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Program Overview

Overview

Thermwood's Five Piece Door application offers a means for creating five piece doors and drawer
fronts, as designed in Thermwood's eCabinet Systems software. Five piece doors consist of two
stiles, aleft and aright, and two rails, atop and a bottom, as well as a center panel. This program
enables the designer to base their design on a standard library of door/drawer fronts, or to create
something totally unique. It isdesigned to take an output file (*. TWD format, generated from
eCabinet Systems), that contains a custom five piece door. Simply generate the CNC file from
any job or cabinet that contains a"build in house" five piece door/drawer front, and it will be
created, ready to be loaded into the Five Piece Door program at the Thermwood Machine.

Options are available in the application to designate the tooling to create a desired design shapes
for the bead, raise, and profile. A clamping fixtureis utilized to hold the stiles and rails for
machining. A matted pad holds the panel for machining, and is also used with the assembled door
for perimeter machining. Parts can be filtered for processing for only those required at one time,
or the entire job can be run at once. Labels can be also created for each part during the "Write
CNC" process. Once the CNC file has been created, the machine can be started, and the operator
will be instructed through each step, guided by text provided on the machine control's screen. |If
the next process to be completed is arail or stile, the operator isinformed of what size blank to
place in the clamps, as well as where to place the clamps.



Program Overview

L aunching the Application

The Five Piece Door program is an application that runs on the Thermwood SuperControl. Itis
launched from the main SuperControl screen by selecting "F11" <THM Options> and then "F6"
<Five Piece Door>. The Five Piece Door Main Window screen will appear now.




eCabinet Systems | nfor mation
eCabinet Systems Settings

In eCabinet Systems, selecting " Settings/Preferences” and then "Default 5 Piece Door For Cut
List", the following screen will appear:

NOTE: When using the " Build In House" option for vendor door/drawer fronts, it isimportant
to understand that what is displayed isjust for reference. What you see graphically, and the
settingsthat are displayed here, and in the " Details for Cut List" area may not correspond. The
vendor door/drawer frontswill display with the rail and style widths and the material
color/texture(s) that are predetermined by the vendor's specifications.

Sizing Details for Cut List x|

- R %%;l/

— |

Coping Depth Panel [naet
|DIEII |D.3II
Ferimeter M achining Allowance Panel Board Stack

ID.EIEEE" Genenc /A j

— Mon-Thermwood Door Settings

F ail width Stile Wfidth Arch Height kinor Bad & Side Flat Top Flat
2.4375" |2.4375" i 100,000 |0 |o"

Stilez and Railz Board Stock
IGenerin: 34 LI

Q. Cancel |

NOTE: Be aware that the settings that display in the fields are general defaults and must be
confirmed to your application.



eCabinet Systems Information

eCabinet Systems Sizing Detailsfor Cut List

Coping Depth
Thisisthe distance to be added to the rails for coping into the stiles.

Perimeter Machining Allowance

Thisisthe amount of material that will be added to the perimeter to true the door.

It should be noted that the stile and rail width will become narrower on the finished door by the
value that is entered here.

If thisis not desired, the stile and rail width must be increased by this Perimeter Machining
Allowance amount to compensate.

Panel | nset
The center panel will be machined to alow it this distance inside the rail/stiles.

Panel Board Stock
The center panel will be made of thismaterial. Confirm that the thickness is correct.

Coping Depth Parel Inget
ID_E-- IEI.E"
Perimeter M achining Allowance Parel Board Stock,

|u.n|325" Generic 5/8 =l



eCabinet Systems Information

Non-Thermwood Doors

Note that if you are using a Non-Thermwood door as the reference door, there are additional
settings needed to create the door. (Thermwood doors have these values set based on the selected
door).

NOTE: Remember that these settings are completely separate and do not reflect what is set in
the default five piece door " Details for Cut List".

— Mon-Themwood Door Settings

R ail “idth Stile *wfidth Arch Height  Minor Bad.® Side Flat Top Flat
2.4375" |2.4375° 1.75" 100,000 |o" |o”

Stilez and Railz Board Stock.

IEeneri-: 3 j
Rail Width
Thisisthe width of therail, including the Perimeter Machining Allowance.
Stile Width
Thisisthe width of the stile, including the Perimeter Machining Allowance.
Arch Height

Thisisthe distance, from the widest part of the top rail, to the bottom of the arch.

