then moving the mouse,
keeping the left button pressed. The cursor will become arrow-shaped to
guide you. You can look at the small green axis cube (the Orientator) in the
left-bottom corner of the view to help you when rotating. The three red
thumb-wheels control the rotation (three axes), the two yellow wheels control
the pan (horizontal and vertical movement), and the blue one controls the
zoom.

Note that these rotations only change the viewing angle (camera position),
not the orientation of the part in space.

A trick that may be handy: when you keep the shift key pressed while
rotating the rotation will be done in steps of 15 degrees.

You can make the thumb-wheels visble and invisible using the Thumb-
wheels command in the View menu.
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348 Layout

The View menu command Layout... displays the Views Layout dialog in
which you can change the layout of the views in which the geometry is
drawn. You can view either 1, 2, 3 or 4 views at the same time.

==

Shortcuts:

Toolbar:

349 ItemsVisble

The View menu command Items Visible... displays the Items Visible dialog, in
which you can change what is and what is not shown in the active view (the
Scene). In case none of the boxes is checked the View Window will be blank.
Y ou can also select which operations should be visible.

Toolbar: m

Mouse: Right-click in a View, and select Items Visible in the shown
context-menu.
It is even quicker to just double-click inside a View.

Shortcuts
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3.4.10 Viewpoint

LOy UL,

Iterns Visible...

s Viewpoint
Zoom

Mouse Function

Ve ee

B

Top View
Front View
Left View
Bottom View
Back View
Right View

lsometric View
Default View
Previous View

MNext View

Custom...

Ctrl+Left
Ctrl+Right

The View -> Viewpoint submenu offers the following commands to set the

Viewpoint:

Top/ Front / Left / Bottom/ Back / Right to set one of the six main views.
Isometric / Use default to set the Isometric or the Default view.

Previous to return to the previous View settings.
Next (enabled only after restore Previous view) to undo that restore.

Custom will open the Viewpoint dialog.

The same functions can be accessed more easily using the Toolbar buttons.
Note that the Viewpoint can also be set using the Thumb-wheels or the

Mouse functions.
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3411 Zoom
19 Layout..
Ll Items Visible...
W5 Viewpoint L4
. Zoom L4 . ZoomIn Ctrl++
Mouse Function 4 . Zoom Cut Ctrl+-

Loom All (100%)

g Custom..

The View -> Zoom submenu offers the following commands:

Zoom In and Zoom out both change the zooming factor with 15 %.

Zoom All sets the zooming factor to 100 % to completely show all items.
Custom... will open the Viewpoint dialog, as the zooming factor is one of the
Viewpoint settings.

Note that the Zoom can also be set using the Thumb-wheels or the Mouse
functions.

3.4.12 MouseFunction

Layout...

ltems Visible...

W8 Viewpoint »
w Zoom r
Mouse Function r '_ Rotation
t*  Panning
Zooming

Zoom Window

W7 Measuring

This command determines the functionality offered by the left mouse button
inside the View Window. Five different functions are possible, of which
always exactly one is active (the five functions are toggled). In the Toolbar
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you can quickly see which function is active as that button is drawn with a
blue background.

Rotation: use the mouse (move it inside the graphics view with the left
mouse button pressed) to rotate your geometry. Imagine that the geometry is
inside a large hollow glass sphere: with your mouse you can grab the sphere
anywhere, and rotate it round its center point, including the geometry. This
means that grabbing and moving (say) left in the upper part of the screen has
a different result than grabbing and moving left in the lower part of the
screen.

Some CAD programs (for instance Rhino) keep the Z-axis vertically aligned
on the screen while rotating. When you prefer DeskProto to do that as well
you can check "Lock Z-axis vertical on screen” in the Advanced Preferences
for the Mouse.

Note that in fact the geometry is not rotated, but the camera position
(viewpoint) instead. You can see this, as during rotation the Orientator (the
small axis cube at the bottom left of your screen) rotates with the geometry.
If you want to rotate the geometry you should use the rotation option in the
Part Parameters.

Panning: use the mouse to pan your geometry (move it on the screen, left-
right, up-down, etc). When zoomed in you can use panning to determine
which part of the geometry to look at.

Zooming: use the mouse to zoom in and out: move the mouse up is zoom out
(push away), move down is zoom in (pull in). The center of the screen
remains directed to the same position. When you want these two actions
reversed you can configure that in the Advanced Preferences for the Mouse.
Note that the icon on the toolbar button then changes as well.

Zoom Window: use the mouse to zoom into any part of the screen. Click the
left mouse button to define one corner of a bounding box, move the mouse
keeping the button pressed, and release it as you have reached the opposite
corner. The part of the screen inside the bounding box will now be displayed
aslarge as possible.

Measuring: use the mouse to measure the distance between two points, by
clicking these points on the screen. The result is shown on the status bar of
DeskProto's main window. Note that the result is not always the real distance
in 3D: only the horizontal distance and vertical distance as seen on the screen
(so in a plane parallel to your screen) are measured. |f one point is further
away from the viewer then the other this tool does not include that
component of the 3D distance.

Horizontal 26.92 mm | Vertical 13.8 mm

How many digits are shown behind the decimal point depends on the size of
the dimension: the smaller the more digits.
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The measuring tool offers several extra options for the results to be displayed,

by pressing a keyboard key while measuring:

Alt (for Apple the Option key): you get more detailed results, like " _ 53. 71
58.07° '\ 101.5 31.93° | 86.17",inwhich

__isthe horizontal distance

angle of the diagonal with the horizontal line

\ islength of the diagonal

angle of the diagonal with the vertical line

| isthe vertical distance

In this view the units are not specified.

Shift: the results are shown in the alternate unit system, so in inches when

you work in mm, in mm when you work in inches.

Control (for Apple the Command key): the resulting dimensions are shown

in pixels (more interesting for the developers than for users).

When you use the measuring tool in an empty project (no block dimensions,

no CAD data) 1 pixel will be shown as1 mm.

Using the first three mouse functions the geometry is continuously redrawn
during the mouse movement. Depending on the size of your file and the
speed of both your computer and graphics card, this redrawing will take more
or lesstime. In case the redrawing is too dow, you can influence the number
of entitiesto be continuously redrawn: see Options - Preferences - Advanced
- Graphics.

An alternative for Zoom is rotating the M ouse wheel. This works no matter
which of the above buttons is active. In the Advanced Preferences for the
Mouse you can reverse the effect of the rotation direction ad also change the
zooming speed when rotating the mouse wheel.

An alternative for Pan is moving the mouse with the middle button (the
wheel) depressed.

So when the mouse-function button “ Rotation” on the screen is active for
the left mouse button, using these alter natives you have Rotate, Pan as well
as Zoom easily available without having to press any Toolbar button.

The rotation tool and the panning tool offer an extra option: when you press
the Shift button on your keyboard the two functionalities are switched. Thisis
done for users who have a two-button mouse (so without a mouse wheel):
when mouse function Rotation is active they can pan their view by pressing
shift, so without having to select a different mouse-function.

Note that you can also use the red, yellow and blue Thumb-wheels on the
border of the graphics screen.
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3.5 ParametersM enu

7 Untitled - DeskProto 8.0 - Dealer license: Not For Resale!

File Edit View Parameters Create Options Help

L x £5  Project Parameters... ID f’ L_J \:),\‘ |g j_ \_J I_,‘.._: Gg‘ ”\—r\‘

4'/ Part Parameters...

Project Tree . Qperation Parameters..

#5 Untitled
v Ak part

The parameters menu offers access to all milling parameters. The three main
levels Project, Part and Operation follow the structure of the Project Tree:
one Project can contain one or more Parts (for instance a left half and a right
half), and each Part can contain one or more Operations (for instance for
roughing, finishing and detailing). Operations can be one of three types:
Vector Operation, Geometry Operation and Bitmap Operation.

351 Project Parameters

This Parameters menu command displays the Project parameters in which
you can edit the parameters of your current Project.

This dialog can be reached via the Parameters menu: the first option.

Shortcuts:

You can double-click on the project-line in the project tree (the base level
item).

Or right-click on the project-line and select Project Parameters in the
context-menu.

This same dialog is used for the Default Project parameters.

35.2 Part Parameters

This Parameters menu command displays the Part Parameters dialog in which
you can edit the parameters of a Part.

In case a Project has more than one Part, first a dialog will be shown in which
you can select the part you want to edit.
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I Choose part to edit X

4b side#1
4b side#2
4b side#3
4b side#4

Cancel Help

The part you select here will also become the current Part, and thus will be
displayed when you have finished editing.

Shortcuts

Double-click on a part-line in the project tree (one of the second level items).
Or right-click on a part-line and select Part Parameters in the context-menu.

3.5.3 Operation Parameters

This Parameters menu command displays the Operation Parameters dialog in
which you can edit the parameters of an Operation.
Operations can be either Geometry Operations, Vector Operations or Bitmap

Operations.

In case a Part has more than one Operation, first a dialog will be shown in
which you can select the operation you want to edit.
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”"r} Choose operation to edit

et

Roughing
Finishing

.%—- .P—- .P—-..P—

Text

Contour (not in Entry Edition)

Cancel

Help

Shortcuts

Double-click on an operation-line in the project tree (one of the third level

items).

Or right-click on a operation-line and select Operation Parameters in the

context-menu.
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3.6 Create M enu

22 Untitled - DeskProto B.0 - Dealer license: Not For Resalel

File Edit View Parameters Create Optiens Help

I 2 ]m 1 Calculate Toolpaths 2 |
Yol Wirite NC-program File...
&l Send Toolpaths to Machine...

ﬂ“"t'tlad B Estimate Machining Trme
v b Part

[
J %3 Geametry operatiol r’

e

B
3
/j

Project Tree

Show Simulation

Show Animation

Extra 4

These options control all actions for calculating, evaluating and saving NC
toolpaths. Note the submenu called Extra which offers some extra options.
As these extra commands are very specific and not important for most users
these commands have been "hidden" in a submenu.

3.6.1 Calculate Toolpaths

With this option you can create the toolpaths for the current part.

In case all operations of the current part are visible (see Visible Operations),
all the toolpaths for the current part will be calculated and drawn. When at
least one operation of the current part is invisible, you will be asked if you
only want to use only the visible operations for calculations or if you want to
use all operations.

D7 DeckProto - Question >

o Do you want to calculate the visible operations only?

Yes Mo Cancel

Always show this message

In case you choose No for in order to calculate all operations, they al will be
made visible after calculations.

It may be that you grow tired of this warning popping up all the time. Then
you can disable "Always show this message" by removing the mark from the
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checkbox: the warning then will no longer be displayed. You can reset it on
the Advanced tab of the Preferences.

I DeskProto >
Calculating Z-grids, toolpaths and/or simulation.
Completed 1 of 3 calculations. ..

I -
Calculating in 2 threads. ..
-
1 DeskProto x

Calculating Z-grids, toolpaths and/or simulation.
Completed 0 of 2 calculations. ..

I -

Calculating in 2 threads:

'Finishing' of 'Half bottle'

l 9% ‘Contour (notin Entry Edition)' of "...

-

While calculating, DeskProto will show a progress bar like shown above.
You can select either the small dialog left or the detailed view right using the
black arrow (triangle) button in the lower right corner. DeskProto is a multi-
threaded application, so it can split up the calculations over multiple cores
(in case you have a multi-core PC).

Each operation is assigned it's own core (so when you project has just one
operation the calculation will not be multi-threaded). Of course no more
threads can be running at the same time than the number of cores that is
available. The detailed view of the progress bar will show maximum 8 threads
(even on a 16 core PC) as otherwise the dialog would become too large.

Shortcut:

Toolbar: u/

In case you want to calculate all toolpaths for ALL Parts, then you can use
the command Calculate All Toolpathsin submenu Extra.
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3.6.2 WriteNC-program File

With this option you can create an NC-program-file for the current part,
which can be sent to the machine to mill a part.

DeskProto will ask you to give a Name for the NC-program file, in a standard
Save-Asdialog, in which the correct file-extension for your machine has been
already entered. DeskProto will even suggest a name: the name of the project
(only when the project aready has been given a name). The only things you
need to do are entering (or checking) the filename and making sure the file is
being saved in the right place.

The name for the NC file that you enter here may be automatically changed.
When you have more than one Operation and different cutters are used in
these Operations, a tool change will be needed. For machines that do not
support atool change two or more NC files will be written (this behavior can
be set in the postprocessor). Names for these subsequent files will be
automatically generated. In case you chose the name Test.nc and the two
operations were called Roughing and Finishing, then the first file will be
called Test#1 Roughing.nc and the second file Test#2_Finishing.nc

Note: Operation names may contain "reserved characters' that are not
permitted in file-names (for instance * / : < > ). DeskProto will replace
reserved characters and spaces by underscores ("_").

In case all operations of the current part are visible (see Visible Operations),
the NC file(s) will be written for all the toolpaths of the current part. When at
least one operation of the current part is not visible, you are asked if you only
want to use the visible operations for the NC file or if you want to use all
operations.

D DeskProto - Question >

o Do you want to calculate the visible operations only?

Yes Mo Cancel

Always show this message

In case you choose No (so choose ‘all operations'), they will also all be made
visible afterwards.
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A next message box will pop-up in case one of the Operations is part of a
Chain:

I DeskProto - Question *

The selected part contains one or more operations that beleng to a chain.
Do you wish te use only the entire chain(s) or only the selected operations?

Press Yes to only use the entire chain(s).
Press No to only use the selected operations.

This concerns the fellowing chain(s):

Side #1 -» Roughing
Side #2 -> Roughing
Side #3 -» Roughing
Side #4 -> Roughing

Yes Mo Cancel

Always show this message during this project session

Normally the answer will be Yes, meaning that you want to write the
complete toolpath, including all Operations that belong to this chain of
Operations.

Other project warnings may be shows as well.

After that, the NC-program(s) will be created, using the post-processor that is
configured for the machine you have selected in the current part.

Shortcut:

Toolbar: E

3.6.3 Send Toolpathsto M achine

For some CNC milling machines this option can be used to directly send the
toolpaths to the machine (or to the machine's control software). As thisis not
possible on all machines, by default this option is not available (disabled:
‘grayed out’). The option will become available after configuring an output
destination to be used, in the DeskProto Preferences.
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Thisfeature is not available in MacOSand Linux, only in Windows, sorry
about that.

In the Preferences (Options menu) the following destinations can be

configured for this option:

e aWindows Printer driver (thisis possible for a few machines only, like the
machines made by Roland)

e aport, like COM1: or LPT1:

e an external program

¢ none, which isthe default.

DeskProto will write a temporary NC program file (TempNC.ext, conform

the machine that you selected and its postprocessor) and will open the

external program with this file TempNC.ext as command line parameter. For

the other options DeskProto will simply write all information to the selected

port or driver (instead of to an NC file).

As external program you can configure the control software of your CNC
milling machine. In fact you can select any program, so (for instance) a
milling smulation software is possible as well, or (for the diehards) a plain
text editor like Notepad++ to edit the NC-program that DeskProto has just
created.

% Machine Check *

Make sure your machine is ready to receive the toolpaths

After giving this command, the Machine Check dialog (shown above) will be
displayed to ask you if the machine is ready. After pressing 'Send' DeskProto
will start sending.

In order to send an existing NC file you can use the command Send NC
Program File to machine.

If your machine does not support this: the standard route to get the NC
program file to the machine is to exit DeskProto and load the NC file in the
machine's control software (or transfer the NC file to the controller using the
machine’s communication software). If this software runs on a different
computer you will first have to transfer the file to that PC, via a network or
by USB stick or CD.
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How to prepare the machine will be different for every machine. Sill some
general guidelines can be given. Basically the following steps have to be
taken:

1. Fixture a block of material on the machine (look in the Geometry
Information dialog for the correct dimensions).

2. Mount the correct tool. Note: in case you use a different cutter than
entered in DeskProto an incorrect part will be produced.

3. Open the NC-program file to the control software.

4. Tell the machine where to find the material. In other words: set the
workpiece zero-point. By default DeskProto uses the left-front-top
corner of the material block as zero-point, you can change this at tab
‘Zero-point' of the Part Parameters.

5. Sart the machining process.

3.64 EdimateMachining Time

This command calls the Estimated Machining time dialog, in which
DeskProto gives a rough estimation for the machining time that it will take to
create your part. Be aware that this is a rough estimation: the actual time will
be influenced by many factors. The help information for the dialog that was
just mentioned explains why.

3.6.5 Show Simulation

With this option you can create a Smulation for the current part.

The command will first show the block of material, so the situation before
any operation has been machined.

In the Smulated operations dialog that pops up you can select which
operations you want to be processed and press Calculate to start.

When the smulation is shown DeskProto will automatically make many other
items on screen invisible: Material block, Operation areas, toolpaths, Z-grids.
Y ou can override that via the Items Visible dialog.

This is a toggled command: again giving the same command will make the
Smulation invisible.

3.6.6 Show Animation

With this option you can show an Animation of the toolpaths for the current
part.
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In the Toolpath Animation dialog that pops up you can control the animation
display.

When an animation is shown DeskProto will automatically make some other
items on screen invisible: geometry, toolpaths, Z-grids, smulation. You can
override that viathe Items Visible dialog.

3.6.7 Extra

S CHLITIdLE I‘\fldll'llrlll'lg e
|—I_J Show Simulation
A Show Animation

Extra ¥ |- Calculate All Toolpaths
Calculate Z-grids
Calculate All Z-grids
gl Send MC-program File to Machine...
%% Export Z-grid As...
[l Export Simulation As...

These Extra commands also are options for calculating and saving NC
toolpaths. As these Extra commands are very specific and not important for
most users these commands have been "hidden™ in a submenu.

3.6.7.1 Calculate All Toolpaths

With this option you can create all Toolpaths for all Parts.

Where the other commands in the Create menu only concern the current
part, this one command influences all partsin the current project.

All operations for all parts will be calculated, so also the invisible operations
(see Visible Operations).

3.6.7.2 Calculate Z-grids

With this option you can create the Z-grids (an intermediate calculation
result) for the current part.
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In case all operations of the current part are visible (see Visible Operations)
in the active view, all the Z-grids for the current part will be calculated.
When at least one operation of the current part is not visible you are asked if
you only want to use only the visible operations for calculations or if you
want to use all operations.

D DeskProto - Question >

o Do you want to calculate the visible operations only?

Yes Mo Cancel

Always show this message

In case you choose No for ‘all operations’, they all will be made visible after
calculations.

3.6.7.3 Calculate All Z-Grids

With this option you can create all Z-Gridsfor all Parts.

Where the other commands in the Create menu only concern the current
part, this one command influences all partsin the current project.

All operations for all parts will be calculated, so also the invisible operations
(see Visible Operations).

3.6.7.4 Send NC-program Fileto Machine

For some CNC milling machines this option can be used to directly send an
NC program to the machine (or to the machine's control software) from
DeskProto. As this is not possible on all machines, by default this option is
not available (disabled: ‘grayed out’). The option will become available after
configuring an output destination to be used, in the DeskProto Preferences.

Thisfeature is not available in MacOS and Linux, only in Windows, sorry
about that.

In the Preferences (Options menu) the following destinations can be

configured for this option:

e aWindows Printer driver (thisis possible for a few machines only, like the
machines made by Roland)
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e aport like COM1: or LPT1:

e an external program

¢ none, which isthe default.

DeskProto will open the NC program file, and will simply copy its contents to
the selected port or driver, or will open the external program with thisfile as
command line parameter.

As external program you can configure the control software of your CNC
milling machine. However in fact you can select any program, also for
instance a milling smulation software, or (for the diehards) a plain text
editor like Notepad to edit the NC-program that DeskProto hasjust created.

7 Machine Check -

" E
Make sure your machine is ready to receive the toolpaths

In DeskProto the NC program file must have been saved firdt, in the correct
format for your machine. A standard File Open dialog will be displayed to ask
you for the file you want to transfer. After selecting the correct NC program
file the Machine Check dialog (shown above) will pop up: after pressing Send
DeskProto will start sending.

In order to send the current toolpaths without first saving an NC file you can
use the command Send current toolpaths to machine.

If your machine does not support this: the standard route to get the NC
program file to the machine is to exit DeskProto and load the NC file in the
machine's control software (or transfer the NC file to the controller using the
machine’'s communication software). If this software runs on a different
computer you will first have to transfer the file to that PC, via a network or
by USB stick or CD.

How to prepare the machine will be different for every machine. Sill some
general guidelines can be given. Basically the following steps have to be
taken:
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1. Fixture a block of material on the machine (look in the Geometry
Information dialog for the correct dimensions).

2. Mount the correct tool. Note: in case you use a different cutter than

entered in DeskProto an incorrect part will be produced.

Open the NC-program file to the control software.

Tell the machine where to find the material. In other words: set the

workpiece zero-point. By default DeskProto uses the left-front-top

corner of the material block as zero-point, you can change this at tab

‘Zero-point' of the Part Parameters.

5. Sart the machining process.

~w

3.6.7.5 Export Z-grid / Simulation as

The Z-grid isatemporary representation of the geometry, used by DeskProto
to calculate the toolpaths.

The Smulation has of course a completely different aim, ill the internal
representation in DeskProto is the same as for the rendered Z-grid. Both
items are represented by a large number of triangle on the outer surface:
polygon data.

As for geometry files in DeskProto the same polygon data representation is
used, it is possible to export the Z-grid and/or the Smulation as a geometry
file. For standard DeskProto use this is absolutely not needed, however it
might be useful, for instance to use external software to compare origina
geometry and simulation.

D% Export Simulation As... x

File type Geometry File w

Subtype STL-fille, Binary (*.stl) -

File name |C:'|ProgramData'|,DeskF‘rob3 7.1\Samples\test, st | I Browse...
CK Cancel Help

In the dialog box shown above you can choose how to export the Smulation.
For exporting the Z-grid exactly the same dialog is used. The following
options can be set:

The File type is either Geometry file, Bitmap file or XY Z file.
The use of a geometry file has been described above.
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For export as Bitmap file DeskProto will convert the 3D information to 2D
by converting Z-height to gray-value. For each point in the Z-grid one pixel
will be made. The highest Z-value will be given awhite pixel, the lowest level
a black pixel, and all in-between values an according in-between gray value.
Thisisin fact the reverse procedure as used for the Bitmap Operation.

An XYZfile is a point cloud file: a number of pointsin 3D space, each point
represented by its 3 coordinates.

The Subtype setsthe file format that has to be used.

For Bitmap files you can choose one of four well known bitmap file types:
BMP, JPG, PNG and TIFF.

For Geometry files you can choose any of the formats that DeskProto
supportsfor 3D, as described in 3D Geometry.

For XYZ files only one format is supported: ASCII text file, the three
coordinates of one point per line.

The function of File name will be clear, you need to use the Browse to fill
thisfield or edit its contents (both file name and location).

For rotation axis parts not all options are available.
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3.7 OptionsMenu

D2 Untitled - DeskProto 8.0 - Dealer license: Not For Resale!

File Edit View Parameters Create Options Help

* I'_“i‘, i. lﬁ Library of Machines...
— %5 Library of Postprocessors..
s g Library of Cutters...
#5 Untitled i
~ b part #5  Default Project Parameters...
3 Geometry operation 4} Default Part Parameters...

Default Vector Operation Parameters...
Default Geometry Operation Parameters...
Default Bitmap Operation Parameters...

HE &W

LE  Default Items Visible...
WS Default Viewpoint...

Preferences...

The Options menu gives accessto all configuration options of DeskProto. For
normal use you will not need these options, they are present in case the
defaults should not match your wishes. The option used most will be the
Cutter library to create new cutter definitions, as in many cases the default

cutters will not match your real cutters.

3.7.1 Libraryof Machines

D Machine Library

Machines

Isel ICP 2015

lsel ICP 3020

lsel ICP 4030

Isel MiniFlat 40-2

Isel Profa PPM 3-Achs
150 plain G-codes - inch
ISO plain G-codes - mm
KinetiC-MC-based machine
Komplot Routermaster
Korner CNC-500
Kosy 2, type A3
Kosy 2, type Ad
Kosy 2, type A3

[0 Y R J

Close Help

Add...
Remove...

Copy...

Open location
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For every setting made and for every NC program created DeskProto it will
apply a machine-definition. Which should of course match the NC milling
machine that you are going to use. A large number of predefined machine-
definitions have been included in every DeskProto. This is the Library of
machines, which has been copied to your computer during Setup.

When you first start DeskProto you need to select one of these predefined
machines as your default machine. This is done in DeskProto's Initial
settings dialog (only visible the first time that your start DeskProto). After
that you till can change this setting in the default Project parameters.

In case you have a machine that is not yet present in the list: in this Machine
library you can edit an existing machine definition or add a new definition for
your own machine.

You can find the Library of machines in the Options menu. When you open
this library a warning message will be displayed that this option is meant for
advanced users only. The warning is optional: when you remove the mark
from checkbox "Always show this message” it will no longer be given. You
can restore all warning messages on the Advanced tab of the Preferences (in
group Settings).

After this warning the dialog shown above will pop up. Here you can choose
the machine you want to Edit or Copy, and also Add and Remove machines.
After pressing Add, Copy or Edit the Machine dialog will be shown,
containing all parameters to define a machine in DeskProto.

Before you start defining a new machine, be sure a postprocessor for the
machine is aready available. If not, configure one first in the Library of
Postprocessors (see the next paragraph).

A machine definition is stored as a file name .mch in the DeskProto drivers
folder (See Preferences). These files can be copied, for instance to a different
PC to make the machine available on that PC as well. You can easly find
each driver file via button "Open location”, which will open the Drivers
folder in MSExplorer, MacOS Finder or Linux File Manager.

The files are in Windows .ini format, which means that they can aso be
changed using a plain editor like Notepad (changing in DeskProto is safer
though). A line that starts with a semicolon (;) isa comment.

Note:
Selecting a machine here does NOT change which machine is selected for the
current project. To select a machine for your current project open the Project

Parameters dialog.
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3.7.2 Library of Postprocessors

D7 postProcessor Library X
PostProcessors
GRBL (Arduing) - inch A Add
GRBEL (Arduing) - mm
HAAS Remove...
Heidenhain controller, output in Klartekst
Huber & Grimme HG 1400 Copy...
Hurco (inch) -
Isel "Zwischenformat’

Isel 'Zwischenformat’ (ProMa)
Isel Zwischenformat' (Rapid 35)
Isel 'Zwischenformat' (servo)
IS0 plain G-codes - inch

IS0 plain G-codes - mm
KinetiC-MC - mm

W omm o B D™ BNV ek o

v | |Open location

Close Help

Every NC program created by DeskProto is made using a postprocessor. This
isthe part of the DeskProto software that is machine-dependent: it creates an
NC program file that isin the format required by your NC milling machine. In
computer terminology this piece of software should be called the device
driver for a particular output device, however, in CNC terminology it is
called a Postprocessor and we will use that name. DeskProto makes it easy to
define your own postprocessor (for most CAM software this is a complicated
process), CNC machinists call this a 'Configurable Postprocessor'.

Note that you can not explicitly select the postprocessor that you want to use,
as one of the milling parameters. It will be implicitly selected when you select
the milling machine. Each milling machine’s definition includes a setting for
the postprocessor to be used for that machine. So a number of machines can
share the same postprocessor.

You can find the Library of postprocessors in the Options menu. When you
open this library a warning message will be displayed that this option is meant
for advanced users only. The warning is optional: when you remove the mark
from checkbox "Always show this message" it will no longer be given. You
can restore all warning messages on the Advanced tab of the Preferences (in
group Settings).
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After this warning the dialog shown above will pop up. In this Library you
can choose the postprocessor you want to Edit or Copy, and also Add and
Remove a postprocessor. After pressing Add, Copy or Edit the Postprocessor
dialog will be shown, containing all parameters to define a postprocessor in
DeskProto.

Note: as many parameters must be entered for a postprocessor definition,
we recommend not to use Add to create a new postprocessor, but to Copy
one that resembles the new one, and then Edit any changes needed. In most
cases the postprocessor “1S0 plain G-codes’ isa good one to use as a Start.
Make sure to save it using a informative new name after pressing Copy.

A postprocessor definition is stored as a file name .ppr in the DeskProto
drivers folder (see Preferences). These files can be copied, for instance to a
different PC to make the machine available on that PC as well. You can
eadly find each driver file via button "Open location", which will open the
Driversfolder in MSExplorer, MacOS Finder or Linux File Manager.

The files are in Windows .ini format, which means that they can also be
changed using a plain editor like Notepad (changing in DeskProto is safer
though). A line that starts with a semicolon (;) isacomment.

Note 1:

Selecting a postprocessor here does NOT change which postprocessor is used
to make an NC-program of the current part. A postprocessor automatically
will be selected by selecting a machine. To use a particular machine in your
project open the Project Parameters dialog.

Note 2:

Postprocessor filesarein a proprietary format that is defined by the software
manufacturer: each manufacturer uses a different format. So these files
cannot be exchanged between different CAM programs. MasterCAM for
instance cannot use a postprocessor made by VCarve Pro.
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3.7.3 Libraryof Cutters

D Cutter Library X
Cutters
Ball nose, radius 0.5 = diameter 1 mm ~ add
Ball nose, radius 1 = diameter 2 mm
Ball nose, radius 1.5 = diameter 3 mm Remave. ..
Ball nose, radius 1/16 = diameter 1/8 inch
Ball nose, radius 1/32 = diameter 1/16 inch Copy...
Ball nose, radius 1/4 = diameter 1/2 inch ;
Ball nose, radius 1/8 = diameter 1/4 inch

Ball nose, radius 10 = diameter 20 mm
Ball nose, radius 2 = diameter 4 mm
Ball nose, radius 2.5 = diameter 3 mm
Ball nose, radius 3 = diameter & mm
Ball nose, radius 4 = diameter & mm

Ball nose, radius 5 = diameter 10 mm
Dl mmme e .. T [ g AL e

v | |Open location

Close Help

For every NC program to be created (more accurately for every operation)
you need to select a cutter. Obvioudy the cutter that you select for
DeskProto’ s calculations must be available for your actual milling process. A
number of predefined cutter-definitions have been included with DeskProto.
Thisisthe Library of cutters, which has been copied to your computer during
ingtallation. In many cases you can smply select one of the existing cutters
when editing the operation-parameters. However in case you need a special
cutter: in this 'Cutter Library' you can change an exigting cutter or define
your own.

You can find the Library of cutters in the Options menu. When you open this
library a warning message will be displayed that this option is meant for
advanced users only. The warning is optional: when you remove the mark
from checkbox "Always show this message" it will no longer be given. You
can restore all warning messages on the Advanced tab of the Preferences (in
group Settings).

After this warning the dialog shown above will pop up. Here you can choose
the cutting tool you want to Edit or Copy, and also Add and Remove cutters.
After pressing Add, Copy or Edit the Cutter dialog will be shown, containing
all parametersto define a cutter in DeskProto.
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A cutter definition is stored as a file name .ctr in the DeskProto drivers folder
(see Preferences). These files can be copied, for instance to a different PC to
make the machine available on that PC as well. You can eadily find each
driver file via button "Open location", which will open the Drivers folder in
MS Explorer, MacOS Finder or Linux File Manager.

The files are in Windows .ini format, which means that they can also be
changed using a plain editor like Notepad (changing in DeskProto is safer
though). A line that starts with a semicolon (;) isa comment.

Note:
Selecting a cutter here does NOT change which cutter is selected for the
operations. To select which cutter to use: open the Operation Parameters

dialog.

3.74  Default Project

After choosing this option, first you will be warned that whatever you change
here will influence all new projects that you create later (so not your current
project) The warning is optional: when you remove the mark from checkbox
"Always show this message" it will no longer be given. You can restore all
warning messages on the Advanced tab of the Preferences (in group
Settings).

The dialog that pops up is equal to the Project Parameters dialog, it will thus
not be explained here. The difference is that this function adjusts the default
project settings, that will be used for every new Project that is created.

The default project is either a Vector project, a Geometry project or a Bitmap
project. You cannot define this project type in this dialog: the default project
type is defined by setting an Operation of the preferred type as first operation
in the Default Part.

Most important setting in this dialog is the default Machine. You can select
any machine in the list to be used as default; if needed you can add and/or
edit machinesin the Library of Machines.

The functionality offered in this dialog is very limited: it is not possible to
define a default geometry, nor more than one part. Only the options Use Z-
values and Preserve Direction (tab Vector), Skip backfaces and Flip normals
(tab Geometry) can be changed. The DeskProto default for these four
checkboxesis off.

Creating two or more Parts as default is not possible as that would make
things way too complicated (for instance which of the operations then would
be the actual default one...).
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A default project file is not possible as that would conflict with the default
Part and the default Operations.

Note that for repeating jobs can also achieve much using Command line
parameters, by Scripting, and by auto-loading a template project file which
may have more Parts. For instance for automation of two sided machining.

Note:

The default project parameters are stored in the registry (Windows), in the
Preferences section (MacOS), in the .config section (Linux). Each user has
his’her own default settings stored.

Asit is possible to completely mess up these settings, making it very hard to
use DeskProto, an extra button Restor e defaults is present, that will restore
the DeskProto defaults for all parameters.

3.75 Default Part

After choosing this option, first you will be warned that whatever you change
here will influence all new parts that you create later (so not your current
project). The warning is optional: when you remove the mark from checkbox
"Always show this message" it will no longer be given. You can restore all
warning messages on the Advanced tab of the Preferences (in group
Settings).

The dialog that then pops up is egqual to the Part Parameters dialog, it will
thus not be explained here. The difference is that this function adjusts the
default part settings, that will be used for every new Part. You can use this
for instance when you want to use more than one operation for all your parts,
always apply a specific transformation or trandation method, etc, etc.

An important setting for the default part is the first operation, as that defines
the project type. When the first operation is a vector operation the default
project is a Vector project, for a geometry operation it is a Geometry project
and for a bitmap operation it is a Bitmap project.

For the default part all three groups of settings can be accessed:
o \ector settings

o Geometry settings

o Bitmap settings

even though no CAD data of that type is present here.

Note:

The default project parameters are stored in the registry (Windows), in the
Preferences section (MacOS), in the .config section (Linux). Each user has
hig’her own default settings stored.
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Asit is possible to completely mess up these settings, making it very hard to
use DeskProto, an extra button Restor e defaults is present, that will restore
the DeskProto defaults for all parameters.

3.7.6  Default Vector Operation

After choosing this option, first you will be warned that whatever you change
here will influence all new Vector operations that you create later (so not
your current project). The warning is optional: when you remove the mark
from checkbox "Always show this message” it will no longer be given. You
can restore all warning messages on the Advanced tab of the Preferences (in
group Settings).

The dialog that then pops up is almost equal to the Vector Operation
Parameters dialog, it will thus not be explained here. The difference is that
this function adjusts the default Vector operation settings, that will be used
for every new Vector Operation. Thisis the option to use for instance in case
you want a specific cutter automatically selected, need a specific feedrate or
spindle speed, etc, etc. These default parameters will be stored in the registry
(Windows) / file DeskProto.plist (MacOS) / file DeskProto.conf (Linux), and
will be different for every user.

In case more than one default Vector Operation have been defined in the
default part, first a dialog is displayed in which you can select one of the
default operations:

Y Choose operation to edit x

22 Vector operation
22 Vector operation [#2]

Cancel Help

In this case the dialog will of course show Vector operations that you can
choose from.
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Two extra buttons are present, that are not available in the normal Vector
Operation parameters:

The default project parameters are stored in the registry (Windows), in the
Preferences section (MacOS), in the .config section (Linux). Each user has
his’her own default settings stored.

Asit is possible to completely mess up these settings, making it very hard to
use DeskProto, an extra button Restor e defaults is present, that will restore
the DeskProto defaults for all parameters.

The DeskProto defaults are the built in values that were also present when
you first installed DeskProto.

The default cutter might be different though: for a Vector operation
DeskProto will select the first flat end cutter in the Cutter library with a
diameter of 6 mm (metric users) or 1/4" (inch users). It such cutter is not
present the first cutter in the library will be used.

And on tab page Profiling an extra Set... button is present, in section Support
tabs, to define the Default profiling support tab settings.

3.7.7 Default Geometry Operation

After choosing this option, first you will be warned that whatever you change
here will influence all new operations that you create later (so not your
current project). The warning is optional: when you remove the mark from
checkbox "Always show this message” it will no longer be given. You can
restore all warning messages on the Advanced tab of the Preferences (in
group Settings).

The dialog that then pops up is equal to the Geometry operation Parameters
dialog, it will thus not be explained here. The difference is that this function
adjusts the default geometry operation settings, that will be used for every
new Geometry Operation. This is the option to use for instance in case you
want a specific cutter automatically selected, need a specific feedrate or
spindle speed, etc, etc. These default parameters will be stored in the registry
(Windows) / file DeskProto.plist (MacOS) / file DeskProto.conf (Linux), and
will be different for every user.

In case more than one default operation has been defined in the default part,
first a dialog is displayed in which you can select one of the default
operations:
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D Choose operation to edit *

L. Roughing

- Finishing

Cancel Help

In this case the dialog will of course show Geometry operations that you can
choose from.

Note:

The default project parameters are stored in the registry (Windows), in the
Preferences section (MacQS), in the .config section (Linux). Each user has
his’her own default settings stored.

Asit is possible to completely mess up these settings, making it very hard to
use DeskProto, an extra button Restor e defaults is present, that will restore
the DeskProto defaultsfor all parameters.

The DeskProto defaults are the built in values that were also present when
you firgt installed DeskProto.

The default cutter might be different though: for a Geometry operation
DeskProto will select the first ballnose cutter in the Cutter library with a
diameter of 6 mm (metric users) or /4" (inch users). It such cutter is not
present the first cutter in the library will be used.

3.7.8 Default Bitmap Operation

After choosing this option, first you will be warned that whatever you change
here will influence all new Bitmap operations that you create later (so not
your current project). The warning is optional: when you remove the mark
from checkbox "Always show this message” it will no longer be given. You
can restore all warning messages on the Advanced tab of the Preferences (in
group Settings).

The dialog that then pops up is equal to the Bitmap Operation Parameters
dialog, it will thus not be explained here. The difference is that this function
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adjusts the default bitmap operation parameters, that will be used for every
new Bitmap Operation. Thisisthe option to use for instance in case you want
a specific cutter automatically selected, need a specific feedrate or spindle
speed, etc, etc. These default parameters will be stored in the registry
(Windows) / file DeskProto.plist (MacOS) / file DeskProto.conf (Linux), and
will be different for every user.

In case more than one default Bitmap Operation has been defined in the
default part, first a dialog is displayed in which you can select one of the
default operations:

¥ Choose operation to edit x

4 Roughing
“ Finishing

Cancel Help

In this case the dialog will of course show Bitmap operations that you can
choose from.

Note:

The default project parameters are stored in the registry (Windows), in the
Preferences section (MacOS), in the .config section (Linux). Each user has
his’her own default settings stored.

Asit is possible to completely mess up these settings, making it very hard to
use DeskProto, an extra button Restor e defaults is present, that will restore
the DeskProto defaults for all parameters.

The DeskProto defaults are the built in values that were also present when
you first installed DeskProto.

The default cutter might be different though: for a Bitmap operation
DeskProto will select the first ballnose cutter in the Cutter library with a
diameter of 6 mm (metric users) or /4" (inch users). It such cutter is not
present the first cutter in the library will be used.
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3.7.9 Default Viewpoint

DF Default Viewpoint *

¥-rotation 5.0 degrees

Y-rotation 0.0 degrees

) '

Z-rotation & degrees

Copy from active view

Restore Defaults Cancel Help

The default viewpoint settings are used for every new project and for every
new part.

They are also used for the menu command and the toolbar button called Use
Default View.

After choosing this option, first you will be warned that this option will only
influence the defaults (so not your current view). The warning is optional:
when you remove the mark from checkbox "Always show this message” it
will no longer be given. You can restore al warning messages on the
Advanced tab of the Preferences (in group Settings).

To edit the parameters of the default viewpoint a special dialog is used, as the
dialogs to change the Viewpoint contains parameters that are not suitable as
default parameters: here only the rotation can be set. Zooming of the default
view will always be 100% and panning will be set to zero.

After changing the default rotation you can restore the original DeskProto
defaults (which are stored internally in DeskProto and which can not be
changed) by pressing button Restor e defaults.

Finaly: instead of typing three values for X, Y and Z rotation, you can
manually adjust the rotation in your current view until you like it, and then
copy the settings, by pressing the button Copy from Active View.

Note:

The default viewpoint settings are stored in the registry (Windows), in the
Preferences section (MacQS), in the .config section (Linux). Each user has
hig’her own default settings stored.
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3.7.10 Default Itemsvisble

¥ Default Items Visible X
General CAD Data

[ Title Vector curves === [ ] show paints gt

Geometry, rendered r [ Show downward faces 0
z

plexiaienatoy V“'l |:| Geometry, wireframe @ Rem: n lines []’j

] Use fo

=g - D Geometry, points

Waorking area of the miling machine I

U = = [l—j Bitmap E— Translucent

[ cAD zero-point w
Toolpaths Parts & Operations

- e

[ Show paints Material block [ [[]  [translucent [ Tl
3D suppart tabs = < [ showas wireframe

[ show arrows
Workpiece zero-point

=] Show rapi — =

ST ER I TRETEE Areas to be machined ”j [ Translucent r]’j

Restore Defaults Cancel Help

The default items visible settings are used for every new project and for
every new part.

After choosing this option, first you will be warned that this option will only
influence the defaults, so not your current View window. The warning is
optional: when you remove the mark from checkbox "Always show this
message” it will no longer be given. You can restore all warning messages on
the Advanced tab of the Preferences (in group Settings).

To edit the parameters of the default items visible a special dialog is used, as
the dialogs to change the Items visible contains parameters that are not
suitable as default parameters.

Here it is possible to set what will be shown initially. You can find an
explanation for any of these Items see Items visible dialog. Displaying Z-
grids, toolpaths or simulations is not possible in the default view, as these
items have to be calculated first.

Note:

The default items visible settings are stored in the registry (Windows), in the
Preferences section (MacQS9), in the .config section (Linux). Each user has
his’her own default settings stored.
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3.7.11 Preferences

This is open the Preferences dialog, in which you can edit DeskProto's
preferences. The dialog consists of six tab pages.

In Windows and in Linux this command can be found in the Options menu, in
MacOSin the DeskProto menu.

In Windows these preferences are stored in the Registry

in MacOS in file ~/Library/Preferences/com.delft-spline-
systems.DeskProto.plist

in Linux in file ~/.config/Delft Spline Systems/DeskPr oto.conf

Note that in MacOS a file called ~/Library/Preferences/com.delft-spline-
systems.DeskProto80.plist is present as well. That is a different file,
automatically created by MacOS to remember the settings for the Open file
dialog and the Save file dialog.
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38 HdpMenu

D2 Untitled - DeskProto B.0 - Dealer license: Not For Resale!
File Edit View Parameters Create Options Help
| ]"-I\, i E u/ ¥ DeskProto Help Ctrl+F1
ey ¥ Quick Start
Project Tree 4
fq Untitled #® Create Problem Report...

i0E &%

1
v Ak ‘p“ £ Activate License...
. %3 Geometry operstion S Check for Update

B2 About DeskProto

Finally the Help menu which gives access to the Help system and to the
About box.

For the DeskProto Editions Entry and Expert an extra option is present:
Upgrading... (to ahigher edition).

3.8.1 DeskProtoHep

This command will open the DeskProto Help system, shown in a separate
dialog.

The Contents page of the DeskProto Help System, shown at the Contents tab
on the left of the Help Window, offers an overview of all available Help
topics, organized in 'books. Each book can be opened by double-clicking its
line or by clicking on the arrow icon in front of the line. Five books are
available (it may be needed to first open the line "DeskProto Reference" to
see these five lines):

o Introducing DeskProto

e Screen Layout

e Menu commands

e Dialogs

e Concepts

The same five books can be found as Chapters in the DeskProto Reference
Manual (available as PDF for download on the DeskProto website), which
contains almost exactly the same information as the Help file.

In addition to the Contents tab page three more tabs are available in the Help
dialog:

the Index page can be used to find help on a specific subject

the Bookmar kstab to mark pages that you want to remember

the Sear ch page to locate any word or phrase in the Help system.
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While reading the Help text, additional related information can easly be
accessed by clicking on the active items (Hyperlinks) in the text. Active
words are shown in blue and underlined, while the cursor will turn to a hand
when moved over an active item.

The online Help system that has been installed with DeskProto can be started
from the Help menu.
Other methods to access Help are:

e The Help button on the Toolbar:

e Pressing the F1 Function key on the keyboard (for MacOSthisis Fn+F1).

e Every dialog hasa Help button, providing Help infor mation about the
use of that particular dialog.

3.8.2 Quick Start

This help page is shown when you select command "Quick start" in the
DeskProto Help menu.

Normally we advise to read about how to start using DeskProto in the
Tutorial book (either printed or as PDF download). This manual step by step
introduces you to the functions that DeskProto offers. It is recommended to
read and execute at least lessons number one and two of this Tutorial before
starting to make parts with your own CAD-data. As an alternative you can
find many instruction videos, both on the DeskProto website and on
YouTube.

However, if you are not a great manual reader and want to start at once
exploring DeskProto, at least read this Quick Start first. It is meant to
explain the basic ideas of DeskProto: you will need this information to be
able to understand what is happening. After that, novice users are advised to
first use the Wizards: these will guide them through all steps needed to
generate an NC program file.

In all cases do not forget to use the Help file, which will explain every
DeskProto screen in detail.
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192 Untitled - DeskProto 8.0 - Dealer license: Not For Resale! - o X

File Edit View Psrameters Create Options Help

ReBLEAEH S 1HE SRR -

B Untitied 1 Red arrows: start and end of toolpath

v ) db part
J % Geometry aperation

ined
Grey dashed lines:_—" rea to/be machine
rapid positioning moves: Green

Workpiece zero point.
Red lines:
the toolpaths

INC Files - z
Name Date Y*_ x

Purple lines:

‘ View orientator toolpaths at reduced speed
R —
Fomie e Zo0
For Help, press F1 Geometry fie: O:'Projekt|MUTSA\,..\TIMER2.5TL  Machine: ISO plain G-codes - mm

The DeskProto screen contains standard items like the title bar (top line),
menu bar, toolbar (the row of buttons below the menu) and status bar
(bottom line). The center area is divided into three tiles. the large View
window on the right, and the windows Project Tree and NC files on the left.
Follow these links for more information on any item.

The above screenshot shows the Windows version of DeskProto. The
MacOS version has an extra menu choice: the DeskProto menu, on the left
side of the File menu. In MacOS the menu is visible on the top of the screen,
S0 not in the DeskProto window. This is conform the MacOS standard and
won't confuse any Apple user.

The DeskProto menu in Linux is identical to the menu in Windows, and in
most cases part of the DeskProto window. Though some Linux versions allow
the menu to be shown at the top of the screen (instead of at the top of the
dialog).

It is important to know that DeskProto offers two different user-interfaces:
the wizar d-based interface and the dialog-based interface.
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l‘.ﬁ What to machine?

[7] Geometry file:

*

R RS

|C:\DrogramDaia\DeskProto 7. 1\Samples'Bottle.stl || Browse...
[#] sealing:
X |1,
v [ (®) Scale factors
() Dimensions {mm)
Z (1.0
Unifarm
IE‘ Orientation - indicate the top surface:
X degrees ® Top
Y degrees
; Y .
O Front
O Bottom
] [ | [
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FE PR KRR P

Iz‘ Finishing operation

[7] cutter: L
Ball nose, radius 3 = diameter 6 mm ~ 1
W
h a4

Cutter library...
Iz‘ Predsion:
Distance between toolpaths 0.35 (d/17) ~ | mm
Iz‘ Speeds:
Feedrate mm,fmin
Spindlespeed rpm
Iz‘ Strategy:
Parallel ~ //'7///’//
E Estimated machining time l:l (hh:mm)
Calculate < Back Next > Cancel Help

[1] Wizard-based inter face.

New users are advised to use the DeskProto Wizards, as these will guide
them through all the steps needed to generate an NC toolpath file using their
own CAD-data. The illustration above shows two typical wizard pages. A
wizard will set the same parameters as are available in the dialog-based user-
interface, only now they are presented in a sequential series of screens, and
only the most important parameters are shown. You can find the wizards via
the Start Screen or via the File menu.

[2] Dialog-based interface.

When using the Dialog-based interface you need to know where to find the
parameters.

In this interface you can define parameters on three levels:

1. Project parameters include the name of the CAD-data file(s), the
machine and the number of Parts that you want to use in this project.

2. Part parameter s define the part: What will be machined. These set size,
orientation, position and alike.
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Within each Part you can use one or more milling Operations.

3. Operation parameters define an operation: How the part will be
machined.

These are in fact the only real 'milling parameters. Three different types of
operation are available: Vector Operation, Geometry Operation and Bitmap
Operation, asfor these three types of data different settings are needed.

The Project is the central concept of DeskProto. All information about a
project is stored in a Project-file (name.dpj), which is the file to be opened
when starting and to be saved when finishing. The project file contains all
milling parameters and viewing parameters, and also contains references to
the CAD-files (so the CAD-data is not included).

oo Bottle.dpj - DeskProto 8.0 - Dealer license: Mot For Resale!

Eile Edit Yiew Parameters Create Opticns Help

P Eli.ﬁﬂxl’be

Project Tree
Fn-]' Bottle
w {f

; Wy Half bottle
-lﬁ- Roughing
, % Finishing

V Contour (not in En...

DeskProto sample project

r

Y ou can imagine the tree-like structure of a project, which is displayed in the
Project Tree at the left side of the DeskProto screen: see the illustration
above. This sample Project “Bottle” consists of one Part called “ Half bottle”
and three Operations called “ Roughing”, “ Finishing” and “ Contour”. Each
operation line includes a lamp icon that you can switch on and off (by
clicking on the lamp) to make the operation (in)visible. The project will be
named when saving it for the first time, until then the tree displays the name
“untitled”.

Note 1: four different Editions of DeskProto are available: Free, Entry,
Expert and Multi-axis. The Free edition only offers basc CAM
functionality, Entry and Expert contain subsets of the available parameters,
Multi-Axisincludes all functionality. For the rest all editions are equal.

Note 2: to open a CAD-file in DeskProto you have to use "Load Vector
file..." "Load Geometry file..." or "Load Bitmap file..." in the File menu (if
needed start a New project first). You cannot use File>Open, as you do not
yet have a DeskProto project file for this new project. The CAD-data that
you load will be available for all Parts and for all Operations.
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The functions of DeskProto can be reached using the pull-down menus or
using the buttons on the toolbar. The three most important menus are:

* The View Menu offers the opportunity to change what data should be
displayed on your screen and how that should be done. Also try changing
your view by rotating the six colored thumbwheels on the screen, and by
using your mouse inside the view window. In fact most of the functions in the
View menu can be activated most easily by using the buttonsin the toolbar.

* |In the Parameters Menu you can edit all vector/geometry/bitmap
parameters and all milling parameters. For smple parts it is sufficient to edit
only the front Tab page for both Part and Operation parameters, the other
Tabs can come later (all parameters have suitable default values).

* The Create Menu is the most important; this is where you can start the
milling calculations and write the NC program file.

The most important buttons for the DeskProto process are:

% Thefirst step isto Load CAD data:

Vector or Geometry or Bitmap (or a combination).

After setting some parameters you can then
Calculate the toolpaths and view them on the
screen.

Optionally you can show a Simulation of the
resulting part, to check your toolpaths for
correctness.

Optionally you can show an Animation that shows
how the cutter moves along the toolpath.

Finally you Write the NC file
and send it to your CNC milling machine.

v B SAe

We hope that you will enjoy using this software !
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3.8.3 CreateProblem Report

When asking for support, DeskProto users often send us the DeskProto
project file (DPJ file), planning to make us see what they are doing.
Unfortunately this is not sufficient: the DPJ file only contains the parameters
that you have set. And in order to reproduce the problem the CAD file(s) are
needed as well. Plus the driver files for cutters, machines and/or
postprocessors. The Create Problem Report option automatically bundles all
these filesin one ZIP file, that you then can send to us.

D7 Report a Problem *

Step 1: Contact details

MName: | |

Email address: | |

Phone number: | |

Step 2: Describe problem

Please describe in an exact and step-by-step explanation what the problem is and
what the steps are to re-create the problem. The more information you provide,
the easier it is for us to fix the problem for you.

Step 3: Collect information

Flease dick the button to collect information about your current DeskProto project:
parameters, geometry, cutters, machine and postprocessor,

Collect information

Step 4: Save report

Press Save to write all information to a ZIP file, that you can send to Delft Spline
Systems when asking for support,

Save Cancel Help
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Creating a problem report is done in four steps (do this when your problem
project is open):

Sep 1 asksyou to enter your Contact details: information about how we can
reach you (we ask only the bare minimum).

In Sep 2 you are asked to describe the problem, in plain text. The more
clearly you describe the problem, the more chance that we can indeed
reproduce it. And that is absolutely needed in order to start looking for afix.
Note that you cannot actually use DeskProto while this Problem Report
dialog is opened, so you cannot walk through all steps and type them during
the process. If that is what you want you need to open Notepad, and after
finishing copy the text from Notepad to this dialog.

In Sep 3 DeskProto will collect all information needed to reproduce the
problem: all files as just mentioned, and in addition some basic information
about the Windows version and the graphics card that you are using.

Sep 3 can only be started after you have entered the information asked for in
steps 1 and 2.

As one of the files to be collected is the DPJ file, DeskProto will ask you to
first save thisfile (in case needed).

Sep 4ittofinaly savethereport file: a ZIP file that you can email to us.
Default name for this file is DpReport_Name.ZIP in which Name is the
Name that you just entered.

Default location is your current directory, so the folder where you just loaded
or saved your geometry and/or project.

You are however free to change file name and file location when saving.

This same ZIP file can of course be used for other purposes as well, like
sending a complete project to some other DeskProto user, or for archiving
purposes.

Page 109



Desk Proto DeskProto Reference

3.84 Activatelicense

D7 Activate DeskProtol x

For the extended DeskProto editions you need to buy a license, either

: ! Find reseller
wvia your reseller or in our webshop.

Go to webshop

Enter your license details

MName (copy from the license)

|J0hn Dummyname, Amsterdam

Key (copy from the license)

oRHE/ 9aMhaX3ahd InKpV4SddzmW5130Wi squinz4BOThDWIKTnQRcNT10
mmFDLEHsFQTUkeTgjVDKUOteErk3j zdUxhUfUaulUX1liDnm/ 5/ 2cmPaIKW
SrETcFd+KL43PSpCacMl1k2BiKzqul Ashw3Bx 81 7dQZkzGlraSK2565D8
42PTFuR/LF6 jMcwmiD] ZED3+nIgmFFgl SqUUvPuLE/UyyamhztmDugLic
pulgqwoAnHQDikESfoHMZi91BpenkdCqgMbEISTQkYr1ABixShEYpATCSLS
680jRADSPRGW1 2Wp0i5H/ A+s3uTFivHI iRBWwPDcwONgEnGE7+xc2 [{w==|

Deactivate Close Help

In Windows and in Linux this command can be found in the Help menu, in
MacOSin the DeskProto menu.

The Free Edition of DeskProto can and may be used without buying a
license. Users who need more functionality can buy a license to activate
(unlock) one of the higher Editions: Entry, Expert or M ulti-Axis.

In case you are not sure which edition you need: one of the options in the
Free edition is to evaluate (trial) these higher Editions - when trialing a
watermark (the "Trial cross') will be visible in al machined parts. On the
DeskProto website you can also find a comparison table for these four
editions.

In all cases you need to first download the DeskProto ingtallation file from
our website www.deskproto.com and instal DeskProto on your computer.
This installation file (a Setup file for Windows, a DMG file for MacOS or an
Applmage file for Linux) is the same for all Editions of DeskProto.

A free DeskProto license is given to any user: you are welcome to use the
Free Edition of DeskProto free of charge, aslog asyou like.
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A paid DeskProto license can be bought either via a reseller or via our
webshop. After buying you will receive the license (a PDF file) containing
two strings: a Name and aKey.

The Name contains the name of the buyer (either a person or a company)
and hig/her/its location (city, village): information that will be clearly shown
at each program start.

The Key is a code of 340 characters, containing information all license
information. Each Key isvalid only for the Name on that same license.

The Activate dialog is meant to activate your DeskProto license and unlock
the extra functionality for the Edition that you have bought. Both the
complete Name-string and the 340 character K ey have to be entered exactly
as given, including case (upper or lower), spaces, commas, points, etc. Even
the smallest difference will make DeskProto refuse to activate. So use
Copy/Paste to enter thisinformation in this dialog.

After filling both fields you can use the Activate button to make DeskProto
activate the license.

Make sure to carefully save and backup your license: you will again need
Name and Key when (for instance) you buy a new computer.

A registered version of DeskProto will clearly display the Name of it's owner:
in case that is not you then you are running an illegal copy!

After Activating it is also possible to Deactivate, allowing you to again
convert the program from paid license to free license. Needed for instance
when you sell your computer.

You can Activate and Deactivate as many times as you like: information
about the previous licenses will smply be deleted.

Activating a new license is also possible without Deactivation first.

Both for Activating and for Deactivating administrative privileges are
required (Windows).

In Windows the license activation affects all users of that PC, in MacOS and
in Linux the activation information can be accessed only by the current user:
every next user will also need to again activate the license on that same
computer.

3.85 Upgradeinformation

In Windows and Linux this command can be found in the Help menu, in
MacOSin the DeskProto menu.

The command is present only when you use either the Free edition, the Entry
edition or the Expert edition.
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This is & DeskProto 8.0 Free Edition

Upgrading to a higher edition will add exciting extra options.
For information about upgrading visit the DeskProto website:

Entry Edition Expert Edition Multi-Axis Edition
Extra options: Extra options: Extra options:
- roughing - various miling strategies - rotation axis machining
- pocketing | - partial machining (A-axis, continuous rotation)
- w-carving - translation options - indexed machining
- drilling | -reduced speed for high chiploads (A and B-axis, fixed rotation)
- multiple parts | -support tabs
-multiple operations - inverse miling
and much mare,

Displays a dialog screen that lists the advantages of the higher DeskProto
Editions

DeskProto is available in four different Editions:

1. Free

2. Entry

3. Expert

4, Multi-Axis

The difference between the editions is the number of parameters that you can
set (both Part parameters and Operation parameters), and (for the Free
edition) the number of Partsand Operations.

The difference between the Expert Edition and the Multi-Axis edition is that
more axes are available in the latter: the A-axis and B-axes rotation axes.

On the DeskProto website you can find a complete comparison table.

Of course for registered users of DeskProto upgrades are available at a
special upgrade price.
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3.8.6 Check for Update

This command will make your DeskProto contact the webste
www.deskproto.com (an internet connection is required) to see if a newer
Service Release (budfix build) and/or a newer version is available for
download. In Windows and Linux this dialog can be found in the Help menu,
in MacOSin the DeskProto menu.

Once every few months a newer build of the program is released, containing
anumber of bugfixes.

You can find the Revision number of your DeskProto in the About box.

And you can find information about the Revisions that have been released on
www.deskproto.com/support/buildhistory.php

DF DeskProto - Update Check X

o A free update for DeskProto V8.0 is available, would you like to download it?
After Yes, DeskProto will open a website page showing the newer Service
Releases and a link to the Updater Setup.
You need te close DeskProto before running this Updater setup!

Your build is Revision Nr 11474,
The latest build is Revision Mr 12343,

(Checking for updates on exit can be turned on/off in the Preferences.)

Yes Mo

The command Check for Updates will automatically compare the Revision
number of your DeskProto with the Revision number of the latest release, it
will tell you when a newer release is available for download, and it will ask if
you want to download it. When you answer Yes DeskProto will open the
page on the DeskProto website where you can download the Updater Setup.

Running the Updater Setup will recognize your DeskProto license and keep
that active. Only the program will be updated: drivers, scripts, language files
etc will remain asthey were.

For MacOS and for Linux no special Updater Setup is possible: for these
operating systems you will need to download a new installation file.

In addition to these Bugfix updates DeskProto also checks for 'minor
upgrades and for 'major upgrades, and will show information if these are
present.
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For DeskProto 8.0 a Minor upgrade would be the upgrade to V8.1. When
that has been released it will also be a free upgrade for users of V8.0 as it will
recognize the same license.

For DeskProto 8.0 a Major upgrade would be the upgrade to V9. When
that has been released it will by a paid upgrade for users of V8.0, available at
a special upgrade price.

When you are using the latest release DeskProto will tell you so.
And when no internet connection is available DeskProto will tell you that it
"Could not perform the Update check".

DeskProto by default will automatically perform this update check each
time you exit DeskProto. For this automatic check these last two messages
(about using the latest release and about being unable to check) are
suppressed.

Y ou can switch off this automatic check in the Preferences.

3.8.7 About DeskProto

In Windows and Linux the About command can be found in the Help menu,
in MacOSin the DeskProto menu.
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Version 8.0 Multi-Axis Edition &4 bits
Builddate: 2023-10-09 (revision: 11230)

Serial number: i
Licensed to: Delft Spline Systems, Utrecht
Dealer license: Mot For Resale!

Copyright © Delft Spline Systems 1994 - 2023

Location: Utrecht, The Netherlands
Website: www deskproto.com

Email address: info @deskproto.com

DeskProto iz a 2D & 30 CAM software package, meant to generate toolpath files for
any CMC milling machine, DeskProto can import vector data using DXF files, import

geometry from any 30 CAD system using STL files and generate 3D reliefs based on
bitmap files.

The DeskProto About Box will display information about the DeskProto
version that you are running:

Version number, like 8.0

Edition - so either Free, Entry, Expert or Multi-Axis, and if the program is 32
bits or 64 bits.

Build date - the format of the build date is “ yyyy-mm-dd”, and it shows that
date on which your file DeskProto.exe has been built.

Revison number - each build of the file DeskProto.exe receives a new
revison number.

Serial number - Each new (paid) license gets a new number, so the Serial Nr
of your license is unique (empty for the Free edition).

Licensed to - the Name on which this license has been registered (empty for
the Free edition)

Copyright notice - all rights reserved. You do not own the software: you own
alicense to use the software
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Contact information - DeskProto is made by Delft Spline Systems in the
Netherlands

Short program description.

At the bottom of this dialog, next to the OK button you can find the button
Copyrights.

Pressing that button will show the license texts for DeskProto and for all
external libraries (Software Development Kits) that are used in DeskProto.
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|V Dialogs

4.1 Wizards
D7 Which Wizard? x
1
o

|E| Machine to be used:

150 plain G-codes - mm w

|E| Type of miling:
() Basic Vector machining {200

() Basic Geometry machining (30)
() Basic Bitmap machining {relief)

() Advanced Geometry: Two sides, manual fiip
(") Advanced Geometry: Two or more sides, sutomatic rotation

() Advanced Geometry: Rotary machining

Cancel Help

The Wizard-based user interface is an important feature of DeskProto. It
makes it possible for users without much CAM know-how to easly create the
toolpaths that they need for their projects. Each wizard is a series of dialog
screens (pages) that need to be filled in: the wizard so to speak 'takes your
hand' and guides you through the process of creating toolpaths.
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When you create a project using a wizard and you save the project without
making any changes after finishing the wizard, on re-opening DeskProto will
show the project using the same wizard. So it is possible to use DeskProto
seeing only the wizard interface.

Navigating the Wizard is done using the Wizard buttons, on the bottom of the
screen:

< Back Back and = - Next let you navigate the wizard
pages,
Cancel Help

Cancel and Help are standard buttons.
Every wizard page has its own Help information page.

Finish Finish will replace Next on the final page of the Wizard,

Apply Apply will apply the currently selected settings and refresh
your screen.

Calculate
selected settings.

Calculate will calculate the toolpaths with the currently

Navigation icons. The DeskProto wizards start with the page shown above,
called "Which Wizard?'. On the top of the page you can see one icon, after
selecting one of the wizards a series of icons will be shown: one for each
wizard page. At this point these extra icons are al gray, when progressing
they will be colored: then they can be used as tab-pages to navigate (click on
acolored icon to jump to that page of the wizard).

Help information: Important are the yellow question marks in front of
each question. When you position the cursor over such mark a Tooltip will
pop up, giving extra information about that question. It will also tell you
where to find that setting in the Dialog based interface.

The first question, "Machine to be used”, in most cases needs not be changed
asyour default machine will already have been selected here.

The second question, "Type of milling", presentsthe six wizards that you can
choose from: you need to select one before continuing.

Not all wizards will be available for all users (some may have been grayed
out): some wizards are not available in all DeskProto Editions, and some
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wizards are only available in case you selected a machine with a rotation
axis.

Also: in the Free edition and the Entry edition the available wizards do not
include all described options.

Basic Vector Machining

This wizard creates 2D toolpaths for just one Vector file (DXF, EPS Al,
SVG). It is meant for novice DeskProto users, and explains this procedure
step-by-step. You can choose to use either Profiling, Pocketing or V-Carving
toolpaths.

Basic Geometry Machining

This wizard creates 3D toolpaths for just one Geometry file (STL, 3MF,
DXF). It ismeant for novice DeskProto users, and explains step-by-step the
procedure to create an NC toolpath file (NC program) based on your
geometry. The model will be machined from one side, using three operations:
Roughing, Finishing and a smoothing contour.

Basic Bitmap M achining

This wizard creates 3D toolpaths for a relief based on a Bitmap file (BMP,
GIF, JPG, PNG, TIFF file). It is meant for novice DeskProto users, and
explains this procedure step-by-step.

