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Machinistis THE premier Palm OS application for engineers, CNC
programmers, CNC set-up, toolmakers, or anyone in gehimng industry.
Machinist is designed to ease CNC lathe programming of complaexs &al
angle to radius profile$dachinist generates up to 60 bolt hole locations,
regardless of start angle or positidfachinist simplifies drill tip depth
compensationvachinist generates CNC thread cycles, including turning,
tapping, and millingMachinist also calculates process cycle times and
efficiency, plus much more. The highly graphical interfaiceplifies usage and
aids in self explanation.

Minimum OS requirement: Any device with Palm OS 3.5 or higher (newer).
Machinist will operate on Palm OS’s older than 3.5,
but some functions may not work correctly.

Read theEULA section at the end of this User Guide before proceeding.

Hot syncMachinist.prc , Machinist Timer.prc, Machinist Data.pdb, &

MathLib.prc onto your Palm powered device.

Note: Refer to your devices user manual for Hotsync instructions

Machinist automatically installs into the MAIN directory.

The Demo version d¥lachinist is fully functional for 30 days. After the Demo

has expired, a registered versiorvafchinist must be purchased.

Machinist has been compatibility tested on many Palm OS devidegling

Palm M100, M125, M130, M500, M505, 1lI, VII, T3, Handspring Visores

TRG, Sony Clie, Kyocera & Treo smart phones.

As of version 1.91lMachinist now supports all portrait and landscape mode Palm

OS devices.
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Tap theMachinist icon %% to start the application.

Note: Some older Palm OS’s do not display the time and datthe main page.

To get started, tap ‘Start’ or the down arrow undeldtiee picture and select a

category.

Note: Tap® at any time to access the extensive on board steieppyser Guide.

Tip: Tap & hold any icon to view a short description of thattons function.

Tap, at any time, toxat Machinist.

Note: Machinist will automatically save all information that you enteven after
exiting the application.
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Individual Application Screens

Bar Calc:

This App calculates the number of pieces that can lake inam a bar of material.
Enter theBar Length (in feet).

Enter theKerf/Cut-Off Width (in inches).

Enter theRemnant Length (in inches).

Enter the bar diameter.

Enter the cut part length.

Select the material being used.

Tap to figure the cut part and the bar weight.

Tap@ at any time to access the onboard step by step instrsictio
Tap: to clear your information.

Tap= to return taViachinist main.

Tapx to exitMachinist.
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Capacity:
This App calculates the number of machines and cyclerea&red to run a product.

Enter the total customémnual Requirement in pieces.
Enter the number dVork Weeks In A Year.

Enter theQuoted Pcs Per Hour

Enter the number oDays Per Week Worked

Enter the total number dflour Per Day Worked.

Enter theNumber Of Machinesbeing utilized.

Tap to calculate the requirements and cycle time needed theyab.
Tap@ at any time to access the onboard step by step instrsictio

Tap:" to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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CDirill Tip Comp :
This App calculates the depth needed to create a spdwimfer size.
Enter the required chamfer diameter.

Tap to calculate the depth needed to make the required chdiafeeter.
Tap@ at any time to access the onboard step by step instrsictio
Tap: to clear your information.
Tap-= to return taViachinist main.
Tapx to exit Machinist.
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Conversions:

This App converts a number from one category, into another.

TIP: Conversion is helpful on machinery that has metric presgages, as found on
most CNC equipment.

Enter theValue to be converted.

Tap to calculate the conversion.

Tap@ at any time to access the onboard step by step instrsictio
Tap:~ to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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Bar Calc

Capacity nist Value=400000  (Cale)
CDrill Tip Comp

| Conversi _ 400 mm= 15.748 inch
Drete o B A00inch=10160 mm
Grill Tip Comp 400 MPa=58015.0psi
Feeds-Speeds 400 kgﬂ'nm2=ﬁﬁﬂﬂ.33psi
:ES;:':'_'::‘“ e 400 nm=27.108 Ib*f1
riay= il 400 nm=2.2840 0z%in
Tap Drill 400 Kw=536.40 hp
Time Line fhts 400 SFM=121.92 SMM

DMS>DD:

This App converts angular dimensions between deg’'min’sectiaannal degrees.
TIP: DMS>DD is handy for converting conversational CNC pamgrangles.

