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M code list for mazak lathe

M00 Mandatory stop M T Optional-machine will always stop when reaching M00 in the implementation of the program. M01 The M T Machine stop option will only stop at M01 if the operator has pressed the option stop button. M02 End M T Program Does not return to the top program; may or may not reset the subscription value. M03 Upper spindle (clockwise rotation) M T The
speed of the spindle is determined by the S address, in either rotation per minute (G97 mode; default) or surface foot per minute or [surface] meter per minute (G96 [CSS] mode under G20 or G21). The right hand rule can be used to determine which direction is clockwise and which direction is counter-clockwise. The right spiral moves in the direction of tightening (and the right
spiral flute rotates in the cutting direction) is defined as moving in the direction of M03 and is labeled clockwise by convention. Directional M03 is always M03 regardless of the local and local advantages CW/CCW distinction. M04 Upper spindle (rotate counterc clockwise) M T See comment above at M03. M05 Main Axis Stop M T M06 Automatic Engine Change (ATC) M T (some
times) Many erthe machines do not use M06 because the T address independently indexes the turret. Programming on any particular machine tool requires knowing which method the machine uses. To understand how the T address works and whether it interacts (or not) with the M06, one must study various methods, such as turret programming, ATC fixation tool selection, atc
random memory tool selection, next tool waiting concept, and drum tools. These concepts are taught in textbooks such as Smid,[1] and online multimedia (video, simulation, etc.); all teaching resources are often paywalled to pay back their development costs. They are used in training classes for operators, both on-site and remotely (e.g. University Instruments). M07 Cooling
water on (fog) M T M08 Cooling water on (flood) M T M09 Cooling water off M T M10 Pallet clamping on M For the working center with pallet changeer M11 Pallet clamp turn off M For masting centers with pallet changeer M13 Spindle on (rotate clockwise) and cooling water on (flood) M This one code M does the work of both M03 and M08. It is not unusual for specific machine
models to have such combination commands, which make the program shorter, faster than written. Spindle direction M19 M T Spindle is often referred to in cycles (automatic) or while set (manually), but it is also available under program control through M19. Abbreviated oss (direction of the stop spindle) can be seen in reference to a stop-oriented during the cycle. The
intercession of spindle orientation has increased as technology has advanced. Although milling contours 4 and 5 axes Only CNC has depended on the spindle position encoding for decades, before the advent of popular direct instrument systems and mill-turn/turn-mill systems, it was involved in regular processing (not specifically) for the operator (as opposed to the machine) for
the angular direction of the spindle except in a few restricted contexts (such as tool changes or G76 smooth boring cycles with choreography tool withdrawal). Most milling features indexed around a spinning workpiece have been performed with separate operations on the indexing head settings; In a sense, the head of indexing was invented as the separate part of the device,
used in separate operations, which can provide precise axis orientation in a world where it otherwise mostly does not exist (and does not need to). But when CAD/CAM and multimedia CNC machined with multiple spindle cutting shafts become standard, even for common (non-special) applications, mechanics are now regularly interested in stepping just about any spindle through
360° with precision. M21 mirror, X M M21 Tailstock axis T M22 Mirror transition, Axis Y M M22 Tailstock backward T M23 Mirror OFF M M23 Thread gradually pulled out ON T M24 Thread gradually pulled out of T M30 End of program with the return to the program top M T M41 Gear pick - gears 1 T M42 Gear pick - wheels teeth 2 T M43 Gear select – gear 3 T M44 Gear select –
gear 4 T M48 Feedrate override allowed M T M49 Feedrate override NOT allowed M T This rule is also called (automatic) within touching the cycle or one-point flow cycle, where food has an accurate correlation with speed. Similar to spindle speed override and feed hold button. M52 Unload The last tool from the M T spindle Also has an empty spindle. M60 Automatic Pallet
Change (APC) M For ma outing centers with pallet changers M98 Subprogram call M T Takes a P address to identify subprograms to call, for example, M98 P8979 subprogram program calls O8979. M99 Subprogram end M T Is usually located at the end of the subprogram, where it returns the implementation control for the main program. The default is that the control returns to