Advanced Geometry (the three advanced wizards are all for geometry
machining):

Two sides, manual flip, also called Two-sided Wizard (not available in the
Free Edition and the Entry edition)

This advanced wizard is a unique feature of DeskProto, and makes it very
easy for you to create a compete 3D part by machining it from two sides, on
any three axis milling machine. DeskProto assists you by taking care of the
repositioning needed to machine the second half: no need to change the
workpiece zero point.

Two or more sides, automatic rotation, also called the N-Sided Wizard
(available only in the Multi-Axis edition)

N-sided milling is meant for machines with a rotation axis (A-axis), and
allows indexed machining: this wizard generates XY Z toolpaths to machine
the part from several (N) sides, with a rotation in-between. The number of
sides can be freely chosen: for two sides the result is the same as for the
previous wizard, though now with automatic rotation.

Rotary Machining (available only in the Multi-Axis edition)

If your machine is equipped with a rotation-axis (A-axis) you can use this
wizard to create toolpaths for a model that is machined all around: rotation
axis machining. In contrast to the previous wizard, now the material rotates
during machining (continuous rotation).
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A rotation axis is an extra piece of equipment that lets your material rotate on
the machine (just like aroast rotating on a spit above a barbecue).

Note that all functionality offered by the wizards is also available in the
dialog-based user interface: the wizards are only meant to make things easier
for you, they do not add new options. After finishing any wizard you can till
use the dialogs to fine-tune the settings that the wizard made.

You can find the Wizard in the File menu (File >> Sart wizard) or in the
Sart Screen.

Shortcut:
Keys.  Ctrl+W (Windows, Linux) 3:g+W (MacOs).

411 Custom Wizard Page

e daxisWaxRing Wizard - Loading your Geometry — >

[ File menu —> Load Geometry File... |

This wizard generates rotary toolpaths to carve a Ring model
from a hollow wax tube. The model remains connected to the
stock by a wery thin layer of wax.

The first step to be taken is loading the geometry file of the
ring that you wish to create. DeskProto is able to load the
standard formats STL, VRML, and ( a subset of ) DXF.

| Load Geometry...

Legal issues:

The 4axisWaxRing wizard is a product of

Delft Spline Systems.

Copyright (c): Delft Spline Systems, 2016

daxisWaxRing (TM) is a Trademark of Delft Spline Systems

Cancel Help Back Mext

Custom wizards can be added by any user, as explained on the Custom
Wizards page.

Because of that in the Help file no Help pages are available for these wizards:
for all custom wizard pages the Help button will show this same help page.
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For al pages the four buttons at the bottom of the page will be the same:
Cancel, Help, Back and Next. The meaning of each button will be clear.

The rest of the dialog has been filled by whoever made this custom wizard.
S0 in case of any question read the wizard's documentation, or contact the
supplier of the wizards.

Custom wizards are not supported in MacOSand in Linux.
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4.2 Parameters

421 Project

4.2.1.1 Project Parameters

The Project parameters dialog offers all settings that are available on project
level. Most important are the CNC milling machine and the CAD data files
to be used for this project. Each of the six tab pages will be described in
detail below.

Note that the Project Parameters dialog has an extra button: Apply. Using this
button you can apply any new setting immediately, without having to first
close the dialog. Any changes will be immediately reflected in the drawing on
screen and in the Geometry information dialog.

This dialog can be reached via the Parameters menu, or by double-clicking
the Project linein the Tree
The same dialogis used for the Default Project parameters.

General parameters

D7 Project Parameters - 'DpBeerTray’ %

General Vector Geometry Eitmap Chaining Advanced

Filepath  |C:\ProgramData'DeskProte 8.0\samples\DpBeerTray. dpj

Machine | IS0 plain G-codes - mm w Library...
Parts
{b Part Add
ove Remove
Caopy

Cancel Apply Help

Filepath
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This filed shows the path and name of the currently loaded Project file. This
information cannot be changed in this dialog. To start a new project or to
save the project using a different name, use the File menu.

Machine

Here you can select the machine you want to use. DeskProto will use the
machine information to check if the part is not too large for the machine, if
the speeds that you enter are possible for this machine, if the number of axes
isavailable. The selected machine also definesthe format of the NC Program
file, because the machine information states which postprocessor to use. You
can have a look at the machine-definition using the option Library of
machines in the Options menu.

Normally you do not have to bother with this parameter as your machine will
be the default machine (set the first time that DeskProto was started, in the
Initial Settings). If not, you can change the default machine using the option
Default Project Parametersin the Options menu.

Note: when you change the selected machine DeskProto will automatically
change values for Feedrate and Spindle speed for all operationsin the project,
as the new machine may not be capable of outputting the old values.

Parts

The number of Parts present in the project can be controlled here, using the
buttons Add, Remove and Copy. Multiple parts can be used in a project to
create different models, for instance a scale model and a full size, or a front
part and a back part.

Y ou can influence the sequence of the parts using the two M ove buttons. The
part that is selected (it’ s line made blue) will be moved in the direction of the
arrow. This does not have any effect an the resulting toolpaths, it can be
handy though in order to neatly arrange your partsin case you have many.

Vector parameters
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nz Project Parameters - 'DpBeerTray’ X
General Vector Geometry Bitmap Chaining Advanced

Vector files

C\ProgramData'\DeskProto 8.005amples\2D_DpBeerTray. dxf Add...
Reload
Remave
Transform...
Save as...

File info

[ Use Z-values {vector support tabs are not possible when used)

For rotary parts do NOT wrap around cylinder

[ Preserve curve direction when loading (might take more time)

Cancel Apply Help

Vector files

This tab page shows all Vector files (if any) being used in this project. When
more than one file is present only one file is selected in this dialog (gray
background color): the buttons on the right will influence that file (except of
course the Add button).

Y ou can change the set of files using the Add button and the Remove button
on the right, to add and remove files.

When a vector file has been changed (for instance it has again been exported
from CAD) you can Reload it.

Very powerful is the Transform option, which will open the Vector
Transformation dialog: for each file you can define a set of transformations,
for instance in order to position two vector drawings next to one another in
3D space.

Save As offers the option to save one vector file. The Save Vector data
options dialog will op up, allowing you to select which transformations to use
for the new file.

The File Info button finally shows information of the selected vector file:
type, size, number of curves, number of points, dimensions.

Use Z-values

Vector machining in most cases will be done using two-dimensional CAD
data: a drawing that does not contain any Z-values (only X and Y, to be
shown at the top of the block). Nevertheless DeskProto will also accept
vector files that contain Z-coordinates. When opening such file DeskProto
will ask you whether or not you want to use these Z-coordinates. With this
checkbox you can later change this setting.
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When you use the Z-coordinates, the machining depth that you set in the
Vector operation parameters will be taken relative to the Z-level of the curve
(or point) asit has been defined in CAD.

When using Z-values, not all options in the Vector operation will be
available.

This option can also be checked for vector files that do not contain Z-values:
DeskProto then will use Z=0 (in CAD coordinates)for all points on the vector
curves. This will influence the result when both vector files and geometry
files are loaded: the CAD zero point of the geometry file then will be used for
the curves, where normally the curves will be drawn at the top of the block.

For rotary partsdo NOT wrap around cylinder

Using vector data in a rotary part in most cases is about a text or a drawing
that needs to be engraved on the part. DeskProto achieves this by wrapping
the 2D vector drawing around the cylinder shaped block (for a rectangular
block around the smallest possible cylinder that encloses the complete block).
The cutter then always is oriented perpendicular to the 2D drawing, just as
for 3-axis machining.

For vector files that use Z-values this is not always the intended behavior
though: the 3D vector curve may exactly follow the geometry: in order to
machine a groove in the surface or to cut through sheet material. In such
cases you can check this option. The curves then will not be wrapped, and
the toolpath will smply follow the curvesin 3D.

Preser ve curve dir ection when loading

When loading a vector data file DeskProto checks if it can combine separate
curves (polylines) to one curve: in case the endpoint of curve 1 is the same as
the startpoint of curve 2 then for machining it is best to process them as one
combined curve. This is especially important for recognizing closed curves.
When checking if two points are equal DeskProto applies a small tolerance
(0.001 mm), in order to correctly process 'doppy' drawings.

This option tells DeskProto what to do if two curves share either both
endpoints or both startpoints: the curves then can be combined only if the
curve-direction of one curve is reversed. As default setting DeskProto will
indeed reverse curve direction in order to combine as many curves as
possible; checking this option forbids DeskProto to do so. This may be handy
in case you want to use the curve direction as defined in CAD for your
toolpaths.

Geometry parameters
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nz Project Parameters - 'Bottle' X
General Vector Geometry Bitmap Chaining Advanced

Geometry files

C\ProgramData\DeskProto 8.005amples\Bottle.stl Add...
Reload
Remave
Transform...
Save as...

File info

[ skip backfaces with calculations

Flin normals

Cancel Apply Help

Geometry files

This tab page shows all Geometry files (if any) being used in this project.
When more than one file is present only one file is selected in this dialog
(gray background color): the buttons on the right will influence that file
(except of course the Add button).

Y ou can change the set of files using the Add button and the Remove button
on the right, to add and remove files.

When a geometry file has been changed (for instance has again been
exported from CAD) you can Reload it.

Very powerful is the Transform option, which will open the Geometry
Transformation dialog: for each file you can define a set of transformations,
for instance in order to position two geometries next to one ancther in 3D
space.

Save As offersthe option to save one geometry file. The Save Geometry data
options dialog will op up, allowing you to select which transformations to use
for the new file.

The File Info button finally shows information of the selected geometry file:
type, size, number of facets, number of points, dimensions.

Skip Backfaces

In an STL file for each facet (triangle) a normal vector is stored, indicating
which side of the facet is on the outside of the geometry and which side is on
the insde. The inside triangles are called backfaces. For valid STL file these
are all completely invisible, asan STL geometry should define a closed solid.
The option Skip Backfaces saves calculation time, as it makes DeskProto
simply skip all backfaces. This means that half of the triangles will be
skipped, which results in shorter calculation time. The resulting toolpath will
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be the same (for a valid geometry). If this option is selected all backfaces are
colored bright red in the drawing that DeskProto displays - for a correct STL
file no red will be visble. As nowadays almost any STL file is valid this
option is checked by default.

You can clearly see the red facets in sample file Teapot.stl, meaning that this
is not a valid STL file. The defined surface does not fully enclose a some
space, so this teapot is not a valid solid. Which is not surprising for a dataset
modeled back in 1975 (by Martin Newell at the University of Utah): the term
solid modeling then did not yet exist. For corrupt geometries like this you
may need to uncheck this option to skip the backfaces.

Flip Normals

As just explained, in DeskProto for each facet (triangle) a normal vector is
stored, indicating which side of the facet is on the outside of the geometry.
When using a corrupt STL file this information can be wrong. In case ALL
normal-vectors point to the insde of the geometry you can use this option
Flip normals to correct the normal information. This option is available only
when Skip Backfaces has been checked, as otherwise the normal direction is
not used anyway. This is an old option, nowadays it is needed only very
rarely, as currently all new STL filesare valid.

Bitmap parameters

e Project Parameters - "X¥Zlogo’ x
General Vector Geometry Bitmap Chaining Advanced
Bitmap file
C:\ProgramData‘\DeskProto 8.01Gamples XY Zlogo.png Browse...
Reload
Remove
Save as...
File info
Cancel Apply Help
Bitmap file
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This tab page shows the Bitmap file (if any) being used in this project (for
bitmap data only one file can be loaded in a DeskProto project).

Y ou can change this file using the Browse button, on the right, and you can
remove it with the Remove button.

When a bitmap file has been changed (for instance again exported from
CAD) you can Reload it.

Save As offers the option to save the bitmap file.

The File Info button finally shows information of the selected bitmap file:
type, size, number of pixels, DPI, dimensions.

The number of options is lower than for Vector files and for Geometry files,
asyou can use only one bitmap file in your project.

For bitmap files no extra options are available.

Chaining parameters

o2 Project Parameters - ‘Torso-FourSides' X

General Vector Geometry Bitmap Chaining  Advanced

Create Remove
Chain | Chain 1 ~
Unchained operations Chained operations
. (Side 1) -» Finishing da (Side 1) -» Reughing
da (Side 2} -» Finishing da (Side 2} -» Reughing
e (Side 3) -» Finishing - (Side 2) -> Roughing
e (Side 4) -> Finishing > e (Sided) -> Roughing a

Cancel Apply Help

Chaining is an option that allows you to combine Operations from various
Partsinto one large NC Program file. Normally only Operations in the same
Part will be combined into one NC Program file. This option is used when
more than one part is involved, for instance by the N-sided milling wizard
(for indexed machining ).

Note that chaining is of course possible only in case more than one part is
present in the current project.
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Also note that Chaining is an option for advanced users. only apply this
feature this when you know how to use it.

The button Cr eate adds an empty new chain to the list of chains.
The button Remove deletes the currently selected chain.

The combo box Chain shows the currently selected chain (if any), and makes
it possible to select other chains. Chain names are automatically generated:
Chain 1, Chain 2, etc.

The field Chained Oper ations shows all operations in the currently selected
chain. You can use the up and down buttons to change the sequence of the
operationsin the chain.

The field Unchained Oper ations shows all operations in the project that are
not (yet) part of a chain. You can use the left and right arrow buttons to
move unchained operations to a chain and to remove operations from the
selected chain.

In the Operation Sart/End commands you can add extra commands to be
executed in-between the two chained operations. either after the first
Operation or before the subsequent operation. For instance to rotate the
rotation axis to the correct angle before starting that operation (needed for

indexed machining).

Advanced parameters
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n2 Project Parameters - 'Bottle' X
General Vector Geometry EBitmap Chaining Advanced
'Blways show' settings

Restore the project-specific 'Always show' settings

Cancel Apply Help

Many warning messages in DeskProto have a checkbox in the left bottom
corner: 'Always show this message' or 'Always show this message for this
project’. Asdefault this checkbox is checked: the warning will be given when
needed. When you uncheck the box the warning will no longer be displayed.

For 'Always show this message' the warning will remain suppressed as long as
you use DeskProto. Some only for the current session, others even when you
again start DeskProto some time later.

For 'Always show this message for this project' the warning will only be
suppressed for this project, also when later reopening the project (setting
stored in the DPJfile). Thisis called a project-specific Always show setting.

In case you want to undo suppressing the warning you cannot simply check
this box again, as the warning no longer is given. You can use this button
Restor e the project-specific ' Always show' settingsto achieve this, for all
project-specific warnings.

The other warnings (the general Always show settings) can be restored via a
button on the Advanced tab of the Preferences, in sections 'Settings.
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4.2.1.2 Vector Data Transformation

D7 Vector Data Transformation >

Transformations only for this vector file. Can be used to position the contents of
this file relative to all other CAD data.

1. Scale 2. Mirror

¥ [ 1n ¥-Z plane {invert X)

1.0 [ 1n %-Z plane {invert 1)
Uniform

(® Scale factors

() Dimensions (mm)

3. Rotation 4, Translation

mm

Preview Cancel Help

DeskProto allows loading more than one Vector data file (and more than one
Geometry file). For each file DeskProto simply reads the coordinates in the
file (as defined by the CAD systems that wrote each file) and draws the CAD
data using these coordinates.

This may result in unwanted collisons and/or overlaps. Such unwanted
situation can be corrected here, as you can give each file its own set of
transformations. For instance a trandation to position two identical curve sets
next to one another.

In the Vector Transformation dialog these Transformations can be set for a
Vector Datafile.

For Vector files that also contain Z-values a third entry (Z) is present for
Scaling, Mirroring and Trandating.

This dialog can be opened on the Vector page of the Project parameters,
using button Transform....

It will also pop up when loading an extra Vector file, and enables you to
position the new vector data relative to CAD data that is already present. It
offers basically the same transformations as also present in the Part
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Parameters (see there for more help), however these will be applied only to
this one vector file.

A handy tool in this dialog is the Preview button, as it will draw the new
vector curves according to the transformations that you entered in the dialog.
If this new position is not what you need, you can enter new transformation
values and again press Preview for a new drawing. When all is OK you can
acknowledge with OK.

You need to realize that in the drawing that you see the Part Transformations
will be applied as well, after the transformations that you enter here. This
means that (for instance) when in the Part Parameters a rotation of 90 degr.
round Z is applied, a trandation along Y that you enter here will result in a
trandation along X on your screen..

42.1.3 Geometry Transformation

ne Geometry Transformation >

Transformations only for this geometry file. Can be used to position the contents
of this file relative to all other CAD data.

1, Scale 2. Mirrar
k [ 1n v-Z plane (nvert )
¥ 1.0 [ 1n %-Z plane (invert Y)
Z 1.0 [ 1n %-¥ plane (invert 2)
Uniform

(®) Scale factors

() Dimensions {mm)

3. Rotation 4. Translation

Preview Cancel Help
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DeskProto allows loading more than one Geometry file (and more than one
Vector datafile). For each file DeskProto smply reads the coordinates in the
file (as defined by the CAD systemsthat wrote each file) and draws the CAD
data using these coordinates.

This may result in unwanted collisons and/or overlaps. Such unwanted
Situation can be corrected here, as you can give each file its own set of
transformations. For instance a trandation to position two (or more) identical
geometries next to one another.

In the Geometry Transformation dialog these Transformations can be set
for a Geometry file.

This dialog can be opened on the Geometry page of the Project parameters,
using button Transform....

It will also pop up when loading an extra Geometry file, and enables you to
position the new geometry relative to CAD data that is already present. It
offers badcally the same transformations as also present in the Part
Parameters (see there for more help), however these will be applied only to
this one geometry file.

A handy tool in this dialog is the Preview button, as it will draw the new
geometry according to the transformations that you entered in the dialog. If
this new position is not what you need, you can enter new transformation
values and again press Preview for a new drawing. When all is OK you can
acknowledge with OK.

You need to realize that in the drawing that you see the Part Transformations
will be applied as well, after the transformations that you enter here. This
means that (for instance) when in the Part Parameters a rotation of 90 degr.
round X is applied, a trandation along Y that you enter here will result in a
trandation along Z on your screen..

Page 133



Desk Proto DeskProto Reference

4.2.1.4 SaveVector Data Options

I save Vector Data Opticns >

By default DeskProto will save your vector data without the Part
transformations. The vector transformations on project level will be
applied anyway.

However, you can choose to apply one or more of the
transformations in your currently active part while saving.

Include the following:

Scale Panning
Rotation [ ] Translation {only X and ¥)
Mirror

Induding the translation is possible only if the transformations (if
any) are included as well,

Cancel Help

The Save Vector Options dialog enables you to apply (in the new file) the
Transformations that you have set in the Part Parameters. It will pop up after
pressing command Save Vector Data As... in the File menu, and after pressing
the Save as... button on tab Vector of the Project parameters.

It offers the five Vector transformations that can be set in the Part
Parameters (see there for more help). Note that only those transformations
can be checked that indeed have been applied. When you check a
transformation, DeskProto will save the Vector data including that
transformation. So the new file will then contain rotated curves, scaled
curves, etc. Thisisideal for instance for saving a scaled or rotated version of
your CAD file.

All Vector Data Transformations that have been set for each file on Project
level will also be applied when exporting a Vector data file, these cannot be
switched off in this dialog.

In case multiple vector data files have been loaded: when calling this
command fromthe file menu the total of all vector curveswill be exported.
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42.15 SaveGeometry Data Options

O save Geometry Data Options >

By default DeskProto will save your geometry without the Part
transformations. The geometry transformations on project level will be
applied anyway.

However, yaou can choose to apply one or mare of the
transformations in your currently active part while saving.

Incude the following:

Scale Center geometry
Rotation ] Support tabs
Mirror ] Translation

Including the support tabs and translation is possible only if the
transformations (if any) are induded as well,

Concel | | b

The Save Geometry Options dialog enables you to apply (in the new file)
the Transformations that you have set in the Part Parameters. It will pop up
after pressing command Save Geometry Data As... in the File menu, and after
pressing the Save as... button on tab Geometry of the Project parameters.

It offers the six transformations that can be set in the Part Parameters (see
there for more help). Note that only those transformations can be checked
that indeed have been applied. When you check a transformation, DeskProto
will save the 3D geometry including that transformation. So new file will then
contain rotated geometry, scaled geometry, with support tabs, etc. This is
ideal for instance for saving a scaled or rotated version of your geometry file.
All Geometry Transformations that have been set for each file on Project
level will also be applied when exporting a Geometry file, these cannot be
switched off in this dialog.
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In case multiple geometry files have been loaded: when calling this command
fromthe file menu the total of all geometries will be exported.

4.2.2 Part

4.2.21 Part Parameters

The Part parameters dialog offers all settings that are available on part level.
The parameters are applied to the CAD-data in the sequence as presented by
the Tab pages, from left to right. The further to the right, the more advanced
the parameters in the tab. Each of the tab pages will be described in detail
below.

¥ part Parameters - 'Part’ bt

Show tabpages for: () Vector settings
@ Geometry settings
O Bitmap settings

The number of tabs that is present is different for each type of CAD-data,
because each data type comes with different settings:

Vector Settings

Geometry Settings

Bitmap Settings

When more than one type of CAD-data has been loaded you can therefore
select the set of settings that you want to edit, when no CAD-data is present
only the tab General will be visible. Some of the tab pages are identical for all
data types, some are present for just one of the three types. Every tab page
description below mentions for which type of data it is present.

The number of tabsthat is present also is different for each Edition.

For ingtance in the Free Edition and in the Entry Edition only the first two
Tab pages are available, as these editions offers less parameters than the
other editions.

The Part Parameters dialog has an extra button: Apply. Using this button you
can apply any new setting immediately, without having to first close the
dialog. Any changes will be immediately reflected in the drawing on screen
and in the Part information dialog.

This dialog can be reached via the Parameters menu.

Shortcuts:

You can double-click on a part line in the project tree (one of the second
level items).

Or right-click on a part line and select Part Parameters in the context-menu.
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This same dialog is used for the Default Part parameters, only with an extra
button Restor e DeskProto defaultsto reset the original default parameters.

General parameters
(Vector, Geometry and Bitmap Settings)

D part Parameters - 'Part’ X

General Transform Material Support Ambient Zero-point  Simulation

Mame |Part

Machine settings

[ Use rotation axis (XZA paths) [ use rotation axis tilt option

Operations

L Geometry operation Add
%2 Vector operation

7 Bitmap operation Move FETiE

Copy

Cancel Apply Help

Name

The name of the part can be changed here. Use a meaningful name to easily
remember the purpose of each specific part: that will make it easy to interpret
the Project Tree when you have defined more than one part. This name is for
your convenience only: it is not used in the resulting NC program file (unless
you add it in a comment line using a postprocessor placeholder).

M achine settings

These are visible and/or enabled only in the Multi-Axis edition of DeskProto.
The firgt checkbox only for machines with a Rotation axis (4th axis), the
second checkbox only for machines with a 5th axis or with a manual Tilt
option. The manual tilt option is very rare: only afew machines support this.

Userotation-axis

A rotation axis is a device on the machine that rotates the part during
machining. Like a roast on a spit above the barbecue. Note the difference
between an A-axis and a lathe: on a lathe the spinning of the part causes the
cutting, on arotation axis the spinning of the cutter.

By default DeskProto generates standard XY Z toolpaths, and thusignores the
rotation axis.
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If "Use rotation axis' is checked, DeskProto will generate XZA toolpaths
instead, with A-value in degrees. In the View Window the difference will be
immediately visible, as the operation area no longer is a rectangular block: it
becomes a cylinder instead.

The part will rotate when machining: continuous rotation. This in contrast to
the indexed machining, which is possible using DeskProto too, in the wizard
"Two or more sides, automatic rotation".

For geometry-data DeskProto will rotate the 3D part when calculating the
toolpaths, bitmap data will be wrapped around a cylinder. For vector data
both options are possible, in the project parameters you can set which option
to use.

O DeskProto - Wamning x

Enabling the rotation axis for this project will:

- Set Zero-point Z Translation to 'none’

- Disable inverse milling

- Change the default support tabs (2 cylinders instead of 4 blocks)
- Set operation areas to 'use material block above rotation axis'

- Set operation borders to 'no extra’

o« o]

Always show this message

When you check “Use Rotation axis’ DeskProto will automatically (when

applicable):

e et the Zero-point Z Trandation to "None" for the Z-axis (resulting in a
Workpiece zero point exactly on the rotation axis)

o disable Inverse milling as that does not work for rotary machining.

¢ change the default setting for the Support Tabs.

¢ set the Operation areasto "Above rotation axis’, in order not to let the tool
sink below the rotation axis.

e st the Borders to "No extra" for all operations in that part (as the part
must not be cut loose of the rotation axis)

You are free to change these settings later in case needed. For instance
sometimes the cutter needs to go below the rotation axis.

The message box shown above will remind you of these changes, you can
switch it off when no longer needed (it can be restored in the Preferences, tab
Advanced, subset Settings).
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By default DeskProto calculates for a rotation axis parallel to the X-axis,
which is officially known as an A-axis. A rotation axis parallel to Y is
supported aswell: you can configure that in the Advanced machine settings.

Use 5th axisasrotation axistilt option

Use rotation axistilt option

This option is available only for some machines.

In case a 5-axis machine (with a CNC controlled 5th axis) has been selected
the first text is displayed: Use 5th axis as rotation axistilt option.

In case a machine has been selected that supports the manual tilt option the
second text is displayed: Use rotation axistilt option.

This option is available only in the DeskProto Multi-Axis edition. If this box
is not checked DeskProto will ignore the tilt option and generate standard
toolpaths.

The manual tilt option concerns a special type of fifth axis: a mechanism that
tilts the complete rotation axis unit. Such fifth axis is present on some
machines offered by Roland (JWX-10, MDX-40), and is meant to machine
the indgide of aring. In fact this tilting option is a B-axis rotation. However,
DeskProto does not control the movement of this axis: it has to be manually
set. For more information and a picture see the Tilt option tab of the
Operation Parameters. This tab page is present only if this tilt option is
checked.

On trunnion-style 5-axis machines (with a CNC controlled 5th axis) the large
rotation axis can be used to tilt the small rotation axis that is mounted on top,
and then rotate the small rotation axis while machining.

Operations

The number of operations within the part can be changed by adding,
removing or copying operations, using the buttons Add, Copy and Remove.
Three different types of Operation can be added: Vector, Geometry and
Bitmap, so the Add button comesin three flavors.

When more than one operation is needed to create a part (for instance first
roughing with a large cutter and then finishing with a smaller one) the
sequence of the operations is important. Using the M ove arrow buttons you
can change the sequence of the operations.

Transform parameters
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(Vector and Geometry Settings)
D Part Parameters - 'Half bottle' *
General Transform Material Support Ambient  Zero-point  Simulation
1. Scale 2. Mirror 3. Rotation
% [ tn ¥-Z plane (invert x) % dearees
¥ |10 [ tn %-z plane (invert ) ¥ degrees
7 |10 [ tn %-¥ plane (invert ) 7 degrees
Uniform 4, Inverse milling 0, Center

[ Male to female
(® Scale factors
-+ [
() Dimensions (mm)

Cancel

[ center geometry

\

Apply Help

The availability of options 4 and O on this tab page will differ per edition of
DeskProto (Free, Entry, Expert, Multi-Axis).

The availability of options will also be different for Vector data and for
Geometry data

The order in which the transformations are applied will affect the result,
which is why they are numbered in the dialog. For instance scaling is done
before rotation, so when you rotate you may need to scale a different axis
than visible on the screen.

1. Scale

Scaling is the first transformation that is applied to the original geometry /
vector data. It is possible to scale differently for X, Y and Z, by un-checking
the Uniform option. You can scale either by using scale factors or by
entering the desired new dimensions. For Vector-data without Z-coordinates
only X and Y can be scaled.

The image above shows the scale factors with one decimal, DeskProto will
accept up to 5 decimals (five digits after the decimal point, like 1.12345):
accurate scaling may be needed for instance to exactly compensate for
product shrink.

Note that the imported CAD file does not contain information about the units
used, DeskProto assumes the units used in the CAD file to be the same as set
in the Preferences dialog. If thisis not true it can be corrected using the scale
factor:

Enter a scale factor of 25.4 to use a CAD file created in inches in a
DeskProto that is configured to use metric units.
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Enter a scale factor of 0.03937 to use a CAD file created in mm in a
DeskProto that is configured to use inches.

2. Mirror

The mirror option is the second transformation that is applied. It is only
useful to mirror in one direction, as mirroring in two directions is identical to
one rotation, and mirroring in three directions can be achieved by mirroring
in one direction plus a rotation. The mirror option can be useful when you
have a geometry that is one half of a symmetrical prototype. By mirroring the
geometry for the second part you can produce two parts that will exactly fit

together.
For Vector-data without Z-coordinates only X and Y can be inverted.

3. Rotation

The rotate option is the third transformation that is applied. Note the
difference between this rotation (which changes the part) and the view
rotation (which only changes the viewpoint / the camera position). Both
rotations use an identical process, so you can use the Viewpoint to find the
rotation you need, and then use these X, Y, Z rotation values to enter here.
When a custom Material block and/or Area is present (rectangular!) such
block or area can remain correct only for rotations over (multiples of) 90
degrees. For other angles the boundaries would be changed, so these are not
permitted. For Freeform areas only rotations round X and Y over (multiples
of) 180 degrees and round Z over (multiples of) 90 degrees are possible, other
rotations are not permitted.

For Vector-data without Z-coordinates only rotations round Z are possible.

4. Inverse milling (Geometry settings)

The inverse milling option useful for producing a mold: a cavity in a solid
block of material that exactly fits your geometry. In many cases it will be
easer to create an inverse geometry using the original CAD system.
However, this option comes in useful in case you only have the STL file, not
the original CAD data.

Inverse milling is not the same as mirroring the Z-axis. A mold that is created
by mirroring would produce mirror images of the original geometry. Instead
DeskProto uses a 180 degree rotation to create the inverse. As this inverting
is applied during toolpath calculations, the STL geometry on the DeskProto
screen is not inverted. To get an idea of what you are machining you can
display the rendered Z-grid or a simulation instead.

Note 1: when selecting this option, in most cases it is necessary also to
change the Ambient and set it to "Top level'.

Note 2: when this option is checked, setting the Z-values for the Material
block and the Areato be machined still is done in un-inverted coordinates.
Inverse milling is not available in the DeskProto Free edition and Entry
edition.
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4. Panning (Vector settings)

Panning can be used to correctly position the Vector curves over a geometry
and/or a bitmap. For instance when you want to engrave alogo on a 3D part.
The vector panning option will be disabled ("grayed out") when it does not
make sense: in case only vector data is loaded AND the XY trandation (tab
Zero-point) is automatically calculated (one of the first four trandation
options). The latter condition is always true in the Free edition and the Entry
edition, as there the trandation cannot be set.

The button Align to... leads to the Align dialog: a handy help to set a few
useful locations.

0. Center geometry (Geometry settings)

In DeskProto all Trandations are applied at the end of the calculation
pipeline, after calculating the actual toolpaths. For rotation axis machining
this is not sufficient, as the postion of the geometry during calculation
influences the toolpaths that will result. As default (when you do not check
this option) during rotation axis machining DeskProto will rotate the
geometry around the X-axis as defined in the CAD system. As a result the
block of material may become far larger than the geometry. The complete
geometry then may even ‘orbit' the rotation axis at a large distance.

When you check this option DeskProto will trandate the geometry to a
position where the origin isin the exact center of the geometry.

DeskProto will gill rotate around the X-axis, however this axis now will go
through this centerpoint. You can immediately see the difference as this
influences the size of the Material block: when checked it will exactly fits the
geometry. The Center Geometry option is performed before the other
transformation, hence it has been given sequence number 0.

When you need any other position of the rotation axis you can apply a
custom trandation in the Geometry Transformation dialog, as that trandation
will be applied before any part transformations. Or you can of course go back
to the CAD system and trandate the geometry there.

In addition to this option you can still use the Trandation options for a
trandation to be applied after calculating the toolpaths. For rotation axis
machining you then can choose between a workpiece zero point on the
rotation axis or on the top of the cylinder block (Z=0 level).

XY Transform parameters
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(Bitmap Settings)
DF Part Parameters - 'Part’ *
General XY Transform  Z Settings Material Ambient Zero-point  Simulation
1. Bitmap dimensions 2. Panning
(®) Use DPI from bitmap file (300 OPT) X 0.0 | mm
(7)) Use custom DPI 30N ORI oo | mm
(O Caleulate from predision on X |1:1 = 5
pixel size : path distance, = Align to
using operation: = = =
Bitmap operation (0,67 mm} Bitmap resolution
O Custom *EEE  [mm X: 3300 pixels (W)
nLe fmm Wi 1200 pixels (H)
Keep aspect ratio
Cancel Apply Help

Bitmap dimensions
The dimensions on this tab page define the size of the Relief in XY, the size
in Z is determined by the Z-settings for Black and for White.

e Use DPI from bitmap file. Most bitmap files contain a DPI value, which
stands for Dots Per Inch. So for a 300 DPI image the size of one dot
(pixel) will be set to /300 inch. As the number of pixels is known this
value sets the exact size of the image, and thus for this choice it sets the
size of the relief. For files without a DPI value (for instance GIF files)
DeskProto will use 96 as default.

e Use custom DPI. This options allows you to enter any DPI value. As
explained above this value will set an exact size for the image, and thus
also of therelief.

e Calculate from precision.... As explained in paragraph Bitmap Data
DeskProto uses a Z-Grid to create the Relief. For options 1, 2 and 4 the
ratio between Pixel size and Grid cell size (the path distance) is not
necessarily a whole number. So it might be that some Grid cells ‘contain’
more pixels than others. This may lead to a M air € patter n (see paragraph
Bitmap Data), like a small ridge every few mm. Which can be fixed by
choosing this option (approximate the preferred dimension as close as
possible). One pixel will be converted to exactly ..., /4, 1/3,1/2,1,2,
3,4, .. gid cells, as set by the ratio Pixel size / Path distance. As the
path-distance is one of the Precision values in the Operation parameters,
when more than one bitmap operation is present you need to select the
operation the you want to use. Important: when you later change the
Precision, the size of the relief will change aswell !
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e Custom. Here you can enter any dimension as required, directly in mm or
in inches.

The option K eep aspect ratio takes care that the ratio between X size and Y
size is not changed: image and relief will have the same XY ratio. So when
you change the X size with this option checked, you will see that the Y size
automatically changestoo.

Panning

The position of the bitmap relief relative to the workpiece zero point can be
changed here. By default the relief is located with it's lower left corner
exactly at XY (0,0) in CAD coordinates, so at the zero point (the Z depends
on the settings of the second tab page). If thisis not the correct location you
can change it by entering Trandation values for X and Y here. Panning can
for instance be used to correctly position the bitmap relief over a geometry.
The button Align to... leads to the Align dialog: a handy help to set a few
useful locations.

The bitmap panning option will be disabled ("grayed out") when it does not
make sense: in case only bitmap data is loaded AND the XY trandation (tab
Zero-point) is automatically calculated (one of the first four trandation
options). The latter condition is always true in the Free edition and the Entry
edition.

Z Settings parameters
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(Bitmap Settings)

DF part Parameters - 'Part’ =

Show tabpages for: () Geometry settings
@ Bitmap settings

General XY Transform Z Settings Material Ambient Zero-point  Simulation

Relief depth
Z-value for white mm
Z-value for black mm
L
[ Praject bitmap relief on 30 Part geometry /.."lr\rj\ 1

Values relative to top of Material block

Cancel Apply Help

In order to use a Bitmap image in DeskProto it needs to be transformed to a
3D Relief. Asexplained in paragraph Bitmap Data, thisis done by calculating
aZ-height for every pixel in the bitmap image, based on its gray value.

Relief depth

In these two edit boxes you can enter the Min and Max Z-values, to be used
for black and white. DeskProto calculates this depth starting at the top of the
block. So positive values do not make sense here (unless the option 'Project
bitmap relief on 3D part geometry' has been checked).

In the image above the minimum Z for white pixelsis -2.0 and the maximum
Z for black is 0.0, which for gray values will result in the lighter the color the
lower the relief (the other way round is also possible: black lowest and white
highest). Thisis called gray-value to Z-height conversion.

Project bitmap relief on 3D part geometry (not in the Free edition and the
Entry Edition)

When this option is checked, the Z-value that is calculated for the color of
that pixel is added to the Z-value of the geometry at that location. So the 3D
relief is projected onto the underlying geometry, using a vertical projection.
See the illustration below (where the relief depth for black has been set on
0.0 and for white on a positive value).
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Here a shell relief is created from a bitmap image, and projected on the
perfume bottle that you have seen more often as example part. This is of
course a great design tool to create embossed products. The picture shows a
positive relief: on top of the geometry.

Important for such positive relief isthat of course material is needed to create
this relief, so the previous operations used to machine the bottle may not
machine the original bottle shape there. This can be achieved by making each
operation a bitmap operation.

The block needs to be high enough as well: the bounding box of the STL file
in this case will be too low.

The relief to be projected can also be negative: when the Z-values range from
0.0 to a negative value, the relief will be subtracted from the part geometry.
This option is activated only when a geometry has been loaded in the project,
as of course otherwise projection is not possible.

M aterial parameters
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(Vector, Geometry and Bitmap Settings)

OF Part Parameters - 'Part’ *

General Transform Material Support Ambient Zero-point  Simulation

Material block definition

(O Use all CAD data s Boundaries
Minimum Maximum
Use whole geometr
O sl eany = . ®  Jm
() Use upper half of geometry = =
Z |-25.0 mm
@ set custom boundaries O

Display translated coordinates
Set graphically...

The area to be machined can also be limited per operation.

Cancel Apply Help

The block of material to be used (the stock) is a rectangular volume, bounded
by Minimum and Maximum values for each of the three axes. Only the
CAD-data inside this block will be processed during the milling calculations,
the rest will be discarded. As you can see in the icon pictures, the bounding
box of the block will be drawn in orange lines (the green lines that you may
see are for the Area to be machined).

The illugtration above shows this tab page for 3-axis machining a 3D
geometry. In other situations other options may be present:

- the options that mention Geometry are available only when a geometry file
has been loaded.

- the option "Set custom size" comes with only three edit fields, for the X, Y
and Z dimensions.

- when rotation axis machining is selected the option "Use upper half of
geometry" disappears, two extra edit fields are present for the Min and Max
R-values (Radius), and an extra option is present to set the Shape of the
block (see below).

Four or five options are available:

o Useall CAD data is the default: the block will be the bounding box that
exactly fitsall CAD data. For 2D vector files a block thickness of 10 mm
will be used (minimum Z -10.0, for inch users -0.5"), unless the Machining
depth as set in the Vector Operation parametersis more.
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o Use whole geometry uses a bounding box that exactly fits the total
geometry. In case you have only loaded one or more geometry files the
result will be the same asfor Use all CAD data.

e Useupper half of geometry ismeant for symmetrical geometries that can
be machined in two halves, for instance the right side and the left side of a
power drill. Separately machine both halves and then glue them together to
create one model. This option is not present for rotation axis machining.

e Set custom size is the option to define a different block size. You can
enter the block size by typing the appropriate dimensions for X, Y and for
Z. The CAD data will be located in the center of the block.

e Set custom boundaries gives you more control when setting a different
block size, as you can now enter the block dimensions by typing the
minimum and maximum boundaries. You can always reset the values by
again selecting 'Use all CAD data’. As said the Min and Max R-values are
available for rotation axis machining. It is also possble to change the
boundaries using your mouse, which can be done after pressing button Set
Graphically.

If you want you can enter the values for the block in Trandated
coordinates. When you have checked this checkbox the minimum and
maximum values of the block (the boundaries) are displayed in the
coordinates as used on the machine. These are the coordinates after the
Trandation has been applied. A trandation is also applied in the Free edition
and the Entry edition (where no Trandation tab is present): making the
front/left/top corner of the block the zero point. Checking or unchecking this
checkbox does not influence the toolpaths. It’s just atemporary conversionin
this dialog to make setting the boundaries easier.

Shape |Cylindrical, centered  »

Cylindrical, centered
The area to h Rectangular, centered ed per operation.
Rectangular, excentric

When rotation axis machining has been selected you can set the Shape of the

block. Three shapes are possible:

e Cylindrical, centered: the block is a cylinder, with the rotation axis as
center line. Only the X-boundaries and the R-boundaries can be set. A
minimum R lower than 0.0 is not permitted. When you enter a minimum
above 0.0 the result will be a tube-shaped block (hollow).

e Rectangular, centered: a rectangular block, with the rotation axis as
center line. Only the X boundaries and the max Y and Z boundaries can be
set. Min'Y will be minusMax Y, same for Z

e Rectangular, eccentric: a rectangular block, Now all six X, Y and Z
boundaries can be set, so minimum and maximum can be set at different
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distance to the rotation axis. The rotation axis needs to be inside the block
though.
For three-axis machining and for indexed machining only rectangular blocks
are possible.

When changing the shape of a custom block from rectangular to cylindrical
DeskProto needs to calculate new boundaries (using R instead of Y and Z).
This conversion is done using the CAD zero point as center for the cylinder.
So when that CAD zero point is not in the center of the geometry the cylinder
will become large, as shown in the drawing above.

Using custom material block size in most cases will mean that the block that
you have is larger than the bounding box of the CAD data. For instance
when your actual block is higher than the CAD geometry: the roughing layers
will start counting from the top of the block, so the block thickness in
DeskProto needs to match the real block. This can be done here by entering
custom block dimensions.

You can also use a custom block that is smaller than the CAD data. For
instance when the part is too large for your machine. Say it is 500 mm long,
while your machine can do max 300 mm (along X). Then in your DeskProto
project define two parts. For the first part set a custom block with X-min 0.0
and X-max 250, and for the second part set a block with X ranging from 250
to 500. The two parts that you machine will exactly fit together to form the
complete model. It will be needed to use the option Protect Vertical surfaces
to make the splitting surfaces vertical.

The same trick can be used when your part is too high for your machine:
build the model from separately machined dabs of material. For instance
produce a model of 140 mm high, milling three separate dabs of standard
tooling board blocks of 50 mm thick, using three parts with these material
blocks: partl Z 0-50 mm, part2 Z 50-100 and part3 Z 100-140 mm.

Note:
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In case Inverse milling (male to female) is applied, then the block boundaries
entered here are applied on the original geometry, before the male to female
conversion.

Support parameters
(Geometry Settings)

DF Part Parameters - 'Part’ *

General Transform Material Support Ambient Zero-point  Simulation

Support tabs to be created

(Z) Don't use support tabs
(2 Four default tabs

(®) Custom tabs Set.. EI

\Use tabs of 1st part

OK Cancel Apply

When your material block is much larger than the part you can add support
tabs to keep the part connected to the rest of the block. These are small
blocks of material (various shapes are available), acting as connection bridges
to hold the part on its place. Y ou then can clamp the block on its corners and
machine several parts, each on a different position, without the need to clamp
each separate part.

Tabs are also needed for two-sided machining (see the Two Sded Milling
Wizard), and for fixturing your model on a rotation axis device (to keep the
part connected to the rotary table).

This page is about Geometry support tabs, created by adding small blocks to
the geometry. Not to be confused with Vector tabs, made by changing the
machining depth in a 2D toolpath.

Each support tab is created by loading an STL file from folder C:
\ProgramData\DeskProto 8.0\Supports\

The contents of this STL file are scaled and rotated as needed, and then are
added to the part as a special type of geometry, drawn in a different color.
The difference with al other geometry is that the area below the tab is
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treated as ambient area when Skipping ambient, so DeskProto will not create
atoolpath around the tab but move over the tab instead. This also effects the
Contour only strategy: the cutter will rise and travel over the tab instead of
round it.

Four options are available:

e Don't use support tabs, which isthe default and will be OK for most parts.

o Use Default tabs: DeskProto will locate these tabs at the extreme points of
the geometry (min and max X, min and max Y, applied after the rotations).
For normal XY Z machining four rectangular tabs are generated (parallel to
X and Y), for rotation axis machining two cylinder shape tabs (parallel to
and centered around the rotation axis). Tab width and thickness depend on
the size of the geometry, tab length is (at least) 1.5 times the cutter
diameter (10% of this length sticks into the geometry), to make sure that
the cutter can machine it.

o Custom tabs can be used when the default tabs do not satisfy. You can
create any number of custom tabs, using button Set.... This will open the
Set support tab dialog, which offers options to graphically set the position,
size, shape and orientation.

o Usetabsof first part isvery convenient when your part is machined from
several sides: DeskProto will then create one "part” for each side, and for
each parts the same support tabs are needed. Define these support tabs
only once (for the first part), and use that same definition in all other parts.
Advantage is that any changes need to be made only once. This option is
very handy for two-sded machining. For the first part obvioudy this
option is disabled.

In order to keep support tab connected to the surrounding material it is
needed to select one of the Ambient skipping options (Operation
parameters, tab Advanced), as otherwise the end of the tab still may be cut
loose.

An alternative solution isto make the end of the tab stick outside the Area to
be machined. When the end of the support tab is exactly on the edge of this
area you need to also switch off the bordersin each of the operations used
for this part (Operation parameters, Tab page Borders).

Ambient parameters
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(Geometry and Bitmap Settings)

D Part Parameters - 'part’ *

General Transform Material  Support Ambient  Zero-point  Simulation

Level of ambient area

(®) Equal to bottom level of material !‘

(2 Equal to top level of material l u

(7 custom 7 |-26.953

Display translated coordinates

Cancel Apply Help

DeskProto toolpaths for Geometry and Bitmap by default will completely
cover a rectangular area. Most geometries do not have a rectangular
geometry though, so in many cases some area will be present without
geometry. Thisis called the ambient area. Or in other words, the area where
no geometry is present, seen from the top. On this tab page you can specify
the level (height) at which this ambient area should be milled.

e The default choice is Equal to bottom level of material, so at the
minimum Z-level of the block. This will do for most cases, as then all
material around the part will be removed. Note: when using this option, for
ballnose cutters the actual Z-level will be R (radius of the cutter) lower
than the bottom of the block, to make vertical walls possible. So take care
not to damage your machine's working table.

e Equal to top level of material will be useful when you want to make a
mold by using inverse milling: then you do not want the material around
the cavity to be removed.

e Custom, allows to specify any ambient level, by entering a Z-value edit
box. Hidden feature: When you select this option, a ballnose cutter will
not go R mm lower than the level in the Z edit box (as just explained for
'Equal to bottom"). So switching from "Equal to bottom" to "Custom" will
not change the value in the Z edit box, however may nevertheless produce
different toolpaths.

If you want you can enter the ambient level in Trandated coordinates.
When you have checked this checkbox the Z-level is displayed in the
coordinates as used on the machine (after Trandation has been applied).
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Checking or unchecking this checkbox does not influence the toolpaths. It's
just a temporary conversion in this dialog to make setting the ambient level
easier.

Zero-point parameters
(Vector, Geometry and Bitmap Settings)

D Part Parameters - 'Half bottle' *

General Transform Material Support Ambient Zero-point  Simulation

XY Translation Z Translation
XY (@) Make top L
of block zero T
(@) (® To positive X&Y for material block _l_
i O Make center  _ |
(O (O Make center of material block zero —+— of block zera |
| () Make bottom |
(O O Tonegative X&Y for material block B ofblock zera 1
() () To positive X&Y for cutterpositions _+-_ O Nore
O Custom Z, mm
O O Hone 14,442

O O Custom X, mm Y. mm

Cancel Apply Help

Setting the Wor kPiece zero point for your NC programs means applying a
Trandation to your toolpaths: converting from CAD coordinates to machine
coordinates. Although you can see trandation as a form of transformation, it
has not been placed on the Transform tab page of these Part parameters. In
DeskProto the trandation is applied after all actual calculations, just before
saving the toolpaths to an NC-program. So in the Part parameters it is shown
aslast tab that influences the toolpath data.

On screen the position of the WorkPiece zero point is shown by the blue
Orientator cube (if not then you can switch it on in the Items Visible dialog).

Default trandation is option 1 for X, Y and Z, making the front-left-top
corner of the block the Workpiece zero point. This is customary for CNC
milling and very handy: the zero position will now be with the tip of the tool
touching the top of the material, at the front-left corner of the block. So all X
and Y positions to be machined will be positive (starting at 0), and al Z
positions will be negative (starting at 0 as well). Cutter positions may till
have a negative X and/or Y value though, as the cutter needs to move outside
the block to machine the outer surfaces.
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It is possible to use different settings for X, for Y and for Z. For each axis
five or six predefined trandation options are available. For each option
DeskProto will calculate the actual trandation value and show it in the edit
box after option Custom.

XY:

- Trandate To positive X&Y for material block has just been explained:
X=0.0 resp Y=0.0 will be on the edge of the block. This option is the most
convenient one because it will be easy to set the zero-position on the
machine.

- Make center of material block zero is preferred by some users as their
default option. It is a convenient option for two-sided machining using
reference pins on the working table to keep the block in position after turning
it upside-down: on the machine the zero point then needs to be positioned
exactly in the middle of these pins.

- Trandate To negative X&Y for material block will set the X=0.0 resp
Y=0.0 on the other side of the block. In some cases that is more convenient
than the first option.

- Trandate To positive X&Y for cutter positions will make all cutter
positions (or toolpath coordinates) have a positive X or Y coordinate. This
option is useful in case the machine can handle only positive X & Y
coordinates (for example the small Roland Modela MDX 15 and 20). Extra
attention is needed for this setting, as when using this option toolpaths for
various cutter diameters do not share the same zero point.

- None means that no trandation is applied. The edit box will show 0.0, the
zero-position of the CAD data will correspond with the workpiece zero-point
on the machine.

- Custom makes it possible to use any own defined trandation, to be entered
in the edit boxes. The value that you enter is the trandation between CAD
coordinates and workpiece coordinates. The edit boxes as said also show the
actual trandation for any of the other options, however the value then cannot
be edited.

Z:

- Make top of block zero has just been explained: Z=0.0 will be on the top
surface of the block. So the CAD data will be trandated in a way that all
points have negative Z-values. This option is the most convenient one
because it will be easy to set the zero-position on the machine.

- Make center of block zero: the workpiece zero point will then be exactly
in the middle of the block for Z.

- Make bottom of block zero will put Z=0.0 at the bottom of the block. So
the CAD data will be trandated in a way that all points have positive Z-
values. Advantage of this option is that the workpiece zero point can be the
same for any block thickness. Note that in case of ballnose cutter the tip of
the cutter can till travel below Z=0, see the explanation on the Ambient

page.
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- None means that no trandation is applied. The edit box will show 0.0, the
zero-position of the CAD data will correspond with the workpiece zero point
on the machine.

- Custom makes it possible to use any own defined trandation, to be entered
in the edit box. The value that you enter is again the trandation between
CAD coordinates and workpiece coordinates.

For Rotation axis machining only the X and Z coordinates can be trandated.
The Y coordinate value can not be trandated as the tool does not move along
the Y axis during rotation axis machining. In this case also some of the Z-
options are not available either as they would not make sense.

DF Part Parameters - 'part’ X

General Transform Material Support Ambient Zero-point

% Translation Z Translation

() Make top o

: of block zero |

#: . |
D A

——

x=0 M. |

N

Distance to material block

Resulting translation

Cancel Apply Help

When you have checked one of the options Use 5th axisasrotation axistilt
option or Use rotation axis tilt option on the General tab of the Part
parameters, a different set of Trandation options will be available: see the
illugtration above.

As explained for the Tilt option settings (rotation axis tilt option) of the
Operation parameters, the X-trandation will determine the location of the
part when the tilt angle has been applied. The workpiece zero point (X=0.0)
needs to be exactly on this 5th axis (so on the tilting rotation point). The
small illustration on the dialog shows that a larger distance between this
rotation point and the part will result in a larger Z-displacement when
rotating. So the Distance to material block must be carefully set in order to
have the toolpaths aligned for operations with and without a tilt angle.
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The Resulting Trandation will be different from the Distance to material
block, as the zero point of the STL file (CAD zero) in most cases is not
located on the left edge of the block.

A Y-axis trandation is not possible here: this tilt option is combined with
rotation axis (4th axis) toolpaths, where Y -trandation is not applicable.

The illustration above shows the situation when on tab General the option
Use rotation axis has been checked as well: in that case not al Z
Trandation options are possible.

Simulation parameters
(Vector, Geometry and Bitmap Settings)

D Part Parameters - 'part’ X

General Transform Material  Support  Ambient  Zero-point  Simulation

Resolution Compare with geometry
(@) Preset [ check if removed too much (RED) ;
High Tolerance
21 | mm
- Medium
[ check if rest material left (GREEN) L
Low Tolerance Default
O Custom 01 | mm
1000 steps

Cancel Apply Help

A Simulation is a drawing on screen that shows you what the resulting
machined part will look like. This can be used to check things like the
resulting surface smoothness, error movements that would damage the part,
rest-material where the cutter cannot reach, etc. In thisdialog you can set the
smulation parameters. You can read how to display the smulation on the
Smulated Operations dialog page.

The Resolution sets the accuracy of the smulation to be calculated.

The 3-axis simulation (XYZ) applies a Z-grid, smilar to many other
DeskProto calculations: the level of detail sets the number of grid cells used.
The higher the level of detail, the longer it will take to calculate the
simulation and to draw it. We call thisthe grid-based simulation.
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The rotary simulation uses a completely different algorithm, based on voxels
(very small 3D cubes). Here the level of detail setsthe number of voxels that
are used. The more voxels the more accurate the result (smaller cubes), and
the longer the calculation time. We call this the voxel-based simulation.

Five preset options are available to set the number of cells in the smulation
orid:
Grid-cells  Voxels

Low 200 200
500 400

Medium 1000 700
2000 1200

High 5000 2000

This number of grid-cells or voxelsisused for the longest side of the block to
be smulated. The number of cells along the short side of the block is
calculated proportionally. The number are lower for voxels than for grid-
cells, asvoxel calculations need far more computer resources.

In most cases the default setting (Medium) will be a good choice. A higher
level of detail will be needed only when you want to zoom in onto some
detail. This will make both calculation and display of the simulation much
dower though. In addition, calculating a high level of detail will also need
much memory.

You can enter a Custom resolution in case one of these five presets does not
match your needs. For this custom resolution as well two values are present:
one for Grid based smulations and one for Voxel based. DeskProto will
automatically convert this value when you check or uncheck the option "Use
rotation axis' on the General tab page.

Compare with Geometry offers the possibility to check the difference
between the resulting part and the original STL file geometry. DeskProto will
calculate the distance between the smulation and the STL geometry, and will
apply a color on the simulation when this distance is above a certain
tolerance value.

This option is of course only active for a Geometry project. It is also not
possible for arotary smulation.

Check if removed too much (RED) will show ared color in case DeskProto
has removed too much material. Note that the red surfaces will only be
visible when you have turned off the rendered geometry in the Items visible
dialog, otherwise the geometry will hide the red.

Check if rest material left (GREEN) will show a green color in case too
little material has been removed because the cutter could not reach a certain
position. This may happen on many occasions, like:

- toolpath distance too large
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- small holes where the cutter does not fit inside
- sharp inner corner, which will be machined with the Radius of the cutter

A Tolerance value decides whether or not to apply such color red or green.
As adefault this tolerance has been set to 0.1% of the material block size, so
the largest dimension of the block divided by 1000. When you set it to
Custom you can enter any value that you need in the edit box.

4222 Set Geometry Support Tabs

| D Set Geometry Suppart Tabs Of Part ‘Part' o X )

@

2@ e e
X

] o) o

Select a tool by pressing 3 button,
see the toaltips for tool usage.

B
el
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|

C

Shape Block -
Length 5.0 mm
Width 5.39 mm
i Height 2,695 mm
2 position Automatic ~
syncall..
Boundaries of tab
] X mm
¥ mm
z mm
Boundaries of geometry
X 16,872 mm

Mause position
X 132.111 mm
Y 20913 mm
¥ Z ot applicable mm

| {8 Display translated coordinates

Gt | e

The Set support tab dialog offers options to add, edit and/or delete geometry
support tabs. You can reach this dialog by using the Set button on the
Support tab of the Part parameter dialog or on the Material and Supports
page of one of the Geometry wizards.

In order to make a support tab effective:

- either the end of the tab needs to be outside the Area to be machined (like
in the image above: the green line shows the area),

- or you need to select one of the Ambient skipping options (Operation
parameters, tab Advanced).

Otherwise the end of the tab may be cut loose.
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The dialog shows a top view drawing of your part, with all support tabs (if
any) drawn with lines. The bounding box of the tab is drawn, and the arrow
indicates the attachment point of the tab (important for tab shapes that are
not symmetrical).

Most of the functions can be accessed using the buttons in the top-right
corner of the dialog, We will explain the functionality of these buttons below,
row by row. Note that when you hover the cursor over a button a tooltip will
pop up showing relevant information.

Buttonsin row 1

Eight of these are standard DeskProto buttons to set the viewpoint, of which
the use is known (as explained on page Toolbar) and needs no explanation
here.

|

The first button on the first row shows the Itemsvisible icon that is
also used in the main window. Thisicon however opens a special version: the
'Items visible for Set Graphically' dialog. It will be clear that here you can
select the items to be shown in the drawing.

Buttonsin row 2

These four buttons (on the right side) are standard DeskProto buttons as well.
These are connected to the buttons of rows 3 and 4, as of all buttons on these
three rows (except Zoom all) only one is the active button, indicating the
current mouse function. That active button is shown with a blue background
color. The meaning of the four buttons in this row will be clear: Mouse
panning, Mouse zooming, Mouse zoom window and Zoom all. Mouse
rotation is not present: this dialog only uses the six main views.

Buttonsin row 3
The buttons in this row are for the main function of this dialog: graphically
adding, editing and deleting support tabs.

-+

Add new tab. This button will be the active button when you open
the dialog, as the first thing you will want to do is create one or more tabs.
Point the cursor to the location where you want to add a support tab (on the
outside edge of the geometry) and then click the left mouse button. The tab
will be oriented perpendicular to the closest outside edge of the geometry (in
top view), or if that is not possible it will be oriented along the line from the
click-point to the closes geometry point. Shape, dimensions and Z position
are conform the settings shown below.

I Draw new tab. This button also adds a tab, now by drawing its
bounding box rectangle. So its orientation always is parallel to X or to Y, and
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its size is set by the rectangle. Only the Z-position comes from the settings
below.

Resize or rotate tab. This button offers a lot of functionality to
edit a tab. When it is active the mouse offers these functions (the cursor
shows which of these functionsis active):

When clicking on a corner point of the tab you can r esize the tab.

Keeping Shift pressed means to keep the aspect ratio of the tab

Ctrl+Shift pressed means that either the length or the width of the
tab will be changed, depending on your mouse movement (on a Mac use the
Command key instead of Ctrl).

When clicking near a corner point of the tab you can rotate the tab.

Keeping Shift pressed meansto rotate in steps of 15 degrees

Ctrl+Shift pressed means steps of 5 degrees, and

Ctrl pressed means steps a 1 degree.

When clicking on aline of the tab you can move that line.

M ove tab. This button allows to pick up the complete support tab
and move it to a different location.

Delete tab. With this button you can delete a tab. Note that when
clicking the tab is immediately deleted, without first asking for a
confirmation, and without an undo option.

Buttonsin row 4
The four buttonsin thisrow offer extra functionality.

{b Select tab. The tabs in the dialog are drawn with black lines. One
of the tabs can be selected: the selected tab is drawn in blue lines. When a
tab is selected the settings shown below the buttons concerns this selected
tab. You then can change the selected tab by editing these settings.

90 Rotate tab 90 CCW. The three rotate buttons are active only when
one of the tabsis selected. This button will rotate the selected tab 90 degrees,

Counter Clock Wise. Rotations are possible only round the Z-axis, see the
Note at the end of this page for an exception.

15 Rotate tab 15 CCW. This button will rotate the selected tab 15
degrees, Counter Clock Wise.
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.

15 Rotate tab 15 CW. This button will rotate the selected tab 15
degrees, Clock Wise.

The five lines below the buttons make it possible to set the Shape, the Sze
and the Z-position of a support tab. These settings are applied when the
button Add tab is pressed, or - when a tab is selected - they can be used to
edit that tab.

The Shape of the tab can be set using a combo-box (button with a drop-down
menu). As default five shapes are available: Block, Cone, Cylinder, Pyramid
and Wedge. Default shape isa Block. The Cone, the Pyramid and the Wedge
are asymmetric: one end is much smaller than the other end. The tab will be
connected to the geometry with its smallest side, making it easy to finish the
part after removing the support tabs. It is possible to add other shapes, see the
Note below.

The Length, the Width and the Height are the dimensions of the tab - at
least for a block-shaped support tab. For the other shapes these are the
dimensions of the tab's bounding box. When changing the dimensions of the
selected block, the center point of the block will remain the same. The
default dimensions are:

Length: 1.5 times the diameter of the largest cutter that is used in the
operations of the part. 10% of this length sticks inside the geometry, the
resulting 1.35 times the cutter diameter offers sufficient room for the cutter to
move round the part.

Width: 10% of the smallest size (X or Y) of the part

Height: half the width (however always smaller than the height of the block).
The support tab by definition is horizontal (so both ends have the same Z-
value)

The Z-position of the block cannot be seen in the top view that this dialog
shows as a default: change it to front view or side view to see the-position.
Here as well a combo-box button, offering the options Top, Centre, Bottom
and Automatic.

Button Sync all... offers the option to set Shape, Length, Width, Height
and/or Z-position for all support tabs. The pre-set values in this dialog are the
current values for a new tab, or in case a tab is selected the values of the
selected tab.

Boundaries of tab
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Here you can see the minimum and/or maximum valuesfor X, Y and Z of the
selected support tab. The Z-values can be edited for any tab, the X and Y
values only for tabsthat are oriented parallel to the X-axis or the Y-axis..

Finally the Boundaries of the geometry and the coordinates of the current
M ouse position are displayed, to assist you when entering coordinate values
for the support tab.

All coordinate values can be displayed either in CAD coordinates or, when
your check Display trandated coordinates, in NC file coordinates. The
difference is the trandation that has been set on the Trandate tab of the Part
parameters.

Notes:

It is possible to add your own support shape.

The base support tabs are present as STL files in files in C:
\ProgramData\DeskProto 8.0\Supports\

You can add any STL file here, and use that geometry as a support tab. For
instance a special shape that matches a fixture that you have made.

Important is that the geometry in this STL file must be sized to exactly fit
inside a cube of 1 by 1 by 1 mm: only then the dimensions that you will set in
this dialog will be correct (internally DeskProto creates the support by
copying, scaling and rotating the base support tab as defined in thisfile). This
1x1x1mmisalso truefor inch users.

When using a DeskProto Script or a DeskProto Custom wizard it is possible
to create support tabs that are rotated around X and/or around Y. For such
tabs either editing is possible without the rotation options (when these
rotations were multiples of 90 degrees), or editing is not possible at all. In the
latter case you will not be able to open this dialog.

For software specialists:

you can set the location of this supportsfolder asfollows:

For Windows change registry key HKCU\Software\Delft Spline
Systems\DeskProto\8.0\Preferences\File L ocations\SupportsL ocation

For MacOS change line "8 0.Preferences.File L ocations.SupportsLocation” in
file DeskProto.plist

For Linux change line "Preferences\File%20L ocations\SupportsL ocation™ in
section "[8.0]" of file DeskProto.conf.

Only edit the registry or these files when you are qualified and know exactly
what you are doing !
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4.2.2.3 Sync Geometry Support Tabs

—
L} Sync Geometry Support Tabs x
set all shapes Blodk o Set
Set all lengths 6.0 mmim Set

| Setall widths 5.39 mm Set
Set all heights 2.695 mm Set
Set all 7 positions Automatic L Set

Close Help
—

The Sync support tab dialog offers options to synchronize the geometric
properties of all geometry support tabs.

You can reach this dialog by using the Sync all button on the Set Geomtry
Support tabs dialog.

You can set the Shape, the Length, the Width, the Height and the Z-position
of the tabs:
pressing the Set button will change all tabsto the value shown in this dialog.

The Shape of the tab can be set using a combo-box (button with a drop-down
menu). As default five shapes are available: Block, Cone, Cylinder, Pyramid
and Wedge. The Cone, the Pyramid and the Wedge are asymmetric: one end
is much smaller than the other end. The tab will be connected to the
geometry with its smallest side, making it easy to finish the part after
removing the support tabs.

The Length, the Width and the Height are the dimensions of the tab - at
least for a block-shaped support tab. For the other shapes these are the
dimensions of the bounding box. When changing the dimensions of the
selected block, the center point of the block will remain the same.

The Z-position of the block cannot be seen in the top view that this dialog
shows as a default: change it to front view or side view to see the-postion.
Here as well a combo-box button, offering the options Top, Centre, Bottom
and Automatic.
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4.2.2.4 ltemsVisiblefor Set Graphically

D7 \tems Visible far éet graphically x
CAD Data
B8 vector curves === | | Show paints wtmptig.,
B ceometry, rendered r ("] show downward faces
[ Geometry, wireframe @ Remave hidden lines [Tj

[ Geometry, points

B citmap ~—= [ Translucent
Parts
B Material block |[ ] [ Translucent |[ :]
[ 3D support tabs - = Show as wireframe
B workpiece zero-point *‘ [ untranslated zero-point *‘

In DeskProto a number of dialogs are present that show a drawing of the part
in order to graphically set a parameter:

Set Material block (Part parameters)

Set Support tab (Part parameters)

Set Center (Operation parameters, for strategies Circular and Radial)

Set Area (Operation parameters)

Set Freeform area (Operation parameters).

When graphically setting a parameter it may be handy change which items
are visble in the drawing. This dialog allows you to switch each of the
available items on and off.