Top of the screen....

Enter thedegees of angle.

Enter theminutes of angle.

Enter thesemnds of angle.

Middle of the page....

Enter the angle idecimal degrees

Tap to convert from angular degrees to decimal degrees, ovafisa.
Tap@ at any time to access the onboard step by step instrsictio

Tap:~ to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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Draft Angle:
This App calculates the amount of draft angle in a wgsforging, etc.

Enter the drafAngle, in decimal degrees.
Enter the length of draft angle.

Tap to calculate the amount of draft angle.

Tap@ at any time to access the onboard step by step instrsictio
Tap: to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.



I General (RTINS CR B Dr-aft Angle (5 & X

Bar Calc

Capacity ]‘[iﬂ AP=2 000
il TipCommp | g
Conversions | /—m -.010912

DS to DD ?
——p{Draft Angle =312300

Drill Tip Comp
Feeds-5peeds
FPcssHour
Right Triangle
5ine Plate

Tap Drill

TimeLine _|hts

( Cale )

Drill Tip Comp:
This App calculates the depth needed to compensate for gpdrill
Enter the drill diameter.

Tap to calculate the drill point length.

Tap@ at any time to access the onboard step by step instrsictio
Tap: to clear your information.

Tap-= to return taViachinist main.

Tapx to eit Machinist.
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Feeds-Speeds:

This App calculates machining feeds and speeds.

TIP: Feeds-Speeds is a handy converter for all macharstgrogrammers.

To calculateéSFM (surface feet per minute): Enter tREM (revolutions per minute).
Enter the toDIA meter.

Ta to calculate th&FM.
To calculateRPM (revolutions per minute): Enter tis&=M (surface feet per minute).
Enter the toDIA meter.

Ta to calculate th&PM.
To calculatdPR (inches per revolution): Enter theM (inches per minute)
Enter th&PM (revolutions per minute).

Ta|c to calculate théPR.
To calculatdPT (inches per tooth): Enter theM (inches per minute).
Enter thg Teeth (number of cutting edges).
Enter thRPM (revolutions per minute).

Ta; to calculatdPT.
To calculatdPM (inches per minute): Enter theT (inches per tooth).




Enter theét Teeth(number of cutting edges).
Enter thePM (revolutions per minute).

TaL to calculatdPM .

Tap@= at any time to access the onboard step by step instrsictio
Tap:~ to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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Pcs/Hour:

This App calculatethe number of parts per hour that a machine(s) can produce.
Tapi@ to use the stopwatch.

Tip: Tap the graffiti home icon to return kbachinist when finished with the stopwatch.
Enter the total machin@ycle TimeIn Seconds(start to start including load tije

Enter theNumber Of Parts Per Load

Enter theNumber Of Machinesbeing utilized.

Tip: Tap now to only figure 100%, 90%, & 80% efficiencies.
Enter the total number ¢fours Per Day Worked.

Enter the number ddays Per Week Worked

Enter the number dVork Weeks In A Year.

Tap to calculate the machine efficiencies.

TIP: Only the machin€ycle TimeIn Seconds theNumber Of Parts Per Load and
the Number Of Machinesare required to calculaics/HR

Tap@ at any time to access the onboard step by step instrsictio

Tap: to clear your information.

Tap= to return toMachinist main.

Tap to exit Machinist.

([2EXSET Lathe Mill_About | & = % ALITC OFF
Bar Calc .
Capacity niﬂ {2 Cwcle Time In Seconds=58

Murnber Of Parts Per Load=1_

CDrill Tip Comp
Conversions

0:0

n

n
pMS toDD |a o @% 0 . 00 DotRsFer Moy nvarked=o
Draft ;ngle [aws Per Week Worked=5 .
Grill Tip Comp Wark Weeks In A Year=50 O

SPLIT
Feeds-5peeds
&2 Pcs/Hour & 100946
—"PI_ZSfHD'“!‘ 56 Pcs/Hour @ 9094 o
Right Triangle SOPcsfHour & 8025
5ine Plate 293P s Day & 8096 DELTH - -
Two” | Apseranishests, e
e cs/Mlonth @ | 7 '

Time Line hts 248776 PessYear @ 206 START| STOP Spllt Recet




Right Triangle:

This App calculates the unknown sides and angle of atrigihgle.
Enter the length of sidé™.

