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M830VWEHRESEEA - AEmMI
M830VW is for high-speed die & mold and 5-face machining

Changes for the Better |

IDo you have any problems with processing?

1 want to use TCP function.

> Tool center point control function improves machining accuracy
By adding two axes, "rotation" and "tilt," continuous 3D curved
surface processing and
Undercut processing is possible, and high accuracy enables
precision machining of molds.

It can be used on both 441 axes and 342 axes.
It is compatible with both ISO and reverse ISO

| Configuration Diagram

[Tool Inclined]

Jutsess Tool center point control function Wit 3D manual feed function
Changes for the Better Mitsubishi Electric CNC MB00OV/M8OV Series

Mitsubishi Electric CNC M800V/M80V Series

IDo you have any problems with processing?

plane state.

» The 3D manual feed function allows you to select the
virtual coordinate system to be processed and move
the axes within that coordinate system through manual
feed (JOG, incremental, handwheel).

[Workpiece Inclined]

Control the tool point path to form a Control the tool point position in the workpiece
straight line. coordinate system.

It can be used on both 4+1 axes and 3+2 axes.
It is compatible with both ISO and reverse ISO

ol

Changes for the Better

3D tool radius compensation function L

Mitsubishi Electric CNC M800V/M80V Series

I want to use the handwheel to move in the inclined

I Configuration Diagram

[Head-Head A-C Axis]

2(+)

A
Yoaxs)
Tootradius cipoh 2l
direction.
Yie) g <!

Tool radius
direction. Movement instructions for linear aies

Xx(+) irtual Coordinate)

[Table-Table A-C Axis]

), xia
+ X

Rotation axis movement c
(The tool tip peint fs rotats
center)

r Maintain the position of the 1 of the
warkpiece when the C-axis Is rotating
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Changes for the Better

| Do you have any problems with processing?

I want to perform tool radius compensation on
an inclined surface.

» The tool radius compensation function on a 5-axis
machining center with two rotary axes takes into
account the changes in the workpiece orientation and
tool point caused by the movement of the rotary axes.

> Through program instructions, the tool's motion path

on the workpiece is calculated. Then, the compensation
vector is calculated on the plane perpendicular to the
tool direction (compensation plane), enabling 3D tool
radius compensation.

I —

|Configuration Diagram

Machining Coordinate

Tool length compensation along the tool axis function
Mitsubishi Electric CNC M800V/M80V Series

|Do you have any problems with processing?

I want to improve ease of tool length adjustment and
machining accuracy.

> The tool length compensation function in the
tool axis direction allows for rotation of the
rotary axis, even when the tool axis is not
aligned with the Z-axis. This feature enables
precise tool length compensation along the
tool axis direction, enhancing machining
accuracy.

platform

Tool center path

r° compensation

2025%ETIMTOS & ALl T A

|Conﬁguration Diagram

Tool axis direction
(Correction direction’

-

In case of A-axis-C-axis configuration
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Changes for the Better M830VS suitable for mold machining and gantry-type machine models.
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M830VSZEF1EE

BT kRS

M830VS suitable for mold machining and gantry-type machine models.

Jwsess §§S Control

Changes for the Better | Mitsubishi Electric CNC M80OV/M80V Series

I Do you have any problems with processing?

We want to improve processing accuracy.

» 5SS control function (Super Smooth Surface)
Regardless of the content of the CAM-created

machining program

machining program,Achieves stable, high-quality processing.

I Improved machining quality with SSS control function

It captures the machining program

machining.

output from CAM in a comprehensive
manner, controls the optimal operation
of the machine, and achieves smooth

No SSS control With SSS control

[—

Machine Tools Processing results

S R

Changes for the Better

Synchronous Control

Mitsubishi Electric CNC MB00OV/M80V Series

o e

Changes for the Better

Spline2

Mitsubishi Electric CNC M800V/M80V Series

I How to eliminate path deviations and improve surface quality? I SPLINE2 Diagram

Achieve smooth curves and high-quality machining through SPLINE2.

> By smoothing the curve interpolation
within the allowable tolerance, C
the quality of the machined surface is improved.

> By suppressing deviations in adjacent paths,
high-quality mold machining can be achieved.

Original shape )—)( program output by CAM )—:{ Ideal command path )

¥ .
" perpendicular to Perpendiculsr to
the gacnad line the dashed line

Due to CAM tolerances or decimal precision, Return to original shape
deviations occur in adjacent paths.

I How to synchronize master and slave axes?

Send master axis movement commands to the slave axis.

> For large machine teols with two servo motors per axis.
> MBO0V series: up to 8 master-slave pairs.
> M80V series: up to 3 sets (same for M8 series).