For more information on any of the optionsin this dialog see the Help page of
the Items Visible dialog for the main screen.
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4225 Set Material Block / Area

D7 Set Material Block Of Part 'Half bottle' [} x
DO
=0 PRI

Boundaries of CAD data
X -26.947 26.953 mm
Y 3.947 90.202 mm
Z |-14.442 14.442 mm

Material block of current part

X |-26.947 26.953 mm

Mouse position
X |23.499 mm
Y 98.015 mm
Z not applicable mm

[[] pisplay translated coordinates

Cancel Help

Thisdialogis used for two settings in DeskProto, each with a different name.
The contents of the dialog isidentical though.

The dialog Set Material Block makes it possible to graphically set the size
and position of the material block. You can reach this dialog by using button
'Set Graphically' on the Material tab of the Part parameters dialog, or button
'Detail settings on the Material page of one of the wizards.

The dialog Set Area makes it possible to graphically set the size and position
of a rectangular area to be machined. You can reach this dialog by using
button Set Graphically on the Area tab of the Operation Parameters dialog.

The dialog shows a new drawing of your part, with a rectangle that indicates
the block or the area that you are editing. You can edit the rectangle by
‘picking' one of the sides with your mouse and then moving it (as default the
button 'Adjust boundary' now is active). Only the six main views can be
displayed, as only then the block to be edited is drawn as a rectangle.

Using the buttons on the right you can change the drawing. Twelve of these
are standard DeskProto buttons to set the viewpoint and the mouse function,
of which the use is known and needs no explanation here. Note that mouse
rotation is not present: this dialog only uses the six main views.
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| A

Thefirst button on the first row shows the Itemsvisible icon that is
also used in the main window. Thisicon however opens a special version: the
'Items visible for Set Graphically' dialog. It will be clear that here you can
select the items to be shown in the drawing.

The first two buttons on the second row call the main functions of this dialog:
graphically setting the block or area. Note that these are “ mouse buttons’ as
well: of the five mouse buttons only one is active at any time.

&F
: This button sets the mouse function to Resize the current block or
area by dragging each of the four sidesto a new position.

I This button sets the mouse function to drag a complete new
rectangle to define a New block or area.

You can also set the new block or area by entering minimum and/or
maximum values for X, Y and Z in the six edit boxes. The boundaries of the
current part are shown to assist you, as are the coordinate values of the
current mouse position.

As a block/area is rectangular and aligned with the main axes, this resizing
only makes sense in the six main views (looking along X, Y or Z): other
viewpoint positions are not possible in this dialog. For each of the main views
of course only two coordinates can be changed: to change the third as well
you have to select a different main view using one of the six view buttons.
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4.2.2.6 Panning Alignment

DF Align Vector Data *

X Alignment

) Left () Center Right ()

S

¥ Alignment Align sides of the vector data with same side of ...

) Back T O CAD zero-point

Vector data

() Center 4** () Geometry data
O Front e

Concel || el

This dialog is used both for the Vector settings (Align Vector Data) and for
the Bitmap Settings (Align Bitmap Data), and can be reached using the
"Alignto..." button in the Part parameters: for Vector on tab page Transform,
for Bitmap on tab page XY Transform.

When you use more than one type of CAD data for one part, it may be
needed to align these data types with one another. This dialog makes such
alignment easier.

Only alignment by panning along X and Y is supported (so aligning in a top
view), panning along Z and rotating the data are not possible here.

The thing that will be aligned is the Bounding box of the Vector curves
respectively of the Bitmap image.

This bounding box can be aligned with one of five entities:

e CAD zero point. Always possible.

e Vector data. The bounding box of all vector curves. Only available for
bitmap data, in case one or more vector files have been loaded as well.

o Geometry data. The bounding box of all geometry. Only available in case
one or more geometry files have been loaded.

e Bitmap data. The sides of the bitmap image. Only available for vector
data, in case a bitmap has been loaded as well.

e Material block. Only available in case a custom block has been defined.

Page 167



Desk Proto DeskProto Reference

For X-Alignment three options are present:

o L eft meansthat the Left side of the Bounding box will be aligned with the
left Sde of the entity.

e Center meansthat the Center of the Bounding box will be aligned with the
center of the entity.

¢ Right means that the Right side of the Bounding box will be aligned with
the right side of the entity.

The CAD zero-point does not have a side, so here the Bounding box will be

aligned with the point.

For Y-Alignment the options are called Back, Center and Front, but are in
fact the same asfor X.

4.2.3 Operation

4.2.3.1 Vector Operation Parameters

DeskProto features three different types of Operations: this dialog is for the

Vector Operation - in addition also dialogs for a Geometry Operation and for
a Bitmap Operation are available.

The Vector Operation parameters are divided into 8 sections by tab pages. In
the Free edition of DeskProto only the first three tab page are available,
offering less parameters than the Expert and Multi-Axis editions. In the Entry
edition only the Advanced tab is missing.

This dialog can be reached via the Parameters menu, third option.

Or you can double-click on a vector operation line in the project tree (one of
the third level items).

Or right-click on a vector operation line and select Operation Parameters in
the context-menu.

This same dialog is used for the Default Vector Operation parameters, only
with an extra button Restor e DeskPr oto defaultsto reset the original default
parameters.

General parameters
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D Vector Operation Parameters - Text' X
General Z Settings Profiling Pocketing V-Carving Driling Roughing Advanced
Mame Text
Cutter Flat tip, radius 1 = diameter 2 mm w Library...
Curve info Speed
Available curves 1 34 Feedrate 1000.0 | mm/min
Selected Profling : 0 Spindlespeed rpm
Pocketing : 26
W-Carwing : 0
Drilling : 0
Cancel Apply Help
Name

Here the name of the operation can be changed: use a meaningful name to
easily remember the purpose of each specific operation. The name is meant
for your convenience, normally it is not used in the NC program file.

Two exceptions. you can write the name in the NC file (in a comment line)
using a postprocessor placeholder, and in case the NC output is in more than
one file (for instance due to a cutter change) DeskProto will add operation
names to the NC file names.

Cutter

You can select a cutter from the cutting tool library using the small arrow
button at the right. Adding new cutters to the library, changing an existing
cutter or just retrieving information on a cutter can be done in the Cutter
library (button Library).

Curveinfo

The Vector data that has been loaded consist of a number of vector curves. In
order to use curves for toolpath calculation they need to be selected first: for
Profiling, for Pocketing, V-Carving and/or for Drilling. It is possible to
combine two or more of these four toolpaths types in one Operation. In case
no curves have been selected the Vector operation is invalid as then no
toolpaths can be calculated. Selecting curves cannot be done on this tab page,
only on the four tab pages just mentioned.

Speeds
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The Speed settings are identical to the settings offered in the Geometry
Operation Parameters: see the explanation on Feedrate and Spindle Speed
there.

An option to reduce the feedrate for plunge movements can be found on the
Advanced tab.

Laser

When you have selected a laser cutter one more group of settings is present.
The S-value (which replaces the spindlespeed) sets the power of the laser.
The range is set in the Machine definition, it can for instance be a percentage
(range 0 - 100).

The Pass count is used when your laser is too weak (power too low) to
achieve the burning that you need: you then simply can make it follow the
same toolpath more than once.

Z settings parameters

O Vector Operation Parameters - 'Vector operation’ X

General Z5ettings Profiing Pocketing V-Carving Driling Roughing Advanced

Machining depth

Project vector curves on 30 Part geometry | I
Z’f . 1
Calculation precision in XY 0.18 (d/33)| ~ | mm —

Z-value relative to 3D Part geometry

Free movement height

Zvalue .0 mm J_F'

[ always stay low

I

This i the height above the Material block (Part)

Cancel Apply Help

The Machining depth defines the Z-coordinate for the actual toolpath. You
can describe this as the pen-down level when plotting a 2D vector drawing.
The depth is measured from the top of the block. This means that a postive
value does not make sense here. Two exceptions are present:
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e when you have checked the option 'Use Z-values (in the Project
parameters) the machining depth is measured from the Z-value of the
curve

e when you have checked the option 'Project vector curves on 3D part
geometry' (see below) the machining depth is measured from to the height
of the geometry.

This will be shown in the dialog: the screenshot above shows the second

exception.

The option Project vector curveson 3D part geometry (not available in the
Free and the Entry edition of DeskProto) is ideal for instance to engrave a
logo or text onto a 3D design: the 2D vector curves will be converted into 3D
toolpaths. When you check this option, the Machining depth is no longer
interpreted as a constant Z-level, however istaken relatively to the Z-level of
the geometry at that point. So a level of —1 mm results in a groove of that
depth over the 3D part.

The projection is vertical, meaning that on curved surfaces the 2D drawing
will be distorted: a circle that is projected on a doped surface will be changed
into aellipse.

For this projection DeskProto will take into account the shape of the cutter in
3D.

This option is only available when geometry has been loaded, and when at
least one Geometry Operation is present before this Vector operation. This
Geometry Operation is needed to make sure that all material above the
geometry has been removed.

When the vector data contains Z-values and in the Project parameters the
option "Use Z-values' has been checked, the use of this option "Project
vector curves on 3D part geometry" will make DeskProto ignore the Z-values
in the CAD-data.

In order to calculate such projected vector toolpath DeskProto needs to make
a Z-grid. The option Calculation Precison in XY allows you to set the
precision (the cell-size) of this Z-grid. The smaller the value entered, the
more accurate the Z-values of the toolpath will be, and the more calculation
time needed. This Z-grid will be calculated only for the area covered by the
vector file.

The Free movement height specifies the height at which the cutter can
freely move over the block, so without touching material. This is also called
the Safe height. As in the analogy with a pen plotter the machining level is
the pen-down level, the free movement height can be seen as the pen-up
level. This height is used to move the cutter from one position to another
without machining (positioning movements). It is set as the height above the
top of the block, so negative values are not permitted here. The positioning
movements will be done in Rapid mode (so at the maximum speed of the
machine).
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Desk Proto

More information on positioning movements on the Movement tab of the
Geometry operation.

A special feature will be active when you select a laser cutter. For laser
engraving the laser has to be switched off during positioning movements.
DeskPrato will do this automatically, using the commands as defined in the

postprocessor.

When the option Always stay low is checked, all positioning moves are done
at normal feedrate. When only Vector datais present the Z-level of these
positioning movements will not change: the specified height above the top of
the block. When a Geometry has been |oaded as well the positioning
movement may be done below the top of the block: each movement then is
done at the Free movement height above the highest point of the geometry
over which the cutter moves.

Always stay low can not be checked when Roughing layers are used.

For very small positioning movements DeskProto will not let the cutter rise to
Free Movement level, see the explanation on the Geometry Operation page.
This does not apply to laser cutters: then any positioning movement the laser
needs to be switched off..

Profiling parameters

D Vector Operation Parameters - 'Contours’ X
General Z Settings Profiing Pocketing V-Carving Driling Roughing Advanced
Select curves Strategy
O MNone @) Outside / ﬁ ﬂ
O A left
O Layer CONTOURS O Inside /
right
@ Custom 3
calartinn of 1ot Vartar Cinaration On curve
selection of 1st Vecto atio
Cutting direction Support tabs
(®) Shortest route - ‘ - ) Mone
(O conventional H- (O Default
O Climb -0 ® Ccustom Set... 12
Cancel Apply Help

Four different toolpath types can be generated based on the vector curves:
Profiling, Pocketing, V-Carving and Drilling. This tab page contains the
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settings for Profiling: the cutter will exactly follow each curve that is
selected.

Select curves alows you to specify which of the available vector curves
need to be used to generate profiling toolpaths.

The options None and All will be clear.

The option Layer refersto the layersin the DXF drawing (or rather the CAD
file), and provides an easy way to select all curvesin a certain layer. Which is
convenient as in many design files all curves to be done by the same cutter
are combined in one layer. In case for a curve no layer information is present
in the CAD-file DeskProto will assign the curve to a layer called "(DP-
default)".

To make a Custom selection it is heeded to open dialog Edit curve selection
using button Select....

The fifth option, to use the Selection of 1st Vector Operation, of course is
available only in case afirst vector operation with such selection is present.

For Profiling it is not possible to select single point 'curves. The drawing
above contains 8 vector curves. one single point (on the left side), five open
curves (the + consists of two curves) and two closed curves (on the right
sde). Selecting All for this drawing will result in 7 curves being selected here:
all except the single point.

Three Strategy options are present, setting how to follow the curve:

Outside/left is meant to produce parts that exactly match the shape of each
curve: the profile of the part. So the cutter will move along a path that
follows the curve at exactly R mm distance (where R is the radius of the
cutter), on the outside of the curve. Outside of course can be defined only for
closed curves, for an open curve the cutter will travel on the left side of the
curve (as defined by the curve direction in the vector CAD file).

For closed curvesinside this curve (so for nested curves) the cutter will travel
on the insde of the curve, creating holes in the part. The next nesting level
again will be with toolpath on the outside, and so on. DeskProto will start
machining the innermost curves and than work it's way to the outside, in
order to keep the part clamped when machining.

Inside/right is also meant to produce holes that exactly match the shape of
each curve: the profile of the hole. So the cutter will move along a path that
follows the curve at exactly R mm distance (where R is the radius of the
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cutter), on the inside of the curve. Inside of course can be defined only for
closed curves, for an open curve the cutter will travel on the right side of the
curve (as defined by the curve direction in the vector CAD file).

For closed curvesinside this curve (so nested curves) the cutter will travel on
the outside of the curve, creating idands within the hole. The next nesting
level again will be with toolpath on the inside, and so on. DeskProto will start
machining the innermost curves and than work it's way to the outside, in
order to keep the part clamped when machining.

Strategy On curve means that the center of the cutter will exactly follow
each curve that was selected. The resulting shape(s) then will depend on the
diameter of the cutter that is used. Now DeskProto really acts like a pen
plotter. The cutter will exactly follow the lines as defined in the 2D vector
file, at a certain machining depth (pen-down level). For positioning movesin-
between the cutter risesto Z-free height (pen-up level).

All three strategies can also be used for vector curves that contain Z-values!
That isideal for instance for trimming thermoformed parts. The toolpath will
copy the Z-value of each point in the curve and subtract the machining depth.
For strategies Outside/left and Inside/right the Z-value of the closest point in
the curve will be used.

Take care: when curves and/or toolpaths at different heights share the same
XY position the algorithm may use an incorrect Z-value, so please check
your toolpaths when using this option for a 3D vector curve.

Cutting direction

For strategies Outside/left and Inside/right it is possible to choose between
Conventional, Climb and Shortest route. The small drawings explain the
difference between these three options: it is about the relation between the
direction of milling and the rotation direction of the tool (normally
clockwise). The choice made here will affect the surface quality of the
machined profile, the best choice is different for each material. The option
Shortest route will use the direction that makes the positioning movements
from curve to curve as short as possible.

For strategy On Curve it is not possible to define Conventional or Climb, for
that strategy you can select either Original (as defined in the CAD file),
Rever sed or Shortest route. In the latter case DeskProto again will optimize
to reduce the total distance for the positioning movements.

Support tabs

Support tabs can be used to keep the part connected to the rest of the block.
When cutting a closed profile at full depth in sheet material a separated part
will result: the material inside the profile is no longer is connected to the rest
of the sheet, and the cutter may send it flying away. Support tabs are
interruptionsin the tool path, acting as connection bridges to hold the part on
its place. This allows you to clamp the material on its corners and machine
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your parts, each on a different postion, without the need to clamp each
separate part.

This tab page is about Vector support tabs, made by changing the machining
depth in a 2D toolpath. Not to be confused with Geometry support tabs,
made by adding small blocks to the geometry.

Three options are present:

None will be clear: no support tabs

Default will automatically generate supports conform the Default Vector
Support tabs settings.

Custom allows you to exactly define the location and size of each tab, button
Set opens the Set Vector Support tabs dialog.

The edit box on the right will show the number of tabs, for all three options.

Vector support tabs are available only for vector curves without Z-values (2D
curves). So they also cannot be used when a 2D curves is projected on a 3D
geometry, or when for a 2D vector file the option "Use Z-values' has been
checked in the project parameters.

Pocketing parameters

P Vector Operation Parameters - Text' X

General Z Settings Profiing Pocketing V-Carving Driling Roughing Advanced

Select curves Strategy
Orer ® o
O al -
(@) Layer TEXT - () Parallel %
(O Custom Select... 26
Strategy detail settings
Selection of 1st Vecto or

(@ Outside -in
Cnly closed curves can be selected

() Inside - out

Cutting direction () alternating per layer

Meander L -
= Stepover o

(® Conventional ’ -
) climb -5

Cancel Apply Help

Four different toolpath types can be generated based on the vector curves:
Profiling, Pocketing, V-Carving and Drilling. This tab page contains the
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settings for Pocketing: the cutter will remove all material within a closed
curve. The resulting hole in the block of material is called a pocket: hence the
name pocketing.

Select curves alows you to specify which of the available vector curves
need to be used to generate pocketing toolpaths.

The options None and All will be clear.

The option Layer refersto the layersin the DXF drawing (or rather the CAD
file), and provides an easy way to select al curvesin a certain layer. Which is
convenient as in many design files all curves to be done by the same cutter
are combined in one layer. In case for a curve no layer information is present
in the CAD-file DeskProto will assign the curve to a layer called "(DP-
default)".

To make a Custom selection it is needed to open dialog Edit curve selection
using button Select....

The fifth option, to use the Selection of 1st Vector Operation, of course is
available only in case afirst vector operation with such selection is present.

For Pocketing only closed curves can be selected, as an open curve does not
define a pocket. The drawing above contains 8 vector curves: one single
point (on the left side), five open curves (the + consist of two curves) and
two closed curves (on the right side). Selecting All for this drawing will result
in 2 curves being selected here: only the two closed curves.

When a curve that seems closed is in fact open you can find the error by
checking "Show points' for Vector curves in the Items Visble dialog. The
start point of the curve will be indicated by alarger dot. Closed curves do not
have a starting point, so when you see a large dot it indicates a gap in the
curve.

Two Strategy options are present to create a pocket:

The Offset strategy fills the pocket with toolpaths that follow the shape of the
outside curve (the contour that defines the pocket).

The Par allel strategy fills the pocket with toolpaths parallel to the X-axis.
Each strategy is clearly illustrated by the small icon drawing in the dialog.

Each of these two strategies has its own set of Strategy detail settings.

For Offset:
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For the start and the end of the toolpath you can select one of three options:

- Offset toolpaths normally start with the outmost path and then progress to
the middle: Outside - in,

- the reversed option is to start in the middle and progress to the outmost
path: Inside - out,

- and the third option alternates these two per roughing layer, thus preventing
positioning movements when several roughing layers are present:
Alternating per layer.

The Stepover is the distance between two parallel toolpaths. It is set as
percentage of the cutter diameter (flute diameter). So for a cutter of 10 mm
diameter, a Sepover of 50% will mean a toolpath distance of 5 mm, and 80%
will mean 8 mm. Using aflat cutter the pocket will have a flat bottom. With a
ballnose cutter cusps will remain between the toolpaths. And with conical
cutters the default Stepover value of 50% will be far too high - conical cutters
are not optimal for pocketing anyway.

For Parallel:

Again you can select one of three options for the start and the end of the
toolpath:

- Parallel toolpaths normally start minimum Y and continue to maximum Y:
Front to back,

- the reversed option starts at the maximum Y': Back to Front,

- and the third option alternates these two per roughing layer, thus preventing
positioning movements when several roughing layers are present:
Alternating per layer.

The Stepover setting is the same for both drategies (see above), set as
percentage of the cutter diameter (flute diameter).

For parallel paths a third setting is available:

Parallel toolpaths as said are parallel to the X-axis, the option Angle with X-
axis alowsyou to change this.

The Cutting dir ection appliesto the toolpaths when emptying the pocket. So
for Offset toolpaths outside-in (that start with the outmost path and proceed
to the center of the pocket) the actual cutting direction on the outer profile of
the pocket will be the reverse.

For both strategies it is possible to add a finishing toolpath that follows the
contour of the pocket. This can be done on the Roughing tab: after setting an
Allowance such Profile path can be added in order to remove the allowance
and make the pocket smooth.

V-Carving parameters
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I Vector Operation Parameters - "Vector operation’ X

General ZSettings Profiing Pocketing V-Carving Driling Roughing Advanced

Select curves
) Only for conical
() None N cutters (V-bits)

O al Strategy
) Layer DEFAULT Depth limitation ") '
o]
O Custom 13 Unrestricted depth mm
Selection of 1st Vector Operation © Use Z-depth =0 mm
Orly closed be selected -
nly dosed curves can be selec ) Material battom o
Cutting direction (when needed) Stepover {when needed) 5 %
© cConventional 5= Curve depth 0.0 mm
O Cimb - & {only for inlays)

Add deanup operation. ..
Cancel Apply Help

Four different toolpath types can be generated based on the vector curves:
Profiling, Pocketing, V-Carving and Drilling. This tab page contains the
settings for V-Carving. As this is a completely different way of using the
CNC milling machine, please read the V-Carving page before using this
toolpath type.

The settings on this page are available only when a conical cutter ( 'V-
cutter’) has been selected for the operation, otherwise all settings will have
been ‘grayed out'.

Select curves allows you to specify which of the available vector curves
need to be used to generate pocketing toolpaths.

The options None and All will be clear.

The option Layer refersto the layersin the DXF drawing (or rather the CAD
file), and provides an easy way to select al curvesin a certain layer. Which is
convenient as in many design files all curves to be done by the same cutter
are combined in one layer. In case for a curve no layer information is present
in the CAD-file DeskProto will assign the curve to a layer called "(DP-
default)”.

To make a Custom selection it is needed to open dialog Edit curve selection
using button Select....

The fifth option, to use the Selection of 1st Vector Operation, of course is
available only in case afirst vector operation with such selection is present.

For V-Carving only closed curves can be selected, as an open curve does
not define a pocket to be V-Carved.
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When a curve that seems closed is in fact open you can find the error by
checking "Show points' for Vector curves in the Items Visible dialog. The
start point of the curve will be indicated by a larger dot. Closed curves do not
have a starting point, so when you see alarge dot it indicates a gap.

The Cutting direction applies only when a horizontal bottom surface is
present in the V-groove, caused by the maximum depth that you have set. It
applies to the toolpaths that machine this surface (which isin fact a pocket),
not to the paths that machine the walls of the VV-groove.

Two Strategy detail settings are available for V-Carving:

You can set a Depth limitation for the V-groove to be machined.

When V-Carving the depth of the groove is determined by the angle of the
cutter and the width of the groove as defined in CAD. Field Unredtricted
depth will show the maximum depth of the V-Carving toolpath for your
settings. This information is available only after you have calculated the
toolpaths.

The default depth limitation is Use Z-depth. This means that DeskProto will
use the Machining depth (that you have set on tab Z-settings) as maximum
depth. When that depth is less than the unrestricted depth the resulting
groove will have aflat bottom.

The maximum depth limitation that you can set is the Material bottom, as
making a V-groove that is deeper than the bottom of the block is not possible.

The Stepover is the distance between the toolpaths when machining a
horizontal bottom surface. This applies only 'when needed', so only in case
such horizontal bottom is present. The value that you enter is a percentage of
the diameter of your cutter. Machining this bottom is in fact a pocketing
operation, and conical cutters are not very suited for pocketing as they will
not create a flat bottom surface. Not even with the low default Stepover
value of 5%. You can make the bottom flat by adding a Cleanup operation,
as described below.

The last setting in this group is the Curve depth. Thisis a setting that needs
to be used only when you are creating the male part of an Inlay. It is a
setting to position the curves to be followed by the cutter at a certain distance
(in Z) below the top of the block. The inlay page explains in detail how this
works.

For normal V-carving this setting should remain 0.0, meaning that the curves
are positioned on the top surface of the block. Then the V-Carving toolpaths
will create sharp corners on this top surface, where they will be visible as
designed in the artwork.

Some other CAM programs call this Curve depth the 'Sart depth’. DeskProto
does not, as the roughing layers for curves at a certain curve depth will start
at the top of the block, so that isin fact the Sart depth.
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Finally you will see that an extra button is present on the V-Carving tab: Add
cleanup operation.... This button opens a dialog that allows you to add an
extra operation to this part: a'cleanup operation'. Thisis meant for V-Carving
operations where the V-Carve has a flat bottom, so the button is activated
only which such flat bottom can be present: with a restricted Z-depth.

The V-cutter that is used cannot machine aflat bottom surface, as the V ends
in a sharp tip. The cleanup operation will use a flat endmill and pocketing
toolpaths to clean it up: make this bottom surface flat. DeskProto will
automatically enter the correct settings in the pocketing operation that will be
created.

When you have added a cleanup operation the text on the button will change
to Update cleanup operation, and so will its function. The Update button
will be activated when a relevant setting in the V-Carving operation has

changed.

Drilling parameters

O Vector Operation Parameters - 'Holes' x

General Z Settings Profiing Pocketing V-Carving Criling Roughing Advanced

Select curves Peck driling
() None Use ET.‘
O al
O Layer  |conTours Peck depth mm
s Retraction
® custom Select... = Z-value nm
Supported curves: Retraction Z-value relative to
- drdle with diameter of cutter top of Material block (Part)
- center line cross
- point
Diameter tolerance mm

Cancel Apply Help

Four different toolpath types can be generated based on the vector curves:
Profiling, Pocketing, V-Carving and Drilling. This tab page contains the
settings for Drilling: the cutter will move along the Z-axis and drills a hole in
the block, at the XY location as defined in the drawing, and a depth as
defined on tab Z Settings.
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Select curves allows you to specify which of the available vector curves
need to be used to generate drilling toolpaths.

The options None and All will be clear.

The option Layer refersto the layersin the DXF drawing (or rather the CAD
file), and provides an easy way to select all curvesin a certain layer. Which is
convenient as in many design files all curves to be done by the same cutter
are combined in one layer. In case for a curve no layer information is present
in the CAD-file DeskProto will assign the curve to a layer called "(DP-
default)".

To make a Custom selection it is needed to open dialog Edit curve selection
using button Select....

For Drilling three types of curves can be selected:

o single points (defining the XY position of the center of the hole)

e + 9gns (so two single lines that together form a + sign), where the length
of each line equals the cutter diameter and the linesintersect exactly in the
middle.

e circleswith a diameter that equals the cutter diameter

The drawing above contains 8 vector curves: one single point (on the left

side), five open curves (the + consist of two curves) and two closed curves

(on the right side). Selecting All for this drawing will result in 3 curves being

selected here - that is only in case the diameter of the cutter is correct for

both the + and for the circle. For a cutter with any other diameter only one
curve will be selected: the single point.

Setting a Diameter tolerance may be needed to make the above selection
process work correctly. For instance a circle of 4.0 mm diameter in an inch
drawing may have been rounded to 0.1575 inch. When DeskProto uses the
exact diameter (0.1574803 inch) it will not find that circle. Clearly you
intended to use it, which is solved by applying this tolerance.

For most toolpaths the chips that are cut off the block can freely fly away.
Not so for drilling, as then the cutter or drill is surrounded by solid material
on al sides. This means that the grooves in the cutter at some point will be
completely filled with chips, which will soon be compressed to one almost
solid mass that will make cutting impossible. The solution is to regularly
retract the cutter to a position above the block, thus freeing the chips. This
processis called Peck drilling, asit resembleswhat a woodpecker does. This
parameter offers two sub-settings:
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Peck depth isthe Z-distance after which a (next) retraction movement needs
to be done. Y ou will need to enter a (positive) value here: the default value of
0.0 isnot permitted.

The Retraction Z-value setsthe height (above the top of the block) that will
be reached in the retraction movement.

Roughing parameters

O Vector Operation Parameters - 'Contours’ x

General 7 Settings Profiing Pocketing V-Carving Driling Roughing  Advanced

Layers Allowance

v the first lUse

XY allowance mm

Add finishing path

Usi

Layer height

(Z) Use maximum for this cutter
Direction {when applicable)

® Custom ¢ () shortest route - * -
mm == ® Conventional o=
Other options () Climb -5
[ ramping angle !_:,
5.0 degrees —

These roughing options are not used for driling

Cancel Apply Help

Roughing is applied when the cutter cannot reach the required Machining
depth in one cutting movement, either because the cutter's cutting length is
not sufficient or because the material is too hard to machine all at once. The
total depth then will be reached in a number of cutting passes (layers), each
on alower Z-level.

Roughing can also be used to achieve a high quality result: when the roughing
toolpaths have removed most of the material, leaving only a thin allowance,
the load for the finishing toolpaths will be low which will reflect on the
resulting quality (less vibrationsin the cutter).

Roughing is not possible in case only curves for Drilling has been selected.

When you un-check Use L ayer s the cutter will immediately go down to full
depth. This choice is not allowed for the first Vector operation of a part:
DeskProto does not allow the cutter to remove more material (dive deeper)
than is possible for the cutter: its maximum layering height, as explained on
the Geometry roughing page. In case you are sure that sufficient material has
aready been removed to allow skipping the layers (for instance by a
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Geometry Operation) you can add an extra Vector operation to the part,
before the current operation, and make it invisble (an unused dummy
operation).

The Layer height that is specified determines how deep the cutter may go
into the full material. You can set this Layer height to the Maximum for the
cutter or to a Custom value. The custom value may not be higher than this
maximum. The default layer height equals the Maximum layering height,
which for flat cutters equals its cutting length bur for ballnose cutter is a bit
less (as explained on the Geometry roughing page). In most cases it is
preferable to use a smaller Custom layer height, as with a tough material you
do not want the cutter to use its total cutting length. As a rule of thumb you
can set the Layer height equal to the cutter's (flute) thickness.

For Geometry toolpaths and Bitmap toolpaths the roughing layers are
completely machined, one by one, from top to bottom (unless you check the
option 'Complete all layers per idand).

For Vector toolpaths the Roughing Layers are machined in a different way:
the layers are machined per separate curve, of course again from top to
bottom. Only "nested curves' are treated as one group: the complete "nest” is
done layer by layer. Like in the image above, where this sequence will be
followed: layer 1 for the D 'nest’, layer 2 for the D, layer 1 for the E 'nest’,
layer 2 for the E, currently machining layer 1 for the S nest (the red dot
shows the current cutter position), and so on.

The Ramping angle is used when starting to machine. The cutter will first
move to the correct XY postion: exactly above the first point to be
machined, on the Free movement height Z-level. Then the cutter will move
down to that first point to be machined, which is normally done in one
vertical downward movement (plunge).

Such vertical downward movement is not ideal: many cutters do not like that,
and the chips cannot escape from the deep round hole that is created.
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Entering a Ramping angle makes DeskProto replace this vertical movement
by a series of ramping movements: go down along a doping line. See the
small picture in the dialog for this option. You can set how steep this sloping
line needs to be by entering an angle value in degrees: this is the angle
between the doping line and a horizontal line.

The ramping angle and the length of the vertical movement determine the
length of the horizontal component of the ramp. When this horizontal
component is less than 10% of the cutter radius DeskProto will not apply
ramping.

Setting an Allowance keeps a cutter at that distance of the actual curve when
roughing. The allowance prevents that the cutter takes away too much
material (this can happen as the cutter will vibrate and may bend when
roughing). The allowance also improves the resulting surface quality, as
during finishing the tool will remove the same small amount of material all
the time. It is the equivalent of the Skin in a Geometry operation, however
appliedonly to X and Y.

When an Allowance is set it is possible to Add a finishing path to the
operation. This path will follow the exact curve and remove the allowance,
using the same cutter. In order to finish with a different cutter (for instance
smaller in case of small details) you need to use separate operations for
rouging and finishing. When Pocketing, this finishing path will be a Profiling
path (asthe allowanceis XY).

For this finishing profile path you can finally define the Direction of milling:

Shortest route, Conventional or Climb, see the explanation above (tabs
Profiling and Pocketing). This setting does not apply for V-Carving toolpaths.

Advanced parameters
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D Vector Operation Parameters - 'Contours' X
General Z Settings Profiling Pocketing V-Carving Driling Roughing Advanced
Start / End Dynamic feedrate control
Extra NC Commands Feedrate for plunge movements
%% of feedrate :
CK Cancel Apply Help

Start / End offers the option to add extra commands to the NC program
before the operation toolpath starts and/or after it has ended. These
commands can be movement commands and/or user defined commands.
They can be used for instance to make the cutter move to a safe position
before rotating the 4th axis, or to add comments using the Postprocessor
placeholders. Button Settings... will open the Operation Sart/End settings
dialog.

The Feedrate for plunge-movements makes it possible to decrease the
feedrate when the cutter moves downwards. This may be needed when
machining in metals, asfast plunge movements may damage the cutter (many
cutters have problems with drilling). It is expressed as a percentage of the
normal feedrate for this operation.

The rate you enter here will be used for movements that go down along an
angle that is more than (steeper than) 30 degrees.

For downward movements along an angle less than 30 degrees the reduction
will be smaller: DeskProto will apply the rate as specified + 20. So when you
have set the plunge rate to 40 %, these movements will be reduced to 60 %
of the normal feedrate.
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4.2.3.2 Geometry Operation Parameters

DeskProto features three different types of Operations: this dialog is for the
Geometry Operation -- in addition also dialogs for a Vector Operation and
for a Bitmap Operation are available.

The Geometry Operation parameters are divided into 7 sections by tab pages.
The further to the right, the more advanced the parameters in the tab. In the
Free edition of DeskProto only the first tab page is available and In the Entry
edition only the first and the third tab page, offering less parameters than the
Expert and Multi-Axis editions.

This dialog can be reached via the Parameters menu, third option.

Or you can double-click on a geometry operation line in the project tree (one
of the third level items).

Or right-click on a geometry operation line and select Operation Parameters
in the context-menu.

When a geometry operation is part of a Chain with more than one geometry
operation, an extra button will be present: Apply to chain. After changing
one of the operation's parameters, for instance the Srategy, you can press
that button in order to apply this change to all geometry operations in the
chain.

Note: this button is present only in geometry operations, and it will not affect
any bitmap operations and/or vector operationsin the chain.

This same dialog is used for the Default Geometry Operation parameters,
only with an extra button Restor e DeskProto defaults to reset the original
default parameters.

The Geometry Operation parameters are identical to the Bitmap Operation
parameters. The Geometry Operation applies them on the Geometry, the
Bitmap Operation applies them on the Bitmap relief.

General parameters
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oe Geometry Operation Parameters - 'Geometry operation’ X

General Strategy Roughing Area Borders Mowvement Advanced

Mame Geometry operation
Cutter Ball nose, radius 3 = diameter & mm R Library...
Precision Speed

Distance between to | 0.67 (dj9) | mm Feedrate 1000.0 | mm/fmin

Stepsize along toolpz | 0.67 (df9) ~ | mm Spindlespeed rpm

The precision values will be rounded to: (d=diameter of cutter) / (odd number)

Cancel Apply Help

Name

Here the name of the operation can be changed: use a meaningful name to
easly remember the purpose of each specific operation. The name is meant
for your convenience, normally it is not used in the NC program file.

Two exceptions. you can write the name in the NC file (in a comment line)
using a postprocessor placeholder, and in case the NC output isin more than
one file (for instance due to a cutter change) DeskProto will add operation
namesto the NC file names.

Cutter

Y ou can select the Cutter to be used from the a list (that will open when you
click on the currently selected cutter). Which cutter is best depends on how
the geometry is shaped. Generally speaking:

- For freeform surfaces use ballnose cutters to reduce the staircase effect.

- For ‘straight/square’ geometries use a flat cutter to get flat horizontal
surfaces and sharp inner corners.

The larger the cutter, the smoother the resulting surface and the faster the
machining. Use small cuttersonly in case of small details. You can also use a
large cutter for the complete part and a small cutter later, for some detailed
areas.

Adding or removing cutters to/from the list can be done in the Cutter library
(button Library), where you can also view and edit existing cutter
definitions.

Precision

Here you can enter the accuracy to be applied. Two parameters are present:
Distance between toolpaths (also called the Sepover) and Stepsize along
toolpath (each path is built as a large series of movements, each step being a
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very small straight line). In most cases both distances can be set on the same
value. The smaller these two distances, the more accurate the model,
however also proportionally more time will be needed for both calculation
and milling.

In case you have selected to use the rotation axis, one of both precision
values should in fact be an Angle in degrees. Sill, as thisis easier to imagine,
adistance in mm or inch is used. DeskProto will convert this value to degrees
at the outside of the (cylindrical) area to be machined.

An example will illustrate why this is called Precision: in case the distance
between the toolpaths is set to 1 mm and a cube of 10.5 mm has to be
machined, thisis not possible: the resulting cube model will be either 10 or 11
mm (DeskProto will in fact make it 11). This inaccuracy is a drawback of the
algorithm that DeskProto uses. Which is compensated by its advantages such
as calculation speed and robustness.

The precision values used will be rounded to a value that is calculated by
dividing the diameter of the cutter by an odd number. The 8 predefined
values offered in the pull-down menu match this formula. You may enter a
custom value as well, which in case it does not match the formula will be
rounded to the first smaller value that matches. The reason to use this
formulais that the resulting (physical) part will be more accurate, due to the
grid-based algorithm used by DeskProto for its calculations. Both the
geometry and the cutter are represented by a grid with the same grid-cell size,
and then the cutter diameter exactly matches an odd number of grid-cells the
results will be most accurate.

For example: When the diameter of the cutter (D) is 4.0, and you enter a
precision value of 1.0, it will be changed to 0.8 (D/5 = 0.8). The value of 1.0
that you have entered will nevertheless be saved in the project. So when you
later change the cutter, the precision will still be (close to) 1.0. For advanced
users some detail precision settings ("subsampling’) are available on the
Strategy tab page. These will enable you to use a precision that is higher than
the toolpath distance.

Note 1:

In this calculation the flute diameter of the cutter is used (so not the shaft
diameter or the tip diameter).

Note 2:

Be careful with a large Stepsize. The cutter will move in a straight line to the
next calculated position, so a large step might damage some in-between
geometry. Thisis most likely to happen in case of vertical walls, and can be
corrected by the option Protect vertical surfaces.

Note 3:

When a Skin is applied in the Roughing parameters, the diameter of the
resulting virtual cutter is used in this division. Say you use a ballnose cutter
with a 6 mm diameter, and a skin of 0.5 mm. Then DeskProto will do the
calculations with a virtual cutter of 7 mm diameter (radius 3.0 + skin 0.5 =
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3.5). This means that the first option in the combo-boxes (drop down menu)
for Precision now will be"7.0 (d/1)" Asthisis larger than the diameter of the
actual cutter, thisfirst option will be deactivated (grayed out).
Same for other cutter types, though then adding the skin will change the
geometry of the virtual cutter (sharp corners will be rounded).

Speed

The Feedrate is the speed with which the cutter moves through your
material. The value you enter here must be between the minimum and
maximum feedrate values permitted for the machine you selected for the
project.

Distinguish the feedrate from the actual cutting speed of the tool’s cutting
edge, which is determined by the rotation speed (spindle speed) and the
diameter of the cutter.

The units used for setting the Feedrate in this dialog are set Preferences. The
units for the Feedrate used in the NC file are set in the postprocessor of the
machine that you selected for your part. If these settings are different
DeskProto will convert the value that you enter. Whether or not you can use
decimal values (numbers behind the decimal point) for the Feedrate depends
on the postprocessor settings: on the Feedrate page you can define whether
or not decimals are used.

Generally speaking a tougher material will require a lower feedrate. Same for
asmaller cutter. Very useful are the options is to let DeskProto automatically
reduce the Feedrate in high chipload conditions or for plunge movements, on
Tab page Movement of thisdialog.

The Spindle speed is the rotation speed of the cutter. The unit is rpm, which
stands for rotations per minute (or rounds per minute). The value you enter
here must be between the minimum and maximum spindle speed values
permitted for the machine you selected for the project. The smaller the
diameter of the tool, the higher the spindle speed that is needed to get the
same actual cutting speed of the tool’ s cutting edge.

Some of the machines that offer a laser engraving option use the
Soindlespeed value to set the laser power when the laser option is active.

Note:

It is possible to check Automatic Speed setting for a cutter in the Cutter
definition. In that case when the cutter is chosen the Feedrate and Spindle
Soeed will be set automatically. That is quite useful for very thin cutters that
need a low feedrate and a high spindle speed as otherwise you could forget to
set the correct speeds and break your cutter.

Note:

Each Speed option is only available in case your machine supports it, if not
the option will be grayed out in this dialog. For instance on many machines
the Spindle speed cannot be set from the computer but only using a knob on
the machine. This setting (so whether or not this is possible on your machine)
can be made in the Postprocessor dialog (Options menu).
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Strategy parameters

ne Geometry Operation Parameters - 'Finishing' X

General Strategy Roughing Area Borders Movement Advanced

Main Detail settings, parallel

@) Parallel ’/?',;j-"__’/r (®) Along ¥-axds 'r’;(',:-/’fﬁ-;’-'
() Crosswise ‘% (O Along ¥-axis reversed ,f/f/-’/
(O Block @ (0 along ¥-axis %
O ciraular = (7) Along ¥-axis reversed %
() Radial e

O Offeet @::;;. Angle with ¥-axis dearees
O waterline < 'KV‘///’ P

O Contour only [] surface sampling refinement | Settings. ..

OK Cancel Apply

The eight available Main strategies should be clear from the pictures drawn
in the dialog. Each main strategy (shown at the left) has its own Detail
settings at the right.

Parallel

Parallel toolpaths is the default strategy: DeskProto will project a series of
parallel toolpaths over the geometry. Thisisthe only strategy that is available
in the Free and in the Entry edition of DeskProto.

Detail settings for parallel are the following: Along X-axis means toolpaths
parallel to the X-axis (so with a constant Y position), and Along Y-axis
means toolpaths parallel to the Y-axis. For each of these, two starting points
are avalable: start at the front side versus at the back side (reversed),
respectively start left versus start right (reversed).

In addition an Angle with X-axis can be entered to create toolpaths that are
not parallel to X and Y, but still parallel to one another. The angle value may
not be negative: that result can be achieved by selecting Along Y -axis with a
different A-value. The Angle option is not available for rotation axis
machining.
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(@) Around A-axis __%:_____"?“'ﬁ,__m
() Around A-axis reversed %
[ Helix [j-:]l'xj'l )

A very powerful detail setting for strategy Parallel is the Helix option. This

will only be shown for Rotation axis machining (so when in the Part

parameters "Use rotation axis' has been checked), replacing option "Angle

with X-Axis'. It will only be active (enabled) when:

e in the Rotary Machine settings option "A-values may exceed 360" has
been checked

e on tab page Movement either Conventional or Climb has been set as
Cutting direction

o the Parallel toolpath detail settings are either Around A or Around A
reversed

e The Area to be machined includes the complete cylinder (so range from
0.0t0 360.0 for A)

e you have a Geometry operation: the Helix is not supported in Bitmap
operations.

When this option is not checked, each toolpath around A will be at one
congtant X-value. After one complete 360 degree rotation the cutter will
move along X to the next X-value and start the next toolpath. So two 90
degree corners for each rotation will result, which will dow down the milling
process. Checking the Helix option will change that and produce one long
toolpath without sharp corners. both X and A will show a continuous
movement, with the Z-value following the geometry. Perfect for shoe lasts,
fishing lures and many more rotary parts.

Using the Helix option combined with Roughing layers (and sorting) will not
give good results: the Helix path will be interrupted when skipping what is
done in previous layers. Best isto use Helix only for finishing.

One more remark about the helix toolpath is that rotary positions on your
machine need to be exact. When a 360 degree movement on your machine
actually is 359.9 degrees, this difference will be invisible. However, after one
hundred rotations (so at A=36000 degrees) the error will be 10 degrees:
clearly visible. The result will be a twisted part, and finishing won't match
roughing.

The last detail setting for Parallel is the Surface sampling r efinement: which
will be explained below.
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Crosswise
Detail settings, crosswise

(®) First along ¥, then along ¥ ‘%
1 2

() First along ¥, then along X %
2 1

Angle with X-axis degrees

[] surface sampling refinement  |Settings...

Second strategy is Crosswise. This is the same as creating two operations
where one of them uses parallel to X and the other one uses parallel to Y.
When you would use two operations there would be redundant calculations
though, resulting in longer calculation time: hence this strategy. This option is
useful in case the model you want to produce must have a very high surface
quality: the staircase effect resulting from the parallel X toolpaths will be
removed by the parallel Y toolpaths and vice-versa.

As Detail setting you can choose which of the two directions has to be done
First, and here aswell you can enter an Angle with X-axis.

The last detail setting for Crosswise is the Surface sampling refinement: see
below.

Block

Page 192



DeskProto Reference Diaogs

Detail settings, block

@® Outside -in <=
() Inside - out ,/<%,>>

Angle with X-axis degrees

] surface sampling refinement | Settings...

The Block strategy combines toolpaths parallel to X and Y to a sort of
rectangular 'spiral’. These are probably the most efficient toolpaths for
roughing, so the wizard will as a default select this strategy for its roughing
operations.

The Detail settings for block offer two options. inside out versus outside in,
sufficiently explained by the name and the small drawings, and Angle with
X-axisasjust described.

The milling direction can be set on the page Movement tab of this dialog.
When machining Outside-in: Conventional will start left to right along X
(Counter-Clockwise), Climb will start front to back along Y (Clockwise).

The last detail setting for Block is the Surface sampling refinement: see
below.

Circular
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Detail settings, droular
Q outside -in

() Inside - out

|__| Also machine corners

[ spiral

Center
(O Of part X 57.5
© oOf operation Y 350 mm
() Custom Set...

Display translated coordinates

Circular is a completely different strategy: it does not use the rectangular
base pattern (grid) that is applied in the above strategies. In top view the
toolpath shows true circles, projected onto the 3D geometry. For each XY
toolpath position the Z-value is calculated using a special radial Z-grid. Of
course that strategy is very well be suited for round geometries, like rings or
cups.

Detail settings are:

Inside out versus outside in (same asfor block strategy)

Yes or no machine the corners: this concerns the area that is insde the
rectangular area to be machined but outside the largest circle that touches all
four sides of this area. This option is available only in case the Center has
been set inside the operation area: if not it will be "grayed out".

Yesor no make it a Spiral toolpath (in top view). Thisis a great strategy for
high speed machines as no sharp angles are present in the toolpath.

Set the Center point of the Circle/spiral toolpaths. Standard this point is set
in the center of your Operation area, however you can also choose the Center
of the Part's material block, or any Custom XY value. These custom values
then can be either typed or graphically set using the Set button. The center
point may even be outside the block.

Here as well the milling direction can be set on the page Movement tab of
this dialog: Conventional result in a counter-clockwise direction, Climb
clockwise (for outside-in).

If you want you can display and enter the values for the center in Trandated
coor dinates. When you have checked this checkbox the coordinate values
are displayed in the coordinates as used on the machine (after the Trandation
has been applied). Checking or unchecking this checkbox does not influence
the toolpaths. It’s just a temporary conversion in this dialog to make setting
the centerpoint easier.

Strategy Circular is not available for rotation axis machining.
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Radial
Detail settings, radial
© Clockwise e

g
() Counterdockwise =l

[ ] Also machine corners - >

Center
i) Of part ¥ 57.5  mm
© Of operation ¥ 250  mm
() Custom Set...

B Cisplay translated coordinates

Radial is the complement of circular: same Z-grid, however now radial
toolpaths (so perpendicular to the circular paths). The same Detail settings
apply here as well, except for the Spiral. And the sequence of the toolpaths
now is called Clockwise versus Counter clockwise.

As milling direction now Meander is advised, as Climb and Conventional will
need a positioning movement after each path.

Srategy Radial is not available for rotation axis machining.

Offset
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Detail settings, offset
@® outside -in -j;;::-
() Inside - out -::j::-

[] smooth toolpath transitions %-’?ﬁﬁ
] Fill gaps {"LF:;EE

] surface sampling refinement | Settings...

Offset machining generates toolpaths as offset lines to the contour round the
area to be machined.

This area can be defined using option Skip Ambient, using a (freeform) Area
to be machined, or using a combination of both. For a rectangular custom
area the paths will be similar to the Block strategy, for a round area the paths
will be similar to the Circular strategy. The power of the Offset strategy is
that this will work for any freeform area to create toolpaths that follow the
shape of the geometry.

You can for instance set a Freeform area and then automatically generated a
contour that follows the outline of the geometry (in a top view). The result
will be the same as when using Sip Ambient, however now the Border
settings can be used. Typical application example is machining corrective
insoles (to be worn inside shoes), which can be done very efficiently with
toolpaths parallel to the sole's outer contour.

Detail settings for Offset are:

Insde-Out versus Outside-In will be clear, and Surface sampling
refinement will be explained below.

This grategy produces a number of “parallel” toolpaths, and Smooth
toolpath transitions concerns the transition to each next toolpath. Normally
the last point of the finished path will be connected to the first point of the
next path, resulting in two 90 degree angles in the toolpath. On fast machines
this will cause the machine to reduce the feedrate at these points. This can be
prevented by checking the option Smooth toolpath trangtions: DeskProto
then will ignore these last points and first points, and instead will connect the
last-but-one point of the finished path to the second point of the next path.
The result will indeed be a smoocther transition. Be careful though: ignoring
two points for each transition may cause DeskProto to remove too much
material.
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Fill Gaps: the Offset toolpaths follow the outer contour of the area to be
machined, each next toolpath at the prescribed distance from the previous
one. In the center of the area the paths from opposite sides will meet, and
there the distance between the last toolpaths may be larger then this
prescribed distance, creating gaps in the toolpath pattern. See the small
drawing in the dialog. For flat cutters this will not be a problem, for ballnose
cutters at these gaps the cusp (ridge of remaining material) will be higher than
for the rest of the geometry. To prevent this unwanted situation you can use
the option Fill Gaps: then DeskProto will add extra toolpaths to also fill these

gaps.

Waterline
Detail settings, waterline

Waterline distance (Z) 1.0 mmim

(®) Top to bottom

O Bottom to top

] Fill gaps

use

n oo

=nrretry 7

i

[] surface sampling refinement | Settings...

Waterline machining produces toolpaths on a constant Z-level (just like the
waterlines over a ship’s hull). Such strategy is also called contour machining
or Z-plane machining. While the difference with toolpaths on constant X or
on constant Y seems small, in reality the difference is huge as a completely
different calculation algorithm is needed. In the Detail settings an extra
parameter is present: the Waterline distance (so the distance between two
toolpaths in Z-direction). The XY toolpath distance parameter as set on the
General tab page is used when horizontal surfaces (gaps) have to be filled.

Important is to realize that only on each prescribed height level a toolpath
will be present. Imagine for instance a geometry with a horizontal top surface
and a hole in that surface (pocket) of 9.5 mm deep. Z=0 is at the top of the
part. When you set the Waterline distance at 2 mm, toolpaths inside the
pocket will be generated at Z=-2.0 , Z=-4.0, Z=-6.0 and Z=-8.0 So the depth
of the resulting pocket will be 8 mm, not 9.5 as in the Geometry. You can of
course calculate a Waterline distance that will give a better result: 9.5/5 = 1.9
mm instead of 2.0 will result in a hole of exactly 9.5 mm deep.
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A second waterline parameter is the choice between Top to bottom: start at
the highest point and work down, and Bottom to top: start at lowest Z-level
on the outside of the block, and work towards the top.

Finally the Detail parameter Fill gaps is present. This option needs some
explanation. As waterline toolpaths have a fixed Z-distance in-between each
two toolpaths, at (almost) horizontal surfaces there might be a large distance
between two toolpaths: a gap. This gap may even be larger than the diameter
of the cutter: resulting in islands of material remaining after completing that
operation. The option Fill gaps checks where the horizontal distance is too
large, and fills the space with toolpaths at a distance as specified on the
General Tab. All these in-between toolpaths will have the same Z-value, so a
visible staircase effect will be the result.

The sub-option Use geometry Z reduces this staircase effect by calculating
Z-valuesfor all toolpaths that are created to fill the gap.

The Surface sampling r efinement will be explained below.

Contour only
Detail settings, contour only

Offset mm

[] 1gnore enclosed contours

] surface sampling refinement | Settings...

The last strategy, Contour only, isin fact an additional strategy as it does not
machine the complete part: only the outline of the geometry (outer contour)
at ambient level is machined. This can be used after some other strategy: to
smoothen the model (when DeskProto creates toolpaths that are parallel to
the X- or Y-axis, at places where the outside surfaces are aimost vertical the
contour can show a staircase effect). You can also use it for "Pre-roughing"
the material: Give your block the correct outside shape before you start
roughing, which will reduce the amount of chips.

You can use detail setting Offset to have the Contour line toolpath keep a
certain distance to the geometry: add a skin, however then only for X and Y.
Just as for a Roughing skin defining an offset will change the pre-set
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Precision values, asthe offset is achieved by using a different cutter diameter
for the calculations.

Detail setting I gnor e enclosed contour s does exactly what its name suggests:
when a hole is present in the geometry the normal result for this strategy will
include a contour path within this hole (nested contours). Checking this box
will make DeskProto create a toolpath only for the outer contour.

Surface sampling r efinement

The Surface sampling refinement parameter that is offered for some strategies
is meant for advanced users, as normally the default values are appropriate.
After checking the box you can use the Settings button. As a result the
Surface Sampling refinement dialog will be shown that allows you to fine-
tune the cell-size of the Z-grid, which will influence the calculation precision.

Roughing parameters

Ibig Geometry Operation Parameters - 'Roughing’ X

General Strateqy Roughing  Area Borders Movement Advanced

Layers Other options
5 or the first Skin thickness
Layer height
(7)) Use maximum for this cutter Ramping angle !.:_*:
(@) Custom degrees

mm 1 _---—'--—ﬂ [ Protect vertical surfaces
[ complete all layers per island m

Cancel Apply Help

Roughing stands for quickly getting rid of most of the material without milling
very precisely. So after an roughing operation you will need a second
operation that machines the same area more accurately: the finishing
operation. In DeskProto you can use an operation either for roughing or for
finishing, so if you need both you will have use two operations, by adding one
in the General Part parameters.

Layers
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When roughing you want to make sure that the cutter does not cut too deep
into the material: deeper than the cutting length of the cutter is not permitted
(though for hard materials that will still be way too deep).

The roughing option Layer Height maximizes the cutting depth: instead of
trying to remove all material at once, this will be done layer by layer. Layers
are also known as roughing passes. The default layer height equals the
complete maximum layering height of the cutter, see the image below. In
most cases it is preferable to use a smaller Custom layer height, as with a
tough material you do not want the cutter to use its total cutting length. As a
rule of thumb: set the Layer height equal to the cutter's (flute) thickness.

Maximum

Curtin layering height

lengt

The image above shows why for ballnose cutters the Cutting length of the
cutter cannot be used as maximum for the layer height. When machining
layer 1 rest-material will remain at the ballnose top of the cutter, which then
in layer 2 would collide with the shaft of the cutter. In the image this collison
isshown in red. As the shaft of the cutter cannot cut thisis not permitted. So
DeskProto uses a maximum layering height that is smaller than the cutting
length of this cutter. When this max layer height is smaller than the radius of
the cutter (and when roughing layers are applied) DeskProto will show a
warning that "the selected cutter may not be suitable for roughing layers'.

For conical cutter sthe situation may be worse, asfor such cutters often only
the conical section can cut (so no vertical cutting edge as in the above
image). For such cutters DeskProto will show the above warning when
applied in a roughing operation: the user then can decide whether or not this
is acceptable. Many jewelers for instance use only conical cutters ("V-hits"),
however for machining wax models this bit of rest material is no problem at
al. The warning is optional, so a jeweler can simply uncheck the "Always
show" checkbox for this warning.

The first Geometry operation of each part always uses layers. This is done
automatically and cannot be overruled: DeskProto does not allow the cutter
to remove more material than possible for the cutting length of the cutter. For
subsequent operations you can un-check Use Layers: the cutter will then
machine at full depth all the time.
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When you absolutely need a first operation without layers, and you are very
sure that sufficient material has already been removed to do this, you can add
an extra Geometry Operation to the part, before the current operation, and
make it invisible (an unused "dummy" first operation).

Note:

Thefirst layer starts at the top of the material block. When your actual block
is higher than the part you can define a custom Material block in DeskProto,
having a higher Maximum Z value, to match the real block.

The option Complete all layers per idand gives an alternative to the
standard sequence of machining layer after layer. As default DeskProto will
completely machine each layer before starting with the next layer. In some
cases that is not what you want: when the cutter machines on various
locations that are completely separated (for instance more than one geometry
or more than one freeform area). Each location then can be seen as an
‘idand’, as a positioning movement is required to travel to the next idand.
DeskProto then will need to perform many such positioning moves, which
makes the machining time longer than needed. Checking this option will
make DeskProto machine idand per isand: so it will complete all layers of an
idand before moving to the next island.

The idand status is determined using a rectangular XY Z bounding box round
the toolpaths. So when for two actual idands the two bounding boxes
overlap DeskProto will not recognize their idand status.

Other Options

Entering a Skin Thickness results in a model that is thicker: a skin is added
everywhere around the model, as an extra allowance. In this way the chance
that the cutter takes away too much material is reduced (this can happen as
roughing typically will be done using a low precision, and as the cutter will
vibrate and may bend during roughing). Using a skin also improves the
resulting surface quality, as then when finishing the tool only needs to
remove the same small amount of material all the time. Internally DeskProto
processes the skin by applying a different size (and shape) cutter.

It is possible to set the Skin on a negative value, making the resulting part too
small. Thisisinteresting in some special cases, like for creating electrodes for
EDM machining (spark erosion), or for machining a foam core to apply
modeling paste on for the final cut to size.

Of course entering a value of 0.0 meansthat no skin will be applied.

Warning on skin use:

The skin is aso applied on vertical surfaces, which in case of high vertical
walls may lead to a problem during finishing. When finishing the cutter
machines on full depth immediately, so it will try to take off the skin of the
complete vertical wall in one go. In case the wall is higher than the cutting
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length of the tool this is a problem - for which no automatic solution is
available yet. An easy workaround to solveit is to add an operation using the
waterline strategy (between roughing and finishing), milling from top to
bottom.

The Ramping angle is used when starting to machine. The cutter will first
move to the correct XY posgtion: exactly above the first point to be
machined, on the Free movement height Z-level. Then the cutter will move
down to that first point to be machined, which is normally done in one
vertical downward movement (plunge).

Such vertical downward movement is not ideal: many cutters do not like that,
and the chips cannot escape from the deep round hole that is created.
Entering a Ramping angle makes DeskProto replace this vertical movement
by a series of ramping movements: go down along a doping line. See the
small picture in the dialog for this option. You can set how steep this soping
line needs to be by entering an angle value in degrees: this is the angle
between the sloping line and a horizontal line.

The ramping angle and the length of the vertical movement determine the
length of the horizontal component of the ramp. When this horizontal
component is less than 10% of the cutter radius DeskProto will not apply
ramping.

The option to Protect Vertical Surfacesis useful when roughing with a large
value for the Siepsize along toolpath. In case the steps are large they may not
“see” al geometry in-between and remove too much material. This may
happen in case of vertical or steep surfaces in the geometry. Checking this
option will replace any tool-movement steeper than 45 degrees by separate
horizontal and vertical component movements. Take care: on many machines
this may cause unwanted vibrations as smooth paths are replaced by
staircases, so only check this option in case needed.

A more advanced option to protect the Vertical surfaces (with a more
extensive explanation) is present on tab Advanced. There you can set how
steep the surface needs to be to activate this protection, by setting a
height/step ratio. In this roughing option the height/step ratio is 1, which
means 45 degrees. When this Roughing option has been checked the
Advanced option will be disabled, as that would be overruled by the
Roughing option.

Area parameters
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oe Geometry Operation Parameters - 'Finishing' X

General Strategy Roughing Area Borders Movement Advanced

Area to be machined

(0 Use material block (Part) [ ] Boundaries

(0 Use geometry area E Minimum Maximum

(® Custom rectangular
Set graphicaly...

(O Freeform O
Set freeform... . Display translated coordinates

O Use area of 1st Geometry Operation

Cancel Appl
Fotary machining:

Help

=

Boundaries
Minimum Maximum
¥ 0.0 3.0 mm
¥ -30.573 30,573 mm
-30.573 30,573 mm
R 0.0 30,573 mm
A 0.0 360.0 deqr.

|| Display translated coordinates

The Area to be machined offers exactly what its name tells you: it limits the
toolpaths for this Operation to cover only this area. It can be used for
instance for a small area of the part that is very detailed and needs to be
machined with a smaller tool in an extra operation. The geometry outside this
area (and within the part) will not be damaged. As you can see in the icon
pictures, the bounding box of the areaisbe drawn in green lines.

The image above on the left shows six edit boxes. This is how the page looks
in a part that uses three-axis machining. The area definition also applies to
the Z-axis, allowing you to set a maximum machining depth and height for
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the area. That can be handy: when your part has a flat top that does not need
machining you can set the Max Z for the area a bit (say 0.1 mm) lower than
the Z of thistop surface: it then will fall outside the area to be machined.

For a part that uses rotation axis machining (4th axis) the page will show
ten edit boxes (image on the right), more about that below.

The default option here is Use material block (Part). This means that the
cutter will machine the complete block, as defined in the Part parameters.

When your material block is smaller or larger than the CAD data that you
loaded it may be handy to use the bounding box of the relevant data type as
area
In a Geometry Oper ation this can be done by choosing option Use geometry
area.
In a Bitmap Operation this can be done by choosing option Use bitmap
area.

Two types of custom area are available:

Custom rectangular setsarectangular block as area (when rotary machining
this is a cylinder). This block can be defined by entering the min and max
Boundariesin the edit boxes at the right, or graphically.

Checking the option Display trandated coordinates changes the numbers
that are shown for the area boundaries: these will now be in workpiece
coordinates as used on the machine, so after Trandation. Only the numbers
shown here for input are changed, not the actual coordinate values in the
toolpath: it isjust atemporary conversion on screen for setting the boundaries
more easily.

The button Set graphically pops up the Set Area dialog that makes it very
easy to set any area using the mouse.

The second type is the Freeform area. This option allows the use of areas
that are not rectangular, for instance a circle or any freeform contour
(circular resp freeformed in top view). Button Set freeform pops up the Set
freeform area dialog.

For a freeform area the Min and Max X and Y values shown as Boundaries
relate to its bounding box. The min and max Z can be set as for a rectangular
area. A freeform areais not possible for a part that uses the rotation axis, in
that case the option is not shown.

Final option is Use area of 1st geometry oper ation, of course active only for
second and further geometry operationsin the part. Thisisa handy option for
instance when a complex Freeform area needs to be used both for Roughing
and for Finishing.

The area may not be larger than the block of material that has been defined
for the part, for any of the axes.
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As said above, for rotation axis machining the options on this tab page are a
bit different:

- an extra option is available: Use material block above rotation axis.
Which is many casesis all you need, as the area below the rotation axis will
be machined after rotating 180 degrees further.

- extra edit boxes are present for the min and max Radius and for the min and
max Angle. Only six of these can be edited: min and max Y and Z can only
be viewed. In order to make the cutter also machine below therotation axis
you need to enter a negative value for the minimum R (radius).

When the minimum R is higher than zero the resulting area will have a
doughnut shape

Bordersparameters

or Geometry Operation Parameters - 'Finishing' X

General Strategy Roughing Area Borders Movement Advanced
Size of borders of area

() Extra for cutter

el
O Mo extra i .
E_x

O Cutter stays within area

(®) Custom

Uriform

Cancel Apply Help

In order to machine all geometry in the area to be machined, the cutter needs
to move a small distance outside this area. This is needed as otherwise the
cutter cannot reach any (almost) vertical surfaces at the outside edge. The
small images in the dialog illustrate why this is needed. In DeskProto this
extra area called the Bor der area, and on this tab-page you can influence the
size of the border area.

The Z-level used for the border area is set at the Ambient tab of the Part
Parameters.

Note that you can also make the material block or the area larger to add extra
area to be machined.

The default option is Extra for cutter, which sets the border area size
exactly to what is needed to let the cutter go around the model, in order to
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machine all outside surfaces of the part (for an area that matches the part's
bounding box).

In the four edit boxes you can see that this value matches the Radius of your
cutter. The cutter will of course cut at its full diameter, however here we
consider the position of the center of the cutter. And for this center the max
distance to the geometry isthe Radius of the cutter.

The size of the Extra for cutter area is different when you have set an Angle
in the Strategy sub-settings (toolpaths at an angle with the X-axis or Y-axis).
We have found that the border area then needs to be larger, as otherwise the
cutter cannot completely move down on all sides of the part. How much
larger depends on the Angle that has been set.

The second option, No extra, keeps the cutter positions (for the centerpoint
of the cutter) exactly inside the area to be machined. Using this option it is
till possible that the tool cuts away material that lies just outside the area, as
half of the cutter reaches outside. DeskProto will anyway check that any
geometry that belongs to the Part is not damaged.

The option Cutter stays within area means that the whole cutter will stay
inside the area to be machined.

The last option, Custom, makes it possible to define the border sizes yourself,
using the four edit boxes. The values may be postive values as well as
negative. For negative values there is a limit though, as obvioudy some area
that can be machined has to remain. Four boxes are available only if the area
to be machined is a rectangle, for a freeform area only two border sizes can
be set: one for X and one for Y. And for rotary machining only the two X-
borders can be set.

The use of the checkbox Unifor m will be clear: it forces all four edit boxes to
have identical values.