Enter angleC’ in decimal degrees.

Tap to calculate the remaining angle and sides.
Tap: to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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Sine Plate:

This App calculates the thickness of gage blocks needed farghy on a standard sine
plate.

Enter the requiredngle.

Enter the sine plate bakength.

Tap to calculate the required gage block thickness.

Tap@ at any time to access the onboard step by step instrsictio
Tap:~ to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.

Lathe Mill_About | ETTYIITH & = %
Bar Calc .
Capacity NSt

CDrill Tip Comp
Conversions
DAS to DD
Draft Angle
Drill Tip Comp
Feeds-5peeds
FPcssHour
Right Triangle
p5ine Plate
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Tap Drill:
This app allows you to calculate, or look up, drill sizastépping.

Enter the Thread Diameter’
Enter the TPI’ (threads per inch) oMM Pitch’ .
Enter the% Of Full Thread’ (usually 75%).

Tap to calculate the Tap Drill Size (in inch or mm).
Tap:~ to clear your information.



Tap on the down arrow to the right ®brt Table By, and select the tap style to sort the

data base.

Tap the up/down arrows, or use the Palm hard up/down buttoresigate the Tap Drill

data base.
Read the drill size required.

Tip: Tap the wordTap’ in the table header, or t&iart/Mill/Tap Drill DB to add/edit

the Tap Drill data base.

Tap@ at any time to access the onboard step by step instrsictio

Tap-= to return taViachinist main.
Tapx to exit Machinist.
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Bar Calc Thread Diarneter: 8750
Capacity NSt TPl oF MM Pitch:20 'EB
CDrill Tip Comp H OF Full Thread: 75
Conversions Drill Size {inch}=_82628
DAS to DD Form Iél)ri_llllf:ji_ze ?nch}f-s{:}gél
rill Size {rnmn}=-18.
g:ﬂrf’i‘;“{“:fnp Form Drill Size (rm)=-8.875
Feeds-Speeds 5ort Table By: + Al
PcsfsHour Tap [ Drinl |pecimal
Right Triangle fl.d w3 1.rnm 433
Sine Plate #0-80 3sed" 483
——pTap Drill W16 32 35 1.26mm 0492
Time Line Ihts W

Time Line:

This App calculates the total time for project launcle¢s,

TIP: Time Line is extremely useful when trying to determine grbjead times.

Tap to the right oProject Start Date, and select the start date of the project.

Tap to the right oProject Length (weeks),and enter the number of weeks in the project,
or tap to the right dProject Due Date and select the due date of your project.

Tap to calculate the total project launch time.

Tap@ at any time to access the onboard step by step instrsictio
Tap:~ to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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C it
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Grooving:
This App generates EIA program code for rough grooving.

Enter the final —Z- length for the groove.
Enter the groove diameter.
Enter the step over length in the —Z- axis, for midtgrooves.

35714Weekis)= 2hDayis)



TIP: Leave the step over blank for single grooves.
Enter the feedrate.

Enter the pecking retract amount.

Enter the pecking depth of cut.

Enter the recess amount at the bottom of the groove.

Tap to generate the EIA program code.

Tap@ at any time to access the onboard step by step instrsictio
Tap: to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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2500 =+ h_Feedrute:.DDES

Retract Amount {Pecking: 0100
Depth Of Cut Per Peck: 0500
Bottorn Recess Amount: D050

E;EE{HEE 7125  P.05
~ Hole Weights 025 R.005 F.0035

Microfinish:

This App calculates the feedrate needed to obtain a rdcguréace finish.

TIP: A micro inch to micro meter, & Ra to Rz conversi@ns located at the bottom of
the page.

Enter the required maximum surface finish.

Enter the inserTool NoseRadius TNR).

Tap to generate the required feedrate.

Tap@ at any time to access the onboard step by step instrsictio
Tap:~ to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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Profiling Main:

This app generates EIA programming code to simplify radiagle contouring.
Note: Profiling was created for use on Swiss style CNC fgthat will work on most
CNC lathes with EIA (G-Code) style programming.