I Synchronous Control Diagram

"Control master and slave axes using
the same movement command

i
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Changes for the Better

Special Tool Head Exchange

Mitsubishi Electric CNC M800V/M80V Series

I How to boost the flexibility and efficiency of tool head changes? I Special Tool Head Exchange Diagram

[%gitiunnl Equipment (\L

Special Tool Head F i ing P ion Efficiency. S
~

S~

> Tool heads with built-in servo motors can be dynamically switched,
automatically changing the tool spindle head according to the
machining process, thereby improving production efficiency.

> By pre-setting spindle end position differences, program commands
can be executed without changing each tool head's workpiece
coordinate origin.

Large Workpiece

Configuration 1:
Standard Tool Head

Configuration 2:
Universal Head

‘ Single Drive Unit for Different Servo Mators
_ RS
Standard Tool Axis Extraction N
Head
Universal Head M Y Z C A
Fide X Y 7 (5 B

Machining Head Configuration 3:

Five-Side Machining Head

+ ¢t
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Apply for multi-axis multi-system turning center with M80V
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Changes for the Better Apply for multi-axis multi-system turning center with M80V
Aw Vibration Cutting Control ,"%5"' Milling Interpolation(Address E) Append
Changes for the Better Changes for the Better Mitsubishi Electric CNC M800V/M80V Series

Mitsubishi Electric CNC MB00OV/MB0V Series

I Do you have any probl with pt ing? I Vibration cutting function setting screen and function operation image I Do you have any problems with processing? I Milling interpolation operation diagram.

1 want to reduce cycle time and increase productivity?

Chips get dogged during internal groove processing, damaging the tool.

It takes time to remove the chips. et — » When using the Milling interpolation command (G12.1),
e L the E address can be used to specify the rotation axis
> Vibration cutting function contributes to improved productivity N o L » Compared to parameter settings (G10 L70), switching the rotation axis
By dividing the chips, clogging is prevented and chip removal is no longer ‘.,‘:':‘:W_d_“%ﬁ 2 reduces the cycle time.
gzci:isl:c;ty. - - easily set before after
n es to improved operating rates. (Front spindle{S1/C AXIS) (Front spindle(S1/C AXIS)
~—l G10 L70 G12.1
MATLINONUANERALE T, 2 P1516 <C> E
The container quickly fills up with chips, making replacement difficult. :un L ] ‘r\creck the tool path in advance | ggl 613.1 S2/H AXIS
» Extending the time between container changes contributes to improved - ’ (GRlezarl sgn’_c‘ﬂe(SZ/ H AXIS)
productivity c N
= )] [Processing while (Rear spindle(S2/H AXIS) G13.1
We vibrating Cutting chips G10 L70

It is difficult to set vibration cutting that can break up the chips.

x - = P1516 <H>
R N - A 0 “ Gi1 . ’
> Is it possible to break chips using the conditions entered on the screen? p- c12.1 # #1516 mill_ax=C
Can be checked before processing A G{] .
¥, Msueista | Chatter Suppression
ALRLELECTRC - i ’ AW‘ Control axis superimposition
anges for the Better Mitsubishi Electric CNC M800V/M80V Series
Changes for the Better | Mitsubishi Electric CNC M800V/M80V Series
I Do you have any problems with processing? I Operational image of chatter vibration suppression function I Do you have any problems with processing? I Control axis superimposition function operation image (2 axes)
| want to suppress chatter vibration and reduce machining defects ——— )
( Imonitor screen] Y 1 want to improve cycle time by performing multiple processes simultaneously X1 axis
» Reduces machining defects with chatter vibration suppression B
function » Control axis superimposition function reduces cycle time
il i i f Turning
Chatter vibrations t.hat Sl .Wmh normal turning sommarsds.can be [Funetion OFF] Simultaneous machining of multiple parts of one workpiece reduces Dolling
suppressed by varying the spindle speed. cycle time

Using the superimposed controlled axis as a reference, another axis

It is difficult to set up the vibration suppression can be superimposed and controlled.

“» Easily set variable conditions from a dedicated adjustment screen

Chatter vibration
oceurs

[Function ON] Z1 axis 22 axis

The fluctuation conditions can be easily set by entering the fluctuation
period and fluctuation amplitude on the dedicated adjustment screen.

[ IS .

Chatter vibration
suppression

- Overlay
In accordance with the 71

axis operation,
22 axis moves

v
Tatig,,

Comp, 2 SUipr
ang " OSSion

*3-axis also available

e ]
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Mitsubishi Software “NC Virtual Simulator”
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NCH TIREFEREE

Mitsubishi Software “NC Virtual Simulator”

,0‘ mrsussHl | Work simulation cutting
Changes for the Better Mitsubishi Electric CNC M800V/M80V Series

Work simulation estimates the machining time and depicts the surface contour accurately using the
digital position data that simulates smoothing, acceleration/deceleration, and servo response delay.
(BARANETH )

— | INIESR 0:07:43

(BEWRAERH )