Minor Rad. %

Thisvalueisused for cathedral doorsonly. It specifiesthe radius of the arcs that join the main
arch, as a percent of the radius of the main arch. If thisamount is 100%, than the arc'sradii are
identical.

Side Flat

The distance of material that is not curved, on either side of the main arc.

Top Flat
The straight (no arc) distance in the center of the main arc.

Stile and Rails Board Stock
Therails and stiles will be made from this material. Confirm correct material dimensions.

NOTE: All of the values listed above will be used for all doorsin thisjob or cabinet; however,
individual overridesto these defaults can be made by selecting " Detailsfor Cut List", in the
specific Door/Drawer Front Design screen.




eCabinet Systems Information
Reference Drawing for Non-Thermwood Door s
Top Rail shown.

# !

Rail Width i P i

|

Arch Height

L

Minor Radlus

e




eCabinet Systems Information

eCabinet Systemsfor Cut List Overrides
Specifying different door defaults

Individual overrides to the door default settings can be made by selecting "Details for Cut List", in
the specific Door/Drawer Front Designer screen. In this example, a Thermwood Standard
Cathedral Door is selected. Again, remember to select "Build In House" to use the Five Piece
Door program.

Door /Drawer Front Designer - Door: Y standard’ Thermwood Standard Cathedral

| Doorz | Dirawer Fronts || u

b ain | LayoLk |

Full Screen |

Select Source:
I Thermwood j

=1 Door Mame:
IThermwu:u:ud Standard Cathedral

Directary:
Istandard

— Matenal

Board Stock:
Generic 344 j

™ Alemate Source

Thermwood Standard & Build In House Fieset View |

Cathedral
Dretailz for Cut List |
|
Save I Delete I

NOTE: When using the " Build In House" option for vendor door/drawer fronts, it isimportant
to understand that what is displayed isjust for reference. What you see graphically, and the
settings that are displayed hereand in the " Sizing Details for Cut List" area, may not
correspond. The vendor door/drawer frontswill display with therail and style widths and the
material color/texture(s) that are predetermined by the vendor's specifications.




eCabinet Systems Information

eCabinet Systems Build In House

Door/Drawer Front Designer

" Alkernate Source

NOTE: Doorswill only show up in the Five Piece Door Program when the " Build In house"
option is selected!



Five Piece Door Program

Five Piece Door Main Window

Upon Launching the Program Application, you will see the following screen.

NOTE: The previousjob's data will automatically be displayed when the Five Piece Door

program is loaded.

Five Piece Door CNC J

File Edit Tool Groups Fixtures Help

x|

Doox(s) /Drawer () in BsseCab# 1....0ky: 1
(DRI Thermwood Standard CathedW: 16.000..L: 24.000..T:

Left Stile............... w.  2.000..L:
Bight Stile.............. w. z.000..L:
[Wiregimaiay s e i W, 3.750..
[¥] Bottom s, ... ... W z.000..
[ paner. . ... ... .. W 1z.725.
Pasimetar. . ... .. ... ... w: 16.000. .L:
0ok DY o B B I W 18,000, .L:

[ o B T R

24.125. .
24,425, .
13,425,
15.125. .
I0.725. .
24.000. .
24,000, .,

HHHHAAS

o 00 o ooo

0.750. . Oty ¢
. 750,
. 750,
750.
T50.
625,
T80,
750,

by
oty
by
Oty
Oty
Oty
CREy

1

L S

Toal Group Selection: Fequired Job Quartity————
Gendfic L! {Door[s]: 1 Drawer|z): O |
—Machining Order——— 1~ Units
& Doors In Order % |nches
" Stiles, Rails First T Metric wiite CNC Cancel

" Panels First

Menu Option Selections

On the top of the screen is a Windows Menu that provides the selection of the program options.

Starting from the left, the first menu option is"File".

File
Open

Provides awindow where you can select the *. TWD file that you want to run. Thiswill overwrite
any previously displayed job.

Exit

Closes the program completely.

10



Five Piece Door Main Window Settings

Five Piece Door Program

At each line there is a checkbox, and listed in descending order are the Door Name, the applicable
Cabinet Assembly, the Door Type and the list of components that will construct that door.

Note that if thisjob contains multiple doors,
follow directly below this one.