Tap on the picture of the profile that you want to progra




Enter the part diameter.

Enter the chamfer length (a positive number).

Enter the endingRadius.Tip: If no endingRadius is required, uncheck the box next to

‘R’ and leave blank.

Enter the chamfeAngle, in decimal degree€Xample: 15 degrees 30 minutes=15.5)

Enter the stafRadius.Tip: If no startingRadius is required, uncheck the box next to
R’ and leave blank.

CAUTION: When no start or end radii are checked, ignore ALLprogram lines that

contain only zeros.

Enter the Z’ start position.

Enter theTNR (Tool NoseRadius) on your inserExample: .0156, .0312, .0468, etc.

Tap.e for an external (OD) profile, cw for an internal (ID) profile.

Unseleci™ when using G41/G42. Leave selected for conventional progragnmi

Tap= if your turret/saddle is on the opposite side ofgpiadle.

Tap to generate the EIA programming code for the selectedeprofi

Note: Depending on your individual processor speed, it may take ujp 30 seconds to
finish all of the internal calculations.

Tap@ at any time to access the onboard step by step instrsictio

Tap:~ to clear your information.

Tap+ to return toProfiling Main .

Tap= to return toMachinist main.

Tapx to exit Machinist.

Note: Depending on your individual processor speed, it may take ujp 30 seconds to
save your information, and exit the app.

CAUTION: These apps are for CNC'’s that are on centerline withindctory specs.

[(General [EXTIY viill Abour | YT =~ X EIeEGHEHE &= X

= 156000

Grooving

MMicrofinish
Profiling Mai T P3
ECE \"R XS K&

Rough Turn "

Thread Height |B= _
Thread Turning || {Fq Q400=R = £=-1.12500
ﬁ 6"

G1 X.96746 Z-1.125

&2 R G3 ¥ 1.0681 Z-1.1484R.0712
) Fo—& % G1X1.378127-1.2758
~ Hole Weights I\&" _E\ﬁ = Eﬁ G3X1.375 Z-1.3374R.0712

BeOfRdE <2 x AeOdE ¢ X FoORbE - ¢ 2 X

=1.37500

G1X1.063 Z-1.1231 G1 X137 Z-1.1231 G1 X137 Z-1.0204
GZX1.0681 Z2-1.1312R.0088  GZ2X1.3801 2-1.1312R.0088  GIX1.3281 Z2-1.1484R.0712
G1X1.32817-1.27/58 G1X1.7183 7-1.2784 G1X1.0682 7-1.257%

GIK1.37 2-1.332 R.0M2 G2 X1.7308 2-1.201 R.0088 G3 K.96746 2-1.281 R.0712



BeHGEHE <= [[Ae0RHE &= X

G1 X137 Z-1.0204 G1X1.3160 Z-1.125
GIX1.3281 2-1.1484R.0712  GIX1.4167 2-1.1484 R.0712
G1 X1.06812-1.2147 G1X1.7183 Z-1.2784

G2 X1.063 2-1.2028R.0088 G2 X1.7308 2-1.281 R.0088

G2 & G3 Radius’:

This App generates EIA programming code to simplify radiog@mming.

Enter the Z’ axis position.

Enter theTNR (Tool NoseRadius) on your insertExample: .0156, .0312, .0468, etc.)
Enter the require®Radius.

Enter the diameter.

Tap.e for external (ODRadii, orm for internal (ID)Radii.

Unseleci™ when using G41/G4Z.IP: Leave selected for conventional programming.
Tap= if your turret/saddle is on the opposite side ofgpiadle.

Tap to generate the EIA programming code for the seldgtatius.

Tap@ at any time to access the onboard step by step instrsictio

Tap:~ to clear your information.

Tap+ to return toProfiling Main .

Tap-= to return tavViachinist main.

Tapx to exit Machinist.

CAUTION: These apps are for CNC that are on centerline within factry specs.
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Grooving
Microfinish
Profiling Main
Rough Face
Rough Turn
Thread Height |B=
Thread Turnin

G1X1.375 G1X1.2326
Hole Weidh Z-1.1162 Z-1.12%
~ Hole Weights GZX1.3926 Z2-1.125 R.O0DG8  GIX1.37% Z-1.1962 R.0712

R1 & R2 Partial Radius’:

This App generates EIA programming code to simplify paréidius programming.
Enter the radius ending diameter.