M ovement parameters
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oe Geometry Operation Parameters - 'Finishing' X

General Strategy Roughing Area Borders Mowvement  Advanced

Cutting direction Dynamic feedrate control
@ Meander - . - Feedrate for plunge movements
% of feedrate !
(O Conventional . -

Feedrate for high chip loads

(O climb - . % of feedrate %

Free movement height Optimization

mrm E sort JLM;L)L‘:J;{-F

[ always stay low

Cancel Apply Help

The Cutting direction is important for the surface quality of the prototype.
The default direction is Meander, which means that (for parallel toolpaths)
the first movement isfrom left to right, the second from right to left, etc. The
tool keeps cutting all the time, so meander is the fastest option. For rotary
tool paths cutting direction Meander resultsin a first movement from O to 360
degrees, next from 360 to O, etc.

However, on the surface of the model you may see a difference between the
movements going from left to right (L-R) and the movements in the opposite
direction. The surface will be smoother when all movements go in the same
direction. Obvioudly there are two possibilities here: L-R and R-L. The words
Climb and Conventional refer to the relation between the direction of the
cutter along the toolpath and the rotation direction of the cutter (normally
clockwise): see the small drawingsin the dialog.

Note that choosing the option Climb or Conventional in fact does not
guarantee it to be used all the time: when machining a downward doping
surface it is possible that in fact the back of the tool cuts the surface of your
part, thus reversing the actual cutting direction.

Meander is not possible for all strategies: for strategies Block, Spiral, Offset,
Waterline and Contour meandering cannot be selected, as for these strategies
it would not make sense. That is, unless the option Sort is active. When
sorting, also for these strategies some areas may be present where the
toolpaths can be optimized by making them meander. In these cases
DeskProto offers the Meander direction with the remark "only optimizes
sorting".

Page 207



Desk Proto DeskProto Reference

You will have to test though whether or not this works for your project: in
some special cases selecting Meander will lead to extra postioning
movements, so to alonger toolpath.

The Free movement height is the Z-level at which all ‘non-cutting' tool
movements will be executed, also called the "Safe height". This is for rapid
positioning movements over the part, for instance from the home position to a
position above the first point to be milled. The Z level you enter here is the
number of units (mm or inches) above the top of the material block. Only
positive values are allowed: in case of a negative free movement height the
model and/or the cutter could be damaged.

When a Skin has been set (Roughing) the free movement level will be the
in-thickness higher

This Free movement height (ZFree) value is used in three ways:

o Thefirst point and the last point of the toolpath for each operation are
located ZFree mm/inch above the top of the Material Block. Thisis
needed to make sure that the cutter is high enough when moving to and
from these points, so instance to a next operation. These movements are
done in Rapid mode, which is permitted only above the block.

¢ The positioning moves during an operation are performed at ZFree
mm/inch above the max Z of the Operation Area, or (in case that is
higher) above the max Z of the geometry within the XY limits of the
Operation area. Thisis donein order to speed up the process when
machining some detail area at alow Z level.

¢ When the option Always stay low is checked, the positioning moves are
performed at ZFree mm/inch above the highest point of the geometry
and/or bitmap relief over which the cutter movesin that movement. For
machines with a dlow Z-axis thiswill save alot of time. Also when on your
machine switching between Rapid and Normal movement is ow thiswill
save time, as these movements below the top of the block are done at
normal Feedrate. Always stay low is not possible when Roughing layers
are used.

Positioning movements:

Not all positioning movements are done on this Free movement level, as for
small distances thisis not needed. The following movement types are applied
- DeskProto tries if type 1 can be used, if not possible try type 2, if not
possible use type 3:

1. Direct movement.

The cutter moves in a straight line between startpoint and endpoint of the
positioning movement.

This happens when:
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- the distance isless than 1.9 times the Toolpath distance and no geometry
with a higher Z-level is present on the path.

As toolpath distance is used (also for type 2 as described below): for
Geometry, Bitmap and projected Vector the Precision value, for normal
Vector the Pocketing Sepover distance (or its default, being 50% of the
diameter of the cutter tip).

or when:

- the distance is less than the cutter-tip-diameter and the toolpath is at
constant Z &nd no geometry with a higher Z-level is present on the path.

In both cases as tip value is used: for conic cutters the tip diameter, for other
cuttersthe flute diameter, in case no flute is present the shaft diameter. So for
conic cutters with a sharp tip this diameter is 0.0 and thus for such cutter no
direct movements are allowed here.

2. Lowered Z-height.

The cutter moves in a horizontal line, at normal Feedrate. The Z-height is Z-
Free mm/inch above the highest point of the geometry below this line,
including startpoint and endpoint (this does not work for a bitmap relief).

This happens when:

- the distance isless than 1.9 times the Toolpath distance (so when in type
1 geometry with a higher Z-level was detected on the path) and the cutting
direction is Meander.

or:

- the distance is less than the cutter-shaft-diameter and the cutting
direction is Meander.

or:

- the distance isless than 10 times the smallest of Toolpath distance, Cutter
tip diameter and the cutting direction is Meander.

or:

- in the Operation parameters the option " Always stay low" has been
checked and the cutting direction is Meander.

Exception: "Always stay low" is not (yet) possible when roughing layers are
applied, as then for some strategies the lowered positioning movement might
travel through un-machined material.

For Vector operations without geometry checking Always stay low will only
change the Feedrate, not the Z-height.

The condition "Cutting direction is Meander" does not apply for Vector
toolpaths.

3. Free movement height.

The cutter rises to Free movement height for a positioning move at Rapid
Speed.

The Free movement height is Z-free mm/inch above the top of the operation
area or, if that is higher, Z-free mm/inch above the highest point of the part
geometry that the cutter travels over. The first point and the last point of a
toolpath are at Z-Free mm/inch above the top of the Material block.
Thishappensin all other situations.
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Positioning movementsfor special cutters:

For the Special cutters that you can use in DeskProto these rules for
positioning movements cannot be used. Two differences are present:

- saw cutter s (saw-blade, chain-saw) can stay low in one direction but not in
the other: in the other direction even the smallest positioning movement
requires rising above the block.

- laser cutters may never stay low when postioning, as only at free
movement level DeskProto will switch off the laser.

One last remark about the Free Movement height, for advanced users. While
in this dialog the user-interface offersthe option Always stay low, in addition
ahidden option is present, called Never stay low. When for thisvalue "true"
isfound, DeskProto will let the cutter rise to Free movement height for every
positioning movement. Even when proceeding to the next toolpath. This
hidden registry setting will overrule the automatic ‘NeverSaylow'
funtionality for the special cutters. When the string is "false” (or in fact any
other text) nothing will happen.

This option cannot be checked in the user-interface, in order to use it you
need to change this:

For Windows change registry key HKCU\Software\Delft Spline
Systems\DeskPr oto\8.0\Custom\Never StayLow

For MacOS change line "8-0.Custom.NeverStayL ow" in file DeskProto.plist
For Linux change line "Custom\NeverSayLow" in section "[8.0]" of file
DeskProto.conf.

Only edit the registry or these files when you are qualified and know exactly
what you are doing !

The Dynamic Feedrate control is an advanced option of DeskProto: even
many so-called high-end CAM software packages do not offer this type of
functionality. It means that DeskProto is able to reduce the feedrate when
needed, thus making it possible to select a high overall feedrate without the
danger of breaking your tool at a critical point in the process. Two separate
options are offered. In both cases you can enter a percentage for the
maximum feedrate reduction, and in both cases DeskProto will choose in-
between feedrates whenever possible, thus always running at optimum
feedrate. Note that both options can be combined, in which case for certain
movements both reductions will apply, resulting in a very low feedrate.

With the Feedrate for plunge-movements it is possible to decrease the
feedrate when the cutter moves downwards. This may be needed when
machining in metals, as fast plunge movements may damage the cutter (many
cutters have problems with drilling). It is expressed as a percentage of the
normal feedrate for this operation.

The rate you enter here will be used for movements that go down aong an
angle that is more than (steeper than) 30 degrees.

For downward movements along an angle less than 30 degrees the reduction
will be smaller: DeskProto will apply the rate as specified + 20. So when you
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have set the plunge rate to 40 %, these movements will be reduced to 60 %
of the normal feedrate.

It's also possible to decrease the Feedrate for high chip loads, which
happens when the cutter has to remove much material. Due to DeskProto's
parallel toolpaths approach, normally the cutter only has to remove a small
dice of material: a thickness of only the distance between two toolpaths (the
stepover) is removed. However, in certain cases the cutter has to remove
material over its full flute diameter, which is a much higher chip load. For
instance for the first toolpath (as often the block will be a bit larger than
needed); also when for the first time entering a pocket in the model (so when
the tool suddenly moves much lower than during the previous toolpath, as
shown in the small image next to this setting). The chip load is even higher in
such cases as the chips cannot easily fly away but will be stuck in the groove
that is machined.

In these cases the feedrate will be reduced, the actual reduction depending on
how much deeper the tool has to cut compared to the previous toolpath at
that position. Reduction is applied according to the following rule, where D is
the cutter’s flute diameter and Rate is the percentage that was entered. The
column "Example" shows the resulting actual reductionsin case a value of 20
% resp 70 % has been entered.

Difference in depth: Reduction percentage: Example:
For ratesbelow 60 % :

Until 0.1*D 100 % 100 %
0.1*D-D Rate + %2 * (Rate) 30%
D-2D Rate + ¥4 * (Rate) 25%
more than 2D Rate 20%
For ratesof 60 % or higher:

Until 0.1*D 100 % 100 %
0.1*D-D Rate + 2/3 * (100-Rate) 90 %
D-2D Rate + 1/3 * (100-Rate) 80 %
more than 2D Rate 70%

So (explanation of the table above): reduction is applied only in case the
cutter machines deeper than in the previous toolpath, with a margin of
0.1*D (10 % of the cutter diameter D). When between 0.1*D and D deeper
the first reduction step is applied, between D and 2D the second, and when
the difference is more than 2D the full reduction percentage is applied. In the
toolpath drawing on screen, the paths at reduced feedrate will be drawn in a
dightly different color (purple instead of red).

When you reduce the feedrate, the spindlespeed may become too high to cut
clean chips (instead the cutter will create dust and become very hot). This
can be prevented by checking an option on tab Spindlespeed of the
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Postprocessor: option 'Apply the Dynamic feedrate control percentages also
on the Spindlespeed’. DeskProto then will reduce the spindlespeed too, with
the same percentage.

The option Reduced feedrate for high chiploads is not available for all
strategies.

Not for al cutters either: for hot wire cutting it cannot be applied, so it will
then be disabled (grayed-out).

And these Dynamic Feedrate options are of course only possible on machines
that can set the Feedrate from the PC, which is determined by the

Postprocessor.

The Number of Reduced Initial Paths.

As mentioned above this option will also reduce the feedrate for the first
toolpath of an operation. When machining a flexible material (for instance
foam) it may be needed to reduce the feedrate for more than just this one first
toolpath. This has been implemented a "hidden feature”, using a setting called
NumReducedl nitial Paths, which sets the number of initial toolpaths to be
reduced. The setting will work only for strategies Parallel, Crosswise and
Block.

It can be switched on by editing this setting and giving it a value from 1
(default ) to 9:

For Windows change registry key HKCU\Software\Delft Spline
Systems\DeskPr oto\8.0\Custom\NumReducedi nitial Paths

For MacOS change line "8-0.Custom.NumReducedinitialPaths' in file
DeskProto.plist

For Linux change line "Custom\NumReducedinitialPaths" in section "[8.0]"
of file DeskProto.conf.

Only edit the registry or these files when you are qualified and know exactly
what you are doing !

DeskProto is able to Optimize the toolpaths using a Sor ting algorithm. 1t will
then ignore the sequence as defined by the Strategy, and instead try to
complete series of tool-movements that are located close to one another. For
instance when you machine the Picture frame sample geometry using strategy
'Parallel to X', skipping the empty inside of the frame. The cutter then would
normally need to make positioning movements from the left to the right side
of the frame al the time. Sorting will make DeskProto first complete one
side, and only then start with the other side: preventing many positioning
movements. Sorting can especially save much time in case many roughing
layers are applied.

Background information about the sorting algorithm that is used, written by
the programmer:

In DeskProto each toolpath is a series of small lines (linear inter polations,
or G1 movements), where each movement is a straight line between two
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points. A series of connected movements (in fact a polyline) is called a
chain. A chain ends when a positioning movement (go up, position, go down)
is needed.

The third concept that isused isthe tour: atour isone complete path for the
chosen strategy, so when not interrupted for some reason. For strategy
parallel a tour is one complete path from left to right, for block one
complete path around all four sides, etc. Subsequent tours are more or less
parallel to one another.

Sorting compares the start point and endpoint of each chain with all chains
on the next tour. If on that next tour a adjacent chain (so both start points
and end points close) can be found that is closer that the next chain on the
same tour, then DeskProto will jump to the chain on the next tour.

For the waterline strategy the situation is more complex. Here DeskProto
uses the bounding box of each chain. If the bounding box of a chain does not
overlap any other bounding box (on the same Z-level) then it is an isolated
chain. After machining such isolated chain DeskProto will jump to an
isolated chain on the next Z-level (and on the same location). So when
machining a city with church towers, sorting will make DeskProto complete
the towers one by one, instead of finishing a complete Z-level before
starting on the next Z-level.

For the Contour-only strategy sorting can change the sequence of the

contours - of course only in case more than two separate contours are
present.

Advanced parameters
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ne Geometry Operaticn Parameters - 'Geometry operation’ x

General Strategy Roughing Area Borders Movement Advanced

Ambient skipping Vertical surfaces

(®) Machine all I (® Do not chedk for vertical surfaces

—

_ (O Assume vertical surface at specific

—
i |

(") skip hor. ambient
(") skip hor. + ver. ambient

le— height/step ratio

—— 0
(O skip total ambient B -
Ignore endosed ambient
Collision checks
Start / End [ Enable collet colision detection
Extra NC Commands Settings... Also motor collision detection

Cancel Apply Help

Ambient skipping concerns the Ambient area: this is the area where no
geometry is present. Basically DeskProto always machines a complete
rectangular area, due to its parallel toolpaths approach. This might lead to
unneeded extra chips and unneeded extra machining time. Also: when all
material around the model already has been removed in a previous roughing
operation there is no need to again machine the ambient area when finishing.
In such situations you can optimize the toolpath by using the Ambient
skipping option.

e By default this option is set to Machine all: the complete area will be
machined.

e Skip hor. ambient means that all extra horizontal movements on ambient
level, from the model to the edge of the area and back, will be skipped.
The tool will still go down to ambient level around the model. You can for
instance use this for finishing, when all ambient material has already been
removed by the roughing operation.

e Skip Hor. + Ver. ambient means that both horizontal movements on
ambient level and the vertical movements towards ambient level will be
skipped. For ballnose cutters then till a groove round the part will be
visible: when only a small part of the cutter is above the model the tip of
the ball will have alower Z-value than the part geometry at that point.

e Skip Total ambient means that the center of the cutter will remain above
the geometry: all positions with the center of the cutter above ambient area
will be skipped.

The icon images on thistab page illustrate the differences between these four
skipping options.
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For this skipping feature DeskProto will use the ambient area that is present
on the minimum Z-level of the operation area. This may differ from the
Ambient area as used in the Part parameters.

An extra option that can be checked here is called I gnor e enclosed ambient.
When checked, only the ambient around (so on the outside of) the part will
be skipped. The enclosed ambient area, like for instance within holes in the
model, then will be machined.

Start / End offers the option to add extra commands to the NC program
before the operation's toolpath starts and/or after it has ended. These
commands can be movement commands and/or user defined commands.
They can be used for insgtance to make the cutter move to a safe position
before rotating the 4th axis, or to insert a comment line that mentions the
name of the next cutter to be loaded. Button Settings.. will open the
Operation Start/End settings dialog.

Vertical surfaces

The algorithm used by DeskProto to calculate toolpaths does not really
support true Vertical surfaces. DeskProto calculates its toolpaths based on a
Z-Grid, connecting points on this grid to form the toolpath. For each XY
position in the grid only one Z value is available, which means that vertical
movements are no possible: that would require two points with the same XY
and a different Z. Each tool-movement will thus contain both a horizontal
and a vertical component, the horizontal component being the stepsize along
the toolpath. As result a vertical surface in the geometry will be machined
having a small angle in the resulting part.

BTW thisis not true for all strategies: a waterline toolpath does not have any
vertical components. For waterlines this option still can be used though: when
traveling to the next waterline a movement at an angle is present. The
horizontal component of this movement is the Distance between toolpaths.

A simpler option to protect the vertical surfaces is present on the Roughing
tab. When that option has been checked the option on the Advanced tab will
be disabled, asit would be overruled by the Roughing setting.

In case you need your model to have true vertical surfaces (and you do not
want to use waterlines) you can achieve that by using and fine-tuning this
option. You can let DeskProto assume a vertical surface in case the
‘toolpath-line’ is steeper than a certain angle. The angle is defined by the
Ratio between the height and horizontal distance (stepsize) of one movement
in the toolpath, and in the edit box you can set the Height/step ratio to be
used. Seethe illustration and examples below.

For every movement DeskProto will check this ratio, and for a movement
that exceeds the ratio (so when the movement is steeper), DeskProto will
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insert an intermediate point: the movement will be split into a horizontal and
a vertical component, to be executed sequentially. The result will be a
vertical surface in the part, which otherwise would have been angled.

Example 1. Vertical surfaceratio=8

The image below shows a geometry with a vertical wall on the left and a
doped wall on the right. The Stepsize has been set to a value that is 1/8th of
the total height of the geometry. Y ou can see 2 toolpaths: one drawn in black,
one in red. The black one is the one that is first calculated. When you then
apply the vertical surface ratio option and set it to 8, the toolpath will be
changed to the red one. So on the left side the toolpath will have been
corrected whereas on the right it will not, because on the left the height/step
ratio is 8/1 whereas on the right the height/step ratio is 8/2 = 4/1. In the
drawing these two ratio's are shown as purple triangles. On the left DeskProto
assumes a vertical surface and changes the toolpath, on the right side not. For
a vertical surface DeskProto will add one cutter movement at this point,
splitting the original angled movement into a vertical and a horizontal part.
These two movements will be output in a sequence that leaves extra material
on the part.

ratio=8f1 ratio=411 ]
correction no correction
l{_}l 1 1 1
computer geometry
stepsize

The implementation of the Vertical Surface setting is different for tab page
Roughing (image on the left) and tab page Advanced (image on the right):
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Roughing - Protect vertical surfaces Advanced - Assume vertical surfaces st height/step ratio 1

Z|

XorY

In the Advanced implementation the extra position will be added only for the
first movement (or the last for an upward toolpath), meaning that this will
only happen at the transition point between a "horizontally oriented" section
of the path and a "vertically oriented" section. See the illustration above
right, showing the result for a height/step ratio of 1.

In the Roughing implementation a much simpler version of this algorithm is
applied: with a fixed ratio of 1, and for all movements (so for al lines of 45
degrees or steeper): the illustration above, left. The result will be a staircase
shaped toolpath and a lower surface quality, so select this only when needed.

For parts without vertical surfaces thisfunctionality is not needed, so for such
models choose Do not check for vertical surfaces.

It may be needed to experiment a bit with this option in order to find the best
ratio for your geometry. Take care when creating parts designed with a draft
angle: in case this option is used the result might be that all draft surfaces will
be made vertical !

Example 2: now with numbers.

Assume that your part contains a vertical surface of 15 mm high, and that
you have set the Sepsize to be 1 mm. The toolpath over this vertical surface
now contains a horizontal component of 1 mm (the stepsize) - however, you
want it to be really vertical. The default height/step ratio of 20 then means
that when this tool movement goes up or down over more than 20 mm it will
be split up into two separate movements (horizontal and vertical). As your
desired vertical wall is only 15 mm high you need to set the ratio to (say) 14
to make DeskProto change these toolpaths.

This will work for any Sepsize: when you have for instance selected 0.0262
inch, then the height/step ratio of 20 means that when the tool movement will
be split when it goes up or down over more than 20 x 0.0262 = 0.524 inch.

Note that this vertical surfaces check does not work for conical cutters as the

steepness of the toolpath is analyzed: for conical cutters the toolpath never
can be steeper than the Angle of the cutter.

Collision checks
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l'}f‘ DeskProto - Warning x

Operation 'Geometry operation’ of part 'Part’ would have collet or motor
collisions, the toolpaths will be changed to avoid these,

Always show this message for this project

The two Collison check options are very useful for high parts, especially
with high vertical or steep surfaces. With such parts a problem will occur
when the vertical wall is higher than the free length of the cutter: the milling
machine’s collet will then damage the part (DeskProto only compensates for
the geometry of the cutter, not for the machine-partsthat hold the cutter).
Checking option Enable collet collison detection means that DeskProto
will let the tool move away from the part in such case, preventing the collet
to collide with the part. See the illustration below. Obvioudy the resulting
model will no longer be correct, as the material that cannot be reached by the
cutter will be left on the bottom of the vertical wall. However this is much
better than letting the collet damage the top of the model, as the excess
material can later be removed with a different cutter or by hand.

DeskProto will let you know when collisions have been found and prevented,
using the warning dialog shown above. This warning is optional (stored as
setting for only this project), when it is no longer shown it can be restored in
the Project parameters, on tab Advanced. The toolpaths that have been
changed will be drawn orange.

The diameter of the collet can be defined at the Machine parameters dialog. .

- . v '
|

*

-

The option Also motor collison detection makes DeskProto perform the
same trick for the bottom of the spindle motor. This checkbox is enabled only
when the collet collision detection is enabled &nd when the motor dimensions
have been set in the Machine definition.

The illustration above shows the results of the collision check options, for the
most basic geometry that is possible: a cube of 50 x 50 x 50 mm. The cutter is
aflat cutter, diameter 4 mm, free length 30 mm (so the cutter sticks out 30
mm below the collet). Left the toolpaths without collison detection (the
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collet will now severely damage the part). In the middle the toolpaths when
the collet collison detection is enabled. Note the orange color that clearly
indicates where the toolpaths have been changed to avoid collisions. The
image on the right shows the result when the Motor collision detection has
been enabled aswell. Thisisfor a motor diameter of 60 mm and a toolholder
height of 15 mm

The orange toolpaths shown above will not always be completely present, as
they may fall outside the material block and outside the Area to be machined.
DeskProto normally adds a Border area ("Extra for cutter") around the Area,
however this border only adds the cutter radius, so most orange toolpaths will
fall outside.

Tilt option parameters

oe Geometry Operation Parameters - 'Geometry operation’ b

General Strateqy Roughing Area Borders Movement Advanced Tilt Option

Tilt angle

a0

73
O &0

O 4
© 30
O
/ O 15
4 @0
O Custom 0.0 degrees

Also zet angle manually on machine

Cancel Apply Help

The rotation axis Tilt option is a feature where the complete rotation axis
can be oriented in an upward angle, like the road surface of a drawbridge.
While the axisistilted it ill can be controlled as 4th axis and process rotary
toolpaths. This allows the cutter to also machine the inside of a ring: see the
illustration below. Such tilting rotation is in fact a second rotation axis: a 5th
axis (B-axis). So in the machine definition it can be found in the Rotary
machine settings. Two versions are possible: a CNC controlled 5th axis, and
atilt option that has to be set manually.

Manual tilt option
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The illustration below shows the manually controlled tilt option that is
present on some wax milling machines for jewelers. Shown is the Roland
JWX-10 "Jewela" machine.

The Tilt Option tab is visible only in case in the Part parameters the option
"Use rotation axistilt option" or "Use 5th axis as rotation axis tilt option" has
been checked (and in case the machine has a 5th axis configured).

In the bottom-left corner of this photo you can (just) see a rotation knob:
after unlocking the rotation mechanism you can use this knob to manually tilt
the complete rotation axis (A-axis) unit. This machine supports locking on
fixed intervals of 15 degrees.

Asthis manual rotation is round an axis parallel to Y, this rotation is called a
B-axis. The total number of axesthenis5 (X, Y, Z, A and B), so thisisin
fact a (very primitive) 5-axis machine.

The Tilt Angle that you can enter here is the rotation value that will be used
for this Operation. As you can see in the illustration, this rotation offers you
the possibility to machine in places where the cutter normally cannot reach:
for instance the inside of aring model.

In addition to these 15 degree intervals you can also enter a Custom rotation
value here.

Keep in mind that you need to manually set this machine to the same angle as
entered in this dialog.

CNC-controlled 5th axis

For 5-axis CNC machines that have a CNC-controlled 5th axis, DeskProto
supports only trunnion style machines, as explained in the Rotary machine
settings. On such machine the large rotation axis can be used to orient the
small rotation axisin atilted position. So this tilt option can also be used on
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these machines. Provided that you can indeed use the small rotation axis as
4th axis.

Important is that DeskProto will not automatically write the rotation
command for the fifth axis (setting the tilt angle) to the NC file: you will have
do add that by entering it in the operation's Sart/End commands.

Note that the position of the part after this rotation depends on the distance
between the part and the actual B-axis (so the axis of rotation). The larger
this distance, the more Z-movement while rotating. This distance can be set
on the Zero-point tab of the Part parameters, as at angle O this distance isin
fact the X-trandation. You will see that this Zero-point tab looks differently
when this Tilt option has been selected.

Setting the correct X-trandation here is important: only with a correct
trandation all resulting toolpaths from operations with different tilt angles will
be correctly positioned (all working with the same Workpiece zero point).

The Tilt option is available only for Geometry operations, so not for Vector
and Bitmap.

4.2.3.3 Bitmap Operation Parameters

DeskProto features three different types of Operations: this dialog is for the
Bitmap Operation -- in addition also dialogs for a Vector Operation and for a
Geometry Operation are available.

The Bitmap Operation parameters are identical to the Geometry Operation
parameters (except for the Tilt option: that is not available for bitmap). The
Bitmap Operation applies them on the Bitmap relief, the Geometry Operation
applies them on the Geometry.

So for information on any of the Bitmap tab pages, jump to these
Geometry operation Help pages:

General

Strategy

Roughing
Area

Borders
Movement
Advanced

This dialog can be reached via the Parameters menu, third option.

Or you can double-click on an bitmap operation line in the project tree (one
of the third level items).

Or right-click on a bitmap operation line and select Operation Parameters in
the context-menu.
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This same dialog is used for the Default Bitmap Operation parameters, only
with an extra button Restor e DeskPr oto defaultsto reset the original default
parameters.

4.2.3.4 Select Curves

D2 Edit Curve Selection - Profiing o x o x o x

ps see the toctps for ool usage
Calate topaths Calaiate toopaths. Caaiate toopaths

Number Number
Settngs CADLayers CADFies

Vabiity
8 shon sl rone.

4 CONTOURS
L TexT

Purpose of this dialog is to select the vector curves to be used for this
operation (or to edit that selection).

It is present in four different versons. once for Profiling, once for
Pocketing, once for V-Carving and once for Drilling. All four versions
offer the same functionality, except for the options in the "Settings' field.
The above image shows the version for Profiling, the settings for the other
versions are shown below.

The Select Curves dialog can be reached by pressing button "Select..." on
respectively the Profiling tab, the Pocketing tab, the V-Carving tab and the
Drilling tab of the Vector Operation parameters.

A top view drawing is present (no other views), in which all loaded curves
will be drawnin gray.

BE=

LA
Button to open dialog Items visible for Set Graphically, in which you can

select which items should and should not be included in this drawing. It will
be clear that item "Vector curves' now cannot be switched off.

%
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Button Toolpaths will show (and if needed first calculate) the toolpaths in
this top-view drawing. Pressing the button again will remove the toolpaths
from the drawing. This is of course possible only after one or more curves
have been selected.

5 e

The use of buttons Previous view and Next view will be known from the
Toolbar. These are of course active only when the view has been changed
(Previous view) and when the Previous view button has ben used (Next
View).

)

The leftmost button on the second row is the Select button. It is one of the

five buttons to set which Mouse function hasto be used in this dialog. Four of

these are known from the Toolbar, this leftmost button isthe most impor tant

button in this dialog. When it is active you can select a curve by pointing

the cursor at it using the mouse: when pointing correctly the curve will turn

purple, for "selectable”. Y ou then can select it by clicking: its color will then

change from gray to light blue, for "selected".

Extra options when using the Select button:

o Draw abox from left to right ar ound multiple curvesto select them all

e Draw abox fromright to left over multiple curvesto select them all

o Keep the Shift key (on the keyboard) pressed while clicking to keep
adding curvesto the selection

e Keep the Ctrl key (on the keyboard) pressed while clicking to remove
curves from the selection (on a Mac use the Command key instead of Ctrl)

¢ Type Ctrl-A to select all curves.

Button Calculate toolpaths (large button with text) will calculate and show
toolpaths for the selected curves (just as the button with an icon).

Below this button DeskProto will show how many curves have been selected.

Not all curves can be selected:

- Profiling will not accept single points

- Pocketing and V-Carving will accept only closed curves

- Drilling will accept only single points, +-signs sized equal to the cutter
diameter and circlesthat (almost) equal the cutter diameter.

Curves that are not acceptable will be drawn in light gray, for "can not be
selected”.

Vertical linesin the vector data (curves with all points having the same X and
Y, and different Z values) cannot be selected in any of these four toolpath

types.
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Settings CAD Layers CAD Files Settings  CAD Layers CAD Files Settings  CAD Layers CAD Files Settings  CAD Layers CAD Files

Strategy Strategy ©nly for conical cutters (V-bits) Peck drilng

=T = =
O el E‘ % O offet Cuttng drection (shen needed) )

© Conventional ®-
Cutting direction

O cimb -
-5~ [

© conventional - svatesy
© shortestroute -6- _ Depth lmitation 2l
- O cimb -® B
O Coventioral &> Unrestricted depth mm
O cimb -9 Strategy detal settings © Use z-depth o mm

© Material battom 100 mm

e
Stepover 0 % {only for inlays)

Under tab Settings you can set the most important parameters for that
toolpath type: the above image from left to right shows the settings for
Profiling, Pocketing, V-Carving and Drilling. These are the same as present in
the Vector Operation parameters, making them also available in this dialog
will allow you to quickly see the resulting toolpaths for any setting. For the
Help information about these settings click on the above link for that toolpath

type.

A very handy tool is available under tab CAD Layers. Here all layers in the
available Vector data are listed (if any), with a light bulb icon that can be
used so show or hide the curvesin that layer.

Many DXF files contain layers, meant to make it easier to access the data by
viewing at it layer by layer. Like in this DeskProto sample file
2D_DpBeerTray.dxf : one layer contains all contours, the second layer
contains al text. Viewing the curves per layer makes it very easy to select
the correct curves, as curves that need the same settings typically will have
been grouped in one layer. Remember that the light bulbs only set the
visibility in this dialog, you still need to select curves with the mouse.

Note that these CAD layers are completely unrelated to the Roughing layers
that DeskProto uses when roughing.

A similar list with light bulbsis shown under tab CAD Files. Thislist contains
all files with vector data that you have loaded, and the light bulbs make it
possible to select from which vector files the curves will be shown.
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4235 Set Vector Support Tabs

2 Set Vector Support Tabs

@ C
| () "o = ) B (%
| Select a tool by pressing a button,
see the tooltos for toolusage.
Calulate toolpaths
Set tab sze and add tabs
Number of tabs.
Tab length

© Percentage of
cutter diameter 20

O Fixed

Tab height

© Percentage of
material height el

O Fixed

Auto generation
Positioning distance

O Percentage of
cutter diameter 2000

O Fied

Distance overrides
[ Minimum number

[0 Maximum number

Generate

Mouse position

mm

mm

18 Display translated coordinates

Cancel Help
When machining a 2D vector profile in sheet material you can set the depth
of the toolpath equal to the material thickness, making a cut that goes
completely through the sheet. When cutting a closed profile this will result in
a separated part: the material insde the profile toolpath no longer is
connected to the rest of the sheet.
When the material is clamped only at it's corners, that separate part will be

completely loose, may go wild, and can be damaged and/or cause damage.
Which is of course an unwanted situation.
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DeskProto offers Support tabs to solve this problem. Such tab keeps both
sides of the toolpath connected by raising the cutter for a small section of the
toolpath, leaving a small bridge of material that later can be removed
manually. The two images above clearly illustrate how this works: left the
toolpath, right a smulation.

In the first image these tabs are shown: the dark blue dot shows the center of
the tab, the light blue area indicates the length of the tab.

Thistab page is about Vector tabs, made by changing the machining depth in
a 2D toolpath. Not to be confused with Geometry support tabs, made by
adding small blocks to the geometry. Vector support tabs are available only
for vector toolpaths without Z-values (2D curves). So they cannot be used
when a 2D curves is projected on a 3D geometry, or when for a 2D vector
file the option "Use Z-values' has been checked in the project parameters.

The dialog Set Vector Support Tabs allows you to set the number of tabs,
the location of each tab and the tab size. You can open this dialog on the
Profiling page of the Vector Operation Parameters. The drawing will show a
top view of al vector curves, with the selected curves drawn in black.
Support tabs can be set only on curves that have been selected for profiling,
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in the same operation. The location of a tab is shown by a blue dot, see the
screenshot above.

The buttonsin the top right corner offer the following options:
q

| A
Button to open dialog Items visible for Set Graphically, in which
you can select which items should and should not be included in this drawing.
It will be clear that item "Vector curves' now cannot be switched off.

I’ Button Show Toolpaths will show (and if needed first calculate) the
toolpaths in this top-view drawing. Pressing the button again will again
remove the toolpaths from the drawing.

+

. Button Add tab will be active as default when you open this dialog.
It sets the mouse function to adding tabs: move the cursor over the drawing
to highlight one of the black profile curves (it will become violet) and left-
click: on that location a blue dot will be added on the profile.

x

. Button Delete tab sets the mouse function to deleting tabs: move
the cursor over the drawing to highlight one of the existing blue dots, then
left-click in order to removeit.

Button Move tab sets the mouse function to Moving tabs: move the
cursor over the drawing to highlight one of the existing blue dots, then left-
click: while keeping the mouse button pressed you can move the blue dot.
Moving is possible only along the profile curve.

The meaning of all other buttons is the same as on the main screen, so needs
not explanation here.

Other options on the right side of this dialog:

Tab length

The length of the tab is the distance along the curve along which some
material will be left. That is not the same as the length of the elevated
toolpath fragment: that needs to be increased by the cutter radius on both
ends. In the image the length of each tab is shown by a light blue background
color round the curve.

Y ou can set the tab length either as a Per centage of the cutter diameter (so it
will work for any size cutter and any size part), or as a Fixed distance in mm
or inch.
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Tab height

The height of the tab is the thickness of the remaining material. Easiest is to
define this thickness as a Percentage of the sheet thickness (so of the
material block height), second option to define it as a Fixed value. A
thickness of 0.0 (or 0%) is not permitted, and the tab may not be higher than
the material block (so max percentage is 100%).

The above options have shown how to manually set support tabs. It is also
possible to make DeskProto set tabs automatically, using the parameters in
the Auto gener ation group:

Positioning distance

The distance between two tabs: DeskProto will automatically set tabs along
each selected profile using this distance. Here again you can either use a
per centage (of the cuter diameter) or afixed value.

Distance overrides

In some cases one auto positioning distance is not enough, for instance when
the operation contains both long profiles and short profiles. DeskProto allows
you to set a Minimum number of tabs per profile to make sure that even the
shortest profile gets (for instance) two tabs, and/or to set a Maximum
number to prevent along profile to get to many tabs.

The defaults for the above parameters can be set in the Default Vector
Operation parameters (Options menu): on tab Profiling a button "Set..." is
present to set the default values for support tabs. That button will open the
Default Profiling tabs dialog.

Generate
This button will make DeskProto remove all current tabs and set a complete
series of tabs based on the parameters that you selected.
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4.2.3.6 Default Vector Support Tabs

D Default Vector Support Tabs X
Tab length Auto generation
© Percentage of Positioning distance
. 200 %o
cutter diameter
O Percentage of 2000
) Fixed 0.0 mm cutter diameter °
() Fixed 0.0
Tab height
o Distance overrides
Percentage of _
material height a0 % |__| Minimum number 0
() Fixed 0.0  mm ) Maximum number 0

Restore Defaults Cancel Help

The use of Vector support tabs is explained on the help page for dialog Set
Vector Support tabs.

In that dialog they can be set manualy or they can be generated
automatically using the auto positioning parameters.

On the Profiling page of the Vector operation parametersit is also possible to
select Default tabs. This dialog Default Vector Support tabs allows you to set
the parameters to be used when generating these default support tabs.

It can be accessed via the Default Vector Operation parameters

The parameters are the same as in dialog Set Vector Support tabs and you can
find all relevant information on that Help page.
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4.2.3.7 Create Cleanup operation

P Create cleanup operaticn X

Here you can let DeskProto generate a deanup operation for the current V-Carve operation.
Pocketing operation settings
MName Vector operation Cleanup
Cutter Flat tip, radius 1.5 = diameter 3 mm w
XY allowance 2,00 mm

Curve selection, Speeds and Machining depth will be copied from the V-Carving operation.
The XY allowance has been calculated from the depth and the angle of the V-cutter.

The Operation will be added when pressing OK.

Mote: The generated Operation may become incorrect when the V-Carve operation is edited.
In that case use the Update button to fix it.

A Cleanup operation is meant to clean the flat bottom of a V-Carved groove.
In a V-Carving operation such groove is machined by a V-Cutter with a

sharp tip, so this bottom will not be a flat surface: it is completely filled with

the cusps (small ridges) between the V-Cutter toolpaths. See the illustration

below.

This dialog is meant to create an extra operation that will cleanup this

bottom: make it a flat surface using aflat cutter.

You can reach this dialog using button "Create cleanup operation..." on the
V-Carving tab of the Vector operation parameters.

Once a cleanup operation has been created for this V-Carving operation the
name of the button will change to "Update cleanup operation”. After pressing
the Update button this dialog won't be shown again: only the settings of the
cleanup operation will be updated to match any changes in the V-carving
operation.

The cleanup operation of course only is effective when a flat bottom is
present in the V-grooves. And the flat area also must be so large that the flat
cutter that you select can indeed be used to makeit flat. If not DeskProto will
show an error when you calculate toolpaths. "The operation 'Vector
operation Cleanup' of part 'Part' has no valid toolpaths'.
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On the left side of this simulation you see the result of the V-Carving
toolpaths for this design (Times New Roman font, 45 degree V-bit, depth
limitation -2 mm). On the right side the result after also using the cleanup
operation (flat cutter D 2 mm). Note that this flat cutter cannot completely
cleanup the bottom surface: it cannot machine the sharp inner corners.

The new operation will be a Pocketing operation, for which three settings are
shown in this dialog:

The Name of the new operation.

Thisisthe name of the current V-Carving operation with the word " Cleanup”
added. This naming convention is how DeskProto knows that these two
operations are connected, so do not rename (or rename both).

The Cutter to be used in the new operation.
Here your can only select one of your cutters with aflat top: using a different
cutter type would not create a clean flat bottom.

Curve depth

' XY allowance ' XY allowance

The XY allowance (that will be set on the Roughing tab of the new
operation) is the distance that the flat cutter needs to keep away from the
curves. It is calculated from the Angle of the V-cutter and the Depth of the
V-carved groove (note that in DeskProto this angle is the grinding angle, not
the included angle). The formulaissimple:

XY al l onance = Depth * tan(Angle).
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The above image on the right shows the situation when a curve depth has
been set (for inlays). Now the formulais:
XY al l owance = (Depth - CQurve depth) * tan(Angle).

No need to worry about these formulas as DeskProto takes care of these
calculations.

4.2.3.8 Surface Sampling Refinement

The DeskProto toolpath calculations for Geometry data are based on a Z-
grid, and the size of the grid cells sets the precision of the toolpaths. For
every cell in the grid the highest Z-value of all the geometry within that cell
will be stored: the surface is sampled. In other words: the DeskProto
algorithm is based on Surface Sampling.

In the Geometry Operation parameters you enter the Precision by setting the
“Distance between toolpaths’ and the “Sepsize along toolpath”. The
smallest of the two will be used as Grid-size (cell size) of the Z-grid. While in
most cases thisworks OK, sometimesit is needed to overrule this default and
use asmaller Grid-size. This s called subsampling or sampling refinement, as
for each toolpath point more than one grid-cell will be used. This dialog can
be used to define the Refinement factor .

You can reach this dialog by using the button Settings on the Strategy tab of
the Operation parameter dialog (not available for all strategies).

! surface Sampling Refinement x
Refinement factor
1 (no refinement, fits most cases) = default e

(Changing this factor, influences calculation time)

Cancel Help

The Surface Sampling Refinement dialog allows you to fine-tune the grid-size
or calculation precision. The higher the Refinement Factor, the more accurate
the toolpaths and the longer the calculation time (quadratic). A higher factor
also means that DeskProto will need more internal memory (RAM). A
refinement factor 1 will result in a Z-grid with a cell-size that equals the
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settings for Distance between toolpaths and Stepsize along toolpath. A
Factor 2 will halve the cell-size and thus double the Z-grid resolution for
both X and Y, so will subdivide each grid cell into 4 smaller cells, etc.

Note 1: This settingisin fact only meant for advanced users, to be applied in
special circumstances only !!
Note that higher factors will mean much longer calculation times!

Note 2: The default factor as said is 1 (None). However, for strategies
Waterline and Contour Only the default factor is 3 as this is needed to
achieve smooth toolpaths. This explains why the calculation times are longer
for those strategies.

4239 Set Freeform Area

1) Set Freeform Area of Operation 'Cap' of Part 'Half bottle' m] *
EIDIOEOOREEEE
AGE=EER @ FF
Select contour from project
Coliie]
Generate contour

Import.. Export...
See tooltip for tool usage

Material block of current part
X -29.997

Y -2.926

Z 00 14.5 mm
Area of current operation

X -13.259 13.798 mm

Y |59.465 90.505 mm
Mouse position

X 23.847 mm

¥ |110.465 mm

2 |not appiicable mm

[ Display translated coordinates

o | [

A Freeform area is meant to save machining time by exactly defining the area
that needs to be machined. This area can be defined in this dialog, by creating
a closed (freeform) contour line in the Top view of the part. In the image
above one of the visible items is a orange rectangle: this shows the Material
Block. The Freeform area needs to be completely inside this rectangle. For
this contour you can also set a Min and a Max Z-value, the resulting volume
is called a Freeform area. You can reach this dialog by using the button “ Set
Freeform” on the Areatab of the Operation parameters dialog.
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On the right side of the drawing four rows of buttons are present.

|
L

The first button will open dialog Items visible for Set Graphically,
in which you can select which items should and should not be included in this
drawing.

The use of the other buttons on the first row will be known from the Toolbar.

The four buttons on the second row (aligned right) will also be known from
the Toolbar. Mouse rotation is not present: this dialog only used the six main
views. Together with the third and fourth row these are the mouse function
buttons, of which just one is active (pressed). You can see which button is
active as it has a light blue background (in the image the leftmost button on
the third row).

The eight buttons on the third row are special for this dialog: these are the
drawing tools used to graphically draw and/or change the area. These are
mouse function buttons as well: of the mouse function buttons (13 in total)
only one is active at any time. You will see that the shape of the cursor
changes when you select a different mouse function button. Each button
comes with atooltip text that explains what thistool can do.

ﬂ Draw a Polygon as new Freeform contour: each mouse click will add
one point. The polyline that you draw is always closed, therefore it is
calle Polygon. End the function with a right mouse-click. Extra key
functions:
ALT (on Apple the Option key): snap points to geometry points
SHIFT: create lines at 15° angles
CTRL (on Apple the Command key): create linesat 1° angles
CTRL + SHIFT: create lines at 5° angles

Draw a Rectangle as new Freeform contour: click the left mouse
button, move the mouse and release. This function is in fact also
present in the rectangular area dialog.

SHIFT: When you press the shift button during this input DeskProto
will lock horizontal and vertical 1:1, forcing a square.

O Draw an Ellipse/Cir cle as new Freeform contour: click the left mouse
< button, move the mouse and release. The ellipse or circle that is drawn
isin fact a polygon.
SHIFT: When you press the shift button during this input DeskProto
will lock horizontal and vertical 1:1, forcing acircle.
When you activate this tool by pressing the button you will see that an
extrainput field appears:
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the Number of pointsthat you enter here is the number of points that
will be used for this polygon. For low numbers the resulting boundary
will not be acircle.

= a Adjust Boundary of a Freeform contour: you can move the points and

¥ % the sdes of the contour by dragging with the mouse. You can also
resize and rotate the complete polygon. Watch the cursor to see if you
will drag a point, drag a line or (when clicking outside the polygon)
rotate the polygon.
Extra key functions for points:
ALT (on Apple the Option key): snap points to geometry points
CTRL (on Apple the Command key): resize the polygon
SHIFT: resize the polygon and keep the aspect ratio
SHIFT+CTRL: resize the polygon and keep, keep X or Y size.
Extra key functions when clicking outside points:
SHIFT: create lines at 15° angles
CTRL (on Apple the Command key): create linesat 1° angles
CTRL + SHIFT: create lines at 5° angles

M ove a Freeform contour: simply pick and drag the complete contour
line.

& Delete a Freeform contour.

—* Add new point to the Freeform contour: click with your mouse to add
" apoint. The side of the polygon will be split up into two new sides.
ALT (on Apple the Option key): snap points to geometry points

Delete point from the Freeform contour: click with your mouse to
delete a point. Watch the cursor when moving the mouse: when a
minus sign shows you are on target.

These buttons are only active in the Top view and the Bottom view. In the
other views only the Min Z and the Max Z level can be graphically set
(button Adjust Boundary). You can also set the area’s Z-values by entering
them in the Z edit boxes. The boundaries of the current part are shown to
assist you, so are the coordinate values of the current mouse position.

Button Select contour from project is activated only when in the project
one or more Vector files have been loaded, and when at least one closed
vector curve is present. When you check this option you will see that the
vector curves in this project are added to the drawing, drawn in gray. Light
gray for open curves (cannot be used here), and dark gray for closed curves.
Position the cursor on such closed curve and it will turn purple, click to select
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and it becomes black. Selecting more than one curve is possible by keeping
the Shift key (on the keyboard) pressed while selecting.

This large button "Select contour from project” is the thirteenth mouse
function button, so when selected it will have a blue background.

The buttons on the fifth row are Undo and Redo. The freeform area dialog is
the only place in DeskProto that offers Undo functionality, as while drawing
this functionality is more needed than when working with settingsin dialogs.

') Undo the last action using any of the drawing buttons.
> Redo the last action that was undone

Nine levels of Undo are supported plus one level of Redo, so a total of 10
situationsis stored.

The freeform area is defined by its contour, which is a 2D vector curve.
Using the buttons described above your can draw a new contour. Other
options are to use an existing curve and to make DeskProto generate a curve.

A very powerful option is offered by button Generate contour: DeskProto
then will automatically generate a freeform area contour that follows the
outside contour of the current geometry. This will also work for multiple
geometries, and for geometries that contain holes. It will also work for a
bitmap relief, though then first the Bitmap Contour tolerance dialog will pop
up, asfor bitmap data some extra settings are needed.

This contour line to define the freeform area can be imported from a 2D
vector file. The button Import... will open a standard File Open dialog to
browse the correct file. This can be very handy in case you can export your
3D geometry and a 2D contour from the same CAD program.

The reverse action Export... will save the current freeform contour(s) in a
vector file.

The Freeform area supports multiple contours: so you can draw more than
one freeform area in this dialog.

Nested ar eas are supported as well: The outer contour defines an area to be
machined, the inner contour defines an area to be skipped. And insde the
inner contour you can again draw a new outer contour, and so on. See the
illustration below.
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4.2.3.10 Set Center

D7 Set Center of Operation Finishing' of Part 'Part’ [m] x
o

Center
Mouse position

X |3.653 mm

Y |27.904 mm

[ Display translsted coordinates

[oc ][ concel [[ e |

In order to calculate toolpaths in a circular, spiral or radial toolpath a Center
point is needed. For these strategies the center point can be set in the Detail
settings, where you can enter the X and Y coordinates for this center point.

At that same location (Operation parameters, tab Strategy) you can also press
the button Set in order to open this dialog to graphically set the center.

The center point may be located outside the area to be machined, even
outside the material block.
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The dialog isin fact almost identical to the other dialogs for graphical input:
Set Area and Set Freeform Area.
Only the functionality is different, and isin fact very limited:

The Mouse function Set Center allows you to click a point to set the
XY coordinates for the center point. The large + sign in the drawing shows
the current location of the center point. This only works in the Top View and
in the Bottom View: in any of the other views only one of both coordinates is
changed when clicking.

| A=
it The first button will open dialog Items visible for Set Graphically,
in which you can select which items should and should not be included in this
drawing.

The use of the other buttons will be known from the Toolbar.

4.2.3.11 Bitmap Contour Tolerance

o Bitrnap Contour Generation >

() Use highest Z-value color in bitmap
(®) Use lowest Z-value color in bitmap

Color tolerance oo = %

The dialog to set a Freeform area offers the option to generate a contour.
For a geometry operation that is a contour line around the complete
geometry. However, for a bitmap operation a contour round the complete
bitmap is not useful as that will be a simple rectangle. So for a bitmap
operation DeskProto offers a more refined tool, in which you can set the
contour round all pixels below or above a certain gray level. The idea is to
create a contour round the actual relief, excluding the background (the
bitmap's 'ambient’). In this dialog the threshold gray level can be set.

For a negative relief the backgrond (the "ambient area"') will be the color
with the highest Z-value, for a postive relief it will be the color with the
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lowest Z-value. Which of these two is black and which is white depends on
the Part parameters Z-settings that you made for this bitmap.

However, the background of the image in many casesis not just pure black or
pure white: it will aso include almost black pixels, and almost white
respectively. That can be solved by entering a value for the Color tolerance.

The value that you enter as Color tolerance is a percentage. Of al gray values
between black and white, which percentage do you want included in the
freeform area. 0% means that only pure black or pure white will be
considered as background when generating the contour. In practice you will
have to experiment a bit to find the tolerance that produces the contour that
you need.

¥ Set Freeform Area of Operation ‘Bitmap operation’ of Part ‘Part’ O by
DeeYeeeww s

— =

PV e

AQaEER FF

Select contour from project
= o
{ Generate contour |
Import... Export...
See tooltp for tool usage:
Material blodk of current part
X 0.0 238,478 mm
Y 0.0 270,228 mm
Z 0.0 0.0 mm
Area of current operation
X 0.0 238.478 e
0.0 270.218 mm
Z|-0.0 0.0 mm

Mouse pasition
X |-10.077 mm
Y |-37.586 mm

hd

b

Z not applicable mm

[ Display translsted coordinates

oK Cancel | help

An example: the sample bitmap file Radetzky.jpg that is included in every
DeskProto installation.

The background color of thisimage is not pure black, so selecting black and a
Color tolerance of 0% or 1% does not result in a contour line around the
relief.

In order to get the contour line shown in the image it was needed to
experiment with the tolerance value: this contour was generated by selecting
white and a Color tolerance of 89%. BTW exactly the same result is
achieved by selecting black and a color tolerance of 11%.
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4.2.3.12 Operation Start/End Settings

1Y Operation Start/End Settings X
Before operation commands After operation commands
User defined [] User defined
Move Z-axis to  |100 mm Rapid Move Z-axis to mm Rapid
D Move Y-axisto 0.0 mm Rapid |:| Move Y-axisto 0.0 mm Rapid
|:| Move X-axisto 0.0 mm Rapid |:| Move X-axisto 0.0 mm Rapid
Move A-axis to degr. [] Rapid Move A-axis to l:l degr. [] Rapid
Move B-axis to degr. Rapid Move B-axis to degr. Rapid

[] User defined [ user defined

WARNING:

You need to be very careful here, these extra movements may damage your part, cutter andfor machine.

Cancel Help

This dialog is meant for advanced users only, as you can conclude from the
warningin red.

It enables you to add extra command lines to your NC program file, both at
the Start (so just before the calculated toolpath of this operation) and at the
End (after its toolpath). For instance to let the cutter travel to some safe
position after finishing the operation. Or to let a rotation axis rotate to a
certain angle before starting to machine the operation.

You can reach this dialog by pressing the button "Settings' for start/end on
the Advanced tab of the Operation parameters dialog, for all three types of
operations (Vector, Geometry and Bitmap).

Up to seven Before Operation commands (Start commands) can be
specified. These will be written as extra lines in the NC program file, just
before the toolpath of this operation. Each line is optional, and will only be
written when checked (so checking none will mean that no Start commands
are inserted) :

e User defined can be used to issue any command, like for coolant or for
some other device. Note that the line will be written exactly as defined in
this edit box: so take care what you enter ! Y ou need to know the language
that your machine requires. this line will not be trandated by the
postprocessor. A powerful option in a user defined command is the use of
placeholders, see below.

e Move Z-axisto adds a Z-movement command to the NC file: to the
specified position (in mm or inches) in workpiece coordinates. Note that
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these lines are written to the file in the same sequence as present in the
dialog: first the Z-movement, and then the Y, the X, the A, and finally the
B movement.

e Move Y-axisto addsaY-movement command to the NC file: to the
specified position (in mm or inches) in workpiece coordinates.

e Move X-axisto adds a X-movement command to the NC file: to the
specified position (in mm or inches) in workpiece coordinates.

¢ Move A-axisto adds a command to rotate the A rotation axisto Angle
degrees.

e Move B-axisto adds a command to rotate the B rotation axisto Angle
degrees.

o User defined 2, see the explanation given above.

Asthe edit field for user defined commands is very small an extra button [...]
is present on that line. This will open the NC code dialog, that offers much
more room to add and edit command lines, and also an option to show the
result of the placeholders (‘'Show example'). As said, e advise that are used
only by advanced users!

For each of the Move commands an extra checkbox Rapid is present:
checking that box means that the movement will be done in rapid mode.

The screenshot above shows a few possible uses:

- Two rotation commands are used for indexed machining: machining a part
from several sides: three-axis toolpaths for each side, with arotation in-
between. For instance the N-sided milling wizard uses the A-axis start
command for this aim: milling from four sides will involve four 'parts, each
time with a 90 degree rotation in-between. It also applies a Z-axis command,
to make the cutter move upward to a safe height before the A-axis starts
rotating, as otherwise the block might hit the cutter while rotating. The
toolpathsfor all operations (in several parts) then can be written to one large
NC file using Chaining.

- In the four edit boxes for User defined commands you can use
placeholders. These are special bits of text that you can enter, which will be
replaced with some parameter setting when the NC program file is written.
For instance the text "{ TOOLNAME} " will be replaced by the name of the
cutter that is needed for this operation.

A placeholder that forces a new line in the NC program is available aswell. A
list of all available placeholders can be found at page Postprocessor
placeholders (despite the name they can also be used in this dialog).

For machines that support the use of comment linesin the NC code the User
defined fields is can of course also be used to enter comment lines.

When your machine supports macr os you can use the User defined field to
call a macro. We have for instance seen a macro to reset the A-axis to a
value between 0 and 360 after completing a helix toolpath.
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The screenshot shows adding a comment line (this machine considers any
text between bracket as comment) with the name of the cutter to be loaded.
When the CNC-controller shows this comment on screen the operator will
know which cutter needs to be used.

In the four "User defined” edit fields a space will be shown as a "middle
dot" ( - ), like in the example screenshot after "Load". This is done as
otherwise spaces would easily be overlooked. When editing this field you
will again see a space.

The seven After Operation commands are the same as the Before
commands just described, only these will be written to the NC file after the
toolpath of this operation.

Note: the five Move-to commands are not available for some machines. A
machine that always needs three coordinates per command (without
specifying whichisfor X, Y or Z) cannot accept a line with for instance only
a Z-axis coordinate: it won't know for which axis it is meant. DeskProto
cannot simply use the current position for the other two axes, as at the start
of the toolpath it does no know the current position. For such machines all
Move commands will be grayed out.

Note: The A-axis and B-axis commands are available only when the machine
for this part has such rotation axis defined in its machine-definition, if not
they will be grayed out. So the illustration above is made with a four-axis
machine selected: the B-axisis not available.
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4.2.3.13 NC code

D2 NE Code b4

User defined commands

(“Operation*=-{OPERMAME}")
(-Cutter=-{TOOLMAME}")

Shaw example

OK Cancel Help

“—

D2 NC Code x

User defined commands

( Operation = Finishing )
( Cutter = Ball nose, radius 3 = diameter & mm )

Thisdialog is a sub-dialog of the Operation Sart/End settings dialog. Y ou can
reach it by pressing the small button [...] that is shown next to each User
Defined edit field. Its purpose is to provide a larger area for editing these
User defined commands.

User defined commands can be used to enter any command, like for coolant
or for some other device. Note that the line will be written exactly as defined
in this edit box: so take care what you enter ! Y ou need to know the language
that your machine requires. this line will not be trandated by the
postprocessor (except the placeholders, see below).

We advise that user defined commands are inserted only by advanced users
I

The image above shows the use of two "Placeholders': { OPERNAME} and
{TOOLNAME}. These are special bits of text that you can enter, which will
be replaced with a parameter value when the NC program file is written. For
instance the text "{ TOOLNAME} " will be replaced by the name of the cutter
that is needed for this operation.
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A ligt of al available placeholders can be found at page Postprocessor
placeholders (despite the name they can also be used in this dialog).

A placeholder that forces a new line in the NC program is available as well:
{N}. DeskProto will autometically create such NewLine placeholder when
you start anew line in this edit box.

When you press button Show example the dialog will show an example of
the resulting NC code, as shown by the large arrow in the illustration above.

For machines that support the use of comment linesin the NC code the User
defined fields can be used to enter comment lines. The image above is for a
machine that interprets lines between brackets as comment: these comment
lines will tell the operator which operation will follow, and which cutter
needs to be used. Other machines treat for instance all text after a semicolon
(";") ascomment.

When your machine supports macr os you can use the User defined field to
call a macro. We have for instance seen a macro to reset the A-axis to a
value between 0 and 360 after completing a helix toolpath.

When editing these User defined commands spaces will be shown as a
"middle dots' ( - ), like in the example screenshot on both sides of the "=".
This is done as otherwise spaces would easily be overlooked. When pressing
Show example the actual spaceswill be shown.
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4.3 Libraries
431 Library

Three different libraries are present in DeskProto: one for machines, one for
postprocessors and one for cutters.
Each library is displayed in a dialog like this:

D Cutter Library X
Cutters
Ball nose, radius 0.5 = diameter 1 mm ~ Add
Ball nose, radius 1 = diameter 2 mm
Ball nose, radius 1.5 = diameter 3 mm REMaVE. ..
Ball nose, radius 1/16 = diameter 1/8 inch
Ball nose, radius 1/32 = diameter 1/16 inch Copy...
Ball nose, radius 1/4 = diameter 1/2 inch -
Ball nose, radius 1/8 = diameter 1/4 inch

Ball nose, radius 10 = diameter 20 mm
Ball nose, radius 2 = diameter 4 mm
Ball nose, radius 2.5 = diameter 3 mm
Ball nose, radius 3 = diameter & mm
Ball nose, radius 4 = diameter & mm

Ball nose, radius 5 = diameter 10 mm
Bl - M. P R o I fpep—

v | |Open location

Close Help

A library is just a collection of definitions. You can either Add, Remove,
Copy or Edit an item. The definitions are saved to disk in the Drivers folder,
which can be set at the General tab page of the Preferences dialog box. They
are saved to disk when you click the Close button of this dialog, one file for
each driver.

When you add or copy an item, you can set all the values including the
filename. When you edit an item you can set all values except the filename.
If you want to change the filename of a cutter, postprocessor or machine you
can use your operating system to do so (for instance using Windows
Explorer). You need to do this when DeskProto is not running (so close
DeskProto first) because otherwise the old filename will be saved again when
closing the library. The file with the new name will be automatically loaded
when you restart DeskProto.

Further see Library Of Machines, Library Of Postprocessors and Library Of
Cuitters.

Page 245



Desk Proto DeskProto Reference

All these definitions are stored in files (machinesin .mch files, postprocessors
in .ppr files and cutters in .ctr files), to be stored in the Drivers directory of
DeskProto. Button Open location will open that folder in
Explorer/Finder/FileManager. All these files are plain ASCII text files, that
can also be edited using a plain text editor.

432 Machine

D Machine *
MName 150 plain G-codes - mm
Filename isogcode-mm Motes...
Postprocessor 150 plain G-codes - mm ~ Library...
Working area Automatic tool changer
¥ 1000.0 mm [ use
Y 1000.0 mm MNumber of tools 1
Z 500.0 mm
Feedrate Spindlespeed
Minimum 1.0 mim,frnin Minimum 1000 rpm
Default  1000.0 i fmin Default 2000 rpm
Maximum  10000.0 mim,frnin Maximurm 20000 rpm

Spindle dimensions

Collet diameter {C) 20.0 mm
("] Define motor
Mator diameter (M) mm
| Toolholder height (H) mm |
Rotation axes... Hot wire... Laser... Advanced...
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All settingsin the screenshot above are for a "generic" machine definition, to
be used for any machine that runs on 1SO G-codes. When you use this
machine definition you will need to edit the speeds and dimensions to match
the properties of your own machine.

The Name is the name that will appear in any DeskProto dialog for selecting
a machine. It needs not be the same as the filename. Use a name that clearly
indicates which machine you mean. Each machine must have a unique name.

The Filename will be used to store the machine definition, using the file
extenson .MCH . When editing an existing machine you can no longer
change the Filename. You can add, remove and copy machines by
adding/removing/copying MCH files to/from the DeskProto Drivers folder (as
set in the Preferences). The Drivers folder can be found by pressing cancel
here and then button 'Open location' in the underlying dialog.

Button Notes... will open the Notes dialog, in which you can enter extra
information that you want to store in this machine definition. Details like
when it was created, and who created it.

The Postprocessor that you select for this machine will be used to make the
actual NC programs. see the Postprocessor library. The postprocessor is the
most important setting in the machine definition, as it determines the format
of each NC file to be written. Button Library... will open this postprocessor
library.

Most other values that you enter in the Machine dialog are in fact less
important, as they will be used only to check whether the parameters that you
will enter for a project do not exceed the machines capabilities. So most of
these values do not influence the resulting toolpath (only the Spindle
dimensions do, and some of the Rotary/L aser/Advanced settings).

The Working area is used for validation, to see if all the toolpaths will fit
within the reach of the machine. Also, when drawing the working area of the
machine a box of these dimensions is drawn. Note that these dimensions
often do not match the size of the working table: for many machine the table
is larger than the working area.

Check the option Use for Automatic Tool Changer (ATC) when your
machine has such ATC. The Number of toolsisthe number of tools that this
machine can store and select automatically.

Normally this applies only to machines that have an Automatic Tool Changer.
However, some machine without an ATC dill are able to process a
toolchange command: by asking the operator to perform a manual
toolchange. For such machines we advise to check this option and to set the
Number of toolsto 99. This number of tools value is used for validation only:
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DeskProto will give an error when the cutter to be loaded has a number that
is higher than this Number of tools.

The Feedrate and Spindle speed Min and Max values set here are used to
validate the speed settings in the operation parameters. The default values are
used for every new operation. And also when you select a different machine
for a project: the speed values for all its operations then will be set to these
defaults. In case your postprocessor uses the feedrate command for rapid
movements, that rapid feedrate is determined by the maximum feedrate that
isset here.

The units for the Feedrate can be set in the Preferences.

The Spindle Dimensions are used for the Collison checks that you can
enable in the Operation parameters. toolpaths will be changed (in case
needed) to prevent such collisons. The result is that some un-machined
material will remain at these locations.

The Collet diameter isused for the collet collision detection: to prevent the
collet from damaging the model.

The Motor diameter isused for the motor collision detection: thisisa similar
check for the spindle motor.

When you check Define motor you can enter dimensions for the Motor
diameter and for the Toolholder height. The illustration in the dialog shows
which dimensions need to be entered.

The Rotation axes... button leads to the Rotary machine settings.
The Hot wire... button leads to the Hot wire machine settings.
The Laser ... button leads to the Laser machine settings.

The Advanced... button leads to the Advanced machine settings.
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4.3.3 Rotary Machine Settings

o Rotary Machine Settings b4
4th axis
Has rotation axis (CNC-controlled A-axis) I --------- E
Maximum block radius 100.0 mm S

A-values may exceed 360

Truncates the current A to & value between 0% and 350° for each new NC file
Subdivide angles larger than 180 degrees
[ wirite ¥ =0 in first movement command for rotary machining

[ Has 4th axis parallel to Y (swap X and Y coordinates in the NC file)

Use

m

Sth axis

Has second rotation axis (B-axis)
(@ CNC-controlled {trunnion-style machine)

(O Manual (machine with 4th axis tilt option)

cocel | v

This dialog is a part of the Machine definition of DeskProto, and can be
reached via the Rotary Settings button on the Machine definition dialog. The
rotary settings configure the availability and dimensions of the optional A and
B rotation axes.

4th axis:

The fourth axis is a device that rotates the part during machining, meaning
that you can machine from all sides. Image it like a roast that is rotating
above a barbecue. Such 4th axis is a very common option on CNC milling
machines. When the rotation axisis parallel to X (asin DeskProto) it is called
an A-axis.

The option Has rotation axis needs to be checked in order to make rotation
axis machining available for this machine. If not, the option "Use rotation-
axis' in the Part parameters will be grayed out, and in the Sart/End
commands no A-axis commands are present.
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The Maximum block radius (in previous versons called 'Distance to
working table of machine’) is used to check if the block of material is not too
large for the machine. For most desktop machines this is the distance
between the actual rotation axis center line and the machine table below: this
value determines the maximum block diameter (or in fact the radius) for
which the block till can be rotated on this machine.