(] Legt stite. . ... ... w. z.000..
(] pight 24dle. . ... ... ..., w. 2000, .
(] Top Rail.... ... w. s.750..
[V Bottom Rail. ... ... ... .. w.  2.000..
W] Panel.. ... ... W o1z, 725..
E Perimeter......... ... ... W 16,000, .
[(F] progite. ..., w. 16.000. .

WL

HHEHEFHPH

24,000, . T:
125, .
125,
125,
125..
T2%..
aoo. .
aoo. .

24
24
1z,
13,
20,
24
24

HHHHAAAad

[ e R e [ e [ e N N e ]

0,750, . Qty
750, .
750,
780, .
750, .
.B25.
750, .
750,

Oty
Lk
Oty
Oty
Rty o
Oty
Lk

i

HHKERRRR

an additional list(s) of additional components will

THH Cathl

! Door (=] fDrawer (5] in AsseCab# 1.. . . 0ty: 1

! [DR) Thermwood Ftandard CathedT: 16, 000, .
[F] Lest zeile. .. ... W, 2000,
[f] pight seile.. .. .......... w. o 2000, .
EdfTop Badil. .. ... ... .:
(V] Bottom Bada. . ............ W oz.ooon. .
[l pazer . ... W, 12,725,
(] pavimetar. ... W 16,000, .
W Profite. . .. L W 16,000, .

L:
L:
.L:
L:
L:
L:
L:

L:

24.000. T:
24
24

13,
20.
24
24

125, .T:
1285, . T:

125, .
25,
aoo. .
aoo. .

HHHaaEEA A

0.750. . QEy
750, .

Oty

The checkboxes are used to deselect specific parts from the job. Green checks indicate that all
parts are selected and will be processed. Clicking on (for example, one of therails or stiles), will
cause a yellow exclamation point marker to show in the Cabinet and Door Type selection area,
alerting you that this job will proceed, but will not be complete. Clicking anywhere above the
component list will causeared "X" to be displayed, showing that this job will not be processed.
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Five Piece Door Program

Tool Group Selection

Tool Group Selection

If you have created different Tool Groups, this option will enable selection of the Tool Group of
your choice. Otherwise, the

Default selection set will be used.

T ool Group Selection:

I Genenc j
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Five Piece Door Program

Machining Order

Machining Order of door parts

This option provides a choice in what order the parts are created. Depending on the type and
guantity of the job, it may be advisable to run the job in the order shown on screen, to run all the

stiles and railsfirst, or to run all of the panelsfirst.

b achining Order
¥ Doors In Order

™ Stiles, Rails First
" Panels First

13



Five Piece Door Program

Units
Unit Selection

This switches program display from English (inches) to Metric (millimeters).

Uitz
' Inches

= Metric

14



Five Piece Door Program

Required Job Quantity

Required Job Quantity

This display shows atabulation of what amounts of doors and drawers are required for the loaded
job.

Required Job Quarntity
’VDDDT[S]Z 1 Drawerz] O
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Five Piece Door Program

Write CNC and Cancd Buttons

CNC Write

This button outputs your job to a Thermwood CNC file. If the "CNC Quick Write" checkbox is
not enabled, you will be asked for afile name and a directory location to save thisfile. Y ou will

then get a confirmation screen and an option to print labels to apply on your parts.

CMC ¥rite X

The CHC File C:ADATALTHM Cathl.cnc has been created. Would wou like to print part labels For this job?

s

If you enter "Yes", you will get the label screen as shown below. Select the "Print" button to print

labels, and "Done" when they are finished.

{5 LABELS.RPT =10 %]
Repaort
Frint the repart to a printer hd Iright FI0AL. j

Hr b iry
Time:E@i':in'f-h A 1T PM

Month Dray Year

Date:E!E!M

The repart will be printed to printer:
D0 Labehsriber 330

Frinter Options. .. |

£ lseSaved Data
&+ Befresh Data

Dione |

About...
¥ Modify selection formula L‘

NOTE: At thistime, the CNC file for the partswill be loaded to the SuperControl, and will be
ready to run. Confirm that any offset locations, tooling, daylight values, etc. are set properly

before executing any part program, (including this one)!

Cancel

This button closes the program.

Wdrite CHE Cancel
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Five Piece Door Program
Edit
Settings/Preferences

Default CNC Save Path
Thisiswhere you can accept the default file location displayed, or browse for a different location

to save your data.