Enter the Z- axis ending point location.

NOTE: The -Z- axis position must be a negative number, ori-8- {1.250.

Enter the require®adius.

Enter theTNR (Tool NoseRadius) on your insertExample: .0156, .0312, .0468, etc.)
Enter the radius start diameter.

Tap.e for external (ODRadii, orm for internal (ID)Radii.

Unseleci™ when using G41/G4Z.IP: Leave selected for conventional programming.




Tap= if your turret/saddle is on the opposite side ofgpiadle.

Tap to generate the EIA programming code.

Tap@ at any time to access the onboard step by step instrsictio

Tap: to clear your information.

Tap+ to return toProfiling Main .

Tap-= to return taViachinist main.

Tapx to exit Machinist.

CAUTION: These appsare for CNC that are on centerline within factory specs.
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Grooving
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Rough Face
Rough Turn
Thread Height
Thread Turnin

G1X.6 G1Z-1.4375
Hole Weidh Z-1.137h X.8
~ Hole Weights G2X1 1437904688 GIXI £-1.13719R.5312

Rough Face:
This app generates EIA programming code for multiple pagghréacing.

Enter the —Z- axis finish stock allowance.

Enter the —Z- axis roughing depth per pass.

Enter the retract amount.

Enter the —X- axis finish stock allowance.

Enter the block number of the first line of the finisdsp of the program (i.e. N100).
Enter the block number of the last line of the finishspafshe program (i.e. N200).
Enter the SFM or MMPM.

Enter the roughing feedrate.

Tap to generate the EIA programming code.

Tap@ at any time to access the onboard step by step instrsictio
Tap:~ to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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Grooving
:ﬂ Microfinish
Profiling Main
ough Face
Rough Turn
Thread Height |B=
Thread Turnin

GIZW.06 R.015 |
_ G7ZP100 0200 U.005
~ Hole Weights W.01 F012 S750

Rough Turn:
This app generates EIA programming code for multiple pasghrturning.

Enter the —Z- axis finish stock allowance.



Enter the retract amount.

Enter the —X- axis roughing depth per pass.

Enter the roughing feedrate.

Enter the —X- axis finish stock allowance.

Enter the block number of the first line of the finislspaf the program (i.e. N100).
Enter the block number of the last line of the finishspafshe program (i.e. N200).
Enter the SFM or MMPM.

Tap to generate the EIA programming code.

Tap@ at any time to access the onboard step by step instrsictio
Tap: to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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Profiling Main
Rough Face
Rough Turn
Thread Height |B=
Thread Turnin

GAZGI1U.06 R.04
_ G71P100 0200 U.005
~ Hole Weights W.01 F.012 S750

Thread Height:
This App calculates internal or external thread heights.
Enter theTPI (ThreadsPer Inch).

Tap to calculate th&xternal andinternal thread heights.
Tap@ at any time to access the onboard step by step instrsictio
Tap:~ to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.

T Lathe XTIV Gl Theead Height [ = X
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:ﬂ Microfinish
Profiling Main
Rough Face
Rough Turn
Thread Height
Thread Turnin

[ ( Cale )

External Thread Height=.0306
Internal Thread Height=.0270

~ Hole Weights

Thread Turning:

This App generates EIA program code for multi pass thngadi
Enter the amount dfaper in the threads, if needed.

TIP: Leave Taper’ blank for straight threads.

Enter theTPI (ThreadsPer Inch).

Enter the thread diameter.




Enter theTL (TotalLength of your threads).

Tap to generate the EIA programming code.

Tap@ at any time to access the onboard step by step instrsictio

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

Tap: to clear your information.

Tap= to return toMachinist main.

Tapx to exit Machinist.

[ General DTl Theead Turning [, P [T RS
Grooving
:ﬂ Mlicrofinish
Profiling Main
Rough Face
Rough Turn
Thread Height
Thread Turnin

G76 P0Z0060 001 R.005
_ G76X.813652-1.25 RO
~ Hole Weights P.03060.01 F.05

Angle Mill:
This app generates EIA programming code for milling aroungehieneter of a part.