On some machines the rotation axis can only revolve a limited number of
times, and has to then rewind. Either because of mechanical limitations or
because of software limitations. Other machines allow you to keep rotating in
one direction: for such machine you can check the option A-values may
exceed 360 degrees. Note that the angle value that is sent to the machine will
then keep growing: for instance after 100 rotations it will be A = 36000 (in
degrees).

When this option isnot checked the values for A (when setting the area to be
machined) may not be lower than -360 degrees and not higher than 360
degrees. For such machines a helix toolpath is not possible.

As said above: when rotating in one direction al the time the final A-value
can be a very high number. Normally DeskProto remembers that current
position, so the next NC file (for instance for the next operation) will start
with this very high value as A-position.

However, when the first NC file has been finished, some machines will
automatically reset the A-position to the value between 0 and 360 that
represents the same position. For instance A=770 then will be reset to A=50,
as 770 = 2x 360 + 50. Other machines will keep the final A-value as current
position.

When you your machine is a resetter you need to check the option to
Truncate to a value between 0 and 360 degrees for each new NC file.
Otherwise when you start the second NC file your machine will keep rotating
for a long time in order to first reach that high A-value; as only then the
actual toolpath can be started.

One more detail for which CNC machines with a 4th axis show different
behavior is whether or not the machine always takes the shortest route. Say
you have atoolpath where the subsequent steps are for points with these A-
values. 0|30 |60 |270 | 300 | 330 | 360. Some machines will run this by
keeping the same rotation direction (with increasing A-value) all the time,
also when rotating from 60 to 270. Other machines however will say that
decreasing A from 60 to -90 is a shorter route to exactly the same position,
and will automatically select that route. Which may destroy your part in case
that was not the intended toolpath. For such machines you need to check the
option Subdivide angles larger than 180 degrees. DeskProto then in the
example above smple inserts one extra point in the toolpath (halfway 60 and
270), making the intended route the shortest for each step in the toolpath.

Rotary machining in DeskProto in fact only uses three axes: X, A and Z: in
the NC file no Y-coordinate will be present. This means that before starting
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such NC file the cutter needs to be moved to Y=0: exactly above the rotation
axis.

The option Write Y=0in first movement command for rotary machining
adds this movement to Y=0.0 to the NC file. The default is that this option is
NOT checked, as the movement can be dangerous: it will be done at the
current Z-level, and if the Z is too low it might drive the cutter straight into
the block (DeskProto cannot first insert a Z-movement as it does not know
what Z-value to use). So when using this option make sure that the cutter is
positioned high enough to let the cutter move over the block.

A-axis B-axis

The 4th axis in DeskProto by default is an A-axis, so a rotation axis that is
parallel to the X-axis.

However, on many desktop machines the rotation axisis parallel to Y, as that
will allow a longer rotation axis for these machines. You can use DeskProto
on such machine by checking the option M achine with 4th axis parallel to
Y (swap X and Y coordinatesin the NC file). Checking this option will add
an extra Orientator cube to your drawing:
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In DeskProto On your machine
| (¥ and ¥ swapped)
E_3
ROTATE PN Z00M

The two orientators match the two machines as shown above. The orientator
on the left shows the default situation in DeskProto, which for a standard
machines equals the situation on the machine. When the X and Y coordinates
are swapped the NC file will be conform the orientator on the right: with the
rotation axis parallel to Y. All settingsin DeskProto then are conform the left
orientator, the NC file is conform the right orientator. These orientators are
visible only when the item 'View orientator' has been checked in the Items
visible dialog.

Note that when you would simply swap X and Y values the resulting
coordinate system would change from right-handed to left-handed, and the
machined parts would be mirror images of the parts in CAD. In order to
prevent that DeskProto will reverse the sign of all new X-coordinates
(multiply the original Y-value with -1.0) when this option is checked. For
rotary toolpaths that won't make a difference as that axis is not used. For
standard three-axis machining you need to correctly postion the origin on
your machine.

Only the coordinate values are swapped: the new X-coordinate value will be
formatted using the settings in column X on tab movement of the
postprocessor dialog, same for Y.

Formally speaking such rotation axis parallel to Y is caled a B-axis.
However, many machine suppliers gill use the A coordinate value to control
it (asit isthe 4th axis). When you have checked the option to Svap X and Y
coordinates DeskProto as default will keep writing A-coordinates. Checking
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Use B command for this 4th axis (so also swap A and B) will make
DeskProto use B-coordinate values instead.

For the 5th axis DeskProto supports two different types.

The first type of 5th axisisa CNC controlled B-axis: so an axis identical to
the 4th axis, but then parallel to Y instead of parallel to X. You can enable
such 5th axisin DeskProto by checking the option Has second rotation axis
(CNC-controlled B-axis). When both the 4th axis and this 5th axis are
configured the result is a five-axis milling machine. DeskProto only supports
five-axis machines where the part rotates. This is called a trunnion style 5-
axis machine configuration, or a double swivel table configuration. Machines
where the cutter rotates (swivel head) are not supported.

The photo above shows such trunnion style machine: this means that the
two rotation axis units are built on top of one another. On the photo it seems
asif the small rotation axis is parallel to Z. That can be easily fixed though:
when the large rotation axis turns 90 degrees the result will be one axis
parallel to X and one parallel to Y. In DeskProto the workpiece zero point
needs to be set on the exact location wher e the two rotation axes inter sect.

In DeskProto this 5th axis can be used for indexed machining, using Sart
commands in the Operation parameters to issue the rotation commands for A
and B. In the Tutorial manual and the instruction videos you can see how this
works.

The second type of 5th axis is a special feature: the Rotation axis tilt
option. Only a few machines support this (for instance the Roland JWX-10
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and MDX-40). As the image on the dialog shows. the complete 4th axis unit
will be tilted, like a draw-bridge being opened. As this rotation is around the
Y -axis, technically speaking this is a B-axis rotation. The advantage is that
when machining a ring this rotation allows you to also machine the inside of
the ring. On these two machines this tilt-angle needs to be manually set:
unlock the rotation option, rotate to the desired angle and again lock it. The
Tilt option tab of the Operation parameters includes a photo of the Roland
JWX-10 machine carving awax ring.

The tilt option can also be used on Trunnion-style 5-axis machines (as shown
in the photo above). As said, when on this machine the large rotation axis
rotates 90 degrees the small axis can be used as a standard rotation axis (the
"fourth axis') in DeskProto. And with the large axis on say 45 degrees it can
be used as tilted rotation axis. The tilt angle then needs to be set in the
operation's Sart/End commands to have it included in the NC file.

One extra parameter is available for the Tilt option: the Distance to rotation
axis, which sets a vertical distance between the A-axis and the B-axis.This
setting only needs to be used for machines where the A-axis and the B-axis
do not intersect. Like in theillustration above (thisisthe Insde Ring Engrave
Option by Fourth Axis® in Australia). For most machines (the two just
mentioned and aso the trunnion-style CNC-controlled machines) this
distance is 0.0 and this setting can be ignored.
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434 Hot WireMachine Settings

D Hot Wire Machine Settings x
Has hot wire option

Hot wire position
Hot wire unit and spindle motor on different positions

¥ offset to miling cutter -100 mm

This dialog is a part of the Machine definition of DeskProto, and can be
reached via the Hot wire Settings button on the Machine definition dialog.
The hot wire settings configure the availability and characteristics of a Hot
wir e cutting module on your machine.

The option Has hot wire option needs to be checked in order to make hot
wire cutting available for this machine. If not you will not be able to select a
Hot wire cutter (in the Geometry operation parameters).

In order to use this option you need to make sure that hot wire settings have
been configured in the postprocessor that is selected for this machine.

For machines that have the Hot wire unit and spindle motor on different
positions (mostly machines where both options are permanently present) you
can define the Hot wire position by entering an X-offset to the milling
cutter. DeskProto calculates toolpath positions for the cutter, these offsets
tell the program what to add or subtract for X to get the hot wire at that
position.

In the above example the hot wire unit is located 100 mm to the left of the
spindle motor's centerline (with an X-axis from left to right). That means that
in order to get the hot wire on the same location as the cutter al X-
coordinates in the NC file for a hot wire operation will be be corrected by
adding 100 mm.
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For machines without a spindle motor this option can remain unchecked.

435 Laser Machine Settings

DF | aser Machine Settings bt
Has laser option

Laser position
Laser unit and spindle motor an different positions
¥ offset to milling cutter mm

¥ offset to milling cutter mim

Laser power

Minirum
Default 500
Maximum 1000

AL

Concel | [ 1l

This dialog is a part of the Machine definition of DeskProto, and can be
reached via the Laser Settings button on the Machine definition dialog. The
laser settings configure the availability and characteristics of a Laser
engraving module on your machine.

The option Has laser option needs to be checked in order to make laser
engraving available for this machine. If not you will not be able to select a
Laser cutter (in the Vector operation parameters).

In order to use this option you need to make sure that laser settings have been
configured in the postprocessor that is selected for this machine.

For machines that have the Laser unit and spindle motor on different
positions (mostly machines where both options are permanently present) you
can define the Laser position by entering an X-offset and a Y-offset to the
milling cutter. DeskProto calculates toolpath postions for the cutter, these
offsets tell the program what to add or subtract for X and Y to get the laser
unit at that position.

In the above example the laser unit is located 100 mm to the left of the
spindle motor's centerline (with an X-axis from left to right). That means that
in order to get the laser beam on the same location as the cutter all X-

Page 256



DeskProto Reference Diaogs

coordinates in the NC file for a laser operation will be be corrected by adding
100 mm.

For machines where the laser unit replaces the spindle motor this option can
remain unchecked.

The valuesthat you need to enter for Laser power in most case are NOT the
actual power (in Watts). Mogt laser controllers use a fixed range
(independent of the actual power), like from 0 to 255 or from O to 1000.
Other controllers prefer a percentage, so values from 0 to 100. Consult the
documentation of your laser unit to find out what it needs.

The minimum power value of 0 cannot be changed, as that will be used to
switch the laser off.

The values that you enter here are used when setting the S-value in the
Vector Operation parameters.

43.6 Advanced Machine Settings

D Advanced Machine Settings x

Miscellaneous

Machining time correction factor

Milling strateqgy settings

[] strip curved movements at constant Z-Hevel /

Cancel Help

This dialog is a part of the Machine definition of DeskProto, and can be
reached via the Advanced Settings button on the Machine definition dialog.

The Machining time correction factor is exactly what its name suggests. a
factor that is used for this machine to multiply the theoretical machining time
with, in order to get an estimated real Machining time. This factor hasto be a
value larger than 1, as the actual machine time cannot be smaller that the
theoretical time. You can find the explication why such conversion may be
needed on page Estimated Machining time.
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The second advanced machine setting is an optimization for the toolpaths:
Strip curved movements at constant Z-level. This optimization makes the
NC file shorter by deleting some intermediate points on the toolpath.

Each DeskProto toolpath is built using a large number of short straight lines,
the length on each line-segment - determined by the Sepsize along toolpath.
A long straight toolpath will also be calculated as a series of such small steps,
though for such straight movement in fact all intermediate points will be
skipped: one long line will result in the same cutter movement. This
optimization for straight linesis done automatically in DeskProto.

This easy approach is not possible for curved toolpaths like Circular and
Soiral, as DeskProto does not support arc movements. A circular toolpath
also isbuilt using a large number of short straight lines, however here deleting
a point dightly changes the toolpath. Still when machining a flat horizontal
surface such small changes do not matter at all.

For some machines deleting points will make the movement faster and also
smoother, asthe controller of that machine does not have enough calculation
power to calculate each small movement in time to keep the machine on
speed. The result will be a non-smooth, dow movement. For such machine
you may check this option, then DeskProto will delete half of the points on
the circular toolpath. The result will be a faster and smoother movement of
the cutter.

For some other machines checking this option will have a contrary result and
make the movement slower. This will happen for machines with a very fast
controller, that checks the angle between two consecutive line segments on
the toolpath and only keeps up full speed in case these segments are almost
parallel. Deleting intermediate points will increase the angle between the
remaining line segments and force the machine to dow down on every
corner. So for these machines you should not check this option.

437  Postprocessor

The postprocessor determines the format of each NC file to be written.
Compare this with a printer driver, which trandates the contents of a print
file to the language that the printer understands. Same for the postprocessor:
each machine manufacturer uses his own language for NC files (even when
the 1O gandard is followed small differences are present), and the
postprocessor trandates to that language.

This dialog allows you to configure a postprocessor to write exactly the
language that your machine requires.
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4 bt
fte  Spindlespesd Tool Ch 4 wed  Tool Change Laser 1

The postprocessor dialog is divided into 8 or 9 tab pages. It is not always
possible to completely display all tabs within the available space. DeskProto
will then add two arrows at the right side of the tabs, allowing you to select
which tabs you want to see. The image above shows how this looks in
Windows.

General settings

D postProcessor EY

General StartfEnd Movement Rapid Feedrate Spindlespeed Tool Change  Laser

MName 150 plain G-codes -mm

Filename |isogcode-mm Notes...
[ Line numbering MNC-program-file
Start at line 2 |:| Maximum size 1 kb
Start command M Extension
T - New line decimal values Diecimal character

1 2 3 4 (®) Point

L EIEI O Comma

Cancel Apply Help

The Name is the name that will appear in any DeskProto dialog for selecting
a postprocessor. It needs not be the same as the filename. Use a name that
clearly indicates which postprocessor you mean. Each postprocessor must
have a unique name.

The Filename will be used to store the postprocessor definition, using the
file extenson .PPR . When editing an existing postprocessor you can nho
longer change the Filename. You can also add, remove and copy
postprocessors by adding/ removing/copying PPR files to/from the DeskProto
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Driversfolder (as set in the Preferences). The Driversfolder can be found by
pressing cancel here and then button 'Open location' in the underlying dialog.

Button Notes will open the Notes dialog, in which you can enter extra
information that you want to store in this postprocessor definition. Details
like when it was created, and who created it.

When the output file needs Line-numbering, you can switch it on the

checkbox. In this group you can define:

e Start at line - first line in the NC file with a line number (the first few
lines often may not be numbered)

e Start command - command to be written before the actual line number (in
G-code usually an "N")

e End command - command to be written after the actual line number
(usually empty - not used)

e Start value - thefirst line-number to be issued

¢ Increment - the difference between subsegquent numbers (so an increment
of 5 will result in line numbers 1, 6, 11 etc).

e Leading zeroes sets the number of positions to be used for the line-
number: value O (default) will output the number only, like in N123, a
value of 5 will make DeskProto use 5 positions, resulting in NO0123.

e Finaly the option Stop at line makes it possible to have one or more
unnumbered lines at the end of each file. For value O entry all lines are
numbered, for value 1 the last line is without number, etc. Only un-
numbered End command lines (see next tab page) are possible, so the Sop
value may not be larger than the number of End-commands on the next

tab page.

In NC-program File, setting a Maximum size is needed for some very old
milling machines, like for instance a Deckel Dialog 4. These machines need
to completely read the NC file before they can start, while at the same time
they have a very limited internal memory (say 256 Kb). For such a machine
the NC program file has to be split up into parts no larger than 200 Kb or so.
After applying this option DeskProto will automatically split the NC-program
file into a series of files, which will be named like this. name, name#2,
name#3 etc.

The Extension (file-extension) is used for every NC program file that will be
created using this postprocessor. It does not influence the contents of the file,
just the file' s name.

The values you enter at the New line decimal values group will be put
behind every line of the output file. Default these are set to the values
13,10,0,0 which will do for aimost any machine. The value 13 stands for
carriage-return, the value 10 stands for line-feed, and the values which are 0
will not be used by the postprocessor (unless followed by a non-zero value).
These values are standard ASCI| control characters.
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Do not touch these values unless you are absolutely sure what your are doing
!

The Decimal Char acter will be used for any real number in the NC program
files written. For instance the X-coordinate value 32 will be output either as
3.50 (decimal point) or as 3,50 (decimal comma).

Start / End Settings

This page contains two editing windows called Start commands and End
commands. Here you can enter the lines that every NC-program must start
with and the lines it must end with. This may include things like turning on
the spindle motor, setting the units to metric or imperial, and other global
functions. You can look at an existing postprocessor for examples. Also
looking in an existing NC program file that works OK on your machine is
helpful here.

The screenshot above shows two lines with start commands and two with end
commands (thisis just an example). The first line ("%") is the standard start
line of many G-code implementations. "G21" tells the machine to use mm as
units (the alternative being G20 for inches), and "G90" tells to use absolute
coordinate values (the alternative being G91 for relative coordinates).

End command "M5" tells the machine to stop the spindle, and "M 30" means
end of program.

On the left side of the screenshot you will see that a "middle dot" ( - ) is
displayed between G21 and GO0, instead of the space that was programmed
there. Reason is that it is often difficult to see if a line starts with a space or
not: the middle dot makes it very clear where spaces are present. When
editing this field (as shown on the right side) and when using Show example
you will again see a space.

In both edit boxes you can use placeholders. These are special bits of text
that you can enter, which will be replaced with a parameter value when the
NC program file is written. For instance the text "{ MACH NENAME} "will be
replaced by the name of the machine that is being used. A placeholder that
forces a new line in the NC program is available as well: { N} . A list of all
available placeholders can be found at page Postprocessor placeholders.

For machinesthat support the use of comment linesin the NC code this is of
course a great place to enter comment lines, showing information for the
machine operator, like when the NC file was generated, the size of the block,
which cutter needs to be loaded, etc.

At the bottom of the page a large button Show example is present. When you
press that button the two large edit boxes will change in two example panes,
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showing what the result will ook like in the NC file. The placeholders will be
processed using the settings that DeskProto finds in the first part and first
operation of the current project. The button at the same time will change to
Hide example, that can be used to return to the two edit boxes. So the button
in fact toggles between the two situations.

M ovement settings

The Tab page Movement determines the format of all movement command
linesin your NC program, which will be 99.99 % of its contents.

Each movement (so each line in the NC file) is built using a Sart command,
some Coordinates and an End command. To see their effect: just look at the
Example line at the bottom to see what will happen when you make a
change.

The Start command (in the screenshot above "G01") determines that this is
alinear line interpolation command, the Coor dinates determine the required
end position of this movement.

Most machines do not require an End command.

The option Only for first movement makes the Movement command
'modal”: after being given once it stays valid until a different command is
given. Asaresult the Start command will not be repeated every line.

Each of the Coordinate values for X, Y, Z (and A, B) may be configured
separately. A and B are between brackets as these are not used for three-axis
machines.

A Start command and an End command can be defined for each
coordinate. For instance a character like X, Y or Z to determine the axis, or a
comma to separate the coordinates. Do not confuse this start command for
one coordinate with the Sart command for the complete movement
command. Same for the two types of end-command on this page.

Positions gives the minimum number of character positions to be used. So if
positionsis set to 7 and the output is 3.000 two spaces will be added, making
the result in thisexample X 3.000'. The default is 1, for ‘do not add spaces.

Decimal's gives the number of unitsto be written behind the decimal point (or
comma), so this affects the precision of the output. This precision is also
applied when drawing the toolpaths on the DeskProto screen. As a default for
mm 3 decimals are used, and for inch 4.

The calculations of DeskProto are either in mm or inches (whichever you
configured in the Preferences). When your output should be in any other unit
you can change the Factor for the X, Y, Z coordinates. For instance a Factor
1000 will output the coordinate in units of 1/1000 mm or inch. Thisis used in
several NC formats, as it allows to use integers as coordinate values instead
of real numbers.
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The factor can also be used to reverse the direction of the axis: by entering -
1.00 (minus one) instead of 1.00

Last option for the coordinates is the Default: that value will be used when a
coordinate is Required (see below) however when DeskProto does not yet
know a coordinate value. A Default field may be either empty (used for most
machines), a number (which will be interpreted as coordinate value, written
to the NC file conform the specifications in the column above), or a string
enclosed with quotes (which will be literally copied to the NC file, for
instance "X6p", for Datron machines). So note that 0 and "0" will be treated
differently.

In most cases you can simply leave thisfield empty, asit is needed only for a
few machines that need a non-standard proprietary format.

In all these edit fields a space will be shown as a "middle dot" ( - ), like in
the example screenshot in front of the X, the Y, the Z, the A and the B. This
is done as otherwise spaces would easily be overlooked. When editing the
field and in the example line you will again see a space.

In al Sart command and End command edit boxes you can use
placeholders. These are special bits of text that you can enter, which will be
replaced with some parameter setting when the NC program file is written.
For instance the text "{ TOOLNUVBER} "will be replaced by the number of
the cutter that is being used. A placeholder that forces a new line in the NC
program is available as well. A list of all available placeholders can be found
at page Postprocessor placeholders (despite the name they can also be used
in this dialog).

Write only if changed means that coordinate values are only written in case
changed. So when only Y has been changed DeskProto may write a
command like "G1 Y20.0", meaning that the values for X and Z will remain
the same for this movement.

Also sign positive values addsa "+" in front of every positive coordinate.
Skip trailing zeros makes the file's size smaller, by removing any
insignificant zero in a coordinate value. For instance 3.400 becomes 3.4 and
3.000 becomes 3. Again please use the example line to see what will happen.

What you enter as Separ ator will be inserted between the coordinates of the
movement. For instance when you enter "," (a comma) the result may look
like X10,Y20,Z30. Using a space as separator is possible too. The insertion is
done only in-between the coordinate values, so not for instance after the
movements Start command or before a Spindlespeed value that is added to
that same line.

Using the Order/Required edit field you can change the order of the X, Y,
Z, A and B coordinates in the output. Each of these five characters should be
present in this edit box, and all exactly one time.
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In this same field you can make a coordinate value Required, by adding a +
in front of the character. So when you enter +X+Y+Z+AB this means that X,
Y, Z and A are required. This is needed for machines where the position
(sequence) on the line indicates the axis for which each coordinate is meant.
For instance "G1 X10 Z10 A180" on such machine without the required field
would become "MOVE 10, 10, 180", which would send the Y to 10 and the Z
to 180. With the required field the result is "MOVE 10, , 10, 180" (note the
extracomma). What will be written for the missing coordinate value depends
on the setting on line Default, as just discussed.

As Distance unit you can choose between mm and inches for the coordinate
values to be converted to. Make sure that your machine uses the same units:
for some machines you need to explicitly give the command G20 (inches) or
G21 (mm). You can do so at the "Start commands of the Start/End tab page.
This postprocessor setting is independent for the Units setting in the
DeskProto Preferences.  This makes sure that inch workers gtill can use a
metric machine, and the other way round.

The Angle unit is only used for rotation axis machining (degrees or radians),
so it does not apply if your machine does not have a rotation axis. The setting
has been added to be complete, though in fact we have never yet seen a
machine that needs angle valuesin radians.

The (A) and (B) columns and the Angle units are only used in case a 4th
axis/ 5th axisis both present and selected. For three axis machines you can
just ignore these columns.

Rapid Settings

Rapid movements are used to save milling time by moving as fast as the
machine can travel. These are used by DeskProto for positioning moves
above the top of the material block.

Rapid movements can be achieved either by using a special Rapid Start
command, or by first changing the feedrate and then using the normal
Movement command, at the maximum feedrate of the machine. This
maximum feedrate value can be changed at the Machine dialog.

The option Only for first movement makes the Rapid command modal: after
been given once it stays valid until a different command is given.

Here again the Example line shows what will happen for your settings.

Feedrate settings:
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Feedrate commands will only be output if the option Use feedr ate command
is switched on.

The option Write only if changed will be on for most machines: if not the
feedrate will be output on (or for) every movement line.

The Feedrate command is constructed using a Star t-command a number and
an End-command. The result can be seen in the example line at the bottom
of thistab page.

Positions stands for the minimum number of positions that are occupied by
the value of the feedrate, normally thiswill be 1.

Decimals stands for the number of characters behind the point (or comma).

A Factor is needed when on the DeskProto screen and in the NC file
different units are used. For instance a Factor 1000 will output a number that
is 1000 times larger than what DeskProto shows. This is done when the
machine needs to read value 50000 to set a speed of of 50 (mnVsec).

In the Sart-command and the End-command you can use placeholders.
These are special bits of text that you can enter, which will be replaced with
a parameter value when the NC program file is written. For instance the text
"{ F}" will be replaced by the current Feedrate. A placeholder that forces a
new line in the NC program is available as well, which allows you to
construct a command that uses two lines. A list of all available placeholders
can be found at page Postprocessor placeholders (despite the name they can
also be used in this dialog).

In these two edit fields a space will be shown asa "middle dot" ( - ), like in
the example screenshot in front of the F. This is done as otherwise spaces
would easily be overlooked. When editing this field an don the example line
you will again see a space.

The M ethod setting is self-explanatory.

The Units need to be set to the feedrate units that your machine needs. In
case these are different from the units for the DeskProto user interface
(which you have set in the Preferences) DeskProto will convert the value to
the correct units. The conversion is new in DeskProto V8 - older versions
simply copied the value as entered for an operation to the NC file.

The correct feedrate for rotation axis movements (so cutting movements
that also include a rotation of the A-axis) is a difficult issue. In standard G-
code the feedrate is defined only as linear speed, so a good controller should
use the linear feedrate that has been set and then calculate how fast the
rotation axis needs to rotate in order to reach the prescribed speed. That is a
difficult task though, as the linear length of a rotary movement depends on
the distance to the rotation axis: the further from this axis, the larger the
length (for the same angle). Unfortunately most machines cannot make such
calculation.
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DeskProto offers two alternative methods for rotary feedrate:

Use inverse time feedrate for rotary movements - instead of the speed,
specify the time needed for the total movement. DeskProto knows the length
of the movement, o it is easy to calculate the total time to complete this
movement at the prescribed feedrate. The machine then can set the correct
speed for each of the moving axes. Thisis the best option: so in case your
controller supportsinverse time feedrate: select thisoption !

Use angular feedrate for rotary movements - specify the rotary feedrate in
degrees per time unit. This solves the feedrate issue for movements that only
include an rotation axis movement, however for combined movements
(rotation axis + linear axis) the problem will persst. Sill some machines
expect thistype of feedrate.

Only one of both options can be checked (or none). In case one of these
options is checked in extra tab page will appear in the postprocessor dialog:
"Rotary feedrate". Both options - both extra tab pages - will be explained
below.

The Example line shows what the result will look like, using the feedrate
found in the first operation of the current project.

Inverse Time Feedrate settings

Thistab page will only be visible when on tab page Feedrate the option "Use
Inverse Time Feedrate for rotary movements' has been checked. It concerns
the feedrate that will be used for cutting movements that include a rotation of
arotary axis.

When setting the feedrate in linear/time units it is difficult to determine how
fast the rotation axis needs to rotate, when using angular/time units it is
difficult to determine how fast the linear axis needs to move. A good solution
isto instead define the time that may be used for the total movement. The
controller then can easily calculate how fast each of the axes needsto move.

For historic reasons the parameter for this option is not the time but the
inverted time (1 divided by the total time). The resulting F-values in the NC
file will seem weird as they can be very high - do not worry as such high
values are perfectly normal.

The Time for each movement can easily be calculated by DeskProto, as
Digtance/ Linear feedrate

Important is that when roughing layers are applied the (linear) Distance to be
machined will be measured at the Maximum Z of the current roughing layer.
Thisis needed as the linear speed through the material at that Z-level will be
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(much) higher than for the tip of the cutter, as there the distance to the
rotation axisislarger.

Inverse time is a modal command: it needs to be switched on and off.

The Switch commands can be defined here:

- the On command in standard G-code is G93.

When switched on every movement command needs to contain a Feedrate
(or rather time) value.

- the Off command in standard G-code is G94 (in fact this is the command
to set Linear feedrate).

For Unitsonly the Time unit can be selected: either minutes or seconds.

The settings for Command and for Method are identical to those on the
Feedrate page.

The Example line shows what the result will look like, using a value of 1.

Angular Feedrate settings

Thistab page will only be visible when on tab page Feedrate the option "Use
Angular Feedrate for rotary movements’ has been checked. It concerns the
feedrate that will be used for cutting movements that include a rotation of a
rotary axis.

Some machines require the feedrate for rotary movements (either for
movements that only rotate the A-axis or for movements that combine a
rotary move with alinear component) to be set in Angle per time units.

On this page you can set the Unitsto be used:

for the Angle either degree or radian

for the Time either millisecond, second, minute or hour.

After selecting this option DeskProto will convert the linear feedrate (set in
the Operation parameters) to an angular feedrate, for every movement that
includes an angle. Important is that when roughing layers are applied the
(linear) Distance to be machined (needed for this conversion) will be
measured at the Maximum Z of the current roughing layer. This is needed as
the linear speed through the material at that Z-level will be (much) higher
than for the tip of the cutter, as there the distance to the rotation axis is

larger.

In case your machine also supports the Inverse time feedrate (see above) that
method is preferred, as the Angular feedrate method is not accurate for
movements that combine a rotary and a linear component in one movement.
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The settings for Command and for Method are identical to those on the
Feedrate page.

The Example line shows what the result will look like, using a value of 1.

Spindle speed settings

Soindle commands will only be output if the option Use spindlespeed
command is switched on.

The Spindlespeed command is constructed using a Start-command a number
and an End-command. The result can be seen in the example line at the
bottom of thistab page.

Positions stands for the minimum number of positions that are occupied by
the value of the feedrate.

Decimals stands for the number of characters behind the point (or comma).

A Factor is needed when on the DeskProto screen and in the NC file
different units are used. For instance a Factor 0.01666 will output a number
that is 60 times smaller than what DeskProto shows. For instance 167
revolutions per second instead of 10000 revolutions per minute (though we
have never seen a machine that requires such conversion).

In the Sart-command and the End-command you can use placeholders.
These are special hits of text that you can enter, which will be replaced with
some parameter setting when the NC program file is written. For instance the
text "{ S} " will be replaced by the current Spindlespeed. A placeholder that
forcesanew linein the NC program is available as well, which allows you to
construct a command that uses two lines. A list of all available placeholders
can be found at page Postprocessor placeholders (despite the name they can
also be used in this dialog).

In these two edit fields a space will be shown as a "middle dot” ( - ), like in
the example screenshot in front of the S and the M3. This is done as
otherwise spaces would easily be overlooked. When editing this field and on
the example line you will again see a space.

The option Apply the Dynamic feedrate control percentages also on the
Spindlespeed is about an option on the Movement tab of the Geometry
operation parameters. The Dynamic feedrate control options on this tab
page alow you to reduce the feedrate in certain circumstances. When the
feedrate is reduced the spindlespeed may become too high, so the cutter no
longer can cut clean chips. This postprocessor option makes DeskProto
reduce the spindlespeed as well, with the same percentage.
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The M ethod setting is self-explanatory.

The Units to be used cannot be set: for the Spindle speed the unit always is
RPM (Rounds per Minute, or Revolutions per Minute).

The Example line shows what the result will look like, using the spindle
speed found in the first operation of the current project.

T oolchange settings

DeskProto will create one combined NC program file for all operations in a
part. However, for every operation a different cutter can be used, so in case
you are using various cutters in one part (which would thus mean in one NC
program) you have to define what must happen at a tool change. Select one
of the three options.

Use change-command in NC program can be used in case the milling
machine is equipped with an automatic tool change system (ATC =
Automatic Tool Changer). To define the actual command you can use one,
two or three lines, as some controllers require separate linesto select the next
cutter and to actually load it. For each of these lines you can select whether
or not the Tool Nr has to be present on the line. The Example line on the
bottom of this dialog will show the result.

In the illustration above two lines are used, each mentioning the tool number
(Note that thisis just an example: probably not valid for your machine). The
first linein thisexample ("T1 M06") is pretty standard G-code: T for the tool
number to be loaded, and M6 to start the ATC operation. Note the space just
before the “M6” (spaces are shown as "high dots'). For many G-code
machines this first line will be sufficient. The second line "G43 H1" sets the
tool length compensation for this next cutter, which for this machine
apparently is not done automatically. "Z1.0" after G43 moves the cutter to
Z=1.0 for a visual check of the tool compensation, and "M08" switches the
Coolant on. Asyou can see you can configure the postprocessor to meet your
own preferences.

In all edit fields you can use placeholders. These are special bits of text that
you can enter, which will be replaced with some parameter setting when the
NC program file is written. For instance the text "{ TOOLNUMBER} " will be
replaced by the tool number current cutter. A placeholder that forces a new
line in the NC program is available as well, o if needed you can use more
than three lines. A list of all available placeholders can be found at page
Postprocessor placeholders (despite the name they can also be used in this
dialog).
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In all these edit fields a space will be shown as a "middle dot” ( - ), likein
the example screenshot in front of the M06. This is done as otherwise spaces
would easily be overlooked. When editing this field and in the example line
you will again see a space.

Note:

For this method be sure that the ‘Number of tools of the machine is set
correctly. You can do that in the Machine definition. Also be sure that the
cutters that you use in DeskProto have the correct "Number in machine"
parameter. You can set that in the Cutter dialog. You also have to check if
the correct cutter is indeed loaded on this position of the machine’s tool
changer: DeskProto just loads Tool No “N” without knowing if it is indeed
the right cutter.

Note 2:

Some machines that do not have an Automatic Tool Changer till accept a
tool change command. These machines will then start some process that
allows you to manually change the cutter. For such machines the Number of
toolsin the Machine definition needs to be set high enough, we usually enter
99.

Use pause-command in NC program lets you change the cutter manually,
however within the same NC program. The Pause command will stop the
machine for this purpose. You must define the pause command in the pause
field. For most machines such command is not available though. It needs to
be a special Pause for toolchange command: a standard Pause will only wait
for the prescribed time (which is of course dangerous when changing a tool)
and will not allow tool length compensation (needed because the new cutter
will have a different length).

Use new NC program will cause a next NC program to be created. If your
machine does not support a tool change or if you do not know, it is best to
choose this option. After ending the firgt file you can then change the cutter,
correct the zero position for the length of the new cutter, and start the second
NC program file.

When writing toolpaths that need multiple NC program files, names for the
subsequent files will be automatically generated by DeskProto. In case you
chose the name Test.nc and the two operations were called Roughing and
Finishing, then the first file will be called Test#1_Roughing.nc and the second
file Test#2_Finishing.nc

Note:
Use new NC program is the safest, and thus it is the DeskProto default for
this option
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The Example line shows what the result will look like, using the tool number
found in the first operation of the current project.

L aser settings

DeskProto supports machines with a laser engraving option. Such option
means that instead of a cutter a laser is used, with its beam pointed
downwards (vertically). Where the laser beam hits the surface of the material
that will burn, and the resulting discoloration can be used to 'engrave' text
and/or graphics. The burning can also be used to cut a path through thin
material: laser cutting. DeskProto supports laser engraving/ laser cutting only
for vector operations.

Laser engraving is possible only when on this page the option Use is switched
on and when a laser option has been configured in your machine definition.
You then can activate it by selecting a laser cutter in the vector operation
parameters.

The Laser mode commands are the commands to switch the machine to laser
mode (Start) and to switch back to CNC machining (End). In the example
above no such command is present, as on that machine laser mode is
switched on by loading cutter number 100 and again switched off by
selecting a different cutter.

The M8 and M9 in the edit fields in this example are to use the laser's air
assist: blow air over the areain order to remove the smoke and the debris and
to cool the material. Without this air assist the smoke may pollute the laser's
lens, and the laser or part may become too hot. M7 and M8 are the most used
commands to turn on air assist, M9 to switch all coolant off.

So on the machine laser engraving can be enabled either by selecting a
special cutter or by using this special laser mode command. However, in
DeskProto laser engraving can be enabled only by choosing a laser cutter (in
a Vector operation). When the postprocessor includes a toolchange command
DeskProto will write that command, telling to load the laser cutter. Which is
not needed for machines that use a laser mode command: for these machines
you can check the option Suppr ess Tool Change command.

On many machines the Spindlespeed command ("S') isused as Laser on/off
switch. For these machines you can smply select the option Use
Spindlespeed command. Setting the S-value to 0 will switch the laser off,
setting a different value will switch at on, at a certain power level. In a laser
toolpath DeskProto will automatically set the S-value to O for all positioning
movements.
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When your machine needs different commands to control the laser power
you can select Use custom commands and enter the required commands for
On and Off.

The third option is None, which can be used for machines that automatically
control the laser power: laser off for rapid moves. Some machines even will
lower the laser power when the feedrate drops at sharp corners.

The Example line on this tab page shows the two Laser on/off command
lines.

Laser mode command Laser onjoff switch

Start |: Switch on the air assist{M}ma{N}; LI O Use Spindlespeed command
(speed 0 means off)

End |: End laser engraving mode{N}m 12-[I*~|

@ Use custom commands
Suppress Tool Change command

on |mi1-s(s} |

Off [m11s0 |

Thisis a second example, with completely different settings, to show that the
settings may be very different per machine.

The image above shows the settings created for an Eding CNC controller.
These including both commands and comments.

The Laser mode Sart command for this machineis:

; Switch on the air assist{N}n8{N}; Use dynam c power control
which will result in 4 linesin the NC file:

; Switch on the air assist

n8

; Use dynami c power control, m nimum power 10%

ml2 s10

The lines that start with a semicolon for this controller are comment lines,

and { N} isaplaceholder that inserts a new line.

The Laser mode End command is.

; End | aser engraving node{N}nl2{N}; Wait 5 sec before switct
with these lines as result:

; End | aser engraving node

ni2

; Wait 5 sec before switching off the air assi st

g4 p5

no
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As Laser on/off switch his machine uses a cussom command: M11. The Sart
commands needs the S-value, which isinserted using placeholder { S} .

The example line shows both the Laser On and the Laser Off command.

Hot wire settings

DeskProto supports machines with a hot wire cutting option. Such option
means that instead of a cutter a hot wire is used: a horizontal wire, parallel to
the Y-axis of the machine. This wire is heated and can cut EPS foam by
melting it. The wire follows a 2D toolpath, moving along X and Z. DeskProto
supports hot wire cutting only for geometry operations and for bitmap
operations.

Hot wire cutting is possible only when on this page the option Use is switched
on and when a hot wire option has been configured in your machine
definition. You then can activate it by selecting a hot wire cutter in the
operation parameters.

The hot wire mode commands are the commands to switch the machine to
hot wire mode (Start) and to switch back to CNC machining (End).
DeskProto does not offer an option to set the power or the temperature of the
wire; if needed such command can be included in the Start command, with a
fixed value.

In the screenshot above no mode commands are present, as on that machine
hot wire mode is switched on and off manually.

On the machine hot wire cutting can be enabled either manually or by using
this special laser mode command. However, in DeskProto hot wire cutting
can be enabled only by selecting a hot wire cutter (in the operation
parameters). When the postprocessor includes a toolchange command
DeskProto would write that command, telling to load the hot wire cutter.
Which is not needed for most hot wire machines: for these machines you
need to check the option Suppr ess Tool Change command.

Many hot wire cutters use names for the three Axes of the machine that do
not match the XY Z convention as used for CNC machining. Hot wire cutting
badsically is a 2D process, so on many machines only the X and the Y are
used. The X axis is the same as for CNC milling, however the Y coordinate
on the machine isin fact the Z-coordinate in DeskProto (the height of the hot
wire). For these machines DeskProto needs to use the "Y" as Char acter for
the Z-axis. We have also seen machines that use character "C" for the height
of the hot wire.
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The hot wire is attached to the machine on two sides, and advanced hot wire
machine support an option to make each side follow a different path. For
such complicated "3D" path an NC file is needed with four coordinate values
for each G1 command, we have for instance seen machines that use X, Y, U
and V coordinates. X and Y for one end of the wire, U and V for the other
end.

DeskProto does not offer the option to use different paths for both ends of
the wire. When a machine still needs 4 coordinates for a smple 2D path you
can configure DeskProto to Use two dave axes. for the machine just
mentioned you need to enter "U" asdave of X and "V" asdaveof Y. The G-
code command "G1 X100.0 Y200.0" then will be written as "G1 X100.0
U100.0 Y200.0 V200.0".

It will be clear that changing coordinate characters in the NC file only is
possble when characters are used to indicate the axes. For many
postprocessors that is not the case, meaning that axes cannot be renamed in
the NC file. Because of thisthese Axes options are available only for G-code
based postprocessors.

The Example line on this tab page shows what the movement command in
G-code will look like with the options that you configured here.
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4.3.8 Cutter

D7 Cutter b

Name |Nameless cutter

Filename |Nameless cutter | Motes...
Type Dimensions Preview

O Flat Free length mm

() Ball nose shaft diameter

(O Ball nose with fiat tip Slope angle

() Conical (V-bit) Flute length

(® Conical with flat tip Flute diameter

() Conical with ball tip Cutting length

) spedl Tip diameter

Settings... Cutting angle
Speeds

Mudtiple diameter Maximum spindlespeed rpm
Tool change command [] Automatically set speeds when selecting this cutter

Tool number Feedrate mm;min

Spindlespeed rpm

Cancel Help

The screenshot above shows the definition for a very strange cutter. It has
been configured only for this screenshot: in order to have al dimensions
activated and also visible in the preview drawing.

The Name is the name that will appear in any DeskProto dialog for selecting
a cutter. It needs not be the same as the filename. Use a name that clearly
indicates which cutter you mean. We advise to show in this Name whether
you mean radius or diameter for any number (you will forget if 'Ball6' means
R6 or D6). Each cutter must have a unique name.

The Filename will be used to store the cutter definition, using the file
extension .CTR . When editing an existing cutter you can no longer change
the Filename. You can aso add, remove and copy cutters by
adding/removing/copying CTR files to/from the DeskProto Drivers folder (as
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set in the Preferences). The Drivers folder can be found by pressing cancel
here and then button 'Open location' in the underlying dialog.

Button Notes will open the Notes dialog, in which you can enter extra
information that you want to store in this cutter definition. Details like when
it was created, and who created it.

DeskProto offers seven Types of cutter, six of which are variants of three
basic types. flat (square cutter), ball nose (spherical tip) and conical (V-
shaped cutter or tapered cutter). Both conical and ball nose can be given a
flat tool-tip, conical can be given a ball nose tooltip as well. For that last type
(Conical with ball tip) check the image on the bottom of this help page for the
exact meaning of 'Tip diameter'.

For cutter type Special an extra dialog is present, to configure the Special
Cutter settings.

Depending on the type that you select, some of the Dimensions will be
disabled. For example a flat cutter does not have a cutting angle. In order to
support 1/8 inch (3.175 mm) cutters with your DeskProto configured to use
mm, all dimensionsin this dialog can be set with 3 decimals accuracy.

For each type you can check the option Multiple diameter, to define a tool
of which the shaft (the part that fits in the collet chuck) is thicker than the
flute (the part that actually cuts). This is a commonly used model for small
cutters. When correctly defined, DeskProto will make sure that the thick
shaft does not damage your model at (almost) vertical surfaces.

Just look at the drawing in the Preview to see the cutter that you have
defined.

The image below gives an explanation of most terms used for the
Dimensions.
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Shaft diameter

COLLET
T "i
Slope angle
7 Cutting
I angle
Free length
Flute ¥
length
Cutting
length

7|““-q___Ti|:| Diameter

Flute I.'liﬂmf:ti:r_,rf’r

The Free length is the length of the part of the tool below the collet. So this
is not the total length of the cutter. The free length is not constant, as it
depends on how far you insert the cutter in the collet. DeskProto uses this
parameter only for the collet collison check. In the Preview image the free
length is shown by a horizontal black line.

The meaning of Shaft diameter will be clear. For single diameter tools the
Flute diameter isidentical to thisvalue.

The Slope Angle isavailable only for multiple diameter cutters. It defines the
transition between the thick shaft and the thinner flute, which for most of
these cutters has a conical shape. DeskProto needs this information to make
sure that the thick shaft and the doped part will note collide with your part.

The Flute length is only available for multiple diameter tools, as it is the
length of the small diameter part which is called the flute of the cutter.

The Flute diameter (or flute diameter) is the nominal diameter of the cutter,
used for the calculations (do not confuse Diameter with Radiusl). It can be
set only for multiple diameter tools, as otherwise it is the same as the shaft
diameter.
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The Cutting length is the length of that part of the tool that actually cuts: it
will be used to calculate Layers as the tool may not sink into the material
deeper than this value (in case you do not select Roughing then DeskProto
will automatically do so for the first Operation). In the Preview image the
cutting length is shown by ared color.

The Tip diameter is the diameter of the flat tip for cutter types with a flat
tip. For conical cutterswith a ball tip see the explanation of this setting at the
bottom of this help page.

For Ball nose cutters (also called 'bull-nose cutters') this setting is named
Corner radius, as that is the way that Ball nose cutters with a flat tip are
defined. For instance a Ball/Flat cutter with diameter 10 and corner radius 2
will have 6 mm diameter flat area at itstip.

A special cutter type can be defined by choosing “ Ball nose with flat tip” and
setting the Corner radius larger than half the Flute diameter (which normally
is nonsense). This creates a special cutter with a curved tip, as shown in the
preview drawing. Such cutter also is called a'Lenstype cutter'.

The Cutting angle is for conical cutters only: it is the angle between the
cutting edge and the center-line of the tool (so the side angle, or ‘grinding
angle’). Do not confuse this with the ‘included angle’ that is also used in
cutter definitions.

You can also use this parameter to define special tapered cutters having a
draft angle of say 3 degrees.

Here aswell: just try and look what happensin the Preview.

Next to each of the last three edit boxes a calculator icon is present, which
is activated (color red) for al conical cutters. Clicking this icon will make
DeskProto calculate the value of this setting, based on the other two. For
instance: the cutting length will be calculated based on the Tip diameter and
the Cutting angle, assuming that the cutting edge stops at the end of the
angled part of the cutter.

The Preview shows you the currently defined cutter-definition in a drawing,
which isavery convenient help when setting the parameters in this dialog. A
preview can of course only be drawn when a correct set of dimensions have
been entered first (for invalid setting a red cross will be shown). The area in
dark red shows the cutting length, the horizontal line at top indicates the
bottom of the collet and thus shows the free length.

The Tool number indicates on which postion of the Automatic Tool
Changer (ATC) this cutter needsto be loaded. So this is used only when your
machine supports a Tool change command. The number will be used for
any toolchange command written in the NC-program file.

Important:
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This number can be different for each machine and even for each stuation,
as the operator has to load the correct cutter in the correct location of the
ATC.

The Maximum spindlespeed is used only for validation of your projects
(some larger cutters may not rotate at a high rpm as they are insufficiently
balanced).

The option Automatically set speeds when selecting this cutter may be
very handy when you have standard milling conditions. For instance when
you always machine in wax (jewelry wax models) you may want to always
use the same low feedrate and high spindle speed for a certain thin cutter.
Then you can define these two speeds here, and in the Operation parameters
DeskProto will automatically set these values for Feedrate and
Spindlespeed when this cutter is selected.

For cutter type Conical with ball tip an extra remark is needed, to exactly

explain the dimensions of this cutter type. We have found that cutter

manufacturers use two different methods to define the tip diameter. See the

image above, drawn for a conical cutter with a tip diameter of 2 mm.

e on the left: the 2 mm is the diameter at the tangency point of angled
cutting side and tip radius (the green 2 mm dimension). The conical part
stops at 2 mm diameter, and then a ball is added with a diameter that
makes it tangent to the cutting side. The diameter of that ball will be a bit
larger than 2 mm.

e ontheright: the 2 mm is the diameter of the (half) sphere isused astip
(the red 2 mm dimension). Now the diameter of the ball is 2 mm, and the

Page 279



Desk Proto DeskProto Reference

cutting side is made tangent to that ball. The diameter of the tangency
point is a bit smaller than 2 mm.

DeskProto uses the first definition (left side of the image): the diameter of the

sphere is a (tiny) bit larger than the "tip diameter". The smaller the cutting
angle, the smaller the difference.

439 Special Cutter settings

7 Special Cutter Settings X
Type Details
Milling cutter Diameter (D) 150.0 mm
(_) Chainsaw Thickness (T) 2.0 mm

© Circular saw / Disc cutter Maximum layer height (H) 50.0 mm

() Rounded disc cutter
() Horizontal cutter

Other

() Hot wire
. This cutter can be selected only with geometry and
() Laser bitmap operations.

WARNING:

For these special cutters DeskProto cannot check if the operation parameters are valid.
So take care: it is possible to enter settings that will create incorrect toolpaths.

Most of the cutters in DeskProto (defined in the Cutter definition dialog)
rotate round a vertical axis: basically a cylinder shaped cutter that is clamped
in the collet and cuts by rotating round the central axis of this cylinder.
In this dialog you can define a few Special cutters. You can reach it by
pressing button Settings for type Special in the Cutter definition dialog.

Be careful: DeskProto has been designed for standard cutters. The special
cutters in this dialog have been added on user request, for special
applications. The number of users is low, and thus these toolpaths have not
been tested as extensively as paths for normal cutters. So carefully check
your results before starting your machine !

Sx gpecial cutter types are available, of which the first four are milling
cutters: they function by cutting small chips off and thus making the block
smaller. The Other two cutter types do not make chips, instead they burn or
melt the material . These two need a machine that offers this special tool, and
therefore such cutters can be selected only when the tool has been
configured: both in the current machine definition and in the current
postprocessor.
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Most special cutters also cannot be used in all three operation types (vector,
geometry and bitmap).

These special cutters can be very large (compared to the part). As a result it
can happen that in the Toolpath animation, when the True cutter' is shown,
the cutter is not drawn completely asit partially falls outside the 3D Viewport
(the 3D space that isrendered).

Chainsaw
Type
Milling cutter
O chainsaw

() Circular saw f Disc cutter

() Rounded disc cutter

T H
() Horizontal cutter -t
Cither F\
() Hot wire
() Laser

A chainsaw can convert solid wood to chips much quicker than a 'normal’
cutter can. So when you want to produce large wooden parts as fast as
possible it makes sense to use a chainsaw for roughing.

You can define this special cutter by entering dimensions for its Diameter,
Thickness and Maximum layer height. Diameter and Thickness are
explained in the drawing, the Maximum layer height tells how deep the
chainsaw may sink into solid material (equivalent to the cutting length of a
normal cutter).

Selecting this cutter will not only set the shape of the cuitter, it will also make
sure that inside the material the cutter may move only along a straight path: it
may not move sideways and also not change direction. All positioning
movements therefore need to be done above the material (a setting called
Never Say Low is applied internally), and as Strategy only Parallel is
possible.

Chainsaw cutters therefore cannot be used in vector operations.

Circlar saw / Disk cutter
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Type

Milling cutter
() Chainzaw
© Circular saw / Disc cutter “T‘?‘:-?_
() Rounded disc cutter ‘:._
() Horizontal cutter "'TP hh.:l}" i

Other "" IH
O Hot wire \ o
O Laser

Here the same settings and limitations apply that have been explained for the
chainsaw.

Note that this cutter type is not about a T-slot cutter or side-milling cuitter,
with a small horizontal sawblade on a vertical shaft that can be loaded as a
normal cutter. Thisis about a cutter as shown on the photo, which is used for
avery fast roughing operation.

Circular saw cutters also cannot be used in vector operations.

Rounded disk cutter
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Dialogs

Type
Milling cutter
() Chainzaw
() Circular saw [ Disc cutter
© Rounded disc cutter

() Horizontal cutter

Cther
O Hat wire

O Laser

Again the same settings and limitations apply that have been explained

explained for the chainsaw.

We have seen thistype of cutter in special machines, for instance to produce

shoe lasts, as shown in the photo.

Rounded disk cutters also cannot be used in vector operations.

Horizontal cutter
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Type

Milling cutter
() Chainzaw
() Circular saw [ Disc cutter 1_—’_L__’_+
() Rounded disc cutter D
Q) Horizontal cutter

Other
O Hot wire

O Laser

This cutter type will mainly be used in combination with a rotation axis, as a
method to create very efficient (roughing) toolpaths. We have seen thison a
few machines. You need to make sure that the cutter is long enough as
DeskProto does not check that.

The only dimension that you can set for this cutter typeisits Diameter.

The Length of this cutter cannot be set: DeskProto smply assumes that the
cutter is long enough to machine the full width of the part in one movement
(setting "Auta").

A Maximum layer height does not apply either, as for this cutter type
roughing layers are not applied
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As no roughing layers are applied this provides a very efficient way of
roughing, without creating many chips. Though a manual intervention is
needed to remove the top part of the block after it has been cut loose. Extra
care is needed too: normally after a roughing operation you can immediately
start finishing, as all excess material has been removed. This type of roughing
does not guarantee that, so some extra roughing may be needed before you
can start finishing.

The resulting toolpath in fact is a 2D toolpath: only X and Z are used: for the
Y as said the cutter needs to be long enough to machine the complete part. In
the resulting NC file DeskProto will automatically suppress this third
coordinate. This suppressing does not apply to rotary machining: then the
third coordinate is A, and that will surely be used!

Note that the Z=0 level that you set on the machine for this cutter refers to
the centerline of the cutter. So you cannot simply set Z=0 at the top of the
block by lowering this horizontal cutter till it touches the block.

Horizontal cutters cannot be used in vector operations.
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Details
Diameter (D) 150.0 mm
Length (L) ALTO mm
Maximum layer height (H) 150.0 mm

[] Swap ¥ and Z coordinates in the NC file,
to use this toolpath with a vertical cutter

This cutter can be selected only with geometry and
bitmap operations.

The fourth option that you can select for a horizontal cutter is Swap Y and Z
coor dinatesin the NC file, to use thistoolpath with a vertical cutter.

As said: this toolpath provides a very efficient roughing method for rotary
parts, which can also be useful when your machine only has a standard
vertical cutter.That is possible by checking this option: see the photo above.
The 2D toolpath now will be an XY toolpath, and the cutter needs to be long
enough (and at the correct height for Z=0) to machine the complete part.

The resulting toolpath will be similar to a ‘Contour-only' toolpath. However,
when combined with rotary machining this cutter will create many such
contour pathsin one operation.
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Note that when we would smply swap Y and Z values the resulting
coordinate system would change from right-handed to left-handed, and the
machined parts would be mirror images of the parts in CAD. In order to
prevent that DeskProto will reverse the sign of al new Z-coordinates
(multiply the origina Y-value with -1.0) when this option is checked. For
rotary toolpaths that won't make a difference as the cutter will remain at Z=0.
This will only effect Before- and After-commands in your project. In case
this option is combined with a rotation axis parallel to Y (a machine setting)
the swapping will be done with X and Z (in which X has aready been
swapped by the machine setting). Complicated, however it works fine.

Hot wire
Type

Milling cutter
() Chainsaw
() Circular saw | Disc cutter ‘-__-L_____._‘)
() Rounded disc cutter ‘!:itl
() Horizontal cutter -—-"""?""';—-_-

Other \3 &H
o Hat wire
() Laser

The hot-wire is a completely different type of cutter: it cuts a narrow gap
through a block of PolyStyrene by melting the material. You can find more
information about this technology on page hot wire cutting.

You can select a hot wire cutter only when a hot wire option has been
configured for your current machine and in your current postprocessor. As
this is about a horizontal hot wire this type of cutter cannot be selected in a
vector operation.

The definition of a hot wire cutter is very similar though to that of the
horizontal cutter, see the previous paragraph.
Again the only dimension that you can set for this cutter type is its Diameter .
Note that this is not about the diameter of the cutting wire, it is about the
width of the gap that is created while cutting.

No roughing layers are applied for the hot wire, which provides a very
efficient way of roughing: without creating many chips. Though a manual
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intervention is needed to remove the top part of the block that has been cut
loose. Extra care is needed too: normally after a roughing operation you can
immediately start finishing, as all excess material has been removed. This
type of roughing does not guarantee that, so some extra roughing may be
needed before you can start finishing.

The resulting toolpath in fact is a 2D toolpath: only X and Z are used, and
both ends of the wire follow the same toolpath. For the Y as said the hot wire
needs to be long enough to machine the complete part. In the resulting NC
file DeskProto will automatically suppress this third coordinate. This
suppressing does not apply to rotary machining: then the third coordinate is
A, and that will surely be used!

Note that the Z=0 level that you set on the machine for this cutter refers to
the centerline of the wire.

Laser

Page 288



DeskProto Reference Dialogs

Type
Milling cutter
() Chainzaw
() Circular saw [ Disc cutter
() Rounded disc cutter

() Horizontal cutter
Cther
O Hat wire

0 Laser

One more cutter that is completely different: the laser cuts by burning the
material. It can be used to actually cut through a sheet of thin material or to
engrave a graphic image on the material (burning the surface will change the
color). In DeskProto it will mainly be used for engraving, as cutting can also
be done using a normal cutter. You can find more information about this on

page laser engraving.

You can select alaser cutter only when a laser option has been configured for
your current machine and in your current postprocessor. As the laser cuts or
engraves only at one Z-level thistype of cutter can only be selected in vector
operations.
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The photo above shows a laser cutter applied to engrave on a 3D part that
just has been cut on a rotation axis. This is done by selecting the option
"Project vector curves on 3D Part geometry", which can be selected only if a
geometry operation is present before the vector operation.

The only dimension that you can set for this cutter type is its Beam width,
also called Kerf. The Kerf isthe width of the gap that is created when cutting
and the width of the line that is drawn when engraving.

The laser power and the laser position can be set in the machine definition.

4.3.10 Driver Notes

D7 Notes x

Optional user notes

Machine definition file for the DeskProto software.
Created: 2023-11-02, by John Smith.|

Concel | |1

In each of the three dialogs to edit a DeskProto driver (Cutter, Machine and
Postpr ocessor) you can find the button Notes, that will open this dialog. The
Notes that you enter here will be stored as comment lines at the start of the
Driver file that you are editing.

These notes will not be used by DeskProto, they are just for your own
convenience. You can for instance store for a certain cutter the exact type
and where or when you have bought it. Or any other detail about this driver
that is not relevant for DeskProto but that you still want to remember.

Y ou can also use this space for notes to store a "revision history” for the file:
when hasit been changed, by whom and why.
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In the driver file (*.ctr, *.mch or *.ppr) each of the lines will be preceded by
a semicolon, which marks them as comment lines.
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44  OpenGL warnings
44.1 OpenGL driver: version

D DeskPrato - Waming X

I OpenGL driver version not optimal

Your current Windows display driver supports OpenGL Version 2.0, However, DeskProto
works best using OpenGL Version 2.1 (or newer). We advise to update your display driver.

Using your outdated driver DeskProto will still work, however not at its full potential:
- Limited graphics capabilities (no retained mode rendering, no anti-aliasing)

- Poor performance

- Unable to use 'Print Image’

- Unable to use 'Generate contour’

Downloading a newer OpenGL compatible display driver might help.
For more information see the Help.

This warning may also cccur when working on a virtual machine or via remote desktop, in
that case a driver update is pointless.

Always show this message
o Clidk here for help

DeskProto uses a graphics language called OpenGL to display graphics
information (adrawing) in its View Window. This language has been defined
long time ago, and over the years aready many new Versions have been
defined, each time adding extra functionality to the language. DeskProto
needs OpenGL Version 2.1 or newer, when your driver version is too low
this warning will be shown when the program is started.

Apart from these differences between various versions the OpenGL language
supports "Extensions': extra functionality that is not required and thus may
and may not be present.

When this warning is given you can continue using DeskProto, however at
some points the graphic behavior will be below standard. The advise is to
download and install a new driver for your graphics card. You then need to
find out the brand and type of your graphics card, visit the website of the
card manufacturer and there look for a driver for your type card. In most
cases you can download drivers in a section called Support or Download.
When your PC and your Windows version are very old this may no loner be
possible.

In case you have a choice, select the driver that supports OpenGL.
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Like for all AMD Graphics cards (formerly ATI), where you can choose
between downloading

1- the Catalyst Software Suite

2- the WDM Integrated Driver

Here you need to select the Catalyst suite, as the obsolete WDM driver
(Windows Driver Model) does not support OpenGL . Windows then will fall
back on its old software renderer (OpenGL V1.0) to create the graphics,
which misses some features and will also make DeskProto very dow.

Important to know is that using the button "Update Driver" in the Windows
Device Manager does not always find the latest driver ! So you need to check
the card manufacturer's website.

A big advantage of OpenGL is that it makes hardware implementation
possible: let specialized hardware on the card do graphics calculations,
making it much faster than using software. The more expensive your graphics
card, the more can be done by hardware, and the faster all graphics will be
displayed.

An important feature is the Retained mode rendering, as mentioned in the
warning text. This means that the complete 3D scene is stored in the card's
graphics memory, using a 'vertex buffer'. So in order to change the
viewpoint, the software only needs to send the new camera position to the
card, the rest will al be done in hardware. Y ou can imagine that this is much
quicker than again sending the complete scene to the graphics card for each
change (which is called | mmediate mode).

Vertex buffers are available from OpenGL V 1.5

A few OpenGL related settings can be found in the Preferences. In case of a
limited driver not all functions will be available.
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4.4.2 OpenGL driver: extensons

D DeskPrato - Warning X

| OpenGL extension missing

Your graphics card does not support sufficient OpenGL extensions resulting in the
following limitations:

- Unable to use 'Print Image'

- Unable to use 'Generate contour’

Downloading a newer OpenGL compatible display driver might help.
For more information see the Help.

This warning may also occur when working on a virtual machine or via remote desktop, in
that case a driver update is pointless,

Always show this message

o Click here for help

DeskProto uses a graphics language called OpenGL to display graphics
information (a drawing) in its View Window. Thislanguage has been defined
long time ago, and over the years already many new Versions have been
defined, each time adding extra functionality to the language. DeskProto
needs OpenGL V2.1 or newer.

Apart from these differences between various versions the OpenGL language
supports "Extensions': extra functionality that is not required and thus may
and may not be present.

A few features are present in DeskProto that depend on such extension: if not
present the function cannot be executed and this warning dialog will be
shown. This concerns the following features:

- Print Image (File menu)

- Generate Contour (Set freeform area).

A similar warning will be shown when one of these functions is called,
without the list of limitations.

Some other features will smply be disabled (grayed out) when the required
extension ismissing.
For instance Anti-aliasing (Advanced Preferences).

For Windows and for Linux is may be possible to solve this by downloading
and ingtalling a new driver for your graphics card. Y ou then need to find out
the brand and type of your graphics card, visit the website of the card
manufacturer and there look for a driver for your type card. In most cases
you can download drivers in a section called Support or Download. When
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your PC and your Windows version are very old this may no loner be
possible.

For Apple the situation is different: MacOS simply does not support the
extensions that are needed, so installing an upgrade will not fix this.
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45 Activate license

D Activate DeskProtol x

For the extended DeskProto editions you need to buy a license, either

h . Find reseller
wia your reseller or in our webshop.

Go to webshop

Enter vour license details

Name (copy from the license)

|Jc-hn Dummyname, Amsterdam

Key (copy from the license)

oLHE/ 9aMha¥ 3ahd InKpV45ddzmiS 1 20W] squinz 4B0 ThOWI KTnQRNT10
TmFDLEHSFQTUkETqi VDETI0teErb3 ] zdUxhUUauly1iDnm/ 5/ 2 cmPa THW
/rETCFA+KLA3PSpCacMlk2BE zqul ishwiBxi817d0ZkzG1ra5K256508
42P7Fuf/LF6iMcwmGD] ZBD3+nIgnFFaliSqUUvEULE,/ Uyyamhz tmiugLic
pulqwoRnHQDikX5foHnZi 91 BpénbICaMb TSIk Y r1 AR xShKYPATCSLS
62307 RADS PRGW1 2Wp01i5H/ L+a3uTFivH T i REWPDCwONgGnG T +xc2 K=o

Deactivate Close Help

In Windows and in Linux this command can be found in the Help menu, in
MacOSin the DeskProto menu.

The Free Edition of DeskProto can and may be used without buying a
license. Users who need more functionality can buy a license to activate
(unlock) one of the higher Editions: Entry, Expert or M ulti-Axis.

In case you are not sure which edition you need: one of the options in the
Free edition is to evaluate (trial) these higher Editions - when trialling a
watermark (the "Trial cross') will be visgble in all machined parts. On the
DeskProto website you can aso find a comparison table for these four
editions.

In all cases you need to first download the DeskProto installation file from
our website www.deskproto.com and instal DeskProto on your computer.
Thisinstallation file (a Setup file for Windows, a DMG file for MacOS or an
Applmage file for Linux) isthe same for all Editions of DeskProto.
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A free DeskProto license is given to any user: you are welcome to use the
Free Edition of DeskProto free of charge, aslog asyou like.

A paid DeskProto license can be bought either via a reseller or via our
wehshop. After buying you will receive the license (a PDF file) containing
two strings: a Name and aKey.

The Name contains the name of the buyer (either a person or a company)
and hig/her/its location (city, village): information that will be clearly shown
at each program start.

The Key is a code of 340 characters, containing information all license
information. Each Key isvalid only for the Name on that same license.

The Activate dialog is meant to activate your DeskProto license and unlock
the extra functionality for the Edition that you have bought. Both the
complete Name-string and the 340 character K ey have to be entered exactly
as given, including case (upper or lower), spaces, commas, points, etc. Even
the smallest difference will make DeskProto refuse to activate. So use
Copy/Paste to enter thisinformation in this dialog.

After filling both fields you can use the Activate button to make DeskProto
activate the license.

Make sure to carefully save and backup your license: you will again need
Name and Key when (for instance) you buy a new computer.

A registered version of DeskProto will clearly display the Name of it's owner:
in case that is not you then you are running an illegal copy!

After Activating it is also possible to Deactivate, allowing you to again
convert the program from paid license to free license. Needed for instance
when you sell your computer.

You can Activate and Deactivate as many times as you like: information
about the previous licenses will smply be deleted.

Activating a new license is also possible without Deactivation first.

Both for Activating and for Deactivating administrative privileges are
required (Windows).