Enable CNC Quick Write Checkbox

If this box is checked, there will NOT be any warnings regarding the overwriting of any existing
files. Thisoption savestime, but also gives no warning of any filename duplications, and will
overwrite the current default CNC file.

=
BT R L e = ool | - Program Filesh T hermwood'eCabinet Syzternstbhdy Tia/Dis Browsze |

[ Enable CHC Quick ‘wiite [Bypass File 5 ave Dialog)

MOTE: Thiz will automatically ovenarite the current defaulk CHE file.

k. I Canicel
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Five Piece Door Program

Tool Group Settings
Tool Group Settings Window

This menu option is where you will define the tools that will be used to run and complete this job.
Pay attention to the specific options that are available for each type of tool.

Tool Group Settings .

Generic

— Tool Groups [Default; Generic)

SetTao
Default

i

Add
Copy

Delete

i

— Tonl Ligt

Bead Taool

Raize Tool

Profile Tool

Cope Tool

Top Rail Rough T ool
Fanel Rough T ool
Perimeter Sizing T ool

Bazic Tool Infa

IEIIIEI

Tool Mumber  Lead In Lead Out Fetract Rough Pass Amaunt
EERA N E |2 B |0
Feed Speed Spinde Speed FPlunge Speed  # Rough Paszes

I'I 4000

{300 |0

[¥ Use Separate Lead In Speed?

Change Lead In Speed
Lead |n Speed

I'IEIEI

— Additional Taol Infa——

Flunge Depth
05

]

Firizh Aot

IEI
Cut Thraugh Cepth
£

I

Ok | Cancel |

X
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Five Piece Door Program

Tool Group Selection

Tool Groups

There will always be a default group, called "Generic". Thisfile can not be deleted, and while it
can be modified, it is suggested that it is kept intact as a pattern file.

Copy

It is suggested that you use this button to create a new Tool Group, with a name of your choosing.
(In this sample image, oneis created called "MRK").

Set To Default
This button enables you to select which tool group will be used as the default.

Add

This button allows creation of anew tool group. The initial values will be applied to it from the
program's origina "Default” values.

Delete
This button removes the selected Tool Group.

— Tool Groups [Default: Generic)

SetTo
Drefault

[3enemc

B

&dd

Copy

Delete

B
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Five Piece Door Program

Tool List
Tool List Section

This shows the available tools. Currently there are 7 tools, and they are listed below.

Bead Tool
Thistool cuts the bead on the stiles and rails. For rough passes, it moves horizontally.

Raise Tool
Thistool cutstheraisein the center panel. For rough passes, it moves vertically.

Profile Tool
Thistool cuts the outer profile of the door. For rough passes, it moves vertically.

Cope Tool
Thistool is used to cope the ends of therails. For rough passes, it moves horizontally.

Top Rail Rough Tool

Thistool isused on arched or cathedral railsto "rough out" the arch. For rough passes, it moves
verticaly.

Panel Rough Tool
Thistool sizesthe center panel. For rough passes, it moves vertically.

Perimeter Sizing Tool
Thistool cuts the door to the final dimensions. For rough passes, it moves vertically.

— T ool List

Bead Taool

Raige Tool

Profile T ool

Cope Tool

Top Rail Rough Taal
FParel Rough Tool
Perimeter Sizing T ool
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Five Piece Door Program

Basic Tool | nformation

Basic Tool Info

This section shows each tool's details, and allows the selection of the following parameters.

Tool Number
Thisisthe number assigned to a particular tool for your Thermwood machine.

Lead In
This specifies the amount of distance used for the Lead In.

L ead Out
This specifies the amount of distance used for the Lead out.

Retract
This specifies the distance the tool retracts for indexing.

Rough Pass Amount

This specifies the distance increment for the Rough Pasg| eg].

Feed Speed

Thisisthe specified feed speed, when cutting, in inches per minute or in millimeters per minute.

Spindle Speed
Thisisthe specified spindle speed, in RPM.

WARNING! Ensurethat you do not exceed the tool manufacturer's maximum RPM speed for
each tool!

Plunge Speed

Thisisthe specified speed, in inches per minute or in millimeters per minute.

(#) Rough Passes
This specifies the amount of rough passes to be performed.