Enter the cutter diameter.

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

Enter the part width.

Tap to generate the EIA programming code.

Tap@ at any time to access the onboard step by step instrsictio
Tap: to clear your information.

Tap= again to return tdlachinist main.

Tapx to exit Machinist.
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Angle KAl
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Bolt Circle:

This app generates up 0] bolt hole locations, regardless of size or stagl@position.
Enter the# HOLES (number of holes required).

Enter the first holSTART ANGLE (from the 3 o’clock position).

Enter theBOLT CIRCLE DIAMETER .

Enter the X’ axis bolt pattern center start position.



Enter the Y’ axis bolt pattern center start position.
Tap to generate the EIA programming code for the bolt halations.

Note: Depending on your individual processor speed, it may take ujp 30 seconds to

Tap

Note: Depending on your individual processor speed, it may take ujp 30 seconds to

finish all of the internal calculations.
Tap@ at any time to access the onboard step by step instrsictio
Tap= to generate the next set of bolt hole locations, etc.

Tap+ to view the previous set of bolt hole locations, etc

to clear your information.

Tap-= to return taBolt Circle main.
Tap= again to return tdlachinist main.
Tapx to exit Machinist.

save your information, and exit the app.

General Lathe {50/} About
Angle KAl
Bolt Circle
Hole Weights
L | ID Kl Cornp

=| Tapping
| Threead Mill

Tap Drill DB

~ Hole Weights

Bolt Circle §5)]

x ETER® &

o

= M
X Axis ¥ Axis

Hole Pos #01= 4375 0
Hole Pos #02= 4 35103 457312
Hole Pos #03= 427939 909613
Hole Pos #04= 4. 16087 1.35194
Hole Pos #05= 3 992676 1.77247
Hole Pos #06= 3 78886 2. 18750
Hole Pos #07= 353944 2 57156
Hole Pos #08= 3 25125 2 92744
Hole Pos #09= 2 92744 3 25125
Hole Pos #10= 2 57156 3.53944

Hole Pos_#11= 2_ 18749 3 78886
Hole Pos #12= 1.77947 3.99676
Hole Pos_#13= 135194 4. 16087
Hole Pos_#14= 209613 4.27939
Hole Pos_#15= 457311 4.35103

Pus.#16—3[l & 5 E X Pus.#31—45 @ E 2 X Pus.#dﬁ—ﬁ[l @& F 2 X

X Axis Y Axis
Hole Pos #16= - 00000 4 375
Hole Pos #17= - 45731 4.35103
Hole Pos #18= - 90961 4.27939
Hole Pos #19= -1.3519 4. 16087
Hole Pos #20= -1.7794 3.99676
Hole Pos #21= -2 1875 3.78886
Hole Pos #22= -2 5715 3.53944
Hole Pos #23= -2 9274 3 25125
Hole Pos #24= -3.2512 2 92744
Hole Pos #25= -3 5394 2 57156
Hole Pos #26= -3 7888 2 18749
Hole Pos #27= -3 9967 1.77947
Hole Pos #28= -4 1608 1.35194
Hole Pos #29= -4.2793 909613
Hole Pos #30= -4.3510 457311

Hole Weights:

This app calculates the weight of the material remdnaad drilling a hole at a given

Hole Pos_#31=
Hole Pos_#32=
Hole Pos_#33=
Hole Pos_#34=
Hole Pos_#35=
Hole Pos_#36=
Hole Pos_#37=
Hole Pos_#38=
Hole Pos_#39=
Hole Pos_#40=
Hole Pos_ #41=
Hole Pos_#42=
Hole Pos_#43=
Hole Pos_#44=
Hole Pos_#45=

location, for balancing purposes.
Enter the drill depth.

Enter the drill diameter.
Enter the radial location of the drilled hole.
Select the type of material being drilled

Tap to calculated the drilled material weights.
Tap@ at any time to access the onboard step by step instrsictio
to clear your information.

Tap-= to return taViachinist main.
Tapx to exit Machinist.