the block after the M98 call in the main program. Back to some other blocks that can be specified by an address P. M99 can also be used in the main program with blocks ignored for endless loops of the main program on the bar work on the erthe (until the operator toggles the skipped block). From: Wikipedia | Source: Smid; Green et al. Mazak G list code for CNC mechanics who
work on MAZAK mading centers. Mazak G Code ListG CodeFunctionG00PositioningG01Linear interpolationG01.1Threading with C-axis interpolationG02Circular interpolation (CW)G03Circular interpolation (CCW)G02.1Spiral interpolation (CW)G03.1Spiral interpolation (CCW)G04DwellG05High-speed machining modeG 1Fine spline interpolationG06.2NURBS
interpolationG07Virtual-axis interpolationG07.1Cylindrical interpolationG09Exact-stop checkG10Data mode ONG10.1Command address OFFG11Data setting mode OFFG12.1Polar coordinate interpolation ONG13.1Polar coordinate interpolation OFFG17X-Y OFFG17X-Y plane selectionG19Y-Z plane selectionG20Inch commandG21Metric commandG22Pre-move stroke check
ONG23Pre-move stroke check OFFG27Reference point checkG28Reference point returnG29Return from reference pointG30Return to 2nd, 3rd and 4th reference pointsG31Skip functionG31.1Multi-step skip 1G31.2Multi-step skip 2G31.3Multi-step skip 3G33Thread cutting (straight, taper)G34Variable lead thread cuttingG34.1Hole machining pattern cycle (on a circle)G35Hole
machining pattern cycle (on a line)G36Hole machining pattern cycle (on an arc)G37.1Hole machining pattern cycle (on a grid)—G37Automatic tool length measurement—G38Vector selection for tool radius compensationG39Corner arc for tool radius compensationG40Nose R/Tool radius compensation OFFG41Nose R/Tool radius compensation (left)G41.23-D tool radius
compensation (left)G42Nose R/Tool radius compensation (right)G42.23-D tool radius compensation (right)—G43Tool length offset (+)G43.4Tool tip point control (Type 1) ONG43.5Tool tip point control (Type 2) ON—G44Tool length offset (–)—G45Tool position offset , extension—G46Tool position offset, reduction—G47Tool position offset, double extension—G48Tool position
offset, double reduction—G49Tool position offset OFFG92Coordinate system setting/Spindle clamp speed setting—G50Scaling OFF—G51Scaling ON—G50.1Mirror image OFF—G51.1Mirror image ONG50.2Polygonal machining mode OFFG51.2Polygonal machining mode ONG52Local coordinate system settingG53Machine coordinate system selectionG54Selection of
workpiece coordinate system 1G55Selection of workpiece coordinate system 2G56Selection of workpiece coordinate system 3G57Selection of workpiece coordinate system 4G58Selection of workpiece coordinate system 5G59Selection of workpiece coordinate system 6G54.1Additional workpiece coordinate systems—G54.2Selection of fixture offsetG60One-way
positioningG61Exact stop modeG61.1High-accuracy mode (Geometry compensation)G62Automatic corner overrideG63Tapping modeG64Cutting modeG65User macro single callG66User macro modal call AG66.1User macro modal call BG67User macro modal call OFF—G68Programmed coordinate rotation ON—G69Programmed coordinate rotation OFFG683-D coordinate
conversion ONG693-D coordinate conversion OFFG270Finishing cycleG271Longitudinal roughing cycleG272Transverse roughing cycleG273Contour-parallel roughing cycleG274Longitudinal cut-off cycleG275Transverse cut-off cycleG276Compound thread-cutting cycleG80Fixed cycle OFFG283Front driling cycleG284Front tapping cycleG284.2Front synchronous tapping
cycleG285Front boring cycleG287Outside driling cycleG288Outside tapping cycleG288.2Outside synchronous tapping cycleG289Outside boring cycleG290Fixed cycle A (Longitudinal chu kỳ quay)G292Threading cycleG294Fixed cycle B (Transverse turning cycle)—G71.1Fixed cycle (Chamfering cutter 1, CW)—G72.1Fixed cycle (Chamfering cutter 2, cycle (High-speed deep hole
drilling)—G74Fixed cycle—G75Fixed cycle (Boring 1)—G76Fixed cycle (Boring 2)—G77Fixed cycle —G78Fixed cycle (Boring 3)—G79Fixed cycle (Boring 4)—G81Fixed cycle—G82Fixed cycle—G83Fixed cycle—G84.3Fixed cycle—G84.2Fixed cycle—G84.3Fixed cycle G85Fixed (Reaming)—Boring 5—G87Fixed cycle —G88Fixed cycle (Boring 6)—G89Fixed cycle (Boring 7)—
G90Absolute data input—G91Incremental data input—G92.5Workpiece coordinate system rotationG93Inverse time feedG96Constant peripheral speed control ONG97 Continuous peripheral speed control OFFG94Feed per minute (asymmedual) G95Feed per revolution (sync)-G98Initial point level back in fixed cycle-G99R-point level back in fixed cycleG109Single multi-system
control program controlG110Cross outing control ONG111Cross out of control offg112M, S (S), T, B input to opposite systemG113Hob milling mode OFFG114.3Hob milling mode ONG16Polar input coordinates ONG15Polar input coordinates OFFG10.9Selection between diameter and input data radiusG130Tornado cycleG136M macro measurement, workpiece / measurement
coordinatesG137ensCompation macro macro
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