Basic Tool Info

Tool Humber  Lead In Lead Out Retract Raough Paszs Amnount
138 =] |2 |2 |5 |0
Feed Speed Spindle Speed Plunge Speed  # Fough Pazzes

|2nn |1 4000 |ann |u
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Lead In Speed

Five Piece Door Program

If blowout is occurring, you may want to slow the Lead In speed. Go to the section labeled

Change Lead In Speed

and check the box next to

Use Separate Lead In Speed.

Y ou can now enter the desired Lead In Speed, in inches per minute, or in millimeters per minute,

in the area below

Lead In Speed.

Change Lead In Speed

[+ Usze Separate Lead In Speed?

Lead In Speed
100

22



Additional Tool I nformation
Additional Tool I nfo

This section enables you to set the other applicable variables.

Plunge Depth
Thetool will plunge this distance.

Finish Amount
Thisisthe amount of material that will remain for the finish pass.

Cut Through Depth

Thisisthe distance that the tool will cut below the part's bottom face.

— Additional Toal Info——
Plunge Depth

e

Firzh Arnavint

IEI
Cut Thraugh Depth

e

Five Piece Door Program
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Fixtures
Fixture Settings

Fixtures

Fixture Settings

Five Piece Door Program

Thiswindow controls the specific settings that your Thermwood Machine needs to know
regarding your choice of fixtures, and their orientation.

Fixture Settings

— Bead/Cope
Firture Offzet [GE2LH]: I vI W = Shift v Shift

Z Fisture Adjust: |1 R
Clamp Lozation Offset: |2
bin. Stile/F ail Yidth: |2

Fizture Orientation

i Left ~ an ] £ Front
Aligned with 7 :
" Right - £ Back

" Aligned with =

— Tool Change Ower Fisture
[™ Move to clearance position for tool change

" ariz clearance position; IEI

MOTE: Thiz position iz from tue machine HOME .

£ Fisture &djust: IEI.E?

Collar Sethings
v dpply Collar

Thiz applie: a collar equal to machining
allowance zet far the doorddrawer front.

x|

— Center Panel

Fixture Offzet [GS2LH]: |2 vl ¥ % Shift v % Shift

Z Fisture Adjust; IF

Collar Settings
¥ Apply Collar Collar &maunt: IEI.EIEEE

— Permeter/Prafile

Fixture Offset [GE2LA]: |2 vI v =Skt W Y Shift

o]

Cancel
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Five Piece Door Program

Bead/Cope

Bead/Cope Section
This section allows the information to be set to create the stiles and rails.

Fixture Offset (G52L#)
Thisisthe number code that defines the fixture offset.

X Shift Checkbox
Select thisif you require an X Shift for the part's dimensions.

Y Shift Checkbox
Select thisif you requireaY shift for the part's dimensions.

NOTE: Remember that an X or Y shift isbased on the location of your fixture's origin, and the
fact that the part's origin is always the corner closest to Machine Home. |f thelocation point of
thefixtureisnot in the part's corner closest to home, a shift will be required.

Z Fixture Adjust

Thisisthe distance from the bottom of the part to the top of the spoilboard.

Clamp L ocation Offset

Thisisthe distance from the end of your part, to the edge of the first inboard clamp, and is needed
to prevent a possible collision between the clamp(s) and the tool.

NOTE: You will also be prompted for clamp locations, based on this value, at the start of each
stileor rail job run.

Min. Stile/Rail Width
This sets the minimum allowable width limit for the stile/rails.

— Bead/Cope
Fisture Offzet [G52LH]: | ‘I ¥ 3 Shitt v % Shift

£ Firture Adjust: I'I .37
Clamp Location Offzet: |2
Min. Stile/Fail ‘width: |2
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Fixture Orientation

Fixture Orientation Diagram

Front

Five Piece Door Program

Aligned with Y
Back

X | @
Y

Aligned with X
Left Right
00 ~_ L {00)
X| N
Y — Y —

Fixture Orientation

It isimportant that you know where your origin, ("0, 0" point) is, and it is set here, as based on

your requirements. The options are:

Aligned with X (L eft or Right)
and

Aligned with Y (Front or Back)

Fisture Orientation

& Mignedwith | © Lot | pligred with -
™ Right

= Front
= Back
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Five Piece Door Program
Tool Change Over Fixture

Tool Change Over Fixture Setting
If you desire to use this option, enable it by checking the box next to

Moveto clearance position for tool change
and the enter the desired location (in inches or millimeters) next to

Y axisclearance position

Tool Change Ower Fisture

[ Move to clearance position for tool change

' awiz clearance pozition: IEI

MOTE: This pozition iz from true machine HOME.