Tap

X Axis Y Axis
-4 375 -.00000
-4 3510 - 45731
-4 279F - 90961
-4 1608 -1.3519
-3.9967 -1.7794
-3 7888 -2.1875
-35394 -2 5715
-3.2512 -2 9274
-2.9274 -3.2512
-2 5715 -3.5394
-2 1874 -3.7888
-1.7794 -3 9967
-1.35%1% -4.1608
- 90961 -4 2793
- 45731 -4.3510

Hole Pos_#46=

Hole Pos_ #49=
Hole Pos_#50=

X Axis Y Axis
_D0ooon -4 375
AL7312 -4 3510
909614 -4 2793
1.35194 -4.1608
1. 77947 -3 9967

Hole Pos_#51= 2_18750 -3.7888
Hole Pos_#52= 2 57156 -3.5394
Hole Pos #53= 2 92744 -3 2512
Hole Pos_#54= 3 25125 -2 9274
Hole Pos_#55= 3 53944 -2 5715
Hole Pos_#56= 3 78886 -2 1874
Hole Pos #57= 3. 99676 -1.7794
Hole Pos_#58= 4 16087 -1.3519
Hole Pos_#59%= 4 27939 - 90961
Hole Pos_#60= 435103 - 45731



Hole Weights [ & X
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ID_Mill Comp:

This app generates EIA programming code for pocket milling.
Enter the diameter of the tool being used.

Enter the bore diameter to be milled.

Tap# for aclockwise cutter path.

Taps for acounterclockwise cutter path.

Tap to generate the EIA programming code.

Tap@ at any time to access the onboard step by step instrsictio
Tap:~ to clear your information.

Tap-= to return taViachinist main.
Tapx to exit Machinist.
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OD Mill Comp:

This app generates EIA programming code for boss milling.
Enter the diameter of the tool being used.

Enter the required boss diameter to be milled.

Tap# for aclockwise cutter path.

Taps for acounterclockwise cutter path.

Tap to generate the EIA programming code.

Tap@ at any time to access the onboard step by step instrsictio
Tap: to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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Tapping:

This App generates EIA programming code for tapping in ehimeng center.
Enter the X’ axis tap location.

Enter the Y’ axis tap location.

Enter the desireBPM (RevolutionsPer Minute).

Enter theTPI (ThreadsPer Inch).

Enter theTL (TotalLength of your threads).

Tap to generate the EIA programming code.

Tap@ at any time to access the onboard step by step instrsictio
Tap:~ to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.

[0 About ] *
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Thread Mill:

This App is used to ease EIA thread mill programming.

Tap.e for external (OD) threads, ra for internal (ID) threads.

Enter the length or depth of thredth(ead Depth).

Enter the diameter of the threath(ead Diameter).

Enter the Feed per tooth (i.e. .003).

Enter the diameter of the thread mill.

Enter the recommend&FM (SurfaceFeet peMinute) for your material.
Enter TheTPI (ThreadsPer Inch).

Tap to generate the EIA programming code.

Tap@ at any time to access the onboard step by step instrsictio
Tap: to clear your information.

Tap-= to return taViachinist main.

Tapx to exit Machinist.
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Tap Drill DB:
This App is used to enter all of your taps drill sizes theodata base.

Tap to the right ofSelect Tap Type’and select the category for the tap being entered.
Enter the Tap’ information.

Enter the Tap Drill' information.

Enter the Decimal Equivalent’ of the tap drill.

Tapk to view/edit the first tap in the data base.

Tap+ to view/edit the previous tap in the data base.

Tap# to add a new tap to the data base.

Tap= to view/edit the next tap in the data base.

Tap=i to view/edit the last tap in the data base.

Tap@ at any time to access the onboard step by step instrsictio
Tap:" to clear your information.

Tap® to delete a tap from the data base.

Note: This action CAN NOT be undone.

Tap+ to go toTap Drill main.

Tap= to return toMachinist main.

Tapx to exit Machinist.
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EULA (End User License Agreement):

Palm is a registered trademarkRalm One

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

Machinist maynot be disassembled, decompiled, or reverse engineered.

The developer cannot be held responsible for losses induoradhis application.

This application is provided “as is” without any impliedrveanty.

Installation of this application automatically impliesnsent to thereviousstatements.
Arzdog Software reserves the right to change this application and dentation at any
time.

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