,“"E"L"?',c“%%"' Analysis simulation

Changes for the Better | Mitsubishi Electric CNC M800V/M80V Series

= The change in position, speed, acceleration rate, and other data is displayed at the level of a micro segment in a color
map.In addition, by selecting a line seg tin the , the corresponding block in the machining program can be

displayed.
« Simulation results are retained as history and used in simulation result comparison. You can see how the machining

result changes depending on the machining conditions such as NC parameters.

g v w vz [ w0 me 2 TR 8

o v mmcanTs
.

axrm:
O BEmRoan 2% REA TS

e e T wa
B 120 A THIT,

2133 | X25.97497-18.61872-1.2175|
2134 | X26.¥-18.59372-15
2135 | v-18.523
| 2136 | X25.9749Y-18.54812-1 2775
| 2137 | X25.901Y-18 6222-1.0661
2138 | X25.7818Y-18.74127- 8765
2139 | X25.6235- 18 85952-.7182
2140 | X25.4330-19.08912-.500

Visualizes the
difference between

adjacent line segments The corresponding block

in the machining program
is displayed

< 2910 100000 1001

& + 2709 190,00 t000)

Work simulation CAD Model File

Mitsubishi Electric CNC M800V/M80V Series

* MITSUBISHI
ELECTRIC

Changes for the Better

*  You can check for omitted machining processes, etc. by reading in the product CAD model (STEP) and showing it
overlaid with the cutting simulation.

O T 3 When selecting the material shape

: AN - as “Arbitrary Shape” - Specify the

3 created material shape file » Load
" the material shape.

BURR fERRR -

@ After executing simulation, selectthe product @ The simulation results and the product
CAD model file using “Select product model” CAD model will be overlaid and shown.

Specify the material shape flle.(STL)

@ Perform machining simulation on
the loaded material shape.

Product CAD Model For the loaded material
shape, machining

(STEP)
simulation and
interference checks can

be performed.

Input the shape of any material created using CAD tools for machining simulation, such as forgings or castings.

}‘%ﬂ Work simulation Machine check Interference
Changes for the Better Mitsubishi Electric CNC MB00V/MB0V Series

+ You can check for machine interference during automatic operation using 3D machine models.If
interference occurs, the parts that interfere are shown in interference color as warning display.

+ By inputting the fixture model, interference checks
including the fixture can be performed.

+ The movement of machine parts is
shown in 3D.

+ If interference between parts is
detected,a warning display takes effect.
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Mitsubishi CNC developed Customized Screens

Changes for the Better
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Mitsubishi CNC developed Customized Screens

ot sy

Changes for the Better

The exclusive Screens on Gantry System

Mitsubishi Electric CNC M800V/MB80V Series

| Features:

B Main Screen

Setting
wizard

Note 1 : Touch panel operation only.
Note 2 : 10.4-type display only.

m Auto Mode

# Lathe

B Setting wizard

1
.ﬁ%ﬂm

/*Setting wizard

0]
Contive from
lait setp

o TR

Changes for the Better

M Code Screen Enhancement

Mitsubishi Electric CNC M800V/M80V Series

| Graphical version:

M Code
command

M Code M Code
instruction icon

Fuly

[ooJii=: ==

0
¢ 5
g ==

Current

New Development

U —

Graphical display
Intuitive touch
operation
Replace original
input mode

M Code query
function, quickly
look up unfamiliar
commands
Reduce Hardware
and maintenance
costs

I —
2025%ETIMTOS & ALl T A

S Electricity Consumption Description
Changes for the Better Mitsubishi Electric CNC M800V/MBOV Series
| Features:

This function acquires total electricity consumption through
Mitsubishi Electric's external power meter (EcoMonitorLight)
and, together with the NC function's power consumption
calculation feature, obtains relevant power consumption
information for the machines to assist in the development of
energy-saving and carbon reduction features for the client.

"\I\‘ i\? 2 Data

Visualization

@b Carbon

\9\ Emission

U80D*  calculation
Energy

conservation

Electricity value

able 2 Monit
saves at [
R12000~(Details = @
I'_ 5 § f Breaker

[MBOOS/MBO Saries]

MITSUBISHI
ELECTRIC

Changes for the Better

Load Monitoring

Mitsubishi Electric CNC M800V/M80V Series

| Features:

Load Moni tor ing

Moni tor ing | No. of
S 10000O0N I

Nooaoe | 11 ]|
S OO

S AEEEE | | |
S AEEEE

10:30

I
o] [ ] [ 1 o [oeTe]

v

v

Menu keys and screen buttons are switchable
by Training mode and monitoring mode
(displayed in different colors).

After selecting the monitoring number, if you
need to select the next 10 data entries,
simply intuitively click Oon the values.

Display the number of system axes detected
and use colors to indicate the currently
monitored axis.

In monitoring mode, when a warning or
abnormality occurs, the warning or abnormal
input box for the relevant axis will be
displayed with a yellow or red background to
alert the user.

The values can be fine-tuned up and down

through ( oA ) and ( N ) to increase
operational convenience.
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