In Windows the license activation affects all users of that PC, in MacOS and
in Linux the activation information can be accessed only by the current user:
every next user will also need to again activate the license on that same
computer.
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4.6 Edition sdlect

Select the edition you want to start

O Free Edition
offers basic functionality, for 1 part and 1 operstion

) Entry Edition - in trial mode

maltiple parts and operations, roughing, pocketing, drilling, v-carving
O Expert Edition - in trial mode

offers all 3-2s options, inchding many strategies
(® Multi-Axis Edition - in trial mode

You may start the Free Edition, or start one of the paid editions in E
trial mode (a cross will then be visible as watermark).

The trial cross watermark
can be removed by buying a license.

You will then receive a key that
you can enter in the activation dialog.

DeskProto is offered to you as 'Freemium' software:

you are welcome to use the basic functionality DeskProto free of charge in
the Free edition, the advanced features are available as premium extras in
the three paid editions.

Four different Editions are available:

e FreeEdition

e Entry Edition

e Expert Edition

e Multi-AxisEdition

of which the first is free while for the other three you need to buy a license.
The Free edition can be used as free CAM software, as long as you like. As
said: it offers only basic CAM functionality. It also allows you to Trial
(evaluate) the higher editions, when running in trial mode the resulting
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toolpath will add a Trial cross (watermark), visble on each part that is
machined.

The Free Edition is available for anyone: free of charge, without any
obligations attached. It's functionality is limited, still it offers all you need for
basic CNC machining: Profiling toolpaths based on Vector Data, Parallel
toolpaths over Geometry Data, and machining reliefs based on Bitmap data.
In the Free edition a project may contain maximum one part and one
operation.

Many parameters as described in the Help file are not available in the Free
Edition. Sill the most important parameters are there, and for many users this
free CAM program will be all they need.

The Entry Edition is the lowcost version of DeskProto, offering limited
options, at a very low price.

Compared to the Free edition a few important extra options are present:
Pocketing, Drilling and V-Carving for Vector operations, and Roughing for all
operation types. Projects also may contain any number of parts and
operations.

The Expert Edition includes all parameters except for the rotation axis
options. So the fourth axis and the fifth axis are not available in this edition.

The Multi-Axis Edition is the most complete version: all parameters are
present, including support for the A-axis and B-axes rotation axes.

More information about higher editions can be found in the Upgrade dialog.
An edition comparison table can be found on www.deskproto.com

A license for a paid edition can be activated in the Activate dialog.
After activating your license this Edition select dialog will no longer be
displayed.
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4.7 Estimate M achining Time

0P Estimated Machining Time X
MNumber of Operations 2
Total length of Toolpath 63598 mm
Theoretical Machining Time 36 minutes and 5 seconds

For your machine the correction factor is 1.30,
so the estimated real Machining Time is

Always show this dislog after calculating toolpaths

46 minutes and 55 seconds

The Estimate machining time dialog will be shown after calculating
toolpaths (unless the Always Show option has been un-checked) and it can
also be opened via the Create menu. With this option you get a rough
estimation of the machining time that it will take to create your part. Be
advised that thisindeed isa very rough estimation, asthe actual time will be
influenced by many factors.

Theoretically speaking it is easy to calculate the exact machining time:

DeskProto knows both the length of the toolpath and the feedrate (machining

speed), so length divided by feedrate resultsin an exact theoretical machining

time.

However, the real machining time is influenced by many factors:

¢ How long does the machine’ s controller need to calculate for one
Movement ? (for every linear interpolation it is needed to calculate the
speed for each separate axis)

¢ Doesthe machine keep up its speed (look-ahead buffer), or doesit stop or
sow-down in-between each two movements ?

e How fast can the machine accelerate and decelerate ? (especialy
important when stopping or slowing down after every movement).

e How fast isthe data transfer from computer to machine ? (if you are using
a 9600 baud serial line this factor will serioudy sow down the process).

¢ Doesthe toolpath consist of small movements or long straight lines ? (in
the first case it will in fact not even reach the desired feedrate asthe
distance istoo short to accelerate to full speed).

The resulting real machining time cannot even be correctly predicted for one
particular machine, as it will vary considerably depending on the
characteristics of the toolpath.
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DeskProto will convert the Theoretical machining time to an estimated Real
Machining Time by multiplying by a machine dependent correction factor. As
previously noted, this results in a rough estimation since the actual time is
also dependent on the toolpath characterigtics. The correction factor can be
set at the Advanced Machine settings. In order to fine-tune you can time a
few toolpaths and correct this factor accordingly.

This dialog will automatically pop up immediately when a toolpath has been
calculated.

In case you do not like that: remove the checkbox before "Always show this
dialog after calculating toolpaths'.

Y ou can make this dialog (re-)appear by selecting Estimate machining time in
the Create menu.
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4.8 File not found warning

D DeskProto - Warning X

| Could not find path to CAD file

File not found:
O\ProjekthdthAxisTest\DeskProtoFiles\SampleGeometries\Bottle.stl

Found a file that might be the ocne you need:
Ch\ProgramDataiDeskProto 8.005amples\Bottle.stl

How do you want to proceed?

- Load the file from this alternative location
- Browse to a file location

Use alternative Browse... Cancel

Apply to all files in this project (geometry, vector and bitmap].

o Click here for help

When opening a project file, the CAD files that were used will be loaded
again: the DPJ file does not store the data but only stores links to the
Vector/Geometry/Bitmap files. These files must thus be found at the same
place as where they were when the project file was saved.

If the CAD file cannot be found (for instance when the DPJ file was copied
from a different computer system) DeskProto will check if a CAD file with
the correct name can be found in:

1. the current folder (so the same folder asthe DPJfile)

2. the default Data folder

3. the Samplesfolder

If yes, DeskProto will ask you if it can load that file instead, using a dialog as
shown above.

Y ou then can choose to either Load the alter native file or Browse to find
thefile on some other location.

The option Apply to all filesis useful in case your project file contains more
references to external files (Vector, Geometry and/or Bitmap). This option
makes it possible to use the new location for all file referencesin the project.
If the option is not checked then this same dialog may be shown a humber of
times, once for every CAD file that could not be found.
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If the file cannot be found on any of these alternative locations this warning-
message will be displayed instead:

V! DeskProto - Warning X

| Could not find path to CAD file

ChDoesMotExisth DoesMotExist,stl

Browse. .. Cancel

Apply to all files in this project (geometry, vector and bitmap).
o Click here for help

Here aswell you can Browse to find the file on some other location.

After pressing the Cancel button the project will continue loading, without
the missing CAD file(s).
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4.9 Initial Personal Settings

Please choose one of the machines shown below

|ISD plain G-codes - mm

Before you can actually use DeskProto, you should first select a default
machine. In case your machine is notin the list, press the Help button for more
information.

Please choose a measurement unit

@mm
() inch

Which project type do you want as your default project?
() Vector: most of my projects will use 2D files (DXF/SVG/EPS/AL)
(®) Geometry: most of my projects will use 3D files (STL/3MF/DXF)

() Bitmap: most of my projects will use image files (BMP PG /PNG/TIF /GIF)

This dialog will be shown only once: when DeskProto is started for the first
time after it has been installed.

You have to select the Machine that will be used as the machine for every
new project. Click on the arrow to show the list that you can choose from.
The machines are alphabetically listed by their manufacturer's name. When
your machine is not listed: read further below.

DeskProto asks you to select a Machine, so not (like many other CAM
programs) a Postprocessor. In DeskProto the postprocessor is one of the
settingsin the machine definition: when selecting a machine you also select a
postprocessor. Advantage of this congtruction is that several machines can
share the same postprocessor.
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The default machine that you select here can be changed later, by editing the
Default Project (Options menu).

The second question asks to set the Measurement unit you want to use
within DeskProto: mm or inch. All user-interaction will show this unit, and all
CAD-data files will be loaded using this unit (because in most of the CAD-
files the units are not specified). If needed you can later change this setting in
the Preferences.

Third question is about the Default pr oject that you want to configure.
DeskProto offers three different types of machining:

- Vector: load a 2D drawing file and make the cutter follow the curves in a
drawing

- Geometry: load a 3D geometry file and generate toolpaths to create that
shape

- Bitmap: load a bitmap image, convert it to a 3D relief can generate
toolpaths to machine it.

Selecting an option here tells DeskProto which type of project to open as
default New project. The other two types remain available as well; smply
select the type of project that you expect to be using most.

This default type can be changed later by editing the Default Part (Options
menu) and changing the type of operation that is present.

What to do when your machineisnot listed ?

This is a very common sSituation (as the number of machine manufacturers
and the models that they produce is almost infinite), and in most cases it is
easy to solve. Please follow the four instructions given below.

1. Look if you can find a differ ent model made by the same machine builder.
In most cases a machine builder uses the same NC file format for all
machines, so you may expect that the resulting NC files will be OK for your
machine as well. Try to run an NC file, and when that works well you can
later Add your machine to the list - see below.

Important: when you look for your machine in the alphabetical list you need
to look under the Manufacturer's name. For instance the Magic7 machine is
listed as "REDT - MAGIC-7", and the High-Z machines are listed as "Heiz
High-Z"

2. Look if you can find a generic machine definition for the controller or
the control software that you use. Like for the Mach3 control software you
can use the machines called "Mach3/Mach4 based machine", or for the
EdingCNC controller the machine called "EdingCNC based machine". Try to
run an NC file, and when that works well you can later Add your machine to
the list - see below.

3. Most machines will run on NC files written in standard G-codes. G-code
is the official standard for NC files, defined by I1SO (the International
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Sandards Organization). Unfortunately each machine builder has developed
his own flavor of this standard, and not all G-code files are compatible. Sill
when your machine runs on G-code, you have a good chance that it will work
when you select the machine called "1S0 plain G-codes'. Try to run an NC
file, and when that works well you can later Add your machine to the list -
see below.

4. In case the above three options do not work: in DeskProto it is easy to edit
the Postprocessor, to make DeskProto write the NC format that you need.

When you have problems configuring a machine definition and a
postprocessor, feel free to send us an email: we can assst | We are aways
happy when we can add a machine to the list thisway.

When your machine that was already on the list has an optional rotation axis,
it is possible that the machine-definition in DeskProto does not have that
option checked. It is easy to configure this in the Machine definition, on the

Rotary settings page.

Adding a machine.

When your test (as just described) worked out well then you can add your
own machineto the list asfollows:

Options > Library of machines > OK on warning > Select the machine that
you tested with and press button Copy.

Now in the Machine definition give the new copy a proper name and
filename. Make sure that you do not change the selected postprocessor. Enter
the correct dimensions and speeds, if needed add a rotation axis in the Rotary
settings. For more information use the Help button of the Machine dialog.

The default Machine is stored in the Default Project, and can be changed
later by choosing the option Default Project Parameters from the Options
menu.

The measurement unit will be saved in the Preferences. You can later change
this setting in the Preferences dialog (Options menu).

The default project type as said can be changed by editing the Default Part
(Options menu) and there changing the type of operation that is present.

Theseinitial settingswill be stored per user of the computer, so any new user
will see this dialog when he/she starts DeskProto for the first time.
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410 ItemsVisble

I ltems Visible x
General CAD Data
@ Tite 8 vector curves === [_| Show paints eagltin,
DeskProto sample project @ Geometry, rendered r () show downward faces
=
@ view orientator ""' [[] Geometry, wireframe @j Remove hidden lines [Tj
B use fog e

[ Geometry, points

[ working area of the miling machine i o
- s . n—j B sitmap = @ Translucent

Toolpaths Parts
() Show peints 18 Material block | [ ] [ Translucent || W
_ @ 30 support tabs =< [C) show as wireframe =<
[_] Show arraws
8 workpiece zero-point ‘* ] Untranslated zero-point ‘*
B show rapid movements () Simuation |D
Operations
. % Roughing @ Areas to be machined [Tj [ Translucent []:j
[, %= Finishing @ Toopaths

| i J‘- Contour (not in Entry Edition]

[0 Z-grids

[] Z-grids rendered

In this dialog you can select which items will be included in the View
Window.
It can be opened in the View menu.

Toolbar: m

Mouse: Double-click in aview, or Right-click and select "Items visible" in
the shown context-menu.

Shortcuts:

Five groups of items are present: General items, types of CAD-data, Toolpath
items, Part items and Operation items. In front of each item you find a
checkbox: checked ("V") means Visible, not checked means not visible.

Four Gener al items are present:
The Title will be displayed on the screen and on the printed view, in the top

left corner of the View. Y ou can type atitle in the edit box shown, if that box
isempty checking Title does not make a difference.
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The View Orientator is the coordinate system icon (green cube with axes)
displayed in the bottom left corner of each view. It helps you to understand
from which direction you are looking at the geometry. Note that this green
cube does NOT indicate the zero point.

For machines with a 4th axis parallel to Y (option Svap X and Y coordinates
in the NC file checked in the Advanced Machine settings) two View
orientators are drawn.

Checking the option Use fog applies fog to all drawings that use lines. This
technique (also called 'depth cueing) improves the perception of depth on
your two-dimensional screen by making distant lines more vague (as if
obscured by alight fog).

On Black and White printers this may cause the linesto be printed like dotted
lines, resulting in a blurry print. Therefore you might want to temporarily
switch off the fog when printing. On computers with a video card which does
not support OpenGL this option may have no effect.

The Working Area of the milling machine can be drawn, which is the
working area of the machine selected for this project. Of course DeskProto
does not know where you will set the workpiece zero point on the machine,
so it will draw the part exactly in the middle of the working area. This will
give a good indication how the part relates to the machine. The size of the
working area for your machine can be set in the Machine dialog.

The second group shows all CAD-data items:

~ The Vector curvesare all curves that are loaded as Vector data.
' The curves are drawn in gray, only when a curve has been
selected in one or more vector operations it will be drawn in
black.
-~ Vector curvesin DeskProto are all polylines: the curve is built as
== aseries of straight line segments. The sub-option Show points
will indicate the end of each of these straight lines with a small
point in the drawing. Asyou can see in the letter D (image on the
left) no points are present on straight lines.
The starting point of each curve is shown by a larger dot -
unless for closed curves as these do not have a starting point.
~, In a Rendered geometry drawing al triangles of the geometry
ﬁ definition are filled with color and then shaded. This offers a
good understanding of your geometry, o it is the default way to
draw all Geometry data.
The sub-option Show downward faces will assign a different
Q color to any triangles that are facing down (in other words: for
which the normal has a negative Z-component). This option
makes it very easy to check for Undercuts (areas where the
cutter cannot reach), and to optimally rotate your geometry to
reduce undercuts.
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In a Wireframe geometry the triangles of the geometry are
s drawn with lines.

”‘é‘ it is possible that you can't see the geometry very well because
all the lines make the result confusing.
In such case the sub-option Remove hidden lines can be useful.
This removes the lines of triangles that are hidden (obscured by
other triangles).
In a Points geometry only the three vertices (corner points) of
each triangle are drawn.

Bitmap concerns the Bitmap image that has been loaded. For
O large bitmaps DeskProto will display a smplified version (in most
cases 512x512 pixels) of the bitmap, in order to speed up
drawing.
- The sub-option Tranducent draws the bitmap image in a
ﬁ tranducent way, maintaining visibility of the items behind the
bitmap that otherwise would remain hidden.

The group that includes the Tool path-related itemsis the smallest:

The toolpaths that you calculated are shown as red lines. Each
toolpath congists of a large number of small straight line segments
~ (linear interpolations). The option Show points lets DeskProto
draw a small red dot on every point (in the icon drawn in black to
make it easier to see them).

The option Show arrows also adds information to the red
toolpath lines: the arrows indicate the direction of the cutter

@ movement.

In some situations a very large number of positioning movements
over the part is needed, done in Rapid. In such cases is may be
difficult to see the 'real' toolpaths as these are obscured by the
dashed gray lines of these rapid paths. The Show rapid
movements option then can be unchecked in order to hide them.

These are the Parts-related items:

>, The Material block isdrawn in orange lines. For standard three-
n axis machining this is a rectangular block, for rotation axis
machining the block may also be a cylinder.

The sub-option Tranducent draws the surfaces of the material

h block in a tranducent color (the same orange/brown as used for
the lines). This will show the block more clearly, maintaining
vighility of the CAD-data inside.
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The 3D support tabs are a special type of geometry, set in the
Part parameters, to keep the part connected to the rest of the

“» & block. When you check this item they will be drawn, as rendered
&  y0eometry with adifferent color (gray).
Thisis a sub-option for the 3D support tabs, that will Show them
aswir eframe (instead of rendered).
>
<L >

The Wor kpiece zer o-point orientator again is a small cube with
“' three axes, thistime drawn in dark blue and showing the position
of the zero point on the machine. The position of the Workpiece
zero point can be changed by the Trandation settings on the Zero
point tab of the Part Parameters. Default position (as shown left)
ison the front/left/top corner of the material block.
The Untrandated zer o-point draws a gray orientator cube with
“’ three axes without the part trandation mentioned above. This is
on the point where in the original CAD-data the zero point is
located - unless the option 'Center geometry' has been checked or
the CAD data have been trandated on Project level, in the
Project parameters.
The Simulation checkbox allows you to add a Smulation of this
n Part, which will clearly show what the resulting model will look
like. Checking this box will display the complete block of
material and show the Smulated Operations dialog. Here all
operations for this part are shown, and you can choose the
operations to be processed in the simulation.

Finally the Oper ations-related items:

The last group shows the items that are different per Operation. So the
selection of items in this group may be different per Operation. It is for
instance possible to show the toolpaths of Operation Roughing and not show
them for Operation Finishing, while both operations are visible. When you
have selected two operations and an item is checked for one operation and
not checked for the other, the checkbox will not show a"V" but a small black
square (Windows 10, Linux) or a hyphen (Windows 11, MacOS) like in the
illustration above for the Toolpaths.

In the list of Operations you can change the visbility of each Operation by
clicking on the lamp icons (just as in the Project tree). Yellow (lamp on)
means visible, gray (lamp off) meansinvisible.

In the list you can also Select one or more Operations by clicking on their
line. This will make its background color light blue or gray (meaning
selected). Two or more operations can be selected by keeping the Control or
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the Shift button depressed when clicking. The Operation Items that you then
check and uncheck will apply ONLY to the selected operations.

rectangular bounding box of each operation area in light green

[\[ When checked the Areas to be machines will be shown: the
S lines,

The sub-option Tranducent draws the sides of the area in a
‘ tranducent green color. This will show the area more clearly,

maintaining visibility of the geometry inside.

When you check the Toolpaths checkbox the Toolpaths of the

visible operations will be shown. The toolpath that is drawn is the

same toolpath that will be sent to the machine: if there are any

problemsit should be possible to detect them now.

When you check the Z-Grids checkbox the Z-grids of the visible

/  w.operations will be shown. The Z-grid is an intermediate

WP representation of the geometry that DeskProto uses for it's
toolpath calculations. The Z-grid will be drawn in lines.

: The same Z-Grid will be show for option Rendered Z-Grids.

k Now the Z-grid is drawn as a rendering, so you can clearly see
that it isa 3D bar graph representation of the geometry.

The colorsthat are used for the various items in the example drawings above
are the DeskProto default colors. These can be changed in the Colors tab of
the DeskProto Preferences.
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411 Keep settings

% DeskProto - Keep settings? it
DeskProto has been re-installed. Your old persenal settings are still available.

Would you like to keep your old personal settings?

Yes, keep personal settings| | No, reset to factory settings

o Click here for hel

DeskProto stores many of the user's defaults and preferences in the storage
facility that your operating system offers(the Registry for Windows, the
PLIST file for MacOS and the CONF file fie Linux). When you again install
DeskProto you can choose whether or not you want to keep using these
settings.

This Keep Settings dialog will be shown when have reingtalled the same
version (for instance you have ingtalled a (newer) DeskProto V 8.0 over an
existing DeskProto V 8.0).

This Keep Setting dialog offers you two options:

- when you answer K eep settings, nothing will happen:

DeskProto will keep using the settings as they were.

- when you answer Reset settings, DeskProto will delete the old settings and
replace them by the DeskProto system defaullts.

So when you have made a giant mess of your settings this is an easy way to
delete them all.

A different dialog will be shown when you have reinstalled a newer version
of DeskProto next to an old one. For instance when you have installed a
DeskProto V 8.0 on a PC where a DeskProto V 7.1 was already present.

Then DeskProto the Migrate Settings dialog will be shown.
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412 Machine Check

! Machine Check >

" ﬁ
Make sure your machine is ready to receive the toolpaths

This dialog will be shown by commands Send NC-program file to machine
and Send toolpaths to machine, both in menu Create (the first in group
Extra).

When a custom icon image has been configured for button " Send toolpaths to
machine" (see the explanation on page Preferences) that image will be used
in this dialog as well.

The dialog asks if the machine is ready: material loaded, cutter loaded, zero
point correctly set, machine ready to receive data.

After pressing Send DeskProto will start sending, and the machine may start
cutting immediately.
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4.13 Migrate Settings

D DeskProta - Migrate settings? X

A new version of DeskProto has been installed. Your old personal settings of
DeskProto 7.1 are still available. If you want you can now let DeskProto migrate
your old settings.

In addition to migrating all defaults and preferences, this function will also copy
the old ¥7.1 drivers for your default machine, postprocessor and cutter(s) to
the V8.0 drivers folder, Take care: this will overwrite existing V8.0 drivers with the
same namel

Any other machines, postprocessors and cutters that you have added or
changed will not be copied! In case needed you can manually copy these driver
files from the V7.1 drivers folder to the V8.0 drivers folder,

Please read the Help for mere information,

Would you like to migrate your old settings now?

(You can also migrate manually later, via Preferences -> Advanced -» Export/
Import settings)

Yes, migrate old settings| |No, thank you

o Click here for help

DeskProto stores many of the user's defaults and preferences in the storage
facility that your operating system offers:

for Windows thisisthe Registry, conform Microsoft's guidelines.

for  MacOS this is a .PLIST file in the Library
(~/Library/Preferences/com.del ft-spline-systems.DeskPr oto.plist)

for Linux this is a CONF file (~/.config/Delft Spline
Systems/DeskPr oto.conf)

The settings are stored per DeskProto version, so settings for V7.0 and V7.1
are completely independent.

When you have just installed a higher DeskPr oto version on a PC where an
older version is present and for the first time start the new version, the above
dialog will be shown. Y ou can choose whether or not you want to keep using
the settings of your old DeskProto, so whether or not to migrate them to the
new version. For instance you have ingtalled a new DeskProto V 8.0 on a PC
where a DeskProto V 7.1 was aready present, like in the image above (for
you it may show a different old version). This concerns all settings that you
made in the Preferences and in the default Project, default Part and default
Operation(s). The exact text in the dialog may be a bit different for you: it
depends on which previous version of DeskProto has been found)
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When you have reinstalled the same version (for instance a new DeskProto V
8.0 over an existing DeskProto V 8.0) the Keep Settings dialog will be
shown.

When you answer Migrate old settings, DeskProto will read these settings
of the old DeskProto and save them as settings for the new version. This will
be done as far as possible: not all settings are compatible between different
versions.

In order to let DeskProto V8.0 use the old defaults a few driver files will be
copied as well: for the default machine and postprocessor, and for the default
cutter(s). Be warned: in case already present in the V8.0 drivers folder, this
will replace V8.0 driver files with the same name that you just installed! The
original V8.0 driver will be renamed to name.bak1 (or name.bak?2, etc)

Other machines, postprocessors and cutters that you (may) have added are
not migrated. Y ou can manually copy these driver files, see below.

The Language setting will not be migrated as the language might not be
available in the new DeskProto. If needed you can manually change that in
the Preferences.

When you answer No thank you, nothing will happen, and the new
DeskProto will start with system default values.

Manually migrating is possible as well:

In DeskProto every Machine, Postprocessor and Cutter has it's own Driver
file: name.mch for a machine, name.ppr for a postprocessor and name.ctr for
acutter. These files are stored in the DeskProto Drivers directory.

You can smply copy these files from the old Drivers folder to the V8.0
Driversfolder. Do not copy all files, as that may remove improvements were
made in DeskProto V8. When you sort the old drivers on date it is easy to see
which drivers you have added and/or changed.

Migrating the settings (preferences and defaults) is possible via the
Preferences, tab Advanced. Under Settings you can find buttons Export
settings... and Import settings.... In the old DeskProto you can export all
settings to a file (XML file), and in the new DeskProto you can import that
file. Thiswill only work to migrating settings from DeskProto V6.1 or newer:
in older DeskProto versions the Export option will write a .REG file.
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4.14 Missing machine

D DeskProto - Project Warning X

The machine Test machine (unknown)' in this project was not found.

For this missing machine DeskProto now will ask you to select a replacement,
unless you have configured automatic replacement and the replacement is
already known. You can disable this automatic replacement in the Preferences.

Vi Missing Machine Replacement x
The following machine could not be found

Test ne (

Here you can select a replacement

150 plain G-codes - mm v

Press Skip to replace with the default machine of the default project

[] Automatically apply already known replacements

DeskProto stores each machine definition as a .MCH file, in its Drivers folder
on the local computer. When you open an existing project on a different
computer it may happen that the project needs a machine definition that is
not present on that new computer.

In such case DeskProto will first show you the 'Machine not found' warning,
and then a dialog that allows you to select a different machine to be used.
That is very handy in case (for instance) the name of the machine on this
second computer has been spelled a bit differently and thus is not recognized
by DeskProto.

When you select a replacement machine and press OK, that replacement
machine becomes the machine that is set for the project

When you press Skip the replacement machine as shown is not used, instead
the machine that you have set as default machine in the default project
parametersis used.

It seemslikely that the same replacement will be needed for other projects as
well, so DeskProto offers an option to replace automatically: the option
Autmatically apply already known replacements. When checked,
DeskProto will remember the replacement machine that you select here, and
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will automatically make that same replacement for projects to be opened later
(that need the same unknown machine).

You can again switch that option off in the Preferences. DeskProto will then
also forget all "unknown machine - replacement machine" combinations that
you have set.

The "unknown machine - replacement machine" combinations are not copied
when exporting and/or importing the DeskProto settings.

The default driversfolder is:

C:\ProgramData\DeskProto 8.0\Drivers\ (Windows)

~[/Library/Application Support/Delft Spline Systems/DeskProto/8.0/Drivers
(MacOs)

~/.local/share/Delft Pline Systems/DeskProto/8.0/Drivers/  (Linux)

You can use that information to copy driver files from one computer to a
second one.
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4.15 Missing cutter

D DeskProta - Project Warning X

At least one of the cutters in this project was not found.

Below you will find a list of missing cutters and corresponding parts / operations
(only first missing occurence displayed):

- Test cutter (unknown) (Half bottle -» Roughing)

For each of these missing cutters DeskProte now will ask you to select a
replacement, unless you have configured automatic replacement and the
replacements are already known. You can disable this automatic replacement in
the Preferences,

Vi Missing Cutter Replacement x
The following cutter could not be found ({in Half bottle -> Roughing)

Test cutter {unknown)

Here you can select a replacement

Ball nose, radius 3 = diameter 6 mm v

Press Skip to replace with the default cutter for the relevant operation type

Skip Skip Al Help

[] Automatically apply already known replacements

DeskProto stores each cutter definition asa.CTR file, in its Drivers folder on
the local computer. When you open an existing project on a different
computer it may happen that the project needs a cutter definition that is not
present on that new computer.

In such case DeskProto will first show you the 'Cutter not found' warning,
and then a dialog that allows you to select a different cutter to be used. That
is very handy in case (for instance) the name of the cutter on this second
computer has been spelled a bit differently and thus is not recognized by
DeskPrato.

When you select a replacement cutter and press OK, that replacement cutter
becomesthe cutter that is set for the project

When you press Skip the replacement cutter as shown is not used, instead
the cutter that you have set as default cutter in the default operation
parametersis used.
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It seems likely that the same replacement will be needed for other projects as
well, so DeskProto offers an option to replace automatically: the option
Autmatically apply already known replacements. When checked,
DeskProto will remember the replacement cutter that you select here, and
will automatically make that same replacement for projects to be opened later
(that need the same unknown cutter).

You can again switch that option off in the Preferences: DeskProto will then
also forget al "unknown cutter - replacement cutter" combinations that you
have set.

The "unknown cutter - replacement cutter” combinations are not copied
when exporting and/or importing the DeskProto settings.

The default driversfolder is:

C:\ProgramData\DeskProto 8.0\Drivers\ (Windows)

~[/Library/Application Support/Delft Spline Systems/DeskProto/8.0/Drivers
(MacOs)

~/.local/share/Delft Fpline Systems/DeskProto/8.0/Drivers/  (Linux)

You can use that information to copy driver files from one computer to a
second one.
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416 NC-Program File Number

¥ NC-Program File Mumber x

Here you can see and edit the new NC-program file number.

Mew file number 1234

-

Mumber of positions 45

Cancel Help

This dialog pops up when you write an NC-Program file, and when you have
used the placeholder { PROGNUMBER} in the Sart commands of the
postprocessor that is used.

It is meant for machines that require each NC-program to have a unique
Program Number. Here you can enter the program number to be used in this
NC file. On other machines adding this number may generate an error on the
machine. Consult your machine's manual to find if this is needed for your
machine.

The number of positions sets how many positions will be used: in most cases
this needs to be 4 or 5. This information should also be given in your
machine's manual. The file number may of course not be larger than possible
for this number of positions. When a program number is lower DeskProto
will automeatically add preceding zeroes. Finally: after writing an NC file
DeskProto will automatically increment this number for the next file to be
written.
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4.17 Newer Driverswarning

P DeskProto - Library Warning X

Some drivers have been created by a newer DeskProto version.
These drivers may contain settings that are incompatible with your current
DeskProto VE.0.

Postprocessors defined by a newer DeskProto:
- DP9 Test (DP90test.ppr)

Do you wish to save these files as DeskProtoe V8.0 drivers, so this warning will no

longer be shown?
This will remowve the incompatible settings, so you may loose information.

o Click here for help

Thiswarning is given at program start, when DeskProto has detected that one
of the Driver files (each file contains a definition for a Cutter, a
Postprocessor or a Machine) has been created by a newer verson of
DeskProto.

For instance: your DeskProto V8.0 opens a cutter file that was created by a
DeskProto V9.0 (which at the time that this document is written does not yet
exist).

This newer version of DeskProto may of course offer new features (not yet
known at the time when this Help information is written).

And so this (these) driver file(s) may contain settings that you current
DeskProto will not understand. In most cases this is no problem: your current
DeskProto will smply ignore afeature that it does not recognize.

Take care though: new functionality may also be added to an existing
feature.

An example: DeskProto V7.1 supports "placeholders’, allowing you to add
information like program number, part size, date, etc to the NC file. These
placeholders were not yet available DeskProto V7.0. Using a V7.1
postprocessor with placeholdersin V7.0 makes the resulting NC file useless,
asin V7.0 the placeholders are not processed.

This warning will be shown each time that you start DeskProto, unless you
select Yes:

in that case these drivers files will have saved again, now as DeskProto V8.0
files. Any features in the file that are not compatible with DeskProto V8.0
will be deleted.
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418 Old Laser Postprocessor warning

P DeskProto - Library Warning X

o Some post-processors have been configured to 'Set Spindlespeed to 0 for rapid
positicning movements', This setting was added for using laser cutters, From
DeskProto 8.0 this setting is no longer present.

Frem now on you can use a 'Special Cutter Type - Laser, and set additional
Machine Laser settings.

The following postprocessors contained the old setting:
- DP71 LaserTest (DPV1-LaserTest.ppr)

Do you wish to save these files as DeskProtoe V8.0 drivers, so this warning will no

lenger be shown?
This will remove the incompatible settings, so you may loose information,

Yes

o Click here for hel

Thiswarning is given at program start, when DeskProto has detected that in
one of the postprocessor driver files (files that contain the definition for a
Postprocessor) the setting "Set Spindlespeed to 0 for rapid positioning
movements' has been checked.

That option was available in DeskProto V7.1, on the Spindlespeeds tab page
of the Postprocessor definition. It was added to support a very basic form of
laser engraving with DeskProto V7.1

As DeskProto V8 fully supports laser engraving this setting is no longer
needed (DeskProto now automatically sets the spindlespeed to zero when
needed).

This warning will be shown each time that you start DeskProto, unless you
select Yes:

in that case these drivers files will be saved again, now as DeskProto V8 files,
so without this obsolete setting.
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419 Part Information

Part Information n

Material Vector Geometry Bitmap

[rmm] Min Max Delta
X 0.00 &0.00 20,00
Y 0.00 100.00 100,00
Fi -15.00 0.00 15.00

Use translated coordinates

-

Y ou can find the command to show this dialog in the View menu.
It isa special dialog, asit can remain open while you are working, using other
dialogs.

Shortcuts:

-

Toolbar: -l
Again pressing this button will close the dialog.

Depending on which types of CAD data have been loaded in the project, one
to four tab pages are shown.

Each tab shows the Boundaries and the Dimensions ("Delta") , either for the
complete part or for that type of CAD data.

All coordinate values and sizes are shown for the Part that results when the
Part parameters have been applied (scaling, rotating, etc): these are the
dimensions of the part that will be created on your milling machine.

When checkbox Use trandated coor dinates has been checked the final Part
trandation (as set on tab page Zero-point) will be applied as well, so the min
and max values then are the NC file coordinates.

You can find the Min and Max values as present in the original CAD-data
using button File info in the Project parameters.

Material:

The dimensions of the material block that has been defined for this part. This
is important information for you, as these are the dimensions of the Block of
material that you have to prepare.

Vector:
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The bounding box of all Vector curvesthat have been loaded. The machining
depth that has been set in the Vector operations for this part (only for the
selected curves) is added to the Z-values of the curves. The deformation
caused when projected on a 3D geometry is hot shown.

Geometry:
The bounding box of all Geometry data that has been loaded.
Bitmap:

The bounding box of the Bitmap relief that will be created. For the Z the
relief depth is used that has been set in the Part parameters The deformation
caused when projected on a 3D geometry is hot shown.

In all TAB pages coordinates are given for Min, Max and Delta. The min
and max part values are handy when setting the workpiece zero point on the
machine, the delta values (dimensions) can be used to prepare the block of
material to be machined.

For rotation axis projects with a cylindrical block of material the Material
tab of this dialog shows values for X and D (instead of X, Y, Z). HereD is
the diameter of the block (only shown in the Delta column).

In case a tube shaped block has been defined the material tab shows a third
line, with R values (Radius): the delta between Rmin and Rmax is the
material thickness of the tube.

The dialog can be viewed in two ways, as a small dialog box with tab pages
(shown above), or as a large dialog box with all the information visible at the
same time (shown below). You can switch easily between those two types of
dialogs by pressing the button at the bottom on the right side (the small black
arrow).
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Part Information

Material
[m] Mir Man
4 0.00 80,00
Y 0.00 100,00
Z -15.00 0.00

Use translated coordinates
Vector

[rmm] Min Max

X 8.58 51.42

Y 43.28 50.87

Fi -1.00 0.00
Geometry

[rmm] Min Max

X 3.05 55.95

Y 3.95 90,20

Fi -29.44 -0.56
Bitmap

[rmm] Min Max

X 5.00 55.00

Y 24.46 09.69

Fi -5.00 0.00

Delta
20,00
100,00
15.00

Delta
42,84
/.58
1.00

Delta

53.90
86.26
28.88

Delta
50.00
45,23
5.00
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420 Preferences

This is a dialog in which you can edit DeskProto's preferences. The dialog
consists of six Tab pages. In Windows and in Linux this dialog can be found
in the Options menu, in MacOSin the DeskProto menu.

In Windows these preferences are stored in the Registry

in MacOS in file ~/Library/Preferences'com.del ft-spline-
systems.DeskProto.plist

in Linux in file ~/.config/Delft Spline Systems/DeskPr oto.conf

Each user has his’/her own set of preferences stored there.

Note that in MacOS a file called ~/Library/Preferences/com.delft-spline-
systems.DeskProto80.plist is present as well. That is a different file,
automatically created by MacOS to remember the settings for the Open file
dialog and the Save file dialog.

General tab page

D preferences >

General Units Colors NC Qutput  Wizard Advanced

File locations

Data |C:'|,Llsers'|,BuiId'|Dov:uments | Browse, .,

[T Fill with last used folder on exit

Drivers |C: \ProgramData'DeskProto 8.0\Drivers | Browse...

Use DeskProto Defaults

Available languages

English ~

Updates
Check for updates when exiting the program

Cancel Help

The File-locations listed here are the folders (directories) where DeskProto
looks for the specified file types. These folders can be changed by typing the
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new folder’s complete path-specification (i.e.: C:\Users\Smith\DeskProtoFiles
) or by using the Browse button.

Data is the location where DeskProto will initiate the Load and Save dialog
boxesfor projects and for CAD data. The default setting for this option is the
Documents (or My Documents) folder. This is a standard location in al tree
operating systems:

Windows: Documents

MacOS ~/Documents/

Linux: ~/Documents/

In this default location no sample files and projects are present: quickest way
to find the sample filesis via the DeskProto Sart Screen (check "Use samples
folder" on this screen). The Sample file location is:

Windows: C:\ProgramData\DeskProto 8.0\Samples\

MacOS ~/Library/Application Support/Delft Sline
Systems/DeskProto/8.0/Samples/

Linux: ~/.local/share/Delft Spline Systems/DeskProto/8.0/Samples/

While working with DeskProto this Data folder (the "current directory")
may change: when loading from of saving to a different folder that folder will
become the current directory. For instance after loading CAD-data from
folder C:\Teg, the default folder for loading more CAD-data or saving the
project file will also have become C:\Test. This is very convenient, as it
makes it easy to save all filesfor one particular project in one folder.

The Data directory comes with the extra option Fill with last used folder on
exit, making DeskProto remember which folder you were working in the last
time you used DeskProto.

Drivers is the location from where DeskProto will load all driver files
(machines, postprocessors and cutters). Any valid new driver files that you
copy to this folder will be automatically available after (re)starting
DeskProto. Changing this location will make DeskProto unload all drivers (it
will not delete them from disk though) and load drivers from the new location
(if available). Because the open project uses drivers from that library, the
open project will be closed before making this change. A new empty project
will be created after the new library has been loaded or created at the new
location.

Be careful though: DeskProto will not function correctly when it cannot find
it'sdrivers.

The default Driverslocation for DeskProto is:

Windows: C:\ProgramData\DeskProto 8.0\Drivers\

MacOS ~/Library/Application Support/Delft Sline
Systems/DeskProto/8.0/Drivers/

Linux: ~/.local/share/Delft Spline Systems/DeskProto/8.0/Drivers/
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In Windows the default location for this type of files is in the C:
\ProgramData\ folder (asfoldersin \Program Files\ can be accessed only by
users with administrative privileges). For some reason Microsoft has made
ProgramData a hidden folder: to make it visble in File Explorer (‘My
Computer”) select tab page View and check the option to show "Hidden
items”.

In Windows XP thisfolder iscalled: ~ C:\Documents and  Settings\All
Users\Application Data\

To make it visible in WinXP Explorer open Tools >> Folder Options >> tab
View and select the option “ Show hidden files and directories’.

Asthis may be a bit confusing it might be difficult to restore the DeskProto
default after a change. So we have added the button Use DeskProto defaults
to make resetting the file locations easy.

DeskProto is available all ‘major' languages. Use button Available languages
to select the language that you want to use for the user-interface. The default
language is English, though the Setup may have selected a different language
on your request.

For every language a sub-folder in the DeskProto installation folder is
present, containing all trandation files for that language. The name of the
sub-folder is the two-letter codes for that language (conform SO 639).

DeskProto currently supports the following languages:

de Deutsch German

en English  English (thisisthe default, no gm files needed)

es Espafiol  Spanish

fr Francais French

it [taliano Italian

nl NederlandsDutch

pl Polski Polish

ru Pycckmit Russian - no longer supported, due to the trade boycott
because of the war in Ukraine. Sorry!

zh X Chinese, smplified

tw #B2h37  Chinese, traditional

ja BARFE  Japanese

For each language "nn" the following file is required to be present in that
folder: DeskProto_nn.gm, containing the trandated resources.

For instance "nl" for Dutch needs the file DeskProto_nl.gm

Complete  file  specification: C:\Program  Files\DeskProto
8.0\Trand ations\nl\DeskProto_nl.gm

In addition the following trandated files are optional:

- trandations for the standard Windows buttons and dialogs, in file
gtbase_nl.gm

- atrandated Help file, in files DeskProto_nl.ghc and DeskProto_nl.qch
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- trandations for the custom wizards, in file DeskProto_Wizards nl.gm
If such optional file is not present (or incomplete) the missing texts will be
displayed in English.

The cutter files that are installed with DeskProto V8 already contain proper
names (trandations) for all these languages.

The trandated Setup will also install trandated versions of the license
agreement and the Readme file:
License nl.rtf and Readme_nl.rtf

The last Preference on this page is about Updates: the option Check for
updates when exiting the program will make DeskProto automatically
perform the Update check that is available in the Help menu. As this
automatic check is invisible when no updates are present (and aso is very
quick) you will not notice that it is done. Unless of course an update is
present. Most of these updates are free, so we advise to keep this option
checked.

Unitstab page

D preferences *

General Units  Colors NC Output  Wizard Advanced

Measurement unit

O inch [} 1

Feedrate units
Use from postprocessor

mm S min

These settings do not influence the units used when writing an NC program, those are set via the
PostProcessor.

Cancel Help

With the option M easurement unit you can choose between metric (mm)
and imperial (inches) for your DeskProto configuration. This setting will be
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applied in the user-interface and when loading and saving CAD-data: most
CAD files do not state the units used and DeskProto has to assume that they
are in the same unit as the one you define here.

The Feedrate unitsto be used in the NC file are set in the postprocessor, the
option Use from postprocessor lets DeskProto use these units in the user
interface as well.

In case you prefer different units for your user interface you uncheck that
option and set the units that you want to be used in the user interface.
DeskProto will then convert the feedrate that you enter (in user-interface
units) to the correct value in NC file units.

This double option to set the feedrate units is handy for instance for inch-
addicted users who have a machine that understands NC filesin mm only.

Settings that you can check in case of unit problems:

This setting (Measurement unit), in Options> Preferences> Units tab, mm or
inch.

The Distance unit in Options> Postproc> Movement tab, mm or inch.

The Feedrate unitsin Options> Postproc> Feedrate tab (many more options)
When your machine uses G-codes you can also check the Sart commands of
your Postprocessor:

If working in mm: in the G-code use G21 or G71 to set the machine to use
mm.

If working in inch: in the G-code use G20 or G70 to set the machine to use
inches.

Colorstab page
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DF preferences X
General  Units NC Output Wizard Advanced
General Parts
Background |:| Material block |:|
Title . Geometry support tabs D
View orientator |:| Warkpiece zero-point .
Simulation
Working area . I:‘
Vector curves . Operations
Ceometry wirch: ™~ 1st 2nd 3rd 4th
eometry wireframe
Area to be machined . . . .
G tr dered
eometry rendere 1] 7-Grid EEEE
Geometry points | Rendered Z-Grid RN N |
CAD zero-point . Toolpath . . . .
Reduced feedrate . . . .
Use DeskProto Defaults
Cancel Help

The tab page Colors makes it possible to customize the colors used in the
DeskProto view window. Each color fields is a button that you can click on,
which will open the Select Color dialog.

Asyou can see: different operations can be assigned different colors. In case
of more than 4 operations: the colors for operation No. 1 will also be used for
No. 5, 9, 13 etc.

The option Use fog (that was present here in earlier versions of DeskProto)
has been moved to the Items Visible dialog.

In case you have made a gigantic mess of your color settings you can press
Use DeskProto defaults to restore the default settings of DeskProto for all
colors (these 'hard defaults are stored internally in DeskProto and can not be

changed).

NC Output tab page
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D preferences *

General Units Colors NC Output  Wizard  Advanced

Qutput path for "Write NC-program’

[liUse Data path (General' tab):

C\Proar;

C:'ProgramData\DeskProto 8

.0\Samples Browse...

Destination for 'Send ToolpathsMC-program To Machine..."

Send to COoM1 w

COM settings |9600 baud; & data bits; parity bits: None; stop bi Setup...

Use DeskProto Defaults

Cancel Help

These preferences are meant to configure the NC-output: they are about
exporting the toolpaths to NC files or to other destinations.

With the first preference you can fine-tune the Output path for " Write NC-
Program". Normally DeskProto exports the NC files to the same folder from
where the project and/or the geometry file were opened (the ‘current'
directory). Thisiswhen the option Use data path is checked.

After unchecking this option you can type or Browse a fixed directory to be
used for writing the NC filesto. Thisishandy in case you want all NC files to
be stored on the same place (for instance a folder on the PC next to the
milling machine, or a USB stick that will later be plugged into the machine).

The second preference, Degtination, is meant for the commands Send
Toolpaths to Machine in the Create menu and Send NC-program File to
Machine in menu Create > Extra. By default these two commands are
disabled, here you can enable them by determining which process has to be
started after giving the command.

Thisfeature is not available in MacOS and in Linux: only in Windows. Sorry
about that.

Send to
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This combo box shows four types of choices: Printer Driver, a Hardware
Output port, an External program or None. Each option comes with it's own
sub-settings:

1- In case you configure None, the commands Send toolpaths to Machine and
Send NC-program To Machine will not be available (grayed out), and the
toolbar button " Send toolpaths to machine" is not present.
No sub-settings are available. Thisisthe default situation.

2- Slectinga Hardwar e Port (either serial COM... or parallel LPT..) means
that the NC-program will smply be copied to that port after the command is
given. This can be for example LPT1, or COM2. The button "Send toolpaths
to machine" will show a machine icon (see Note 1 below), and the tooltip for
that button will show the configured destination.

For a Centronics Printer port (LPT1 or LPT2) no settings are needed. In case
of a COM-port you need to configure this port according to the specifications
of the milling machine. Use the button Setup for the standard Windows
COM port settings dialog (setting values for ‘Baud Rate’, ‘Data Bits,
‘Parity’, ‘ Stop Bits' & ‘Flow Control’).

Note that this direct output will only work for some machines (that have an
intelligent controller). For most small machines that are connected to the PC
using a hardware port it is needed to use control software to send the
toolpaths to the machine.

3- Selecting Printer Driver can be used for machines that are accessed via
their own printer drivers (for instance most Roland machines). This aso
works for USB machines that cannot be accessed via a Port. The button
"Send toolpaths to machine” will show a machine icon (see Note 1 below),
and the tooltip for that button will show the configured destination.

Here you have to select the correct M achine name from the list of available
printers (or rather of al printer drivers that have been installed on your PC).
Take care to not select a ‘normal’ printer as this may result in hundreds of
pages to be printed on paper.

After sending the NC-file to the machine this way, the job status can be
followed using the standard Windows Printer Properties tools. On some PC's
it may be needed to select “Print directly to printer” in the Advanced Printer
properties of the selected printer driver.

4- After selecting the option External program, you can use the Browse
button to define which program has to be used. The button "Send toolpaths
to machine" will show the desktop icon of that program (see Note 1 below),
and the tooltip for that button will show the configured destination.

Here you can browse to any program file (EXE of COM) on your computer.
After the command Send NC Program to machine, DeskProto will start this
program, with the name of the NC-program file to be used as command line
parameter.
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The idea is to configure the control software of your CNC milling machine
here. Thisworks for many programs, for instance:

- Kay (configure "C:\Galaad\KAY.EXE", or "C:\Program Files (x86)
\Galaad\KAY.EXE").

- PlanetCNC (configure "C:\Program Files\PlanetCNC\PlanetCNC64.exe",
or PlanetCNC32.exe on 32bit windows).

- WinPC-NC (verson 3.01 or newer, configure "C:
\WinPCNC_USB\WinPCNC.EXE").

However, it does not work for all control software, for instance not for
Mach3: the control software must support the use of a command line
parameter with the name of an NC file, and Mach3 does not.

In fact you can select any program, for instance a milling smulation software,
or (for the diehards) a plain text editor like Notepad, allowing you to change
the NC-program that DeskProto has just created.

Note:

It is possible to configure a custom icon to be shown on button "Send
toolpaths to machine" . That isideal for machine builders that give (or sell) a
DeskProto license with their machine: they can make DeskProto show their
very own logo !! Configuration is easy: copy an image file called
machine.png to the folder that also contains DeskProto.exe (normally C:
\Program Files\DeskProto 8.0\ ) and that image will be shown on the button.
Scaled down to the proper size for atoolbar icon.

Button Use DeskPr oto defaults will restore the default settings of DeskProto
(Use data path, Documents folder, Send to "None").

Wizard tab page
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D preferences *

General Units Colors NC Qutput Wizard  Advanced

Material block size for wizard Two sides, manual fiip’

o
x|
() Fixed size Yoo | mm ¥

Use DeskProto Defaults

Cancel Help

The tab page Wizard contains a preference that you can set for the Two-
Sded Milling Wizard (wizard " Advanced geometry: Two sides, manual flip"):
the size of the material block for two-sided machining. This tab page is not
available in the Free edition and the Entry Edition. Two options are available:

e Floating size. The block size needed of course depends on the size of the
part that you want to create. DeskProto offers a flexible solution here,
called Floating size: around the part a frame is added. In the edit boxes for
X and Y you can enter how much needs to be added as frame. This is the
default choice for this option.

e Fixed size is useful in case all your parts have almost the same size: you
then can use standard blocks of a certain size, to be defined inthe X and Y
edit box.

Only the X and Y block size can be set here, the Z dimension is set in the
wizard.

Button Use DeskPr oto defaults will restore the default settings of DeskProto
(floating size, X 25, Y 10).

Advanced tab page
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D preferences *

General Units Colors NC Qutput  Wizard 4

Dynamic drawing {while mouse button pressed)

Graphics
User Interface () Draw complete items
Mouse
(® Draw limited number of entities 1000000
SpaceMouse
Settings

Graphics options
Use Anti-Aliasing

Sample rate v

Use buffering when rendering the simulation (retained mode)

Graphics card info Use DeskProto Defaults

Cancel Help

This tab page of the Preferences contains four or five different sub-pages,
which you can select by making it active (blue or grey background) in the list
on the left. Four sub-pages are always shown: Graphics, User Interface,
Mouse and Settings, page SpaceM ouse is available only when DeskProto
finds a SpaceMouse attached to the PC. Help for all five sub-pages is given
below.

First the Graphics preferences will be explained, shown in the picture above.

Dynamic drawing

Dynamic drawing is the drawing that is done while the left mouse button is
pressed inside the view window or while using the thumb-wheels: you see the
image change while moving the cursor. Choosing the option Draw limited
number of entities will decrease the number of entities that is dynamically
drawn, and so will increase the speed with which you can move the geometry
and other items (the term entities used here stands for points, lines and
facets). If several Items are drawn, the maximum number of entities that you
enter is split up over al visible items. In case you set the number of entities to
zero only the bounding box of the geometry will be displayed during dynamic
drawing.
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The optimum number of entities depends on the capabilities of your graphics
card: an OpenGL card featuring hardware rotation etc. can handle a large
number of entities at high speed. For a simple graphics card the number must
be set lower to achieve real time results.

Graphics options are in fact OpenGL options. More OpenGL options may
be available in the driver software of your graphics card.

Drawings on the screen are displayed using pixels, for instance a line is drawn
as a series of black pixels on a white screen. As the pixels on your monitor
are located in arectangular grid, a curved line therefore will be displayed as a
staircase. Anti-Aliasing is a technique to make this staircase effect less
visible, by adding pixels with an intermediate color value: in the example just
mentioned this will be in various grades of gray. This shade of gray to be used
for a pixel is calculated (by Open GL) using multi-sampling: each pixel is
divided into multiple sub-pixels, for each sub-pixel a gray value is calculated,
and the average resulting gray value is used for the pixel to be displayed.

The more samples are used, the better the resulting quality, however the more
calculation time is needed. You can set this Sample rate as a detail setting:
the combo box will show only the rates supported by your graphics card. We
advise arate of four: higher rates will cost much time where the improvement
in quality will be marginal.

In case your graphics card does not support anti-aliasing at all, this option will
have been grayed out.

The option Use buffering when rendering the smulation is meant to
optimize the drawing speed for your typical smulations.

A simulation in DeskProto is calculated and drawn as a large set of small
triangles (defining it's outer surface). Thisis the same type of entity as used to
draw the geometry. Only the number of triangles in most cases is higher for a
simulation, which may make the drawing process slow.

Using Buffering means that all triangles are sent to the 3D video memory of
the graphics card as 3D data (a 'buffer’). Changing the view then will be
completely handled by the graphics card: DeskProto only needs to send the
new camera postion, the graphics card will do the rest. This is what
DeskProto does when displaying geometry data, and for a smulation the
default status of this option is to have it checked. On most current PCs that
worksfine.

The drawback of buffering is that it requires more graphics memory (video
RAM). When more memory is needed than available (either RAM or video
memory), Windows will need to swap to hard disk. And that will make this
nice method even dower than the un-buffered method. So when drawing a
complex simulation (on the screen of your old PC) is very dow you can try if
is helps to uncheck this buffering option.
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Without buffering the color values for all triangles for the current view
settings are generated by DeskProto, and then are sent to the card as 2D data.
The graphics card just displays the resulting 2D image, and does not keep 3D
datain it's video memory. Thiswill of course cost time: for each new view all
triangles have to again be generated and sent over to the graphics card.

One hidden graphics option is available as well: the line width (default 1
pixel) can be changed for all linesin the drawing (curves, blocks, toolpaths).
This has been implemented as "hidden feature". Setting DrawingLineWidth
may have a value from 1 (default ) to 99. Changing this value needs to be
done before DeskProto is started.

Y ou can access this setting as follows:
For Windows change registry key HKCU\Software\Delft Spline
Systems\DeskProto8.0\Preferences\Advanced\Graphics\DrawingL ineWidth

For MacOS change line
"8-0.Preferences. Advanced.Graphics.DrawingL ineWidth" in file
DeskProto.plist

For Linux change line "Preferences\Advanced\Graphics\DrawingL ineWidth"
in section "[8.0]" of file DeskProto.conf.

Only edit the registry or these files when you are qualified and know exactly
what you are doing !

ne Graphics Card Information X

DeskProto found this information about your graphics card.

Specifications
Manufacturer: MNVIDIA Corporation
Type: Quadro 2000/PCle/S5E2

OpenGLfdriver version:  4.5.0 NVIDIA 369.09

Qt OpenGL max. version: 2.0(+)
With the link below you can try to find a driver update via Google, Make sure
you install the correct driver and the latest version, as Google will not always
present the best one first. Best is to download it from the manufacturer's

website.

Try to find driver update for 'Quadro 2000/PCle/SSE

Close

Button Graphics card info will show the above screen, with information
about the graphics card on your PC..
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Button Use DeskPr oto defaults will restore the default settings of DeskProto
(draw one million entities, use anti-aliasing rate 4, use buffering).

DF preferences X

General Units Colors NCOutput Wizard Advanced

Extra scaling

Graphi

Scale factor: 1.00

Mouse '
SpaceMouse
Settings x¥a w1l K2

With your current display configuration the minimum value is
1.00, for more information see the Help file.

Use DeskProto Defaults

Cancel Help

The picture above shows the User Interface sub-page of the Advanced
Preferences.

The user interface displays both text and graphics, this setting concerns the
size of these items. The toolbar buttons for instance are drawn as 32x32 pixel
images (for the default toolbar button size ‘Medium’), all texts and all images
in the dialogs have afixed sizesaswell. At least, on a'standard’ display.

On high-resdisplays the fixed size as just mentioned will be too small for an
easy readability. Such displays are called "4K displays' (having a horizontal
resolution of around 4,000 pixels) or "UHD displays’ (Ultra High
Resolution). When using a desktop size monitor the text and the buttons will
be unreadable when the standard number of pixelsis used (scaling 100%).
The trick is to set a higher scaling factor in your operating system: say 150%
or 200% (for Windows this can be done in the Display settings). DeskProto
then will automatically make sure that both the text and the images will
remain sharp by giving them a higher resolution.

In case that does not solve the problem this option Extra scaling can be used
to adjust this automatic scaling factor: the automatic factor will be multiplied
by the extra factor. So if the automatic scaling is factor is 2, you can for
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instance set the extra factor on 1.5 to configure the total scaling factor to be
3. Thiswill help in case you have trouble reading from the screen. Or when
you feel that all user interface items are too large you can set the extra factor
on 0.5 to configure atotal scaling factor of 1.

The total scaling factor may not be lower than 1, so on a standard screen (96
DPI) an extra factor below 1.0 is not possible.

You may have to experiment a bit to find which settings are best for you - on
your monitor.

The button Use DeskPr oto Defaults resets the extra scaling factor to 1.

D preferences *

General Units Colors NC Qutput Wizard Advanced

Graphics Zoaming

User Interface Mouse wheel zooming speed

Mouse '

SpaceMouse

Settings Slow Fast

|:| Reverse zooming direction

Rotation

[ Lock Z-axis vertical on screen

Use DeskProto Defaults

Cancel Help

The picture above shows the M ouse sub-page of the Advanced Preferences.
Here you can configure two Mouse settings: Zooming and Rotation.

The Mouse wheel zoom: rotating the mouse-wheel (scrolling) when the
cursor isin the View window will make DeskProto zoom in or zoom out. The
Zooming speed sets the zoom percentage for each rotation step of the
mouse's scroll-wheel.

Scrolling from back to front will zoom in: your finger movement pulls the part
on screen closer.  Scrolling from front to back will zoom out: your finger
movement pushes the part away. Some CAD programs handle zooming
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exactly reversed, and it would be quite confusing when you combine
DeskProto with such program. So we have added the option Reverse
zooming dir ection in order to keep you comfortable.

The latest option (since DeskProto V8) is Lock Z-axis vertical on screen.
When you check that option the horizon of your scene will always remain
horizontal on your screen (and the Z-axis will remain vertical), no matter how
you rotate your view. So this option limits the rotation capabilities. This
option has been added as that is the way some CAD programs (for instance
Rhino) handle the view rotation. When you are used to that method it is best
that all programs that you use rotate that way, this checkbox makes this
possible for DeskProto.

DF preferences >
General Units Colors NC Qutput Wizard Advanced
Graphics Navigation Navigation speed
User Interface Pan [ Zoom '
Mouse
Rotate
SpaceMouse Slow Fast
Settings Mode | Object mode w
Buttons
1 Items Visible. .. |
2 Zoom All (100%) e
3 Top View v
4 Left View ~
5 Right View v o
Override 3DxWare Use DeskProto Defaults
Cancel Help

The picture above shows the SpaceMouse sub-page of the Advanced
Preferences.
It will be visible only in case a SpaceMouse is connected to the PC.

These settings are meant for the 3Dconnexion SpaceMouse series of products
(formerly called Logitech SpaceMouse, now offered by Logitech daughter
company 3Dconnexion). The sub-page will be present only when on program
start DeskProto detects that such SpaceMouse is present on your computer.
The product is also called 3D Mouse and SpaceNavigator.

Page 342



DeskProto Reference Diaogs

The image above shows the most basic version. The device stands on your
desk, the handle (rubber knob) on top is pressure-sensitive in six directions:
front-to-back, left-to-right, up-and-down, pitch rotate, roll rotate, yaw rotate.
Applying pressure in one of more of these directions will make the 3D part
on screen move and rotate in these directions. Which is a great help for CAD
designers.

This use of a SpaceMouse in fact is so straightforward and intuitive that in
fact no settings seem to be required. Sill DeskProto offersa few.

Navigation functions:

Of the six degrees of freedom just described three are linear movements and
three are rotations.

Un-checking Pan/Zoom disables the linear movement commands
Un-checking Rotate disables the rotation commands.

When you un-check both only the buttons will work - which does not seem to
make sense though.

The M ode that you set determines if the SpaceMouse actions will be applied
on the part or on the camera. Two options:

Object mode - SpaceMouse actions are applied on the part, so when you pan
to the left the part will move to the left.

Target camera mode - SpaceMouse actions are applied on the camera, so
when you pan to the left the part will move to the right. A rotation to the right
also means a part rotation to the left - so it does not mean that you rotate the
camera.

Navigation Speed:

Just as for the scroll-wheel on the normal mouse you can set how fast the
movement of the part should be, here in response to the pressure applied to
the mouse's handle. If you do not like the default speed you will have to
experiment a bit to find the speed that you like.

Buttons:
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Each SpaceMouse features (at least) two buttons: for the basic model the left
button is button 1 and the right button is button 2. For each button you can
select the action that needs to be done when it is pressed. Each SpaceMouse
model has a different number of buttons: of course you can't use more than
your SpaceMouse offers.

If nothing isvisiblein thisbox: press button "Use DeskProto defaults' to fill
it.

DeskProto sets defaults actions for twelve buttons:
Menu -> Items visible dialog

Fit -> Zoom all

Top -> Top view

Left -> Left view

Right -> Right view

Front -> Front view

Bottom -> Bottom view

Back -> Back view

Roll cw -> Rotate image 90 degrees clockwise
10 Roll ccw -> Rotate image 90 degrees counter-clockwise
11. Iso 1 -> Isometric view

12. 1so0 2 -> Default view

- 8 O 8 B

Left-Right Up-Down Forward-Back Tilt Spin Rall

CoNoU~WNE

Y ou can change any of these button definitions by selecting a different action
from the pull-down list for that button. The pull-down list contains 22 actions
that you can choose from. In this list of actions the words Tilt, Spin and Roll
are used: see the image above for an explanation. After changing one or more
button definitions you can use button "Use DeskProto Defaults' to reset to
the 12 actions shown above.

In case you are not sure which button corresponds to which number you
can smply press that button with this Preferences page opened: in the dialog
shown above DeskProto will then make the number for that button red. In the
screenshot above you can see that the 2" is displayed in red.

Button Override 3DxWare is visble only in the Windows version of
DeskProto.

To understand the function of button Override 3DxWare, it is important to
know is that DeskProto does not use 3Dconnextion's software development
kit (3DxWar €), and also does not use the 3DxWare driver that 3Dconnexion
ships with this device. Reason is that this software is not compatible with the
QT toolkit that DeskProto also uses.
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Disabling the official 3DxWare driver (only for application DeskProto.exe) is

achieved by copyingfile

C:\Program Files\DeskProto 8.0\SpaceMouse\Win.xml  to

C:

\User s\Name\AppData\Roami ng\3Dconnexion\3DxWar e\Cfg\DeskPr oto.xml
(where Name is the name of the user).

This copy action is done automatically, by the DeskProto Setup.

However, in the 3DxWare driver (3Dconnection Properties) a user can create
a configuration for application DeskProto, which will over-write the one that
was copied during Setup. When that happens both drivers will be active at
the same time, resulting in zooming activity during al rotation commands: the
view will rotate and zoom at the same time, while it only should rotate.
Button Override 3DxWar e makes it possible to fix this problem: it will again
copy the DeskProto version of the XML file, as described above. This
disabling of the driver will only be effective for DeskProto.

This fix does not work correctly for old 3DxWare drivers (it did not work
with a V4 driver), so if it does not work for you then you may need to
upgrade your driver (it worked OK with a V10 driver).

Button Use DeskPr oto Defaults allows you to reset all setting on this page to
the original DeskProto defaults.
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D preferences X

General Units Colors NC Output Wizard Advanced

Graphics ‘Always show' settings

User Interface Restore the general ‘Always show' settings
Mouse
Settings
9 Missing drivers
Disable automatic replacement of missing machines

Disable automatic replacement of missing cutters

Import/export
Export sottings Write an ¥ML file containing the defaults,
£ L5 preferences and other DeskProto settings.
i Read such XML file and apply all these settings

for this DeskProto,

Cancel Help

The picture above shows the Settings sub-page of the Advanced Preferences.

In DeskProto many warning messages contain a checkbox called "Always
show this message”.

These are optional warnings: when you remove the mark from the checkbox
and press OK, the warning will no longer be issued each time the same
situation occurs. The Always show option is available in two versions:
general and project specific. In the latter case it is valid only for the current
project, and will be stored in the project file.

What to do when you want the warning restored ?

Using button Restor e the 'always show' settings you can restore all general
warnings (so it will again set the mark in all these checkboxes).

The project specific warnings can be restored in the Project Parameters.

Missing drivers

When you open an exigting project on a different computer it may happen
that the project needs a machine definition that is not present on that new
computer. DeskProto makes it possible to automatically replace the missing
machine and/or missing cutter(s) by a definition that is present on the new
computer. For instance a definition for the same cutter, however with a
dightly different name.
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These replacement options are described on pages Missing machine and
Missing cutter.

The two buttons to Disable automatic replacement... do exactly what this
text tells you. When you press a button DeskProto will then also forget all
"unknown - replacement” combinations that you have set for thisdriver type.

Import/export

All DeskProto defaults and preferences are stored on your computer.

For Windows this is done in the Registry, conform the specifications for
Windows applications as made by Microsoft.

For MacOS the defaults and the preferences are sored in file
~[Library/Prefer ences/com.del ft-spline-systems.DeskPr oto.plist

For Linux the defaults and the preferences are stored in file ~/.config/Delft
Fline Systems/DeskProto.conf

This makes it difficult to extract these settings, for instance for backup
purposes, or in order to give DeskProto exactly the same workspace on a
number of PC’s.

Thisiswhere the options Export settings and Import settings come in: these
tools allow you to export DeskProto’s settings to a file, and also to import all
these settings from a file that has been created previously or on a different
PC. The use of these commands is straightforward: button Export settings
will export an xml file, button Import settings will import one. The file format
used is an XML file, default filename for export is deskproto 8-
0_settings.xml

The resulting V8.0 XML files can be used for all three operating systems
(Linux, MacOS, Windows). In DeskProto V7.0 the Windows version used a
different format for this XML file. DeskProto V8.0 can import that old
format, however DeskProto 7.0 cannot import an XML file that was written
by DeskProto V8.0. DeskProto V7.1 and V8.0 use the same format (though
of course not all settings are present for both versions).