NOTE: Thisfeature ensuresthat thereis no collision between any part of your work or fixture
while the tool change operation isoccurring. Also note that this clearance position is
referenced from your Thermwood's Machine Home position!
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Five Piece Door Program

Center Pandl

This section allows the information to be set to create the center panel of your door. The options
avalable are:

Fixture Offset (G52L#)
This isthe number code that defines the fixture offset.

X Shift Checkbox
Select thisif you require an X Shift for the part's dimensions.

Y Shift Checkbox
Select thisif you requirea’Y Shift for the part's dimensions.

NOTE: Remember that an X or Y shift is based on the location of your fixture's origin, and the
fact that the part's origin is always the corner closest to Machine Home. If the location point of
thefixtureisnot in the part's corner closest to home, a shift will be required.

Z Fixture Adjust

Thisisthe distance from the bottom of the part to the top of the spoilboard.

Apply Collar Checkbox

Select thisif you want to cut acollar in the panel. Thisis an offset amount from the origin of your
fixture, astheillustration shows:

T T TS E TP T T T LT YT T T XY .= "-’T
i i
£
? Five
: Piece
Door .
i
Collar Amount
Collar Amount
Enter the amount of collar desired.
— Center Panel
Fixture Offzet [GE2LE]: Iz vI v = Shift v Y Shift
£ Fixture Adjust; 027

Callar 5ettings

v &pply Collar Collar &rmaovint; IEI.EIE25
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Five Piece Door Program

Perimeter/Profile Settings

Perimeter/Profile

This section allows the information to be set to trim, true and complete your job. The options
avalable are:

Fixture Offset (G52L#)

Thisisthe number code that defines the tool offset.

X Shift Checkbox
Select thisif you require an X Shift for the part's dimensions.

Y Shift Checkbox
Select thisif you requirea’Yy Shift for the part's dimensions

NOTE: Remember that an X or Y shift isbased on the location of your fixture's origin, and the
fact that the part's origin is always the corner closest to Machine Home. If the location point of
thefixtureisnot in the part's corner closest to home, a shift will be required.

Z Fixture Adjust

Thisisthe distance from the bottom of the part to the top of the spoilboard.

Apply Collar Checkbox
Select thisif you want to cut acollar in the completed door.

— Perimeter/Prafile

Fisture Offset [GS2LH]); |2 vI v = Shift W Y Shift

£ Fimture Adjust: IEI.E?

Collar Settings
V¥ &pply Collar

Thiz appliez a collar equal to machining
allowance zet for the doorddrawer front.

NOTE: Thecollar distance will be equal to the" Perimeter Machining Allowance" as shown
on the" Sizing Detailsfor Cut List" screen:

Coping Depth Parel Inget
ID_E-- IEI.E"
Perimeter M achining Allowance Parel Board Stock,

|u.n|325" Generic 5/8 =l
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Help
Help Menu

About
This feature shows detail s about the program and its revision level.

Five Piece Door Program
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Five Piece Door Program

Running the CNC

When you have written the CNC file, the program is loaded and ready to run.

NOTE: At thistime, the CNC fileisloaded into the SuperControl, and will be ready to run.
Confirm that any offset locations, tooling, daylight values, etc. are set properly before
executing this program!

Pressing the START button on the SuperControl will execute the program, and you will
immediately see the following screen display.

L[ Thermwood SuperControl

GO0 G17 G40 G43 G70 CURRENT LINE DATE/TIME
G491 G94 G06 GBO L= 17 Mar/07/2007 - 10:58:27

#wsuns DART: {LEFT STILE] ###xns
24,1250} {WIDTH=2.0000} {THICKNESS=0,7500}

TED BETWEEM {2.0000} AND {22.1250}. *=

0000}

»»x ENSURE THE ABOVE PART IS5 ORIENTED & SECURED FROPERLY ., ===

TOOL NO. 3 FEED PROGM 1414.0 SPINDLE PROGM 0.0
TOOLLEN TOOL FEED OVRD % 120.0 SPINDLE OVRD % 100.0

TOOL DIA EXPIRED FEEDACTUAL D1 SPINDLE ACTUAL 0.0
DAYL]GHT DDDUD D: DATA FIVE PIECE DOOR CHC-FILES THM Cathl.canc

[PRINT "Finished Door Size: {16.0000 X 24.0000}"]

