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[bookmark: _Hlk520665025]In this lesson, you’ll export a program’s code and setup sheet.

Learning Objectives
· Create an NC file.

The completed exercise

	1. Continue with the Introduction to Milling file from the previous module. 
	
	2. Now that the operations to cut the part’s geometry have been created, they can be converted to a code that a CNC machine can read. Make sure Setup1 is selected and activated inside the Browser. Click Actions> Post Process. Alternately, you can right-click Setup1 in the Browser and choose Post Process from the menu.
	
	3. Inside the Post Process dialog’s Post Configuration section, choose the Milling option from the menu, then choose the Haas Automation option from the vendor menu.
	
	4. Choose the HAAS (pre-NGC) / haas option from the post configurator menu.
	
	5. In the Program Settings section, notice that the program name and comment are automatically imported from the setup’s dialog. Make sure the Open NC file in editor option is checked.
	
	6. The Property window in the dialog’s lower right corner shows many of the machine’s properties. These can be adjusted in this dialog; inspect all the options but don’t make any changes. Click the dialog’s Post when you’re finished. Select the location to save the file.
	
	7. Inspect the code after it automatically opens in a text editor. The program number and comment are listed on line 2. The machine is described on lines 6 through 9 and the tools are described on lines 10 through 14.
	
	8. The program’s first operation is the Face operation. Notice the custom name from the Browser is shown on line 20. On line 21, the tool is selected. On line 22 the spindle speed and rotation direction are specified. Line 23 references the WCS location.
	
	9. Inspect the rest of the code and note the information listed for each operation. Again, notice that the custom name you entered into the Browser is displayed for each operation. Renaming operations in the Browser is an important step for organizing your code. After you finish inspecting the code, close the text editor window.
	
	10. Fusion 360 can also generate setup sheets to help the machine operator prepare for the job. Setup sheets can be created by clicking Actions> Post Process. They can also be created from the Post Process dialog. Click Actions> Post Process.
	
	11. Select the Setup Sheet option from the Post Configuration section’s menu.
	
	12. The type of setup sheet you want to generate can be selected from the menu. Click the dialog’s Cancel.
	
	13. Click Actions> Setup Sheet, then choose a location to save the file. Open the file in a web browser. Basic information for the program is listed at the top of the document. The program name and number are at the very top, then the comment and description are below them. The stock’s dimensions and WCS location are listed inside the Setup section. The model’s current position in the Canvas is used as a screenshot to help visually locate the WCS.

	
	
	14. In the Total section, you can seegeneral information about the program such as the maximum travel, maximum feedrate, and the estimated cycle time.
	
	15. Detailed information for every tool the program uses is listed in the Tools section. This can help the machine operator select the correct tools and place them in the tool turret. Inspect this information to learn about each tool.
	
	16. Detailed information for every operation is listed in the Operations section. Inspect the operations and notice the types of information listed for each. Return to Fusion 360 and save the file.
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