The export option will write the current settings, so for the current version of
DeskProto.

The import option of DeskProto V8.0 accepts XML files, written by V6.1,
V7.0, V7.1 and V8.0. DeskProto V6.0 and older versions will write a .REG
file when exporting the settings: DeskProto V8.0 cannot read such .REG file.

Note:

the File locations (Data location, Drivers location, NC-File location) will not
be included in this Settings file. Reason is that these will be different per user:
like

C:\Documents and Settings\Jones\My Documents\

and

C:\Documents and Settings\Smith\My Documents\
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Note 2:

Importing and exporting only concerns the settings (that are stored in the
Registry). The driver files (machine, postprocessor and cutter definitions)
are not included.
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421 Simulated Operations

Operations to Simulate n

[m] Chedk all f none

- Roughing
Finishing
Contour (not in Entry Edition)

Engrave relief

oood

LogoText

Calculate Help

This dialog is visible when a Smulation is visible on screen
Removing this dialog (red crossicon or button Hide) will make the Smulation
invisible.

Y ou can open this simulation dialog by:

- pressing the Smulation button on the Toolbar (after which you can see that
it is pressed). Pressing again will remove the simulation.

- using the Show Smulation command in the Create menu.

- switching the smulation on in the Items visible dialog.

DeskProto will calculate a simulation in 3D, so you can rotate, pan and zoom
it just like any other item on screen.

A simulation is made for one complete part. This Smulated Operations
dialog will pop up in which you can select which operations should be
included in the smulation. When no operations are yet processed the
smulation shows the complete block of material. After checking an operation
to be included you will need to start a calculation to see the result. Removing
an operation from the selection causes the complete simulation to be reset.

Option Check all / none offers an easy way to include resp remove all
operationsin one click. When some operations have been selected and some
have not, this checkbox shows a small black square, like shown in the image
above.

You can set the Smulation parametersin the Part parameters dialog.
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Closing the Smulated Operations dialog, again pressing the Smulation button
or switching the simulation off in the Items visible dialog will all make the
simulation disappear from the view.

Note that the simulation calculation algorithms for 3-axis toolpaths and for

rotation axis toolpaths are completely different.

e The XYZ agorithm (3-axis toolpaths) uses a grid on the XY plane with a
Z-height for each grid-cell: the grid-based smulation.

e For the XZA simulation (rotation axis toolpaths) thisis not possible, this
calculation is based on voxels (small "3D pixels'): small cubes that either
are filled with material or not: the voxel-based algorithm.

The voxel-based algorithm is much more complicated, and so calculation

time will be higher. The quality of the resulting image on the other hand is

higher for the grid-based simulation (as for voxel-based the small cubes are
visible).

One more difference isthat the voxel-based simulation removes material only

where the cutter can actually cut, defined by its cutting length. For a finishing

operation this might be completely within the block: creating an invisible
cavity in the block, So for a voxel-based simulation it is important to simulate
the operationsin the correct sequence: first roughing, then finishing.
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422 Start Screen

This is a DeskProto 8.0 Multi-Axis Edition
Licensed to: Delft Spline Systems, Utrecht
Dealer license:  Not For Resale!

Start new project Open existing project Other tasks
Use wizard + Open project Open sample project
Use dialogs: Recent projects: Visit website:
Vector project (307 C:\ProgramData .. \Bottle. dpj Read tutorial (web)
Geometry project (30} C:\Program. .. \DpPictureFrame. dpj View tutorial videos (web)
Bitma ject (relie C:\ProgramData\Desk. .. \Torso.dpj Visit user forum {web)
C:\ProgramData\Des. .. \Teapot,

Cillsersi e... \TestMantis2813.dpj

[] use samples folder

The DeskProto Sart Screen shown above is a help to quickly start the task
that you need.

You can open the Start Screen via the File menu (File >> Show Sart
Screen).

Shortcut:

Keys.  Ctrl+B (Windows, Linux) 3:g+B (MacOs).
B standsfor "Begin", asthe Salready is being used (for Save project).

It will first show the Edition that your are running,
next your Name and L ocation (as owner of the license),
and the type of License, with the restrictions that apply (of any).

Three groups of tasks are presented:
e Sart anew project
e Open an existing project

Page 351



Desk Proto DeskProto Reference

o Other tasks
Each linein these three listsis alink that will directly start that task.

Starting a New project can be done either using the Wizard interface or the
Dialog based interface.

Default choice for this dialog is to start a New project using the Wizard: that
is what will happen when you simply press the Enter key (indicated by the
icon at thisline). Thisisthe most convenient option for novice users.

When starting a new project using dialogs you need to select which project
type. The difference between Vector/Geometry/Bitmap projects is explained

on page New project.

The DeskProto Setup hasinstalled a number of Sample projectsand Sample
geometries on your PC. Including some great geometries like the DeskProto
picture frame: see the lessonsin the DeskProto Tutorial book.

Conform Microsoft's specifications the Samples have been installed in the
\ProgramData\ folder, which may not be easy to find as it is a hidden folder
and its location is different per Windows version. Sorry about that,
unfortunately for standard users (no administrative rights) other locations are
not permitted by Microsoft. Also when using MacOS or Linux the Samples
folder may not be easy to find for you.

Using the checkbox Use samples folder will make DeskProto open the
sample folder when you need to load the CAD data.

To open an existing project two options are present:

Command Open project will allow you to open any project file by browsing
one.

Recent projects will be available only when you have used DeskProto V8
before. In this dialog only the latest 5 projects will be shown, more may be
visible when you select this option via the File menu.

In the Other tasks section, Open sample project makes it easy to find the
sample projects.

The other three 'other tasks (Read tutorial book, View tutorial videos and
Vidit user forum) require an Internet connection, as they will start your
browser and open a web page.

The checkbox Show this start screen on startup makes this screen
automatically appear at each start of DeskProto. After having de-selected this
option, you can still access the Start Screen using the command Show Start
screen in the File menu.
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4.23 Toolpath Animation

Toolpath Animation n

(]
> P« R

Operation: Contours

X Y Z
302.00 46.90 -3.00

(®) DeskProto units (mm) Show true cutter
(") MC-program units (mm)

A DeskProto screen with many toolpaths drawn may be difficult to interpret,
being one big 'mess of red lines. The Toolpath animation option offers help,
by making the cutter draw the toolpath while moving over your screen: an
animated view of the toolpaths.

The animation concerns one complete part, however, only the toolpaths of
the visible operations are drawn, if needed they will be calculated first. In
case more than one operation is present you will see small vertical lines
below the dider bar, indicating the start of a next operation. The default
speed of the animation will be as defined by the feedrate that you have set,
You can reach this option via the Create menu ("Show animation™) or via

»

The dialog shows the following icon buttons:

A A

«

toolbar button

' The Slider bar alows you to quickly move to any location in the
toolpath. Smply click on the blue knob and move that to a different
position on the horizontal bar.
The Play button will start the animation.

toolpath. These points can be shown by checking 'Show points for the
toolpaths, in the Items visible dialog.

H Button Previous will move the cutter to the previous point on the
H Button Next will move the cutter to the next point on the toolpath.
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H Button Begin will move the cutter to the start of the toolpath for the
current operation, or (if already at the begin) to the start of the previous
operation.

H Button End will move the cutter to the end of the toolpath for the
current operation, or (if already at the end) to the end of the next
operation.

. Button Stop will halt the animation.

=ze¢ Thisicon isnot a button. It shows that the buttons on either side are to
set the Speed of the animation.

v+ Button Slower will reduce the speed of the animation.
The Speed icon will be replaced to show the current speed setting, for
instance "1/2x"

~, Button Faster will increase the speed of the animation.
The Speed icon will be replaced to show the current speed setting, for
instance "4x"

Below these icons DeskProto will display the name of the Oper ation that has
created the toolpath at the current cutter position.

The coordinate valuesthat are shown are of the points in the toolpath, so the
points that are present in the NC file. While the cutter is moving the dialog
shows the coordinates of the point that the cutter is moving to.

The image above shows coordinatesfor X, Y, and Z, for a rotary toolpath the
dialog will show X, A and Z.

The units that are used to display the coordinates can be either the
DeskProto units, as set in the DeskProto Preferences or the NC-program
units, as set in the Postprocessor. For some machines the latter values may
be quite different, for instance for machines that require coordinates in
1/1000 of a mm.

The option Show true cutter doeswhat it says: the cutter will be drawn with
its true shape and on scale. When this option is not checked the a symbolic
‘icon’ is drawn to represent the real cutter. Drawing the 'true' cutter is optional
asit may obscure the toolpaths and may make the animation ower.

When you are working with a Special cutter that is very large (compared to
the part) it can happen, when the "True cutter' is shown, that the cutter is not
drawn completely as it partialy falls outside the 3D Viewport (the 3D space
that is rendered).
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424 Vector data - UseZ-values

DF DeskProto - Question X
o In vector file '3Dpoly-negZ.dxf' Z-values are present.

Would you like to use vector Z-values in this project?

‘You can change this setting later at the project parameters.

Support tabs are not possible when used.

For rotary parts vector data will be wrapped around a cylinder by default. Which
means that these Z-values will be used as radius values in the toolpath,

[ For rotary parts do NOT wrap around cylinder

Always show this message

0 Click here for help

For Vector data two different data types are possible:
2D Vector data - no Z-values are present at all or all Z-values equal to 0.0
3D Vector data - Z-values are present that are not equal to 0.0.

The vector file that you now opened is from the second type, so it contains
vector curvesin 3D.

Y ou now can select whether or not you want to use these Z-values: if you say
No all Z-values in the vector curves will be reset to 0, so the data will be
converted to 2D vector data.

When you want to use the Z-values (answer "Yes') you can enter a second
setting, about how to uses this file for rotation axis machining. This is the
checkbox "For rotary partsdo NOT wrap around cylinder".

The difference between wrapping and not wrapping is explained on page
Rotation axis machining.
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425 Viewpoint

! Viewpoint >

EIm  Y-rotation -75.0 degrees
f-rotation 0.0 dearees

Z-rotation 7.6 degrees

Em  ¥-panning pinels
¥-panning pixels
EIm  Fooming 100.0 %h

F UL L

o | [ cance

The View menu command Viewpoint -> Custom... displays the Viewpoint
dialog, in which you can change the settings of the active view, which are
the settings for rotation, panning and zooming. In fact this is setting the
Camera position.

Shortcuts:

Toolbar: i %

Mouse: Right-click in aview, and select the Viewpoint item in the context-
menu.

In this dialog you can change the point of view from which you look at the
curves, the geometry, Z-grid, toolpath etc. You can set the values for
rotation, pan and zoom exactly, using the keyboard. The rotations are
executed in the order X, Y, Z. The effect is the same as when using mouse
rotation, mouse pan, mouse zoom or when using the thumbwheels.

Note:
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These values do not change the toolpaths, they only change the Camera
position. To rotate/pan/scale the part to be machined you should go to the
Transform tab page of the Part Parameters dialog.
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426 ViewsLayout

D Views Layout x
® O O
® O O
O O [ O [E] oes

[] sync the Items Visible settings between all views

oK Cancel

In this dialog you can change the Layout of the View Window: the way it is
filled with Views. It is possible to show 1, 2, 3 or 4 Views at the same time, as
shown in the dialog. Each of these Views can have different settings for
Viewpoint and for Items visible. All these settings will be stored in the project
file.

The two layouts at the right automatically set the viewpoint for all views.
Those are the ones with the characters T, F, R and the term DEF, where ‘T’
stands for Top view, ‘F’ standsfor Front view, ‘R’ stands for Right view and
‘DEF’. standsfor Default view.

Such a layout is very handy to get a quick impression of what a new part
looks like.

When the checkbox Sync the Items Visible settings between all views is
checked all views show the same items. So when you add an item to one view
it will be added for al views. When checking this for the first time the
settings of the active view (marked by a blue border) will be copied to the
other views.

Shortcuts:

==

Toolbar:

Note:
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In a Layout with more than one view, one of the views will be the current
(active) view. You can make a view current by clicking your left mouse-
button inside the view: observe the blue line that appears around the active
view. The thumb-wheels, view buttons and view commands apply only on the
current view.
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V  Concepts

51 CAD Data
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Vector data Geometry data Bitmap data

DeskProto offers CAM (Computer Aided Manufacturing): the ability to

calculate CNC toolpaths for a part that you have designed. The first step in

DeskProto in all cases is loading some CAD-data, as DeskProto does not

offer CAD (Computer Aided Design) functionality. You will need to use

other software to design your parts.

DeskProto supports three different types of CAD-data:

e Vector data One or more curves: points in space connected
with straight line segments (or with arcs).

e Geometry data A collection of small triangles that describe the outer
surface of a 3D shape.

e Bitmap data A grid of colored pixelson aflat plane, forming
a 2D image.

The images above show all three types. For Geometry data and Bitmap data
the images are identical, because a 2D screen or page we can only disply
bitmap images: also for 3D CAD data. Bitmap data for DeskProto normally
will be a digital photo, a company logo or similar. The next image shows the
difference between 2D data and 3D data:
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When looking at the CAD-data from a different viewpoint the difference
between the Geometry data (3D) and the Bitmap data (2D is clear: areal 3D

bottle versus aflat drawing of the bottle on paper.
Vector data for DeskProto in most cases will also be a 2D drawing (though

DeskProto will also accept 3D curves as Vector data).

Vector data Geometry data Bitmap data

The images above (zoomed in on the base of the bottle) clear show the

difference between these three types of CAD-data.
Both for Vector data (points connected by straight lines) and Geometry data
(collection of triangle surfaces) you can zoom in without loosing detail. For
Bitmap data this is different: when zooming in the pixels will became large
sguares, and what seemed a smooth curve becomes a staircase.

For each type of CAD data DeskProto offers a (dightly) different work-flow:
e a Vector project uses Vector operations, and offers Vector settings in the

Part parameters
e a Geometry project uses Geometry operations, and offers Geometry

settingsin the Part parameters
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¢ aBitmap project uses Bitmap operations, and offers Bitmap settings in the
Part parameters

The wizard interface also offers different wizards for each type of CAD-data.

A powerful feature in DeskProto is that it can combine these types of CAD
data in one project: combine a Geometry with Vector curves and /or with a
bitmap. It is even possible to project the Vector curves and the bitmap onto
the 3D geometry.

In the illustration above the Coat-Of-Arms relief Geometry data (a free
download from the DeskProto website) was combined with 2D Vector data
for the word "DeskProto" and an image of the clock as Bitmap data. You
can of course use your own data for the text on the ribbon and the image on
the shield.

5.1.1 Vector Data

DeskProto can load three types of CAD data: Vector data, Geometry data
and Bitmap data.

Vector data consists of curves. points in space that are connected with
straight line segments, in most cases a 2D line-drawing. DeskProto will use
the curves in the drawing to generate the toolpaths. Ideal for 2D jobs, like
milling 2D shapes out of sheet material, or engraving on aflat surface.

In order to create Vector toolpaths you need to use a Vector Operation in
your project.
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How to load a Vector file

Vector data files can be loaded in several ways:

e File menu command Load Vector file

e Toolbar button Load Vector file

e Button Add... on the Vector tab of the Project parameters

e The Wizard Basic Vector machining.

It is possible to load more than one Vector file, using the same command:
after you have loaded a vector file the Load Vector file command will change
to Add Vector file.

How to save Vector data

Vector data can be exported in two ways (for export only DXF and SVG are
supported):

o File menu command Save Vector data as...

¢ Button Save as... on the Vector tab of the Project parameters

The first option saves all Vector data to one file (also when various Vector
files had been loaded), the second only that data of the selected vector file.
When saving the Vector data you may select which of the Part
transformations you want to apply for the exported file. You can do so in the
Save Vector Data Options dialog.

Vector curves can be either open curves, closed curves or single points. This
isimportant as Pocketing and V-Carving are possible only for closed curves.
When reading vector curves DeskProto will check whether or not a curve is
closed: it is closed when the end-point isidentical to the start-point. Or in fact
almogt identical, as DeskProto applies a tolerance: when the difference is less
than 0.001 mm the points are considered to be equal. The same tolerance is
used when separate open curves can be combined to one long curve (also see
the option 'Preserve curve direction' in the Project parameters.

When a curve that seems closed is in fact open you can find the error by
checking "Show points' for Vector curves in the Items Visible dialog. The
start point of the curve will be indicated by a larger dot. Closed curves do not
have a starting point, so alarge dot indicates a gap.

The vector calculation algorithm that DeskProto uses only works for
polylines. So when opening a vector file that contains arcs, circles, ellipses,
splines or other curves each of these curves will be converted to a polyline.
The size of each straight line-segment in the polyline depends on the radius
of the arc. If you are interested, the exact formulafor arcsis:

stepsize = 2 * acos( (radius-0.001)/ radius )

Asanice extra feature DeskProto also supports 3D Vector files. Most vector
files do not contain any Z-coordinates: you will then set the Z-values in the
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Vector Operation parameters. A 3D Polyline however does contain Z-values,
and DeskProto can import these. The toolpath then will follow this 3D
Polyline, and the Z-values as entered in the Vector Operation parameters will
be taken relatively to the Z-values defined in the file.

When you open a DXF file containing Z-coordinates, DeskProto will report
that is has detected Z-values in the file, and will ask you if you want to use
them. After Yes the Vector operation will produce a 3D toolpath, after No
the Z-values will be ignored. This setting "Use Z-values' can also be found
on the Vector tab of the Project parameters.

This option "Use Z-values' can also be checked for vector files that do not
contain Z-values: DeskProto then will use Z=0 for all points on the vector
curves. This will influence the result when both vector files and geometry
files are loaded: The vector curves then will be placed on the zero level of the
geometry (in CAD coordinates). When the option is not checked the curves
will be placed on the top of the block.

When rotation axis machining two workflows are possible for 3D vector
files:

- Wrap around cylinder (as with 2D files)

- Do not wrap, see the page about rotation axis machining. This setting as
well can be found on the Vector tab of the Project parameters.

Text in avector drawing that is stored as a series of ASCI| character with a
font definition cannot be read by DeskProto: each character needs to be
stored as curves.

Vector Filetypes

For Vector data DeskProto supports four file types:

e DXF the most widely used exchange format for engineering

e SVG open source format meant for internet, supports vector, bitmap,
interactivity and animation.

o Al widely used format by Adobe, for graphics design (only version
Ilustrator 8)

e EPS graphicsfile format by Adobe (only version lllustrator 8)

For all four file-types DeskProto supports (so can read) only a small subset of

all entitiesthat can be present in the file, see the lists below.

DXF

The acronym stands for AutoCAD Drawing eXchange File.
It can contain many different entities, both 2D and 3D, DeskProto supports a
small subset only.

Supported DXF entities for Vector datain DeskProto:
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POINT

A point in the DXF file can only be selected for a drilling operation on that
location.

LINE

A line contains a begin- and end-point, and will result in a tool movement
from begin to end (linear interpolation).

POLYLINE and LW POLYLINE

A polyline isin fact a series of lines connected to each other. This is more
efficient (endpoint line 1 = startpoint line 2) and gives more control over the
toolpath sequence. A polyline may contain arc segments as well.

ARC

An arc entity contains the centerpoint coordinates, the radius of the arc, and
angles for start and stop. DeskProto will convert the arc to a polyline (many
small line segments), as the algorithm does not support arcs.

CIRCLE and ELLIPSE

Same as the Arc: stored in DXF as Centerpoint(s) and radius, converted by
DeskProto to polylines.

SPLINE

A spline curve (Bezier, B-spine or NURBS). DeskProto will convert the
spline to a polyline when importing.

DeskProto will also import CAD-layer information (if present). When
selecting curves you can make each layer visible or invisible.

Internally DeskProto only uses polylines for vector data, so all entities will be
converted to polylines (see the information above). When saving vector data
in a DXF file it will thus contain only polylines.

Note that DeskProto also supports Geometry data in DXF files.

SVG

The acronym stands for Scalable Vector Graphics, an open standard
developed by the World Wide Web Consortium (W3C).

It can contain many different entities, DeskProto supports a small subset
only.

Supported SVG entities for Vector data in DeskProto:
line

rect

circle

ellipse

polyline

polygon

elliptical_arc

cubic_bezier

quadratic_bezier
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Internally DeskProto only uses polylines for vector data, so all entities will be
converted to polylines (see the information above, for DXF). When saving
vector datain an SVG file it will thus contain only polylines.

When the size in SVG fileisonly in pixels (no real life dimensions in the file)
DeskProto assumes 4 pixels per mm (101.6 dpi), as that comes close to most
screen resolutions.

In the SVG format the zero point is in the upper left corner of the screen,
with the positive Y direction going downwards. In DeskProto (and on the
machine) the positive Y direction goes upwards, so DeskProto needs to
mirror al Y values.

Al and EPS (Postscript)

These acronyms stand for Encapsulated PostScript (a file exchange format)
and Adobe lllustrator (native format of a widely used graphics design
program). Both are in fact variations on the PostScript format, and for both
files DeskProto supports the same subset of entities.

Adobe changes the file formats for Al and of EPS with every new version of
Adobe lllugtrator, which makes these files not really suited for data
exchange. The most widely used version isthe one used in Adobe Illustrator
8, and that is the version that DeskProto supports. So Al files need to be
saved/exported for Adobe Illustrator 8 to make them readable for
DeskProto. Loading an Al file or EPSfile in a newer version will result in
the error "The version of thisfile type is not supported".

Supported Postscript entities for Vector data in DeskProto:

POINT

A point in the Postscript file will result in a drilling operation on that location.
LINETO

A line in Pogtscript contains only an end-point, and will result in a tool
movement from the current position to that end (linear interpolation).
CURVETO, CURVETO_USESTART, CURVETO_USEEND

Also atool movement to the defined end-point, however now a Bezier curve.
Used much in font definitions.

MOVETO

As the above commands specify the end-point but not the start-point, a
method needs to be supplied to move to a new start-point without drawing
(milling) aline. The Moveto command makes such positioning move.

DeskProto will also import CAD-layer information (if present). When
selecting curves you can make each layer visible or invisible.

Postscript also may contain many other entities, like colors and bitmaps,
which will be skipped by DeskProto.
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Viewing the Vector data

After loading, you can see the Vector data on your graphics screen.

In case you do not see the curves, check if item “Vector curves’ is checked
in the Items visible dialog. Here you can aso find the option to show all
points in each vector curve.

512 Geometry Data

DeskProto can load three types of CAD data: Vector data, Geometry data
and Bitmap data.

For Geometries DeskProto only recognizes "Polygon data': the outer surface
of the geometry described using a (large) number of triangles. This type of
geometry is also called mesh data, and any 3D shape can be defined thisway.
It is not the most efficient way of storing 3D data, ill it has the large
advantage that it always works: the definition is so basic that no
incompatibilities between systems exist. This same format is also used for 3D
printing, and because of that it can generated by any 3D CAD system

In order to create Geometry toolpaths you need to use a Geometry Operation
in your project.

DeskProto will generate the toolpaths by projecting a flat toolpath pattern
over the 3D geometry.

How to load a Geometry file

Geometry data files can be loaded in several ways:

o File menu command L oad Geometry file

e Toolbar button Load Geometry file

e Button Add... on the Geometry tab of the Project parameters

e The Wizard Basic Geometry machining and other Geometry wizards.

It is possible to load more than one Geometry file, using the same command:
after you have loaded a geometry the Load Geometry file command will
change to Add Geometry file.

How to save Geometry data

Geometry data can be exported in two ways:

o File menu command Save Geometry data as...

e Button Save as... on the Geometry tab of the Project parameters

The first option save all Geometry data to one file (also when various
geometry files had been loaded), the second only that data of the selected
geometry file.

You can select any of the supported Geometry file types.
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When saving the Geometry data you may select which of the Part
transformations you want to apply for the exported file. You can do so in the
Save Geometry Data Options dialog.

Geometry File types

DeskProto supports four geometry file types: STL, 3MF, DXF and VRML.
The only type that is fully supported is STL, as that file can only contain
triangles, nothing more. The other types may also contain other shapes
(entities), which are not supported.

For loading geometry we advise to use STL files, asboth DXF and VRML in
practice may give problems. We do not yet have much feedback about
working with 3MF files.

Two other file types that are often used to transfer geometry data are not
supported by DeskProto: IGES and STEP. These formats store the data in a
much more complex way, making many types of conversion error possible

STL

This file format has been created for the first 3D printer ever: the
STereoL ithography system. This doeswell explain the acronym, though some
claim that it stands for Standard Triangle Language, or for Standard
Tesselation L anguage..

An STL file may be a binary file or an ASCII file, the only difference being
the storage method: the contents of both files (the series of triangles) is
identical. DeskProto can read and write both binary and ASCI| STL files.

The original SereoL ithography system had more severe requirements for the
STL file than DeskProto. It accepted only postive coordinate values, and a
complete and true solid needed be present as geometry (no gaps and/or
orphan surfaces). Currently negative coordinates no longer are a problem,
however for 3D printers a small gap (say a 0.001 mm gap between two
triangles) still islethal. DeskProto does not care about all these errors.

In an STL file for every triangle also a normal-vector is saved, in order to
define the insde and the outside of the part. The direction of each normal
should point outwards. When the option 'ip Backfaces in the Project
parameters has been checked the backsides of the triangles will not be
considered: drawn in red, and skipped in the toolpath calculations.

This normal vector contains in fact double information, as the order in which
the three points are stored can also be used to define inside and outside: in an
STL file the vertices are listed in counterclockwise order when looking at the
object from the outside.
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3MF

The 3D M anufacturing Format has been published by the 3MF Consortium,
as an open source file format for additive manufacturing. Just as STL it
defines the geometry as polygon data, but it includes more information about
the part than STL offers, for instance about material and color. DeskProto
does not use this extra information: only the information in group "3D
Model" isread (the geometry information).

3MF files will be smaller than STL files at 3MF is a compressed format (ZIP
file).

DXF

AutoCAD Drawing eXchange File. A DXF file can contain many different
entities, both 2D and 3D.

DeskProto only supports a specific type of geometry in the DXF file:
geometry in small triangles (facets). In DXF these supported entities are
called 3D Face and Polyface Mesh. All other entities in the DXF file will be
ignored by DeskProto when loading geometry data.

3D-Face

With 3D-faces for every triangle 3 points are stored. No normal-vector is
stored, the three points are stored in counter-clockwise order.

Polyface M esh

With polyface meshes first a long list of points is stored, and then for every
triangle 3 indexes that each lead to a point in that list. In this way all the
points only have to be saved once, thus saving disk-space.

Other entities in the DXF file will be skipped when importing the file. In
practice many DXF-files will only contain other entities, and thus can not be
read by DeskProto.

Note that DeskProto also supports DXF files for Vector data, and then will
accept adifferent set of entities.

VRML

Virtual Reality M odeling L anguage file. Not widely used.

The standard for VRML files is almost completely covered by DeskProto,
both for VRML Version 1 and Version 2. DeskProto does not support the
entities Sphere, Cone and Cylinder, and the concept of Custom Node Type
definitions.

VRML files have the file extenson .WRL (short for "world").

It has become an obsolete filetype, only very rarely used.
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Corrupt geometries

In the past not all 3D CAD systems exported valid geometry files; loading an
invalid file may result in geometries that do not look right on the DeskProto
screen. With an up-to-date CAD program this is not likely to happen though:
current CAD systems have a correct STL export function.

A known problem with the STL files of some surface modeling CAD
programsis incorrect normal-vectors. The normal-vector of a triangle defines
which side of the triangle is the outside, so incorrect normals result in a
geometry with the backfaces on the outside, drawn in red. This can be solved
by switching the option Flip normals on in the Project Parameters dialog.
You can also save your geometry with these flipped normals: choose the Save
Geometry As option in the File menu.

- STL-files contain normal-vectors.

- DXF files do not contain normals, when importing a DXF file DeskProto
calculates the normal based on the three points of the triangle being stored in
a counter-clockwise order.

When some of the normals are OK and some are incorrect, then only some of
the triangles are drawn in red. This can also be solved by DeskProto. You
have to uncheck the option Skip backfaces with calculations in the Project
Parameters dialog. This causes all the triangles to be treated as if they don’'t
have backfaces but 2 frontfaces so they will be rendered from both sides, and
both sides will be used for toolpath calculations as well.

Obvioudly files can be corrupt in many more ways. DeskProto is very tolerant
here: it will smply accept files containing cracks, holes, orphan surfaces and
many more inconsistencies. Files that would be rejected by most 3D Printing
programs.

Viewing the Geometry data

After loading, you can see the Geometry data on your graphics screen. As
rendered geometry, aswireframe, as wireframe with hidden lines removed, or
as points. To determine how to view the geometry you can check or uncheck
the itemsin the Items visible dialog.

5.1.3 Bitmap Data

DeskProto can load three types of CAD data: Vector data, Geometry data
and Bitmap data.

A Bitmap file contains a 2D image by storing the color value of each pixel on
the screen. So a line is stored as a series of black pixels on a white
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background. Thisin contrast to a vector file, where the line is stored using the
coordinates of both the start point and the end point of the line. As many
different colors can be used for each pixel, in a bitmap complex pictures are
possible. Digital photos for instance are stored in bitmap files.

DeskProto needs an image in gray values, it will automatically convert color
pictures to Black& White (B&W) when loading. In case you are interested:
the conversion formulais gray-value= 0.30 * red + 0.59 * green + 0.11 *
blue.

A hitmap file is a 2D file: a pixel only has an X-coordinate and a Y-
coordinate, plus of course a color (gray value). DeskProto will convert this
2D file to a 3D geometry by trandating the gray value to a Z-value, resulting
in XYZ information for each pixel. The result is a 3D Relief. This is called
Gray scaleto Z-height conversion, or Bitmap to Relief conversion

The B& W 'colors range between black and white, where pure black and pure
white define the extreme Z-values to be used. These two extreme Z-values
can be set in the Part parameters, tab Z Settings. Internally DeskProto
converts the bitmap to a Z-grid, that can be used for toolpath calculations.

The bitmap image will be displayed on the top surface of the block. When
combined with other CAD data it will be postioned with its bottom left
corner at point X=0Y=0 (in CAD coordinates), ill at the top of the block.

In order to create Bitmap toolpaths you need to use a Bitmap Operation in
your project.

The two pictures above show the original bitmap image of a shell left, and
right a simulation of the resulting 3D Relief. Minimum Z has been assigned to
black, and Maximum Z to white. DeskProto does not display the resulting
Bitmap geometry, you can only see it by displaying the Z-grid, the Toolpaths
or the Smulation.

Important to know is that for large bitmaps DeskProto will display a
simplified version (512x512 pixels) of the bitmap, in order to speed up
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drawing. The actual toolpath calculations will nevertheless be done with the
original bitmap data.

How to load a Bitmap File
Geometry data files can be loaded in several ways:

¢ File menu command L oad Bitmap file

e Toolbar button Load Bitmap file

¢ Button Browse on the Bitmap tab of the Project parameters
e The Wizard Basic Bitmap machining

You can only load one bitmap file per project.

How to save Bitmap data
Geometry data can be exported in two ways:

¢ File menu command Save Bitmap data as...
¢ Button Save as... on the Bitmap tab of the Project parameters
You can select any of the supported Bitmap file types for export, except GIF.

Bitmap Filetypes
DeskProto supports the most popular file types for bitmap files:

BMP File format defined by Microsoft for BitMaP files. Not
very efficient (large files), widely accepted.

GIF the Graphic Interchange Format is an efficient format
without data loss, though only max 256 colors are possible.

JPG or JPEG File format defined by the 1SO (International
Sandards Org) Joint Photographic Experts Group.
Various levels of compression are possible, all resulting in
some loss of information.

PNG the Portable Network Graphics is the best bitmap format:
with compression, no data loss, not patented (like GIF).
DeskProto also supports PNG files with a 16-bit grayscale
image (65536 shades of gray).

TIFF Tagged Image File Format, originally made by Aldus,
since 2009 controlled by Adobe. TIFF filestend to be very
large. DeskProto can read both 8-bit grayscale images
(256 shades of gray) and 16-bit grayscale images (65536
shades of gray).

WEBP Web Picture format, developed by Google (as a derivative
of WebM, a video format file), intended to make bitmap
files very small and thus perfect for website use.
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HEIC High Efficiency Image Container (supported only in the
MacOS build, and only for import). This is the standard
format used by iPhones and iPads to store photos.

Grid complications: the M oir é effect.

In a DeskProto bitmap operation two grids are used: the bitmap is a grid, and
for calculating the toolpath the Z-grid is used. Be warned: combining two
grids that are not equally spaced may lead to ripples in the resulting relief,
caused by a Moiré effect.

The Bitmap grid isthe grid of pixels, the size of each grid cell in mm being set
on tab XY Transform of the Bitmap parameters.

The Z-grid is the rectangular grid of XY postions, with a Z-value calculated
for each position, the size of each grid-cell in mm set by the Precision.

The Z-grid will be filled with Z-values that are calculated in the Bitmap
grid.

In most cases the dimensions of these different grid cells will not be not
equal, so this conversion cannot be done one to one.

For instance: imagine a bitmap with a pixel size of 0.9 mm and a Z-grid with a
cell size of 1 mm. Most Z-grid cells then are filled with the Z-value of just
one single bitmap cell, however every 10th cell will be filled with Z-values
from two bitmap cells. And this may cause a visible ripple in the relief. Such
ripples are called the Moiré effect.

In order to prevent such Moiré problems you can select a pixel size that is
dependent from the precision. This can be accomplished using one of the two
options “ Calculate from precision...” (on tab XY Transform that was just
mentioned). The edit fields for Custom will show the resulting relief size.
Note that when you later change the precision that will automatically also
change the size of the resulting relief.

Viewing the Bitmap File data

After loading, you can see the Bitmap image on your graphics screen.

In case you do not see a bitmap, check if item “Bitmap” is checked in the
Items visible dialog. Per default the bitmap is drawn trandlucent, making it
possible to see items behind the bitmap. In the Items visible dialog that
tranducency can be switched off.
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5.2 Project

A project is the file that you open when you work with DeskProto. It can be
compared with a document in applications like MS Word. Unlike Word,
where you can open several documents at the same time, in DeskProto
though you can have only one project opened. A project can be saved and
opened in the File Menu, as a DeskProto ProJect file with the file-extension
DPJ. DPJ files are smple text files, that can be edited using a plain text
editor.

Project Structure

The information in a project file is structured: in addition to some general
information five groups are present:

¢ General information

e CAD files

o Parts

e QOperations

o Views

o NCfiles(if any)

Most important general information is the Machine (CNC milling machine)
that you want to use for this project. You can select a different machine in
the Project Parameters dialog. Other general information includes the type of
user interface that you used (Wizard-based or Dialog-based) and the Edition
of DeskProto that was used.

Each project can include one or more CAD files. Three types of CAD data
are supported: Vector data, Geometry data and Bitmap data. In the DPJ file
only links to the CAD files are stored, not the actual CAD data. In case a
project does not have link to a CAD fileit is called a template project.

The Part iswhat you are going to machine. A project contains one or more
parts (zero parts is not possible), as for one model several parts may be
needed. For instance the left halve and the right halve of a hand drill. The
part definition consists of a number of parameters, like scaling values
(relative to the original geometry), rotation values etc. Each type of CAD
data comes with dightly different set of part parameters: the Vector settings,
the Geometry settings and the Bitmap settings.

In fact the Part parameter s define what to machine.

An Operation defines how the material will be machined. Three different
types of operation are available: Vector operations, Geometry Operations and
Bitmap operations. Each part contains one or more operations (N0 maximum
number, zero operations is not possible). It is called operation because it
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defines one actual machining operation. This definition also consists of a
number of parameters, like cutter, milling direction, precision values, feedrate
etc. Most times you will use more than one operation for one part. For
example you may want to quickly remove most of the material (roughing)
before you want to mill precisely (finishing).

In fact the Oper ation par ameter s define how to machineit.

The project file also contains information about the View (camera position)
for each part, and about the NC files that you have saved when working with
this project.

In DeskProto the structure of the project is shown in the Project tree, which
is placed on the left of the screen and looks like this:

Project Tree
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Project Types

You can create a new project by choosing the New Project option in the File
menu. You will see three sub-options for the three types of project that
DeskProto supports:

o New Vector project will create a project with a \VVector operation

o New Geometry project will create a project with a Geometry operation

o New Bitmap project will create a project with a Bitmap operation

So the difference is small: the type of operation that is present defines the
project type. You can easily add and remove other operations, of any type.
When you create a new project the currently opened project file will be
closed. In case you start DeskProto a new project will be created
automatically.
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Default project

When a new project is created, all parameters are copied from the Default
Project, the Default Part and a Default Operation. This default operation can
either be Vector, Geometry or Bitmap. The three operation types each have
their own set of default settings: the default Vector operation, default
Geometry operation, the default Bitmap operation.

All these settings are saved on your PC, every user has a separate set of
defaults. You can use these defaults to enter parameters that you want to use
as a standard, for instance the machine that you always use. A default CAD
file cannot be set though, and the default project can only contain one Part.
One of the settings of the default Part is which type of operation needs to be
loaded (Vector/Geometry/Bitmap). This defines whether the default for a
New project (in the file menu) is a Vector project, a Geometry project or a
Bitmap project.

Editing the parameters of the default Project/Part/Operation can be done in
the Options menu.

How to open a project

You can open a project by choosing the Open... option of the File menu, or
by pressing the Open button on the Toolbar. When you open a project the
currently opened file will be closed.

The folder that is shown when you first open the Open File dialog is the file
location ‘Data’, which can be changed at the General tab page of the
Preferences dialog. After that DeskProto will remember the folder you are
working is (the current folder) and will keep using that.

How to save a project

You can save a project by choosing the Save option of the File menu, or by
pressing the Save button on the Toolbar. Using this option it will be saved
under the same name you have saved it before. If you want to save it with
another name, choose the option Save As... under the File menu.

The same current folder as just explained for Open project will be used here
aswell.

The DPJ file

The project information is stored in a DeskProto ProJect file (file extension
.DPJ), containing all Parameter settings and also all View settings. Note that
the project file does not contain any CAD data, only links to the CAD file(s).

Two different types of DPJfiles are used:
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1 - aproject file with only the settings (default)
2 - aproject file with both the settings and the calculated toolpaths.
Both files have the same file extension .DPJ

The second type (with toolpaths) can be useful in case the toolpath
calculations take very long.

You can choose between both types in the "Save as type" field of the Save
Asdiaog.

When opening a project file it is not needed to distinguish between both types
of DPJfile.

In fact the toolpaths will be stored in a separate file: the DeskProto Toolpath
file (file extenson .DPT), which will be much larger than the (small) DPJfile.
For a project file called test.dpj the toolpath filename will be test.dpt

The difference between such Toolpaths file and an NC program file is that
the first isin a machine-independent format.

A DPJ file without CAD data is caled a template file: when opening
DeskProto will ask for a CAD file to be loaded.

The sample DPJ files do not include a line to define the machine to be used:
DeskProto will then use the default machine that you have set.

521 Part

A part is what you will machine using one setup (a block being fixtured on
the machine). For some products that is all that is needed, for other products
more parts may be needed: for instance the left sde and the right side of a
hand drilling machine, to be glued together later. In case you machine one
block of material from two (or more) sides, DeskProto will see each side asa
separate Part.

The description of a part consists of a number of parameters, like scaling
values (applied to the original CAD data), rotation values and the size of the
material block to be used. These parameters depend on which type of CAD
data has been loaded: the Vector settings, the Geometry settings and the
Bitmap settings are dightly different. For a complete list of parameters see
Part Parameters dialog. To edit a part go to the Parameters menu and select
the item Part Parameters. This opens the Part Parameters dialog.

A much quicker way to open the Part parameters dialog is double-clicking on
the part's name in the Tree.

How the part should be machined is defined in its Operations. A part can
contain one or more operations: Vector operations, Geometry operations

and/or Bitmap operations.
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Current part

In case your project contains more than one part you need to make a part
current in order to see it on the graphics screen. There is always one part
that’s current: no more, no less. The light-bulb icon in the project-tree shows
which part is current: for only part the light burns (yellow) - for all other parts
(if any) the light is off (gray).

You can make a part current by clicking on the gray light-bulb icon for that
particular part. Clicking on a yellow light-bulb does not have any effect. You
can also make a part current by right-clicking on a part in the project-tree and
then mark the option ‘Make Current’ in the context-menu that will be shown.

Default part

When a new project is created it will contain one part. The parameters of that
part are copied from the default part. The default settings are saved on the
computer; each computer user has his’her own set of defaullts.

You can use the default part to enter the settings that you want to use as a
standard. For instance when your geometry always needs to be rotated 90
degr round Z, or when you always need the Zero point to be at the bottom of
the block. You can also set the number of operations, for instance a Roughing
operation and a Finishing operation (in that case you will have two default
operations).

Important is the type of Operation that you use in your default part:

o when the first operation is a Vector operation your default project will be a
Vector project

¢ when the first operation is a Geometry operation your default project will
be a Geometry project

o when the first operation is a Bitmap operation your default project will be
a Bitmap project

To edit the parameters of the default part, go to the Options menu and select
the option Default Part Parameters. This opens the Part Parameters dialog.
The parameters of the default part are also used when you add a new part to
the project.

5.2.2 Vector Operation

An operation gives a description of how the material should be machined.
DeskProto features three different operation types:

o thisVector operation ismeant to create toolpaths for Vector data

o aGeometry operation is meant to create toolpaths for Geometry data

¢ aBitmap operation is meant to create toolpaths for Bitmap data.
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The description of a Vector operation consists of a humber of parameters,
like cutter, type of toolpath (Profiling, Pocketing, V-Carving, Drilling),
milling direction, precison values, feedrate etc. For a complete list of
parameters see Vector Operation Parameters dialog.

To edit an operation go to the Parameters menu and select the item Operation
Parameters. When more than one operation is present a dialog will open to
select which Operation to edit. After selecting a Vector operation, DeskProto
will show the Vector Operation Parameters dialog. Of course a Vector
Operation must already be present in order to select one.

A much quicker way to open the Vector Operation parameters dialog is
double-clicking on the operation's name in the Project Tree.

Visible operations

To view the data or the toolpaths of a particular Vector operation you need to
make it visible. Of all operations of the current part O, 1 or more operations
may be visible at the same time. The light-bulb icon in the Project-tree shows
if an operation isvisible: the light burns (yellow) means visible, the light is of f
(gray) meansinvisible.

Y ou can make an operation visible by clicking on the gray light-bulb icon for
that particular operation, and make it invisible by clicking on it's yellow lamp
icon. You can also make an operation visible by right-clicking on an
operation in the project-tree and then mark the option ‘Visble' in the
context-menu that will be shown. Ancther way to make an operation visible
isto click on alamp icon in the operation-list of the Items visible dialog. To
actually see one of the items (curves, toolpaths) of the Vector operation you
have made visible, the item needs to be checked aswell in this dialog.

Default Vector operation

When a new Vector operation is created, the parameters of the new operation
are copied from the default Vector operation. The default settings are saved
on the computer; each computer user has his’her own set of defaults.
DeskProto also contains a default project and a default part. When the
default part contains a Vector operation (as first operation) the default
project isa Vector project.

You can use the default Vector operation(s) to enter milling parameters that
you want to use as a standard. For instance a specific tool and/or machining
depth.

To edit the parameters of the default Vector operation, go to the Options
menu and select the option Default Vector operation Parameters. This will
open the Vector operation Parameters dialog.
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523 Geometry Operation

An operation gives a description of how the material should be machined.
DeskProto features three different operation types:

e aVector operation is meant to create toolpaths for Vector data

o this Geometry oper ation is meant to create toolpaths for Geometry data
¢ aBitmap operation is meant to create toolpaths for Bitmap data.

The description of an operation consists of a number of parameters, like
cutter, dtrategy, precision values, feedrate etc. For a complete list of
parameters see Geometry operation Parameters dialog.

To edit an operation go to the Parameters menu and select the item Operation
Parameters. When more than one operation is present a dialog will open to
select which Operation to edit. After selecting a Geometry operation,
DeskProto will show the Geometry Operation Parameters dialog. Of course a
Geometry operation must already be present in order to select one.

A much quicker way to open the Geometry operation parameters dialog is
double-clicking on the operation's name in the Project Tree.

Visible operations

To view the data or the toolpaths of a particular Geometry operation you
need to make it visible. Of all operations of the current part 0, 1 or more
operations may be visible at the same time. The light-bulb icon in the Project-
tree shows if an operation is visible: the light burns (yellow) means visible,
the light is off (gray) meansinvisible.

Y ou can make an operation visible by clicking on the gray light-bulb icon for
that particular operation, and make it invisible by clicking on it's yellow lamp
icon. You can aso make an operation visble by right-clicking on an
operation in the project-tree and then mark the option ‘Visble' in the
context-menu that will be shown. Another way to make an operation visible
isto click on alamp icon in the operation-list of the Items visible dialog. To
actually see one of the items (Z-grids, toolpaths) of the Geometry operation
you have made visible, the item needs to be checked as well in this dialog.

Default operation

When a new Geometry operation is created, the parameters of the new
operation are copied from the default Geometry operation. The default
settings are saved on the computer; each computer user has his’her own set
of defaults.

DeskProto also contains a default project and a default part. When the
default part contains a Geometry operation (as first operation) the default
project is a Geometry project.
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You can use the default Geometry operation(s) to enter milling parameters
that you want to use as a standard. For instance a specific tool and/or

strategy.

To edit the parameters of the default Geometry operation, go to the Options
menu and select the option Default Geometry operation Parameters. This will
open the Geometry operation Parameters dialog.

5.24 Bitmap Operation

An operation gives a description of how the material should be machined.
DeskProto features three different operation types:

o aVector operation is meant to create toolpaths for Vector data

o aGeometry operation is meant to create toolpaths for Geometry data

o thisBitmap operation is meant to create toolpaths for Bitmap data.

The description of a Bitmap operation consists of a number of parameters,
like cutter, strategy, milling direction, precision values, feedrate etc. For a
complete list of parameters see Bitmap Operation Parameters dialog.

To edit an operation go to the Parameters menu and select the item Operation
Parameters. When more than one operation is present a dialog will open to
select which Operation to edit. After selecting a Bitmap operation, DeskProto
will show the Bitmap Operation Parameters dialog. Of course a Bitmap
Operation must already be present in order to select one.

A much quicker way to open the Bitmap Operation parameters dialog is
double-clicking on the operation's name in the Project Tree.

Visible operations

To view the data or the toolpaths of a particular Bitmap operation you need
to make it visble. Of al operations of the current part 0, 1 or more
operations may be visible at the same time. The light-bulb icon in the Project-
tree shows if an operation is visible: the light burns (yellow) means visible,
the light is off (gray) meansinvisible.

Y ou can make an operation visible by clicking on the gray light-bulb icon for
that particular operation, and make it invisible by clicking on it's yellow lamp
icon. You can also make an operation visible by right-clicking on an
operation in the project-tree and then mark the option ‘Visble' in the
context-menu that will be shown. Another way to make an operation visible
isto click on alamp icon in the operation-list of the Items visible dialog. To
actually see one of the items (bitmap, toolpaths) of the Bitmap operation you
have made visible, the item needs to be checked aswell in this dialog.
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Default Bitmap operation

When a new Bitmap operation is created, the parameters of the new
operation are copied from the default Bitmap operation. The default settings
are saved on the computer; each computer user has hisgher own set of
defaults.

DeskProto also contains a default project and a default part. When the
default part contains a Bitmap operation (as first operation) the default
project is a Bitmap project.

You can use the default Bitmap operation(s) to enter milling parameters that
you want to use as a standard. For instance a specific tool and/or strategy.

To edit the parameters of the default Bitmap operation, go to the Options
menu and select the option Default Bitmap operation Parameters. This will
open the Bitmap operation Parameters dialog.
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5.3 Process steps
531 Z-Grid

The Z-grid is an intermediate result, in-between the CAD-data and the
toolpaths. It is used for Geometry data and for Bitmap data, Vector data is
processed without a Z-grid. The Z-grid is a sort of height-map of the
geometry (or of the bitmap relief): a 3D bar graph, with a Z-value for each
XY position. The size of the grid-cells is set by the toolpath distance and the
stepsize along the toolpath. Normally you should not be bothered by this
representation of the geometry, however it might be useful to see what is
really happening. For instance in case a hole in the geometry is missing in the
toolpath, you can check the Z-grid. In case present there, the cause will be
that the cutter istoo large to fit in the hole. In case not present in the Z-grid
the grid cells are too large, or some error is present is the geometry file.
Besidesthat it will also give an idea of how the final result will look: a rough
simulation of the part to be created. Especialy when you view it as a
rendered Z-grid.

Here's an image with a Z-grid and the rendered one (Note that for accurate
precision settings it will take some time to draw a rendered Z-grid on your
screen).

The pictures show a line-drawing and a rendered Z-grid, you can display
these by checking them in the Items visible dialog. The grid-structure is
clearly visible. Any undercuts that are present have become solid: for each
grid-cell only the highest Z-value is stored. Especially for inverse milling this
rendered Z-grid is useful as a preview to show what will be created.

Note the strong staircase effect that is visible. In the actual model the stairs
will be partially smoothed away due to the size of the cutter (as that cannot
create sharp inner corners).

When creating the Z-grid DeskProto calculates a large number of points on
the surface of the geometry, finds the correct grid-cell for each point (based
on X and Y) and fillsthat grid cell with the Z-value of the point. For each cell
only the highest grid value will be stored. This explains some characteristics
of the DeskProto toolpath: undercuts are not possible, and the resulting part
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alwayswill be a bit larger than the CAD model. How much larger depends on
the Precision values.

When projecting vector curves or a bitmap on the geometry DeskProto will
use a Z-grid to determine the correct Z-value for each point in the toolpath.

Each operation hasit's own Z-grid.

How to calculate and show a Z-grid

You can show a Z-grid by selecting the option Calculate Z-grids under the
Create - Extra menu. Another way is checking Z-Grids or Rendered Z-Grids
in the Items visible dialog.

532 Toolpath

The Toolpath is the path that the cutter will follow to create a part on the
milling machine. More specific, it is the series of positions for the tip of the
cutting tool (XY of the center of the tool, Z of the lowest point of the tool).
The start of the toolpath is drawn as a small red cone pointing downward, the
end by a similar cone pointing upward. These cones are NOT the workpiece
zero point: in the Items visible dialog an option is present to display a blue
orientator at the workpiece zero point. The image below shows both the start
point and the orientator: on dightly different positions.

The toolpath is a very important representation for a visual check before
starting the milling machine: any errors should best be found before milling
(the toolpath Animation is a good tool to find errors). Here's an image of a
toolpath.

Page 384



DeskProto Reference Concepts

Most lines are drawn as solid lines (default in red), indicating a normal speed
(Feedrate).

Lines drawn in purple indicate that the feedrate is reduced by DeskProto's
Dynamic Feedrate Control.

Some lines are dashed in gray, indicating that they are Rapid movements
(moving asfast as possible).

The toolpath depends on the settings made in the Operation Parameters
dialog.

After calculating a toolpath using the command Calculate toolpaths the
toolpath item will automatically be switched on in the scene (made visible in
the Items visible dialog). To send this toolpath to the machine it should first
be post-processed to an NC-program, which is done using the command
Write NC-program file. How it will be post-processed is determined by the
postprocessor which islinked to the milling machine you use.

Options when displaying the tool paths

As said the toolpaths are drawn as red lines, and rapid movements in dashed
gray lines. You can change these colorsin the Preferences.

In the Items visible dialog the following three options can be checked:

Show pointsto add a dot on each point in the path (default is OFF)

Show arrowsto show the direction of the toolpath (default is OFF)

Show rapid movements to show or hide all dashed gray lines (default is ON)
One more useful option is present: in an Animation you can watch the cutter
proceed over the toolpath.

How to calculate toolpaths
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You can let the toolpaths be calculated by selecting the option Calculate
Toolpaths under the Create - Extra menu.

%

Asa shortcut this convenient button is present on the Toolbar.
Another way is checking the Toolpaths checkbox in the Items visible dialog.

533 Animation

Before sending the NC program file to the machine it is always good to check
the toolpaths by viewing the drawing on your screen. When many toolpaths
are present it may be difficult to interpret the drawing, even when you make
most operations invisible. To make it easier to see what exactly happens
DeskProto offers the Animation.

Toclpath Anirmation n
v
> MM E ¥ 2 A
Operation: Contours
X Y z
302.00 46.90 -3.00
(®) DeskProto units {mm) Show true cutter

() NC-program units {mm)

How to show an animation
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You can show an Animation by selecting the option Calculate Animation in
the Create menu.

»

As a shortcut this convenient button is present on the Toolbar.

When you open an animation all toolpaths we disappear from your screen,
and the Animation dialog (shown above) will pop up. A small cutter will be
drawn as well, on the first postion of the toolpath. This is a symbolic
representation of the real cutter (so size and shape are not correct): for most
cutters a small vertical cylinder isdrawn in dark gray.

Using the controls in this dialog you can start the cutter movement and make
it follow the toolpath. This is a great help, to see in advance how the cutter
will move when running this path on your machine.

5.34 Simulation

The NC program file is in fact the final result of DeskProto: sending it to the
machine will produce the desired part. It may be useful though to preview
this resulting model on screen, in a Simulation.

The Smulation is a 3D model, displayed on the screen, that shows you what
the resulting part will look like. This can be used to check things like the
resulting surface smoothness, error movements that damage the part (if any),
rest material where the cutter cannot reach, etc. DeskProto will calculate a
simulation in 3D, so you can rotate, pan and zoom it just like any other item
on screen. The calculation is done using only the toolpath data, so without
use of the underlying CAD data.
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The simulation is for one Part: all available operations can be included. The

illustration above shows three operations:

e aGeometry operation for roughing, where the ballnose toolpaths (or rather
the "cusps' in-between) are clearly visible: the green part on the right.

e a Geometry operation for finishing, showing a very smooth resulting
surface: only the left half has been finished.

e aVector operation with half the DeskProto logo, 0.5 mm deep, projected
onto the bottle surface: only visible on the finished side.

In a smulation an operation cannot smply be made invisible (like for
instance for the toolpaths): just as in real life it is not possible to undo the
removing of material. Unchecking an operation will restart the simulation
with a fresh block of material.

Because of that the Operation's visibility settings in the tree cannot be used
here. A Smulation comes with the Smulated Operations dialog to select
which operations need to be included.

Only after pressing Calculate the smulation will be updated (if needed after
resetting it first).
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Operations to Simulate n

[m] Check all / none

s~ Roughing
- Finishing
] Text

Calculate Help

DeskProto uses in fact two completely different calculation algorithms: one

for 3-axistoolpaths (XY Z) and one for rotation axis toolpaths (XZA):

o the XYZ algorithm uses a grid-based calculation: a grid on the XY plane
with a Z-height for each grid-cell.

o the XZA simulation uses a voxel-based algorithm: a calculation based on
voxels (small "3D pixels') that either are filled with material or not.

The voxel-based algorithm is much more complicated, and so calculation

time will be higher. The quality of the resulting image is higher for the grid-

based smulation, however that algorithm simply does not work for rotary

machining.

One more difference isthat the voxel-based simulation removes material only

where the cutter can actually cut, defined by its cutting length. For a finishing

operation this might be completely within the block: creating an invisible

cavity in the block, So for a voxel-based simulation it is important to smulate

the operationsin the correct sequence: first roughing, then finishing.

You can set the Level of detail of the simulation on the Smulation tab of the
Part parameters. For the grid-based simulations this sets the number of grid-
cells to be used (the size of the grid), for the voxel-based simulation the
number of voxels.

For Geometry projects the DeskProto grid-based smulation allows you to
compare the smulation with the original geometry, and indicate any
differences with a color (so this option is not available for rotary machining).
Rest material in green, too much material removed in red. On the Smulation
tab of the Part parameters the user can select whether or not to use these
colors, and also the tolerance to be used.

In the simulation screenshot above you can for instance see that a skin has
been applied when roughing (green rest-material), and that the cutter is too
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thick for the small inner radius at the neck of the bottle (green rest-material
just below the cap). The red color in the DeskProto logo islogical, as the logo
is not a part of the geometry and thus DeskProto concludes that too much
material has been removed. The red will only be visible in case the geometry
is switched off in the Items visible dialog.

How to calculate and show a sSmulation
You can show a Smulation by selecting the option Calculate Smulation in
the Create menu.

Asa shortcut this convenient button is present on the Toolbar.
Another way is checking Smulation in the Items visible dialog.

The speed of drawing a simulation can be optimized using the Graphics
optionsin the Advanced Preferences.

5.35 NC-program

NC stands for Numerical Control (we will also use the acronym CNC, which
stands for Computerized Numerical Control). An NC-file contains an NC
program: a series of instructions for a CNC milling machine to execute. It
needs to be sent to a machine (or rather to the machine's control software) to
make that machine execute the NC program. Each file contains commands
for a specific machine (or machine-type).

An NC-program is machine-dependent: its format will be different per
machine, as each machine (or rather each controller) will "speak a different
language". The format that DeskProto uses to write the NC-file is determined
by the Postprocessor that is configured for that machine. In the Project
parameters you can select which machine will be used.

Almost any NC program file isin plain ASCII: you can read and edit it using
a plain text editor like Notepad. DeskProto can only work with ASCII NC
files.

How to create an NC-program
The toolpaths calculated by DeskProto can be saved to an NC-program
choosing the option Write NC-program from the Create - Extra menu.

o

Asashortcut a convenient button is present on the Toolbar.
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DeskProto will try to combine the toolpaths of all Operations of one Part into
one combined NC program file.

Or, when Chaining has been applied, even toolpaths of Operationsin several
Parts can be combined.

NC Fileslist

DeskProto will show you a list of all NC files that have been written for the
current project. This is shown in the NC Files window, below the Project
Tree. If thiswindow is not visible you can check it in the View menu.

Sending NC-program to machine

For some machines it’s possible to send an NC-program to the machine from
within DeskProto (only a few machines support this). How to do this see the
option Send NC-program To Machine from the Create menu. For all other
machines you need to open the NC file in the machine's control software.
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54  Typesof machining
54.1 Two-sided machining

This page is about Geometry machining (so this does not apply to Vector and
Bitmap).

Some models can be completely machined from one side, like DeskProto's
DpPictureFrame sample geometry. For other models, like the perfume bottle
sample geometry, machining from one side is not sufficient.

A complete bottle can be created in three ways:

1. Machine two separate halves and glue these to one another to make a
complete model. This is the easiest way, which works great for many
models. For instance for an electric hand-drill or similar tool.

2. Use arotation axis to rotate the model during machining. This is called
rotation axis machining.

3. Machine the model from two sides, so flip the block upside-down
halfway through process. This flipping can be done either manually or
automatically by arotation axis.

This help page concerns the third method: Two-Sided machining, using the
manual flip. For the automatic flip see the page on indexed machining.

Machining from two sides comes with some extra issues:

- how to hold the part after turning it upside down

- how to make sure that both sides are perfectly aligned

- how to correctly set the WorkPiece zero point for the second side, making it
match the first side.

The advanced geometry wizard "Two sides, manual flip" will help you to
create a complete model in one piece by machining it from two sides. The
total block of material to be used needs to be larger than the part, leaving a
frame around the part. This frame permits you (after machining the first side)
to again clamp the block in order to machine the second side as well (turned
upside down). See the illustrations below, where the orange part is the block
(top view).

Page 392



DeskProto Reference Concepts

DeskProto will lock the Operation’s Area to be machined to the geometry's
bounding box (for X and Y'). DeskProto will add a Border on all four sides so
the cutter can also machine the outside surfaces of the part. See the image
below, in which the cutter has been drawn in the border area.

Obvioudly the part needs to remain connected to the block when the second
side is machined. This is done by the so called Support Tabs: four small
rectangular blocks that function as bridges to connect the part to the
remaining part of the block (the frame). In the illustration above the four gray
rectangles are the Support Tabs.

DeskProto will set the width and depth (X and Y) of the material block. For
X both left and right 25 mm (or 1 inch) is added outside the support tabs,
permitting you to clamp down the block on the machining table at that spot.
For Y both front and back 10 mm (or %2 inch) is added, resulting in a block
that is sufficiently stable when machining. These dimensions need not be very
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accurate. A hit oversize is advised for the actual block, making sure that you
can machine a reference plane later in the process.

In contragt, the height of the block (Z) needsto be very accurate as otherwise
the second side will not be correctly positioned relative to the first. In
practice you can easly satisfy this requirement, as you can buy most
materialsin dabs at an exact thickness. Of these dabs the top surface and the
bottom surface are exactly parallel to one another aswell.

The size of the total material block is defined in the Part parameters.

Note that DeskProto can be configured for two different block types
floating size and fixed size. The first type is default, and determines the
block size by adding a certain frame width on all four sides, as explained
above. The second type uses, as its name indicates, a fixed block size. Thisis
handy when you have similar products and a stock of equally sized blocks. In
this case it is possible that the part does not fit in the block (some minimum
margin is needed as a frame): in such cases a warning message will be issued
and you need to scale down the part. The choice between both types of block
and the dimensions to be used can be set in the Preferences dialog.

DeskProto makes it easy for you to correctly position the two sidesrelative to
one another. Or in other words: to set the correct workpiece zero point that
makes the second side exactly fit on the first. For this aim DeskProto uses
two rulers (stop-bars) that are exactly parallel to the machine’s axes, and that
have a known position. See the illustration below: the long ‘horizontal’ bar is
paralel to X, at aknown Y position, the short ‘vertical’ bar has a known X-
position (being parallel islessimportant for this small bar: it isin fact an end-
stop). The workpiece zero point for both NC program files hasto be set at the
exact point where both rulers meet, with the Z=0 set with the tip of the tool
touching the top of the block. This zero point remains the same after turning
the block upside down for the second side. Also see the illustration below.

.

—
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After machining the first side, you have to machine two reference planes, on
the block’s back and left side: see the red line in the illustration. The
reference plane on the left is on position X = 0 and needs not be along the
complete side (which would not be possible because of a clamp). The
reference plane on the back ison a 'Y -position as specified in the Report file,
and needs to be machined along the complete back. After turning upside-
down these two reference planes need to exactly touch the rulers, making
sure that the block is exactly lined up with the machine, and exactly at the
correct position.

Remember that in order to machine a plane at X=0 the tool needs to move
aong Y at X=-R mm (or inch), in which -R is "minus the Radius of the
cutter”. A similar radius correction needs to be used for the second reference
plane.

Note:

The Ruler /Reference plane method just described is just one method: more
methods are available to correctly position the block after turning upside-
down. For instance using refer ence pins on the machining table, combined
with matching holesin the block that exactly fit these positioning pins. Thisis
easiest when you set the zero point exactly centered between the pins (two or
four). In DeskProto "Make center of material zero" is a pre-defined option
for the zero point X and Y (this needsto be set after completing this wizard,
for both parts).

The Two-Sded Milling Wizard can be used with any of these positioning
methods, as long as they result in the block having the same position before
and after turning upside-down.

The Report file just mentioned will be generated upon pressing button Write
report file on the last page of the wizard. It gives all information needed for
the actual machining process. DeskProto will automatically open the file in
Notepad, making it easy to print the file and/or to save it. Default filename is
Wizardlog.txt: save it using a different name to prevent it from being written
over by anext wizard.

Of course you are free to fine-tune the results of the wizard before starting on
the machine. You can till change any parameter after finishing the wizard:
also parameters that have not been set by the wizard. You may also add
operations, for instance some extra finishing with a small tool for some
specific detail. In case of using an extra operation make sure to create the
new operations by Copying an operation set by the Wizard, not by just
Adding a (default) operation. That way all settings made by the wizard will be
copied aswell.

After changing any parameter you will have to again save the NC program
file that was written by the wizard.
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A wealth of information on two-sded machining is available in the
DeskProto Tutorial book (can also be downloaded as PDF): Lesson 6 is about
two-sided machining, and shows you how to machine a nice sample
geometry: a cellphone's front cover. This STL file is a free download on
www.deskproto.com Tutorial videos are available as well.

5.4.2 Rotation axis machining

A rotation axis or 4th axis on a CNC milling machine can be applied in two
different ways:

- the part can be rotated during machining (continuous r otation)

- the part can be machined from one side (three axis machining), then rotated
and machined from a second side, etc. Thisis called indexed machining.
DeskProto supports both methods, obvioudy only in the Multi-Axis edition of
DeskProto.

On some four-axis machines the 4th axis rotation is achieved by rotating the
spindle motor and the cutter (swiveling head). DeskProto does no support
such machines: only machines where the 4th axis rotation is achieved by
rotating the material block.

This page is about continuous rotation, which is in fact 'real’ Rotation axis
machining. It can be switched on by checking the box "Use rotation axis' in
the Part parameters. That option is of course available only when the
machine that you selected for your project has a rotation axis configured in
it's machine definition.

In the DeskProto calculations the rotation axis is always parallel to the X-
axis. In case on your machineit is parallel to Y you can configure that in the
machine definition: Options > Library of machines > OK on warning > select
your machine and press Edit. One of the options in the Rotary Machine
Settings is "Has 4th axis parallel to Y™. This option will swap X and Y: more
information on that help page.

Geometry data

In case only Geometry data is present DeskProto will set a Material block
that exactly fits the bounding box of the geometry. This block may either be
rectangular or cylinder shaped. The axis of this cylinder (so the actual axis of
rotation) will be the X-axis in the original CAD coordinates (the line for
Y=0 and Z=0), so you may need the option Center geometry to center your
geometry round that X-axis.