[PRINT “"]

[PRINT "=== Encure the above part is oriented & cocured properly. ==="]
HOo

[WINDOW OFF]

G90

[ADJFIXOFF. 1. -24.1250]

[ADJFIXO0FF, 2, -Z2.0000]

SET ZFIX_ADJUSL = 1.3750

SET ZSHIFT = 0.7500+ZFIX ADJUST

G52L1

F1 F2 F3 F4 Fa Fb Fi Fa F3 F10 F11 F12

Teach Run Display | Edit File Mainte Part In Program | Tool Main THM Virtual
nance English |Search |Manager |Screen |Options [Service

After thefirst part has run, you will then see additional information in the blue area of the
SuperControl menu, alerting you that the next part is ready to be run.
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Five Piece Door Program

wxxxee [ {ﬂEHTEE EL} #uxnnx

MIN. BLAR : {LEHOTH=2 } {WIDTH=12 } {THICK!
MATERIAL: {GEMERIC 5~

DOOR b

'PERLY . ###

TEE] WOHH MM

[WIDTH=-16.0000} {THI
MATERIAL: [GENERL
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Glossary

B
bead: A rounded, raised profile, that is machined along the edge of a board.

C

collar: Distance that the finished door is offset from the origin of the fence. This allows for any
edge irregularities to be accounted for before the final perimeter machining pass.

cope: Coping iswhen the shape of one part is matched to the mating end of another part. Literally,
the "mirror image" of it, while allowing for fitting tolerances. In this case, where therails

and stiles meet.

D
daylight: Refersto the distance from the tip of the bit to the surface of the spoilboard.

E

eCabinet Systems. Thermwood Corporation's software that is provided to eCabinet Systems
Members at no cost. It is aprogram established for custom cabinet and furniture design
and manufacturing shops. It features full "3-D" design capabilities for completing jobs
including cabinet boxes, dovetail drawers, doors (either MDF or five-piece raised panel
designs), and face frames. It then enables you to send the job to a Thermwood CNC router
where all these parts can be machined. The Thermwood CNC control takes the job from
the software and creates the nested based programs needed to make all the part.
Additionally it integrates your designs with suppliers and manufacturers of hardware,
moldings, finishes and even other designers. There, you can collaborate and offer for sale
your own successful projects, or browse alibrary of projects from other designers.

G

Gb52L #: Machine code for "Fixture Offset”. This redefines the part's zero, relative to the machine
HOME. Replace the "#" with the actual value number. Note that this code will NOT
perform any machine motion.

L

lead in: An extraline programmed into the tool path leading into the actual cut path of the part.
Thisis especialy needed for tooling that will perform undercuts. If you start atool with an
undercut directly on the part's finished path, it would destroy the part at the plunge
location.

lead out: An extraline programmed into the tool path leading past the actual cut path of the part.
Thisis especialy needed for tooling that will perform undercuts. If you end atool with an
undercut directly on the part's finished path, it would destroy the part at the retract location.
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Glossary

P

panel: The center piece of wood in the door. It is allowed to "float" freely between the styles and
rails. This allows the natural expansion and contraction of the wood to occur without
causing any cracking or distortion of the door. Panels can be flat or raised, depending on
the design.

plunge: Downward vertical movement of the tool.
profile: The pattern that is machined into the outer edges of the door.

R

rail: The horizontal member of the door. In an arched or cathedral door, the upper rail is machined
to achieve the required appearance.

raise: The cutting of the pattern in the center panel.

rough pass. A preliminary pass (or multiple passes) of the tool over the part, that ensures a clean
face for the final machining pass.

S

stile: The vertical members of the door frame.

Super Control: Thermwood Corporation's high performance, CNC control system that is
configured to perform multiple axis motions simultaneously. It is a multi-processor system
with full multi-tasking capabilities. It is provided with al Thermwood CNC router
machines.

T

TWD file: Thermwood Corporation's database file for connecting eCabinet Systems CNC
information to their line of CNC routing machines.
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