Note the easy way that is available to create a rotary project for a geometry:
using the Rotary machining wizard.

Vector data
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For Vector data two different data types are possible: 2D Vector data (no Z-
values, or all Z-values equal to 0.0) and 3D Vector data (Z-values are present
that are not equal to 0.0). In the latter case DeskProto offers the option to
ignore all Z-values, which converts the data to 2D.

In case only 2D Vector data is present, rotation axis machining is possible
only when a cylinder shape Material block has been set. DeskProto will
create a cylinder that is exactly large enough to wrap the 2D CAD data round
this complete cylinder (like a paper label on a jam jar). So for a 2D curve
with Y-size 100 mm, the diameter of the generated cylinder block will be
31.83 mm: asthis cylinder's circumference is Pi * 31.83 = 100 mm. You can
use a larger diameter cylinder by setting the material block to custom. The
machining depth is relative to the outside surface of the cylinder block.

In case 3D Vector datais present DeskProto will offer two workflows:

1- wrap the curvesround a cylinder (just asfor 2D data), and use the Z-value
asradius for each point on the curve. The machining depth then is relative to
this Z-value.

2- do not wrap, so keep the 3D curves as they are, in 3D gspace. The
toolpaths then will be calculated based on these curves, just as done in the
calculation for rotary geometry toolpaths. This option will be useful for
instance when you have cut a 3D shape and have a 3D curve over the surface
(from the same CAD system) that indicates a groove in the surface:
DeskProto then can use vector machining to cut the groove. The machining
depth isrelative to the radius value of each point of the curve.

When a vector file is loaded that contains 3D curves DeskProto will ask if
you want to use the Z-values in the curves, and also if you want to to wrap or
not to wrap in case rotary toolpaths are required.

Bitmap data

In case only Bitmap data is present DeskProto will also create a cylinder
shape block and wrap the image round that cylinder. Exactly as described
above for 2D vector data.

For mixed pr oj ects the Geometry size will overrule the wrapping calculation
when calculating the block size.

For mixed projects you can select "Project on 3D Part geometry" in the Z-
settings for the vector data and/or the bitmap data.machining. The machining
depth / Relief depth then is taken relative to the geometry surface at that XY
position.

In all cases you are of course free to change the block dimensions conform
your needs.

Rotation axis machining in DeskProto in fact ill is a type of three axis
machining: instead of moving X, Y and Z at the same time, now X, Z and A
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will move. In a DeskProto NC program file for Rotation axis machiningno Y -
coordinate value is present.

So before starting the cutter needs to be positioned along Y exactly above the
rotation axis, soat Y = 0.0. You can make DeskProto do this automatically
by checking the option "Write Y=0 in first movement command for rotary
machining” in the Advanced Machine Settings dialog.

DeskProto does not do this by default as such movement may damage your
machine in case the current Z istoo low, and as on some rotary machines Y -
movements are not possible.

A wealth of information on rotation axis machining is available in the
DeskProto Tutorial book (can be downloaded as PDF): Lesson 5 is about
rotation axis machining a geometry, and shows you how to machine a great
sample geometry: the head of the famous Venus of Milo statue. This STL file
is a free download on www.deskproto.com In addition a series of nice
tutorial video's are available on the DeskProto website.

54.3 Indexed machining

A rotation axis (4th axis) on a CNC milling machine can be applied in two
different ways:

- the part can be rotated during machining (continuous rotation)

- the part can be machined from one side (three axis machining), then rotated
and machined from a second side, etc.

DeskProto supports both methods, obviously only in the Multi-Axis edition of
DeskProto.

This page is about indexed machining, which is possible only for geometries.
DeskProto offers indexed machining in wizard Advanced geometry, Two or
mor e sides, automatic rotation (also called the N-Sided Milling wizard). In
thiswizard you can choose any number for N, from 2 up to 99 sides.

e The wizard will automatically generate N parts for you in the DeskProto
project tree, and will apply the correct rotation for the geometry in each
Part. The rotations are evenly spread (360 / N), if needed you can select a
higher N and then later delete some of the parts.

e Support tabs (cylinder shaped blocks left and right), to keep the part
connected to the rotary table, are optional.

¢ |neach part one or two operations are generated (finishing, and optionally
roughing first): the wizard will link all these operations into one large
Chain in order to write one combined NC file for the complete indexed
milling process.
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e The required A-axis rotation commands for the rotation axis (in-between
the operations) are entered in the operation's Sart/End commands. The
wizard will also use these commands to move the Z up to a safe height
before rotating the block. This is needed because the diagonal of a
rectangular block islarger than itswidth and height.

DeskProto also supports indexed machining on five-axis milling machines
(five-axis continuous rotation is not supported). This works exactly the same
as with four axes: you create a series of parts, specify the correct rotations
for each part, and specify these same rotationsin the Start commands of each
Operation. Only now both an A-axis rotation command and a B-axis rotation
command need to be specified. For five-axis machining these commands
need to be added manually, as no 5-axis wirzard is present.

54.4  Five-axismachining

DeskProto offers a limited support for five-axis machines:

- only indexed machining, no continuous rotation or simultaneous 5-axis.
This means no rotations while machining, only rotations in-between the 3-
axistoolpaths for the various orientations of the part.

- only "trunnion style" 5-axis machines are supported: machines in which
two rotary tables are combined that will rotate the block of material. See the
illustration below, where a smple trunnion-style 5-axis unit is shown,
positioned on a machining table with T-dots. The large rotation unit (the
horizontal axis) is used as tilting table, the small rotation unit (in the image
the vertical axis) can rotate the part. One more photo of such machine can be
found on the rotary machine settings page.

L =

DeskProto does not support machines where one or both rotations are
achieved by rotating the spindle motor and the cutter (swiveling head
machines). We do not plan to extend the 5-axis options in DeskProto, as the
program needs to be easy to use: offering "CNC machining for non-
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machinists'. Five-axis machining is a complex process, which does not match
with this primary aim.

The five-axis process is much more complex than for four axes, so DeskProto
cannot offer a wizard to automatically create such project for you. It works
the same as indexed machining with four axes: you create a series of parts,
specify the correct rotations for each part, and specify these same rotations in
the Start commands of each Operation. Only now both an A-axis rotation
command and a B-axis rotation command need to be specified.

Very important is that the trandation settings need to be None for all axes:
the zer o point on the machine needs to be the same as in the CAD data.
On the machine this zero point needs to be set exactly on the point where
both rotation axes intersect, as DeskProto will also perform all rotations
round axes through this zero point.

These are the stepsin the process:

e Define a part for each side that you want to machine, and apply the
correct rotation for the geometry in each Part.

¢ Define the operations that you need for each part

e Set the rotation commands for A and B (to be done in-between the
operations) by entering them in the operation's Sart/End commands. The
rotation values need to be the same as just set for each part. Also enter
commands to move the Z up to a safe height before rotating the block.

e Link all operations into one large Chain in order to write one combined
NC file for the complete indexed milling process.

It will be clear that this is only meant for experienced DeskProto users. A
detailed instruction for five-axis indexed machining can be found in L esson 9
of the DeskProto Tutorial book (can be downloaded as PDF). Including a
nice sample project.

545 Laser engraving

Many small CNC milling machines offer a laser unit as optional extra. Thisis
a device that emits a downward laser beam on the part that will burn the
material. It can be used to change the color and thus write/draw on the part
(laser engraving), or to completely cut the part (laser cutting).

DeskProto supports using such laser for Vector machining (so not for creating
3D geometry parts or for bitmap images). This can be done in 2D on a flat
piece of material, and also in 3D by projecting the vector curves on the 3D
geometry of a part that has been machined earlier.
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In order to use Laser engraving the following things need to be configured
first:

1. In your postprocessor you need to enable the laser option (on tab page
Laser)

2. In your machine definition you need to enable the laser option (in the
machine's Laser settings).

3. You need to define one of more laser cutters.

After that you will be able to select one of these laser cutters in the Vector
operation parameters.

Thiswill change the following options in the settings that this dialog offers:

- the word " Spindlespeed” is replaced by "Svalue”, with the machine's laser
power values as min and max. That is because many machines use the S
command (in G-code) to set the laser power.

- an option "Pass count" is added, to be used when your laser is too weak to
get the desired result in one pass.

- the Machining depth is disabled, at 0 mm: this is about engraving on the
surface of the material.

- Peck drilling is disabled

- all Roughing options are disabled

- the Dynamic feedrate is disabled.

The toolpaths will be different as well:

- During rapid positioning movements the laser will be switched off

- The toolpath needs to go up and make a rapid movement for every
positioning movement (for very small movements a milling cutter may remain
at machining level) We call this behavior "Never stay low".

And the Z=0 position needs to be set at the level where the laser's focus hits
the material.

Page 401



Desk Proto DeskProto Reference

546 V-Carving

V-Carvingis a special type of Vector machining. Y ou can find the settings on
the V-Carving tab of the Vector operation parameters. For this toolpath type
aconical cutter needs to be used, also called "V-Cutter" or " V-hit". The trick
with such cutter is that the width of the groove that is machined depends on
the depth of the cut.

Assume that you have a 45 degree conical cutter (included angle 90 degrees)
and that the Z=0 is set with the tip of this cutter (a sharp tip) at the top
surface of the material. The image above shows how a toolpath at Z=-1 mm
resultsin a groove that is 2 mm wide and a toolpath at Z=-3 mm will make a
6 mm groove.

Y ou can imagine that a 3D toolpath with a varying depth will create a groove
with a varying width. V-Carving needs closed vector curves: it calculates
toolpaths with a depth that matches the width of the pocket at each position.
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It is also possible to create sharp corners in the resulting groove: using a
toolpath that risesto the surface (Z=0) in amovement at a certain angle.

V-Carving works very well to machine a text in a detailed font: the
screenshots above show the V-Carving toolpath for an "e" character, in font
Times New Roman (with a 45 degree conical cutter). The varying depth
makes sure that the width of the groove will exactly match the outline of the
drawing. Note the short toolpaths on the right side towards the three sharp
inner corners.

The two images above show the toolpath and, from the same viewpoint, a
simulation of the resulting part. As you can see: the outside shape of the
groove indeed exactly matches the vector curves of thisfont.

It will be clear that a V-Carving toolpath will go deep when when the groove
is wide and/or when the V-cutter has a sharp point (small angle). When
needed the toolpath will go down in steps (roughing layers). DeskProto will
show you how deep the unrestricted toolpath will dive (after calculating the
toolpaths, on tab page V-Carving).

.""‘( ' A f '|I M \
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In case you do not want to cut to this unrestricted depth DeskProto offers
you the option to limit that depth to the Machining depth that you have set
(Vector operation parameters, tab Z Settings). All cutter movements below
this machining depth will be skipped, and DeskProto will fill the resulting
horizontal surface with pocketing toolpaths.

When you do not limit the depth it will still not be completely unrestricted:
the V-Caving toolpaths will not go below the bottom of the block.

In the image above you can see both the toolpaths and the result. The V-
cutter that is used has a sharp tip, so it is clear that this bottom surface will
not be flat, as you can clearly see in the smulation on the right..

It is possible to make this bottom flat by adding an extra operation: a
Cleanup operation. You can easily add such operation using button "Create
cleanup operation..." that you can find on tab V-carving of the Operation
parameters. That extra operation uses the same curves and the same
machining depth as the V-Carving operation, however it uses a flat cutter
(instead of a V-cutter) and Pocketing toolpaths. It also contains one special
setting: the XY allowance, set on the Roughing tab, needed as the flat cutter
needs to keep a certain distance away from the curves. This distance depends
on the depth of cut and the angle of the cutter, as explained on the Cleanup
operation help page just mentioned. For a 45 degree conical cutter this is
easy: the allowance must be exactly as large as the machining depth.

As you can see in the image above: not the complete bottom will be made
flat. The end mill (flat cutter) cannot reach into sharp inner corners any
further than its radius allows.
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The result of a V-Carving operation can be completely changed by adding
one closed vector curve around the complete vector drawing. Like in the
image above the square around the "e". When you now (again) select All

curves the background of this "e" will be V-Carved, as shown above. Which
againisagreat result !

Obvioudly thiswill take longer as the toolpath now is much longer.

Here as well you can add a Cleanup operation to make the bottom surface
flat.

As said thistoolpath type isa great tool for creating signs: you will be amazed
how quickly you can machine an absolutely good-looking sign using V-
Carving. It can of course also be used for graphic designs other than just text.
It can also very well be used for Inlays.
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54.7 Inlays (wood-in-wood)

A wood-in-wood inlay uses two kinds of wood, in different colors, to achieve
apart with a graphic image on its top surface. The photo above shows a nice
inlay of aroseicon. Theimage can of course also be a text.

Creating a wood inlay involves cutting a pocket in the flat top surface of the
base (the female part), and cutting a part that will exactly fit in that pocket
(the male part, also called the plug). The plug then is glued on its position
inside the pocket, and finally the top surface is finished to make it smooth
and even.

We have found that V-Carving is a great way to create perfect inlays. When
using a V-hit, both the base and the plug will have side walls at a certain
angle, which makes the gluing process very easy. All male pieces to be
inserted are present on one large part. When gluing, the two parts smply are
guided to their correct position, and the process is forgiving when they are
not perfectly aligned. Due to these angled walls this type of inlay is aso
called aprismaticinlay.

The other important advantage is that due to the V-bit's sharp point it is
possible to create inlays with sharp corners.
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How it isdone

/ Atwork curve

10.00

For the male part two extra settings are needed:

1. the artwork needs to be mirrored, asthe plug will be used upside-down.

2. an extra curve needs to be selected: a rectangle around the complete
design. Asaresult all material between the artwork curves and that rectangle
will be removed.

The schematic drawing above shows what happens when you simply machine
both the male part and the female part with the same V-Carving settings. The
design isa groove of 10 mm wide, and the cutting depth islimited to 4 mm. In
both case the artwork is positioned on the top of the material block.It will be
immediately clear that the plug (the male part) will not fit in the base (the
female part). So an extra setting is needed: the curve depth.

u curve
/ limtaton | depth
1000 g 8 1000 ;

saving gap Artwork
gluing overlap fevel
— \ excess gap =

The female part was already correct: the artwork curves are present at the
top surface, which will be the surface that isvisible in the result. So the result
will show the original artwork.

For the male part we used this extra setting, and entered a Curve depth of 3
mm. The cutting depth limitation still is4 mm, just as for the female part. In
the drawing you can see what happens when the artwork curves are located 3
mm below the top of the block: the plug now nicely fits in the base, with 3
mm overlap.

On both sides a gap of 1 mm remains:

- the sawing gap is used to easily saw off the remainder of the plug

- the excess gap provides room for an excess of glue

With in-between the gluing overlap, where both parts will be touch (under
pressure while gluing) to make a tight connection.

Both gaps also provide room for the remaining cusps on the horizontal
surfaces: the V-bit cutter with a sharp tip cannot make these surfaces flat, so
in-between the toolpaths cusps will remain (unless you also use a cleanup

operation).
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An excess gap is hot absolutely needed: you can also machine the female part
without depth limitation (the block needs to be thick enough), and for the
male part use a curve depth that is equal to the unrestricted depth of the
female part. As depth limitation for the male part use a Z-depth that is a bit
lower: to create the sawing gap.

= |

The image above shows the two parts for the rose inlay, just before gluing. As
both parts have been machined using the same cutter the angle of the side
wallsisidentical. The shapes on the male part (the part on the left) may seem
a bit small: that is because the artwork is positioned 3 mm below the top of
the block. So the shapes that you see on the top of this block are indeed
smaller than in the artwork.

The exact depth values to be used for creating an inlay will depend on the
size of your inlay and the type of wood. The values that are shown on this
page anyway provide a good start.

The male part (the plug) typically has alarge area where all material needs to
be removed (up to the depth limitation). The V-bit cutter is not an efficient
tool to machine such large horizontal area. You can add a Pocketing
operation with a flat endmill to flatten that area, as explained on page V-
Carving. For that pocketing operation you then need to set an Allowance
(Roughing tab), as the flat cutter needs to stay away from the artwork curve
in order not to remove the lowest part of the angled side walls that the V-bit
machined.
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54.8 Hot Wirecutting

A hot wire cutter is a machine for cutting PS foam (PolyStyrene) It uses a
thin metal wire that is heated and can be used to create a thin cut through a
block of EPS by melting the material. On CNC machines the path of the hot
wire is CNC controlled. The wire on such machine alwaysisa straight line, in
most cases horizontal.

The image above shows a very basic image of such machine: the orange line
is the hot wire. This machine can control the Z-position of the wire as that
can move up and down along the two columns, The columns can move to the
left and to the right to control the X postion: so each end of the wire can
make a 2D movement (XZ). DeskProto creates hot wire toolpaths where both
ends of the wire (both columns) make the same 2D movement.

Clientswho CNC machine large partsin EPSfoam can make their production
process much more efficient by combining CNC machining with hot wire
cutting, using either two separate machines or one machine that combine
both technologies. They remove as much PS foam as possible using a hot
wire, which is faster than by machining, and greatly reduces the amount of
chipsand dust that is created. This works best when combined with a rotation
axis, as then the hot wire can make a number of cuts, at different angles. The
finishing then can be done using a milling cutter, with standard DeskProto
toolpaths.

Configuration
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DeskProto supports using such hot wire for Geometry machining and for
Bitmap machining (so not for vector data). Though it will be applied primarily
for rotary machining of geometry data.

In order to use hot wire cutting the following things need to be configured
first:

1. In your postprocessor you need to enable and configure the hot wire
option, see below (on tab page Hot wire).

2. In your machine definition you need to enable the hot wire option (in the
machine's Hot wire settings).

3. You need to define one or more hot wire cutters.

Project settings

After that you will be able to select one of these hot wire cutters in the
Operation parameters.

Thiswill change the following options in the settings that this dialog offers:

- for 3-axis machining the Distance between toolpaths is disabled, as then
only one toolpath is generated

- for 4-axis machining the pre-set values for Distance between toolpaths are
different, see below

- the Spindlespeed setting is disabled

- most Strategies are disabled: only parallel toolpaths along X are possible

- most Roughing options are disabled

- the Dynamic feedrate is disabled.

The toolpaths will be different as well:

z
Here is an example DeskProto project, featuring sample geometry Bottle.stl
and a hot wire cutter with a 1.5 mm diameter (for a hot wire cutter this is not
the diameter of the wire but the width of that path that is melted). From left
to right you see the geometry, the toolpath (strategy Parallel along X, only X
and Z are used) and the simulation. Only one toolpath will be generated, as
this cutter is assumed to be long enough to cut the complete block in one path

(in the cutter definition this is called "Auto length"). The toolpath is two-
dimensional, and when writing the NC file DeskProto will suppress the third
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coordinate (in this case the Y). That is, unless in the postprocessor you have
defined that it isarequired coordinate.

When you select a hot wire cutter you will see that only Parallel along X is
available as Srategy, which makes sense for this one toolpath. In addition the
Roughing layers will be disabled: after cuttings this toolpath the excess
material needs to be removed by hand. When using a milling cutter all that
material would need to be converted to chips, using roughing layers. Ramping
is disabled as well, as that would create unwanted extra movements. Of the
two precision settings only the Stepsize can be set, as a Toolpath distance is
not present. The Sepsize needs to have a low value, as the diameter of a hot
wire cutter (the widths of the groove) is small. That is not a problem as
DeskProto will filter unneeded points from the toolpath.

The smulation in the above image shows a limitation of using a hot wire for
roughing: at the curved surface to the front side and to the back side of the
bottle no material has been removed. So it may well be that in the first
operation with a milling cutter it is needed to use roughing layers. DeskProto
will not do so automatically (it will warn you though).

Using arotation axis

The 2D toolpaths as described above are pretty standard for hot wire cutting:
any user of such machine will already have software that can create this type
of toolpaths. The situation is different when the machine also has a CNC
controlled rotation axis: this is where DeskProto stands out, and in practice
rotary cutting is the main use of DeskProto's hot wire option.

z

In order to use this you ssimply check the option "Use rotation axis' in the
Part parameters. In the Geometry Operation parameters you select a hot wire
cutter. You will see that now you can again set the Distance between
toolpaths (which for the three-axis toolpaths as described above was not
possible). The values that you can choose from now are not based on the
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cutter diameter (asthey normally are), but on the circumference of a cylinder
around the part. Smply ignore the actual value and look at the denominator
of the fraction that is shown. For instance option "c/4" will make DeskProto
calculate 4 toolpaths, evenly spaced around the rotation axis, so at 90 degree
angles of the A-axis. The image above shows four rotary hot wire toolpaths
for the bottle geometry.

Postpr ocessor

The NC file that DeskProto will create for hot wire toolpaths (using a G-code
based postprocessor) will include coordinate values for X, for Z and (for
rotary toolpaths) for A. However, we have seen that some hot wire cutting
machines use different coordinates. For instance: for a machine as shown on
the top of this page some controllers use X and Y (Y for the height of the
wire), instead of the X and Z that DeskProto uses. For such machines Z is the
length of the wire. Other machines use A, B or C to control the hot wire. To
accommodate such machines you can configure thisin the postprocessor.

As the hot wire toolpath is a 2D toolpath DeskProto will automatically
suppress the third coordinate (column Y). Note that you should not make this
coordinate required (by marking it with a + in field Order/Required). A and B
coordinates are written only when needed.
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55 Various

55.1 Samplefiles

Every DeskProto installation will put a number of sample files on your
computer, both CAD files and DeskProto projects. These allow you to
immediately start working with DeskProto, even if you do not yet have CAD
data to load. They are also used in the DeskProto tutorials (PDF book and
video tutorials). In addition a number of larger CAD data files can be found
on the DeskProto website, as free downloads.

The sample project files (DPJ files) have been prepared to be used as sample
by removing the following settings:

- the path to the CAD datafile(s)

- the machine to be used

- the feedrate and the spindlespeed

When DeskProto opens such prepared sample project it will load the CAD
data from the current folder (which is the Samples folder), it will use the
machine that you have set as your default machine, and it will use the default
speeds for that machine.

The sample files are copied to the location that your operation system
prescribes for such files, making it difficult to find them (sorry). Quickest
way to find the sample files is via the DeskProto Sart Screen: simply check
"Use samplesfolder" on this screen. The Sample file location is:

Windows: C:\ProgramData\DeskProto 8.0\Samples\

MacOS ~/Library/Application Support/Delft Fline
Systems/DeskPr oto/8.0/Samples/

Linux: ~/.local/share/Delft Spline Systems/DeskProto/8.0/Samples/

The following sample files have been installed with DeskProto (for most
samples a metric version and an inch version):

A nice Beer tray, files:

2D_DpBeerTray.dxf DpBeerTray.dpj DpBeerTray FreeEdition.dpj
2D_DpBeerTray_inch.dxf DpBeerTray_inch.dpj DpBeerTray_FreeEdition-
inch.dpj

A small perfume Bottle, files:

Bottle.stl Bottle.dpj Bottle FreeEdition.dpj Bottle-RotAxis.dpj Bottle-
withShellRelief.dpj

Bottle_inch.stl  Bottle inch.dpj  Bottle FreeEdition_inch.dpj  Bottle-
RotAxis _inch.dpj Bottle-withShellRelief_inch.dpj

A very smple metal Casting, files:
Casting.stl Casting.dpj
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Cadting_inch.stl Casting_inch.dpj

The DeskProto logo as vector data, files:
2D_DeskProtoL ogo.dxf DeskProtolLogo.dpj DeskProtoL ogo_inch.dpj

A Die, as sample project for 5-axis machining, files:

Die-5axisVideo.stl Die-5axisVideo_inch.stl Die-5axis.dpj Die-
Saxis_inch.dpj

Take care: these settings are for a specific machine, for your machine you
will need to change them.

A very smple Flat test surface (can be used for toolpaths to flatten the top
of your block), files:
Flattest.stl Flattest.dpj Flattest_inch.dpj

Set of custom Insoles (only in mm), files:
Insoles.stl Insoles.dpj

A nice Pictur e frame, files:
DpPictureFrame.stl DpPictureFrame.dpj
DpPictureFrame_inch.stl DpPictureFrame_inch.dpj

A Ring, as sample jewelry wax model, files:
SampleRing.stl SampleRing.dpj

A smple Sphere, files:
Sohere.stl Sphere.dpj
Sohere_inch.stl Sphere_inch.dpj

A human Tor so (work of art), files:
Torso.stl Torso.dpj Torso-FourSides.dpj
Torso_inch.stl Torso_inch.dpj Torso-FourSides inch.dpj

The Utah teapot, famous in computer graphics history, files:

Teapot.stl Teapot.dpj
Teapot_inch.stl Teapot_inch.dpj

A V-Carving project, with parts for for engraved text and for elevated text.
2D_TimesNewRoman_200x30mm.dxf V-Carving_TimesNewRoman-
mm.dpj V-Carving TimesNewRoman-inch.dpj

As simple bitmap project the XY Z logo, files
XYZlogo.png XYZlogo.dpj XYZlogo_inch.dpj

Various Vector files:
2D_Square.dxf 2D_Sguare_inch.dxf 2D-CircleD5.ai  2D-CircleD5.eps
3D_Poalyline_Helix.dxf
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Various Geometry files:
Cube10x10x10.stl

Various Bitmap files:
Radetzky.jpg Shelll,jpg Shell2.jpg
Radetzky.dpj

55.2 Editions/ Trial mode

Select the edition you want to start
C Free Edition
offers basic functionality, for 1 part and 1 operation

) Entry Edition - in trial mode
stiple parts and operati phing, pocketing, drilling, v-carving

) Expert Edition - in trial mode
offers zll 3-sis options, inchuding many srategies
(®) Multi-Axis Edition - in trial mode

You may start the Free Edition, or start one of the paid editions in
trial mode (a cross will then be visible as watermark).

The trial cross watermark
can be removed by buying a license.

You will then receive a key that
you can enter in the activation dialog.

DeskProto is offered to you as 'Freemium' software:

you are welcome to use the basic functionality DeskProto free of charge in
the Free edition, the advanced features are available as premium extras in
the three paid editions.
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Four different Editions are available:

e FreeEdition

e Entry Edition

e Expert Edition

e Multi-Axis Edition

of which the first is free while for the other three you need to buy a license.
The Free edition can be used as free CAM software, as long as you like. As
said: it offers only basic CAM functionality. It also alows you to Trial
(evaluate) the higher editions; when running in trial mode the resulting
toolpath will add a Trial cross (watermark), visible on each part that is
machined.

The Free Edition is available for anyone: free of charge, without any
obligations attached. It's functionality is limited, till it offers all you need for
basic CNC machining: Profiling toolpaths based on Vector Data, Parallel
toolpaths over Geometry Data, and machining reliefs based on Bitmap data.
In the Free edition a project may contain maximum one part and one
operation.

Many parameters as described in the Help file are not available in the Free
Edition. Still the most important parameters are there, and for many users this
free CAM program will be al they need.

The Entry Edition is the lowcost version of DeskProto, offering limited
options, at a very low price.

Compared to the Free edition a few important extra options are present:
Pocketing, Drilling and V-Carving for Vector operations, and Roughing for all
operation types. Projects also may contain any number of parts and
operations.

The Expert Edition includes all parameters except for the rotation axis
options. So the fourth axis and the fifth axis are not available in this edition.

The Multi-Axis Edition is the most complete version: all parameters are
present, including support for the A-axis and B-axes rotation axes.

More information about higher editions can be found in the Upgrade dialog.
An edition comparison table can be found on www.deskproto.com

A license for a paid edition can be activated in the Activate dialog.
After activating your license this Edition select dialog will no longer be

displayed.
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55.3 Trial Cross

The Free edition allows you to Trial (evaluate) the higher Editions: when
running in trial mode the resulting toolpaths will leave a Trial cross
(watermark) on each part that is machined.

The effect of this Trial cross (displayed in purple) can be seen in the above
images:

For a Vector operation no toolpaths will be present in the area below this
purple cross: the toolpaths will simply be interrupted.

For a Geometry operation and a Bitmap operation all Z-positions below this
purple cross will be made a bit lower, resulting in two "ribbons’ pressed into
the surface of the part, displaying the text "DeskProto Trial version”.

Soin all cases you can clearly see if the resulting parts will suit your needs,
however the trial cross will make really using the parts impossible.

Note that the project files (DPJfiles) that are saved when in trial mode do not
have atrial limitation. So you can run in trial mode to prepare a project and
then use a paid license on a different PC to calculate the NC file. For schools
this makes a very lowcost classroom license possible: one paid educational
license on the PC next to the machine, plus many free licenses running on the
student PC's.

In order to use one of the higher editions you need to buy alicense.
Such license for a higher edition can be activated in the Activate dialog.
After activating your license the trial crosswill no longer be applied.

5.5.4 Graphically finding therotation

Finding the correct XY Z rotation values to correctly orientate a Geometry as
required can be very difficult, especially when angles other than 90 degrees
are involved. Reason is that DeskProto uses absolute rotations: for each new
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orientation DeskProto starts with the original CAD orientation, first applies
the X-rotation, next the Y-rotation and finally the Z-rotation.

Here is a tip to easily find these three rotation values by first rotating the
geometry on screen.
Follow the following steps:

1. Set the rotation settings for the Part to [X=0, Y=0, Z=0].
(Part Parameters, tab page Transform)

2. Rotate the geometry to the required orientation (using the mouse) as seen
from above (assuming the X-axis of the machine to be horizontal on the
screen, and the Y-axis of the machine to be vertical on the screen). So
imagine that your viewpoint is above the machine: you are looking downward
from the positive Z-axis.

3. Now simply copy the rotation settings from the view (View menu >>
Viewpoint >> Custom) and enter them as the rotation settings for the part
(Part Parameters, tab page Transform).

4. Finally check whether the rotations are exactly the way you want (by
looking at some default views for example).

A different feature that you can use to find the orientation that you need is
the option called Show downward faces in the Items visible dialog.

555  Postprocessor

The postprocessor is the part of the software that 'formats the NC file. So it
trandates the toolpath information into the format that your machine can
understand. Using the word 'postprocessor' is common in the world of CAM
software and CNC. In the world of computers and printers you might call this
a'device driver'.

% N1IMF_PBL ~DF
G00-X0.000 Y0.000 z5.000 52000 N5 FASTVEL 50000 V22
G01 z-1.000 F1000 N6 SPINDLE ON %z 0,0,500
G01 X100.000 N7 FASTABS X0 Y0 z5000 v8
G01 Y100.000 N8 VEL 25000 Zz0,0,-100
G01 X0.000 N9 MOVEABS X0 Y0 Z-1000 7 10000,0,-100
G01 Y0.000 N10 MOVEABS X100000 YO z-1000 7-10000,10000,-100
G00 25.000 N11 MOVEABS X100000 Y100000 Z-1000 7% 0,10000,-100
M30 N12 MOVEABS X0 Y100000 z-1000 7z 0,0,-100

N13 MOVEABS X0 YO0 Z-1000 v22

N14 FASTABS X0 YO Z5000 70,0,500

N15 SPINDLE OFF H

N16 PROGEND

The image above shows exactly the same toolpath in three different NC
formats. It is a simple square of 100 x 100 mm, 1 mm below zero. Left you
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see standard G-code, in the middle a proprietary format of a large machine
manufacturer, right a type of plotter control language. The postprocessor
determines the format that will be used when writing an NC file.

Important to know is that DeskProto does not use one unique postprocessor
for every machine (like some other CAM programs do). In practice you will
see that many different machines can work using the same NC file format.
For instance a series of machines by one manufacturer that only change in
size. Also: machines from various manufacturers can use the same controller
(and/or the same control software, like for instance Mach3). So it makes
sense to make different definitions for the machine and for the postprocessor,
which is what DeskProto does. Various machines then can share the same
postprocessor: for instance more than 20 machines (by various
manufacturers) are installed that use the Mach3 postprocessor.

In DeskProto the machine definitions can be configred in the Library of
Machines.

and the postprocessors can be configured in the Library of Postprocessors.
One of the settings in the machine definition is which postprocessor needs to
be used.

55.6 Postprocessor placeholders

The option to use Placeholders is a very powerful feature in DeskProto. A
placeholder is a hit of text that you enter, which when the NC file is written
will be replaced by the current value of some parameter.

An example: you can enter { DATE} , which in the NC file will be replaced
by the current date.

In DeskProto placeholders are enclosed in curly braces (curly brackets).
They can be used in the Postprocessor definition and in the operation
Sart/End commands

Some of the placeholders can be used in code that is processed by the
machine, like Feedrate and Spindlespeed. Other placeholders can only be
used in comment lines: these can of course be used only if your machine or
your control software supports comment lines (for instance lines that start
with a semicolon, or all code between parentheses). Consult your machine's
manual to find out.

Thisisthe list of placeholdersthat can be used in DeskProto V8.0:

Proj ect infor mation:
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{ PROJPATH}

{ PROJNAVE}
{ MACH NENAVE}

{ POSTPROCNANE}

Part infor mation:
{ PARTNANME}
{ BLOCKXSI ZE}

{ BLOCKYSI ZE}
{ BLOCKZSI ZE}
{ BLOCKDSI ZE}

{ BLOCKRSI ZE}

{ BLOCKXSI ZE_I N_
NCFI LE_UNI T}

{ BLOCKYSI ZE_I N_
NCFI LE_UNI T}

{ BLOCKZSI ZE_IN_
NCFI LE_UNI T}

{ BLOCKDS! ZE_I N_
NCFI LE_UNI T}

{ BLOCKRSI ZE_I N_
NCFI LE_UNI T}

{ PARTNACHT! ME}

Oper ation infor mation:

The complete file specification of the project file
(.dpj), including disk and path

Name of the project

Name of the machine that has been selected for
this project

Name of the postprocessor that is used (so that is
configured for this machine)

Name of the current part

Sze of the material block along X. Szes are given
in the units as defined in the Preferences, used in
DeskProto's user interface.

Sze of the material block along Y
Sze of the material block along Z

Diameter of a cylinder shaped block (only for parts
with rotation axis toolpaths: no output for 3-axis
parts).

Rmax minus Rmin, for a cylinder shaped block.
For atube this is the material thickness,, for a solid
cylinder the Radius (only for parts with rotation
axistoolpaths: no output for 3-axis parts).

Sze of the material block along X. Szes are given
in the units as defined in the Postprocessor to be
used in the NC file.

Sze of the material block along Y

Sze of the material block along Z

Diameter of a cylinder shaped block (see above).
Rmax minus Rmin, for a cylinder shaped block

(see above).

Estimated machining time for the part
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{ OPERNAVE}

{ TOOLNUVBER}

{ TOOLNANE}
{ FEEDRATE}

{ FEEDRATE_| N_NC
FILE_UNI T}

{F}
{ SPI NDLESPEED}

{s}
{ OPERVACHTI ME)

Name of the operation to which the current
toolpath belongs

Number of the current cutter (as set in the cutter
definition)

Name of the current cutter

Feedrate, in the units as defined in the Preferences,
used in DeskProto's user interface. Only the
number if written, without the Feedrate command
(like"F")

Feedrate, in the units as defined in the
Postprocessor to be used in the NC file.

Same as line above

Sindlespeed - only the number if written, without
the Spindle command (like"S'")

Same asline above

Estimated machining time for the operation.

NC filerelevant infor mation:

{ PROGNUVBER}

{ TOOLPATHXM Ny

{ TOOLPATHXMAX}
{ TOOLPATHYM N}
{ TOOLPATHYMAX}
{ TOOLPATHZM Ny
{ TOOLPATHZMAX}

{ TOOLPATHXM N_|I
N_NCFI LE_UNI T}

{ TOOLPATHXMAX_|
N_NCFI LE_UNI T}

Number of the NC program: some controllers
require a unique program number as
identification.

Minimum X-value in the toolpath, in user-
interface coordinates, as set in the Preferences.

Maximum X-value in the toolpath.
Minimum Y -value in the toolpath,
Maximum Y -value in the toolpath.
Minimum Z-value in the toolpath,

Maximum Z-value in the toolpath.

Minimum X-value in the toolpath, in NC-file
coordinates, as set in the Postprocessor.

Maximum X-value in the toolpath.
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{TOOLPATHYM N_|  Minimum Y -value in the toolpath,
N_NCFI LE_UNI T}

{ TOOLPATHYMAX | Maximum Y -value in the toolpath.
N_NCFI LE_UNI T}

{TOOLPATHZM N_|I  Minimum Z-value in the toolpath,
N_NCFI LE_UNI T}

{ TOOLPATHZMAX} Maximum Z-value in the toolpath.

Other relevant infor mation:

{N} Newline: forces DeskProto to continue on a new
line

{ DATETI Mg} Date and time, for instance "2021-02-12 14:07"

{ DATE} Date, for instance "2021-02-12"

{TI ME} Time, for instance "14:07"

{{} o {}} This is the trick if you need a curly bracket to
appear in your NC file.

The application of the above placeholders will be clear, except perhaps for
the Program number: DeskProto can't know which program number you want
to use so it cannot replace this placeholder on the fly.

So when you have used the placeholder { PROGNUMBER} in your project and
then write an NC file, the NC-Program File Number dialog will pop up,
asking you to enter the program number that you want to use for this NC
program. For many machines this number need to be preceded by a capital
"O": do not forget to write that just before the placeholder.

The PROGNUMBER placeholder needs to be placed in the Sart commands
of the postprocessor, as this program number is needed at the start of the
program.  When you use this placeholder in the Operation Sart/End
commands the NC Program File Number dialog will not pop up.

Example:
So the Start commands of your G-code postprocessor can for instance be:

%

O PROGNUMBER}

; NC programwitten by DeskProto on {DATE},
; for machine "{MACH NENAME}".
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; Start with cutter "{TOOLNAME}".

The resulting G-code then would start with something like

%

Q1234

; NC programwitten by DeskProto on 2021-02-12,

; for machine "1SO plain Gcodes - mi'.

; Start with cutter "Ball nose, radius 3 = dianeter 6
' .

Upwar ds compatibility.

The use placeholders has been added in DeskProto V7.1

Previous DeskProto versions offered only two optional placeholders in the
postprocessor, using a different format:

- the string “*\ N’ started anew line,

- the string “~\ V' would again output the parameters value of that tab page
(for instance the Spindlespeed).

These old placeholders are no longer supported in DeskProto V8 When
opening an old postprocessor file DeskProto V8 will automatically convert
these to the new placeholders.

For instance a Sart command “ S "\ VM N R’ on the Spindle tab page will
beconvertedto” S {S}{N} R'. The postprocessor file will be saved in the
V8 format only when other changes have been entered.

A postprocessor file in the new V8 format can no longer be used in older
DeskProto versions.

The conversion and compatibility just described also applies to DPJ files
(DeskProto project files) that use ““\N' in the Operation Start/End
commands.
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557 Custom Wizards

IV Start Custorn Wizard >

Select wizard to start

123 Wax Model
123 Wax Ring

4 axis Wax Ring
Basic 30 Milling
Hollow Wax Ring
JW¥30 Wax Model
JWX30 Wax Ring

Cancel Help

In addition to the series of predefined Wizards DeskProto also offers Custom
wizar ds: wizardsthat any user can add and/or edit. A number of these
custom wizards already have been installed, these can be started via File
menu command Sart Custom wizard.

You can also start a Custom Wizard by calling it's DPW-file asa command

line parameter.

Custom wizards are not available in MacOSand in Linux: only in Windows,
sorry about that.

The Custom wizard is a very powerful option, making it possible to add your
own Wizards to DeskProto. Such wizard can make it easy to use a special
machine, or to create a special type of product. A good example are the four
wax ring wizards that come with DeskProto
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123 Waxfor the 123WaxRing fixture

Ring

4 axis Waxfor any machine with a 4th axis
Ring

HollowWax for the 5th axis of the Roland
Ring JWX-10 machine

JWX30 Waxfor the Roland JWX-30 machine
Ring

Total 7 custom wizards haven been installed by the DeskProto Setup, you are
free to edit these wizards and/or use them as examples for your own script
wizards.

A valid Custom Wizard consist of one DPW file (DeskProto Wizard) and a
subdirectory with the same name. The custom wizards shown in the image
above are already present, and can be found in folder
C:\ProgrambData\DeskPr oto 8.0\Custom\Wizar ds\

For instance the file Basic3D.dpw and the subfolder Basic3D

The DPW file specifies the name of the Wizard, how many pages are
present, the page definition file for each page, version information. The page
definition files are QML files, present in the folder just mentioned. For
instance the file that shows the Load geometry page in the Basic3D custom
wizard is

C:\ProgramData\DeskProto 8.0\CustomWizards
\Basi c3D\WizZPagel oadGeometry.gml

The wizard pages are written in QML (the Qt Modeling Language), which is
a framework for developing applications offered by the QT Company. As
DeskProto is built using the QT toolkit this is the most efficient choice for a
framework. For each custom wizard page one QML file is needed. This file
contains both the user interface (dialog design, texts, edit boxes, etc) and the
script that defines the actions to be performed. As scripting language
JavaScript isused. You may also use .QMLC files: compiled versions of the
.QML files, used as cache for a better performance (faster display) of the
wizard pages. About QML and about JavaScript plenty of information is
available viathe Internet.

So basically all you need to add a Custom wizard to DeskProto is a plain text
editor. Copy the resulting files to the locations specified above, and
DeskProto will show your new wizard.

For more information on scripting see the Scripts page and the DeskProto
Script Documentation: email us to receive a copy. Remember that an easy
way to create a Script wizard isto copy and rename one of the sample Script
wizards: then the correct structure already is present.
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For software specialists:

you can set the location of this custom wizard directory as follows: in the
Registry editor change registry key

HKCU\Software\Delft ~ Spline  Systems\DeskProto\8.0\Preferences\File
L ocations\WizardsL ocation

Only edit the registry when you are qualified and know exactly what you are
doing!

55.8 Scripts

A Script or Macro is a program: a series of commands for DeskProto that
will be executed one by one. Programs are written in a programming
language: DeskProto scripts need to be written in JScript (JavaScript), with
file extension .dps.

Other waysto automate DeskProto are Template projects and Command line

parameters.

D% Run Script X

Scripts path |C:\ProgramData'DeskProto 8.0'Scripts Browse...

Select script to run

ChProgramDatat\DeskProto 80\ Scripts\ExampleScript.dps
ChProgramDatat\DeskProto 80\Scripts\ScriptedBottle.dps
Ch\ProgramDatat\DeskProto 8.005cripts\Scriptedinsoles.dps

Run Cancel Help

A script can be called in DeskProto using the command Run Script... in the
File menu, which will show this dialog.
You can also start a Script by calling it as Command line parameter.

Default folder for script filesisthe Scripts subdirectory of DeskProto:
Windows: C:\ProgramData\DeskProto 8.0\Scripts\

MacOS ~/Library/Application Support/Delft Sline
Systems/DeskProto/8.0/Scripts/

Linux : ~/.local/share/Delft Spline Systems/DeskProto/8.0/cripty

A Script is an ASCII text file with a number of lines: each line contains a
command (or part of a command) to be executed. The script can cal a
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number of objects (functions) that DeskProto has made available via its
Scripting Interface. Most of these objects are Properties (a variable that can
be set or read) and Methods (a function with one or more parameters).

A very smple example of a DeskProto script file is present aready
(ScriptedBottle.dps):

MinDeskProtoVersion = 7.1;
MinDeskProtoRevision = 7828;
var str SampleslLocation = DPPrefer ences.getSamplesLocation();

DPProject.|loadGeometryFile(str SamplesLocation + "Bottle.stl");
DPActivePart.setGeometryRotation(-90.0, 0.0, 0.0);
DPActivePart.material BlockMethod = 2;

DPProject.cal culateTool paths();

DPProject.writeNCProgram( " ScriptOutputNCfile.ext" );
DPProgram.exit();

This script will load the Bottle geometry, orientate it correctly for machining,
set the Material block to Use the upper half only, calculate the toolpaths
using the default Operation parameters, save these toolpaths in an NC
program file and exit.

The parameter of function LoadGeometry could have contained the complete
path in one string. However as the location of the Samples folder is different
per Windows version (sorry: thanks to Microsoft) this solution is better.

The parameter of function writeNCProgram does not include a path: the file
now will be save in the folder that is specified in the Preferences (tab NC
Output). The file extension defined in this parameter will overrule that
extension that is set in the postprocessor.

The available scripting objects are described in the DeskProto Script
Documentation: a series of HTML files that can be found in the directory
\DP<cript\html\ on  the DeskProto  CD. Open the file
\DP<cript\htmi\index.html to start reading. If you do not have this CD then
please email us.

A special type of Script that is available in DeskProto is the Custom Wizard.
Thisisavery powerful option, making it possible to add you own Wizards to
DeskProto. Custom wizards can be started via Start Custom Wizard in the
File menu.

For software specialists:

you can set the location of this scripts directory as follows:

For Windows change registry key HKCU\Software\Delft Spline
Systems\DeskProto\8.0\Preferences\File L ocations\ScriptsL ocation
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For MacOS change line "8-0.Preferences.File Locations.ScriptsLocation” in
file DeskProto.plist

For Linux change line "Preferences\File%20L ocations\ScriptsLocation” in
section "[8.0]" of file DeskProto.conf.

Only edit the registry or these files when you are qualified and know exactly
what you are doing !

559 Command Line Parameters

It is possible to run DeskProto with one or two command line parameters.
This feature is not meant for ‘normal’ users, but rather for application
builders who need to include toolpath calculations in their application and/or
want to automate that process. So when you do not know what a command
line parameter is please ignore this paragraph.

Other ways to automate DeskProto are Template projects and Scripts.

Command line parameters for DeskProto need to be file names (valid file
specifications, including the path). When the file is not found or invalid an
error message will be shown. For the first parameter only a limited number of
file-typesis possible (DeskProto uses the file-extension to decide what to do
with the file), for the second parameter any file extension is possible.

In addition two extra parameters are possible, see below

1. First parameter:
Supported file-types for the first parameter are:

DPJ

This is a DeskProto project file - the project will be automatically loaded.
For instance:

"C:\Program Files\DeskProto 8.0\deskproto.exe" C:\torso.dpj

This project may also be a Template project.

DPW

This is a DeskProto Custom wizard file - the custom wizard will be
automatically started. For instance:

"C:\Program Files\DeskProto  8.0\deskproto.exe" "C:\Program
Files\DeskProto 8.0\Wizar ds\123waxRing.dpw"

DPS

Thisis a DeskProto Script file - the script will be automatically started. For
instance:

"C:\Program Files\DeskProto  8.0\deskproto.exe" "C:\Program
Files\DeskProto 8.0\Scripts\ScriptedBottle.dps’
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DXF, Al, EPS, SVG

These are CAD-files containing Vector data - the vector file will be
automatically loaded. For instance

"C:\Program Files\DeskProto 8.0\deskproto.exe" "C:
\ProgramData\DeskProto 8.0\Samples\DpBeer Tray.dxf"

The default project needsto be a Vector project.

Note that DXF can contain Vector data and/or Geometry data. The default
project type decides how the file is loaded.

STL, 3MF, DXF

These are CAD-files containing Geometry data - the geometry file will be
automatically loaded. For instance

"C:\Program Files\DeskProto 8.0\deskproto.exe" "C:
\User\STLdata\medaillon.stl"

The default project needs to be a Geometry project.

Note that DXF can contain Vector data and/or Geometry data. The default
project type decides how the file is loaded.

BMP, GIF, JPG, JPEG, PNG, TIF, TIFF

These are CAD-files containing Bitmap data - the bitmap file will be
automatically loaded. For instance

"C:\Program Files\DeskProto 8.0\deskproto.exe" "C:
\ProgramData\DeskPr oto 8.0\Samples\XYZlogo.png"

The default project needs to be a Bitmap project.

You can test command line parameters by entering these command lines in
the Search dialog of the Windows Sart button. Or you can use the Windows
Command window (start by entering CMD in the Search dialog) and enter the
command in MS-Dos.

2. Second parameter:

The above options start DeskProto and load data, nothing more (except of
course in scripts). Calculating toolpaths and writing the NC file still has to be
done by the user. DeskProto allows you to automate this as well. You then
need to start DeskProto with TWO command line parameters, the second
being the name of the NC file.

For instance: issue the following command:

"C:\Program Files\DeskProto 8.0\deskproto.exe"  C:\casting.stl C:
\cagting.nc

As a result DeskProto will be started, the file casting.stl will be loaded,
toolpaths will be calculated, the NC file casting.nc will be written, and
DeskProto will be shut down automatically. The user just sees DeskProto
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coming up and closing down again. The file extension of the NC-file needs
not be the one that is prescribed by the postprocessor: the name on the
command line will overwrite that.

The toolpath calculations are done using the parameters as set in the
defaults. This works great when the application involves repeating the same
job with a dightly different geometry. This is for instance used for making
custom insoles; each sole is different, however all soles can be machined
using exactly the same parameters.

This means that DeskProto can be included in an application without
bothering the end-user about any DeskProto setting. When the end-user
presses the "NC button" the application just needsto start DeskProto with the
correct command line parameters. The result will be an NC file that the
application then can send to the machine.

Extra parameters:

Two extra parameters are supported that are no file specifications. These
flags may be added on any position on the command line, and do not count as
first or second parameter.

"/nocalculationwarnings'  will make DeskProto suppress calculation
warnings.

This option is useful in case of automated processes, where it should not be
needed for the user to give input (press OK) on warnings that are normal for
that process. Only non-critical warnings are suppressed, for instance "The
selected curves of the operation go 5.00 mm outside of the material block."

"luserinteractionsuppressed”  will make DeskProto suppress all user
interaction (except for error dtuations). This option includes
the /nocalculationwarnings setting. Now also suppressed are the wizard
interface, the chain warning, the dialogs for Load CAD data and Transform
CAD data.

As said above, the first command line parameter may be a DPJ file. When a
DPJfile is loaded the parameters in this file will of course be used, not the
current DeskProto defaults. This can be used when the CAD-file used has the
same name for all models.

This option allows you to achieve full automation like mentioned above, but
now for more than one set of default settings.

For instance:

"C:\Program Files\DeskProto 8.0\deskproto.exe" C:\TwoSded.dpj C:
\TwoSided.nc
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When you do thiswith a template project file DeskProto will prompt the user
to browse an STL file.

The project may not be a wizard-made project, as then on opening the project
the Wizard will be started which will stop the automation. So when you
created the project using a wizard make sure to make (at least) one small
change in the dialog-based interface before saving the DPJfile.

We strongly advise to define both command line parameters including a path
specification. In case the first parameters comes with a path and the second
does not, the NC file will be written in the directory of the first (STL or DPJ)
file, asthen that has become the "current folder".

The second command line parameter also works in case the project causes
DeskProto to save more than one NC program file (for instance because of a
toolchange): the standard DeskProto naming conventions will be used for the
NC files.

In case the DPJ file that is loaded contains more than one part, then for all
parts NC fileswill be written. Extra file names will be generated by extending
the NC filename using the standard DeskProto naming conventions for
multiple NC files.

5.5.10 Template projects

Some applications need DeskProto projects that all very much look like each
other: all settings equal, only the CAD-data are (dightly) different. In that
case you don't want to again and again set all parameters for each next
project.

A first possible solution is to enter all parameters as Defaults (Default Part
and Default Operation). When you then start DeskProto and load the CAD-
data (vector, geometry or bitmap) for the new project, all parameters have
aready been set and you can immediately calculate the toolpaths. This even
makes it possible to fully automate DeskProto: see the paragraph on
Command Line Parameters.

Examples where the defaults can be successfully used:

- production of custom insoles: all products are machined with exactly the
same settings, only the Geometry file is different.

- production of name-tags: again the setting are equal for all tags, only the
Vector file isdifferent for each product.

The above solution is useful only if all your projects need these same
parameters. In case you have several types of projects, then the aternative
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solution is to create a project-file without CAD-data, which is called a
Template project. In order to create such template project you will still
need to load CAD data (vector, geometry or bitmap), as without CAD-data it
will not be possible to set any Part parameters. When you have set all
parameters that you need you can remove your CAD-data file (in the Project
parameters), and then save the project.

DeskProto will warn you that no Vector-data / Geometry-data / Bitmap-data
is present, and ask you if you want to create a template project: Yes. When
you later open such template project, DeskProto will immediately show a
File-Open dialog to load a CAD file into the project.

In DeskProto the first operation of a part defines the type of the project:
when the first operation is a Vector operation the project is a Vector project.
Same for template projects, which means that in these three cases DeskProto
will treat a project that it opens as template project:

- first operation isa Vector operation, however no Vector-file is present

- first operation is a Geometry operation, however no Geometry-file is
present

- first operation is a Bitmap operation, however no Bitmap-file is present

Here some examples where template projects may be useful:

e You may want to define template projects that you can use for various
materials. For instance when you always machine dental models your
settings are always the same. However some models are in zirconium and
some in wax, needing different settings.

e You may want to define a template project for molds, using inverse
milling.

e You may want to define a template project with two parts, for two halves
of one model: one part for the left halve, the other part for the right halve
(with correct transformations), each containing one operation for roughing,
and one for finishing.

After opening a template project and loading the CAD file that you want to
use you heed to take care NOT to save the project, as that will over-write
your template project. If needed to save use Save_As, and a different name.

A second way of using template project filesis to always use the same name
for the CAD file. Your template project than will open this file when starting
DeskProto: you just need to make sure that you have saved the CAD-data to
be used in that CAD file before starting DeskProto.
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Angular feedrate 264, 267
I n d eX Animation 353, 386
show 8l
Anti-aliasing 336
3 Area
DXF-file 233
3D face 368  freeformed 233
3Dconnexion 336 neged 233
3MF 367 Areato be machined 202
4 Autocad 364, 368
Automatic Tool Changer 269
4th axis Automation 426, 428
commands 240
settings 249 B
use 137 Backfaces 370
5 ip 125
bak1 file 314
5-axis 39 Betmap data
5th axis save as 41
commands 240 Bitmap 307
settings 249 contour 238
tilt angle 219 dimensions 142,324
A DPI 142
freeform area 238
About box 114 position 142
Activate license 110, 296 project on part 144
Add sample files 413
bitmap data 41 gz 142
geometry 39 Z-values 144
vector data 38 Bitmap data 360, 370
Al 362 add 41
Al file 364 oad 41
Air assist 211 gz 62
Aligning bitmap data 167 Bitmap file 127, 370
Aligning vector data 167 Bitmap operation 381
Always show default 96, 382
restore 129 Bijtmap operation parameters 221
Always show message 336 Bitmap relief 370
Always stay low 206 Bitmap Settings 136
Ambient 205 Bjock
Ambient area 151 dimensions 324
Ambient level 151 gz 146
Ambient skipping 213 gze (two sided wizard) 335
Angle with X-axis 190  Bjock size 165
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Block toolpaths 190 part 378
BMP-file 372 Curvedepth
Borders 205 V-Carving 177
Bottom level 139 Curvedirection 123
Buffering (graphic) 336 Curve selection 222
Button size 60 Custom wizard 50, 120, 424
Buttons 22,57 Customizing DeskProto 52
Cutter 186
C dimensions 275, 280
CAD data hot wire 409
bitmap 360 lens-type 275
geometry 360 missing 318
vector 360 multiple diameter 275, 280
CAD file 302 tapered 275
Calculate type 275, 280
toolpaths 76 vector operation 168
Calculation precision 232  Cuitter-file 290
Camera position 356 Cuttingdirection 172,175
Center 237
Center geometry 139 D
Centre 237 Deactivate license 110, 296
Chaining 128,186 Default
Check for update 113 bitmap operation 382
Circular strategy 237 bitmap operation parameters 96
Circular toolpaths 190 geometry operation 380
Cleanup operation 230, 402 geometry operation parameters95
Climb milling 206 itemsvisble 99
Clipboard 55 machine 304
Collet collision 213 part 378
Colors 331 part parameters 93
COM Port 332 project 376
Command line parameters 428 project parameters 92
Compare wth geometry 156 vector operation 379
Context menu 28, 63 vector operation parameters 94
Contour 202 viewpoint 98
Contour only toolpath 190 Delft Spline Systems 16
Conventional milling 206 Depth cueing (fog) 331
Coordinates on screen 33,62 Dimensions
Copy image 55 measuring 70
Copyright 6 Direction of milling 206
Correction factor (time) 81 Disclaimer 5
Corrupt geometry 370 Distance between toolpaths 186
Crosswise toolpaths 190 Downward faces 307
Current DPJfile 302, 374, 376
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DPSfile 52, 426
DPT file 374, 376 F
DPW file 424 Feedrate 168, 186, 246
Drilling 180 angular 264
curve selection 222 default 275
Driver dynamic 206
missing 316, 318 first movements 206
newer 321 high chip loads 206
old 323 inverse time 264
Drivers plunge movements 206
file location 327 units 330
DXF 362, 367 Feedrate command 264
DXF-file File
2D 364 locations 327,332
3D 368 new 35
freeform area 233 not found 302
geometry 368 open 36
vector 364 recent 37
Dynamic drawing 336 save 37
Dynamic feedrate 206 save as 38
Filetypes 10
E bitmap 370
Edition DeskProto project 376
entry 298, 415 geometry 367
expert 298, 415 vector 362
free 298,415 Fill gaps 190
multi-axis 298,415 Fiveaxis 399
Editions 111  Five axismachining 240
End commands 240, 243  Flip normals 125
postprocessor 261 Fog 331
Engraving 400 Free edition 298, 415
Entry edition 298,415 Free movement height
EPS 362 geometry 206
EPSfile 364 vector 170
Essentials 8 Freeformarea 202
Exit 54 bitmap contour 238
Expert edition 298,415 Freeformed area 233
Export
Smulation 85 G
Z-grid 85 GO0 264
Export settings 336 GO01 262
External program 332 G93 266
Geometry
add 39
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Geometry Items visible 68, 307
corrupt 370 default 99
dimensions 324
load 39 \]
points only 307 JPGile 372
rendered 307
sample files 413 K
save as 40 Keep settings 312
size 62
wireframe 307 I—
Geometry data 360,367 Lampicons 28,63
Geometry file 125,367 Language setting 327
Geometry information 62 Large buttons 60
Geometry operation 380 Laser 400
default 95, 380 air assist 271
Geometry operation parameters 186 machine settings 256
Geometry Settings 136 on/off 271
Geometry transformation 132 postprocessor 271
GlF-file 372 Laser cutter 170, 268
Layer thickness 199
H Layout
Hardware specification 10 view 68
Helix toolpath 190 Liahility 5
Help Library
topics 101 cutter 275
Hidden lines 307 cutters 91
Hot wire how to use 245
machine settings 255 machine 246
on/off 273 machines 87
postprocessor 273 notes 290
Hot wire cutting 409 postprocessor 258
postprocessors 89
I Library, external 6
IGESHile 368 License 6
Import License key 110, 296
area 233 Line numbers 259
region 233 Linux 8, 102
Import settings 336 Load
inch 327, 330 bitmap data 41
Indexed machining 240, 398 geometry 39
Initial Settings 304 vector data 38
Inlay 406 LPT Port 332
Inverse milling 139
Inverse time feedrate 264, 266
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Machine NC fileswindow 31, 66
advanced settings 257 NC Output 332
configuration 246  NC-program 390
hot wire settings 255 creating 390
laser settings 256 write 78
missing 316 New
ready to receive 313 project 35
rotary settings 249  Newer driver 321
select 122  Normals 370
send toolpaths to 79 flip 125
Machine-file 290
Machining O
5-axis 399 Offset toolpaths 190
indexed 398 Open
rotary 396 file location 327
two-sided 392 project 36, 376
Machining level 170 Open GL 336
Machining time 81 OpenGL
correction factor 246 driver warning 292
Machining time estimation 300 extension warning 294
MacOS 8, 10,102 Operation
Macro 426 bitmap 381
Material block 146, 307 geometry 380
Material block size 165 number of 137
Maximum layering height 199 parameters 74
Meander milling 206 to be simulated 349
Measuring 70 vector 378
Menu bar 21 visible 379, 380, 381
Migrate settings 314  Operation parameters
Mirror 139 bitmap 221
Missing cutter 318 geometry 186
Missing machine 316 vector 168
mm 327,330 Optimization 206
Moiré effect 136, 370, 372  Orientator 307
Mold 139
Mould 139 P
Mouse Parallel toolpaths 190
rotate/pan/zoom 70 parameters
settings 336 operation 74
Mouse coordinates 33,62 part 73
Movement command 262 project 73
Mulit-axis edition 298,415 Part 377
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Part 377 curve selection 222
current 378 Profiling tabs 225
default 93,378  Profilink tabs
number of 122 default 229
parameters 73 Program number 320, 419
rotation 417  Project
size 62 default 92, 376
Part information 324 NC-program 390
Part parameters 136 opening 376
Peck drilling 168, 180 parameters 73
Placeholder 419 sample files 413
Plotfile 362 saving 376
Plunge 206 structure 374
Plunge rate template 431
vector 184 toolpath 384
PNG-file 372 type 374
Pocketing 175 Project file 302, 374
curve selection 222  Project parameters 122
Points on curve 307 Project tree 28,63
Points on toolpath 307 Project vector curves 170
Polyface mesh 368 Properties 55
Positive coordinate values 153 Protect vertical surfaces
Postprocessor 246 roughing 199
configuration 258
end commands 261 Q
file extension 259 Quick Start 102
filesize 259
hot wire 273 R
laser 271 Radial strategy 237
placeholder 419 Radial toolpaths 190
program number 419 Ramping 199
start commands 261 vector 182
Postprocessor-file 290 Rapid movement command 264
Postscript 364 Recentfilelist 37
Precision 186, 232 Redo 233
Preferences 100, 327 Reduced feedrate 206
Print Region 202
image 42 Register 110, 296
preview 42,43 Relief 370
project 43 Relief height 144
setup 42,44  Report 108
Printer driver 332 Requirements 10
Problem report 108 Rest material 156
Profiling 172 Restore
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Restore Smulation 307, 387
always show settings 129 animation 353
Retained mode graphics 336 calculating 387
Retraction value 180 compare with geometry 387
Rhino 336 export 85
Right-click 28, 63 level of detail 387
Rotary machining 396 settings 156
Rotate 139 show 81
Rotation 417 which operations 349
Rotation axis 246,396 in 199
tilt option 137  Kip backfaces 125
use 137  Smooth transitions 190
Roughing 199  Smoothing contour 190
vector 182 Sort 206
SpaceMouse 336
S Soecifications 10
Sample Soeed 246
files 45,351 Spindle speed 168, 186, 246
projects 45, 351 default 275
Sample files 413 maximum 275
Save Soindle speed command 268
bitmap data as 41 Spiral strategy 237
file location 327 Spiral toolpaths 190
geometry as 40 Sart commands 240, 243
geometry transformations 135 postprocessor 261
project 37,376 Sart depth
project as 38 V-Carving 177
vector data as 39 Sart screen 45, 351
vector transformations 134 Sart/End
Scale 139 geometry 213
Screen layout 17  Sart/End commands
Script 426 vector 184
Scripting 52  Satusbar 33,62
Send NC program to ... 83,332 STEP-file 368
Send toolpathsto ... 79 Sepover
Settings geometry 186
bitmap 136 pocketing 175
geometry 136 V-Carving 177
initial 304 Sepsize along toolpath 186
keep 312 STL 367
migrate 314 STL-file 368
vector 136  Strategy 190
Settings, import/export 336 Support 15
Show downward faces 307 problem report 108
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Support tab 150, 158
geometry 163 U
synchronize 163 UHD displays 336
Support tabs 172 Units 304, 327, 330
Surface sampling refinemer190, 232 postprocessor 262
SVG 362 Update 113
SVGfile 364 Upgrade 314
Upgrading 111
T Upper half of geometry 146
Tab USB Port 332
geometry 150, 158, 163
vector 172, 225 V
vector, default 229 V-Carving 177, 402, 406
Template project 431 cleanup 230
thumbwheel 67 Vector
Thumb-wheels 26 curve direction 123
TIFF-file 372 drilling 180
Tilt angle 219 free movement height 170
Title 307 laser engraving 400
Title bar 19 pocketing 175
Toolbar 22,57 profiling 172
Toolchange command 269 project on 3D 170
Toolpath 384 roughing 182
calculation 384 sample files 413
Toolpaths v-carving 177, 402
animation 353 Z-values 123
calculate 76  Vector curves 307
calculate all 82,83 Vector data 360, 362
Trademark 5 add 38
Transformation dimensions 324
geometry 132 load 38
save geometry 135 save as 39
save vector data 134 Sze 62
vector data 131 Z-values 355
Trandate 153 Vector data transformation 131
bitmap 142 Vector file 123, 362
Trandation (language) 327 Vector operation 378
Tranducent 307 default 94, 379
Tree 28,63 Vector operation parameters 168
Trial cross 417 Vector Settings 136
Trial limitation 417 Vertical surfaces 213
Two sided wizard (block size) 335 roughing 199
Two-sided machining 392 View 70
layout 68
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View 70 calculate 82
Subjects dialog 307 calculation 383
View window 26 export 85
Viewpoint 69 Zoom 70
custom 356 Zoom speed 336
default 98
dialog 356
Views layout 358
Visible items 68
main screen 307
set graphically 164
Visible operation 379, 380, 381
VRML 367
VRML-file 368
W
Waterline toolpaths 190
Watermark 417
Windows 8, 10, 102
Wireframe 307
Wizard
bitmap 47,117
choose type 47,117
custom 50, 424
geometry 47,117
html 50, 424
introduction 12
multiple sides 47,117
preferences 335
rotary 47,117
script 50, 424
two-sides 47,117
vector 47,117
Wizard, custom 120
Working area 246
Workpiece zero point 153
indication 307
Write
NC program 78
Write NC 332
Z
Zero point 153
Z-grid 383
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