Intro to 2D Strategies | CAM for Fusion 360

CNC milling toolpaths are broadly classified as either 2D, 3D, 4-axis, and 5-
axis, depending on the number of axes involved and how they move. The
term, 2D, is a bit of a misnomer because all modern CNC machines control at
least three axis and all three axes move at one time or another for every 2D
machining operation. A more accurate term, 2-1/2D, is commonly used in
CNC manufacturing. For more information, please refer to the Autodesk
CNC Handbook.

2D vs. 3D Defined

2D (Prismatic) Parts

2-1/2D milling toolpaths machine
only in the XY plane. The Z- axis is
used only to position the tool at
depth. The move to the cutting
plane is a straight down feed,
rapid, ramp or helicalfeed move.

The term, Prismatic, is a term
commonly used in engineering
to describe 2-1/2D parts. There
are, however, prismatic parts
that require 4™or 5-Axis
machining, so the term is used
in machining only to describe
parts where all machined faces
lie normal to the machine tool
spindle. The XY axes are normal Bottom Auxillary-1

to the machine spindle and Z is
used only to position the tool to
depth (either in a feed or rapid
motion).

Figure 1: Prismatic Part (Orientation in CAD)

Figure 1 shows a prismatic part. All machined features lie parallel to the XY
plane. Each Z-level can be machined by positioning the tool at a fixed Z-
level and then moving the XY axes to remove material. Every feature can be
reached with the tool approaching either from the Front or Bottom views.
There are several cutting planes in this example, including the model top
(1), top of the face where the holes start (2), the bottom of the pocket (3)
where the slots begin, the bottom of the slots (4), and the bottom of the
hole through the center(5).



Learning Objectives

Upon successful completion of this lesson, you will be able to:

* Explain the difference between 2-1/2D and 3D
machined parts.
* Explain the difference between common CAD and
CAM graphicsviews
¢ Identify 2D machining features based on part
geometry and your knowledge of tools and 2D
toolpaths.
¢ Identify commonly used machining parameters for 2D
tool pathoperations.
* Apply a Job Setup to a 2D Milled Part
*  Apply a multitude of 2D Operations to a Milled Part
o Facing Toolpaths
o 2D Adaptive Toolpaths
o 2D Contour Toolpaths
o Chamfer Milling Toolpaths
o Bore Toolpaths
*  Produce Setup Sheets
* Simulate Toolpaths and Stock Material Removal
* Produce NC Code via Post Processing

Datasets Required

In Samples section of your Data Panel, browse to:
Fusion 101 Training > 09 — CAM > 09_2D_Strategies

Open the design and follow the step-by-step guide below to get started with the lesson.




Lesson 1: Workholding & Job Setup

Fixture Component Terminology
Vise and Accessories

The CNC vise is precision engineered and manufactured with components ground flat
and perpendicular to within .0002 inches. The most common is referred to as a six-inch
(6”) vise, because the width of the jaws is six inches.

Once the vise is bolted to the table and aligned, parts are loaded into the vise
and clamped by closing the jaws. The vise can exert tremendous force, so care is
taken not to over-tighten the vise and deform fragile parts. Vise pressure must be
appropriate to the part being held and expected cutting forces.

ViseStop
FixedJaw

Standard6-InchVise SoftJaw

The Fixed Jaw remains stationary. The Moving Jaw opens when the Vise Handle
is turned. It is a good practice to remove the vise handle after the jaws are closed and
before running the program. This is done by simply sliding the handle off.

A Vise Stop is a device that allows the parts to be loaded into the vise precisely. This
image shows a style of vise stop that is particularly useful because it is adjustable up-
down and left-right.

Hard Jaws are made of hardened steel and precision ground on all sides. They are
usually used along with parallels.

Parallels are thin steel plates, available in various widths, used to set the grip length of the vise
jaws.
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Step-by-step Guides:

Step 1: Activate the CAM Workspace.
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Step 2: - Start the TOOL LIBRARY command

1. Click TOOL LIBRARY

Tool Library

Displays the Tool Library dialog box where you
manage tools for your individual documents and
operations, as well as libraries of predefined
tools.

Step 3: - Create a NEW TOOL LIBRARY

g

Click on Local

Select the NEW TOOL LIBRARY Icon
Double Click on the NEW TOOL
LIBRARY name and rename to 2D
CAM Tutorial.

ece
[ RN T

New Tool Library

Libraries
v Documents
Untitied
09_2D Strategies
> Cloud
> Samples
» Vendors

2D Strategies

3.2

3D - Tormach

3D Strategies

BAC Mono

L3 Communications
Lathe - BAC Mono
P9 HAAS Lathe

P9 HAAS Mill
Selway

2D CAM Tutorial )

Step 4: - Copy and Paste TOOLS into NEW
LIBRARY

1.

Click on Documents and select the
Library 09_2D_Strategies

Select ALL tools in the library, and
drag and drop into your new library
created.

SRCREAS R I

Libraries
v Documents

- @50 mm face mill

Untitled - @6 mm flat
- 08 mm flat
> Cloud - @3 mm flat
> Samples - @9 mm drill
> Vendors - @8 mm drill
v Local - ©6.8 mm dill
2D Strategies 50 - @1/2 * chamfer mill
3:2

3D - Tormach
3D Strategies
BACMono g
L3 Communic

1 - @50 mm face mill
3 - @6 mm flat
4 - 28 mm flat
5 - @3 mm flat
6 - @9 mm drill
7 - 28 mm drill
8-

=& 2D CAM Tutof

26.8 {m drill
1 50 - @1/2 F hamfer mil




Step 5: — Turn off all other Libraries

Then...

1. Click off all other libraries and only

show 2D CAM Tutorial.

EXIT OUT OF TOOL LIBRARY

ece cAl
- B — — - + +H1 o+ > 1 ——
O O AT T S P I T \
Libraries Name
» [ Documents 2 1-@50 mm face mill
» [ Cloud ¥ 396 mm flat
» [ samples ¥ 4- 28 mm flat
» [ Vendors ¥ 5-03 mm flat
v @ Local 1 6- @9 mm drill
2D CAM Tutorial ) 1 7- @8 mm drill
2D Strategies 1 8-©6.8 mm drill
3.2 * 50 - @1/2 * chamfer mill
3D - Tormach
3D Strategies
BAC Mono

L3 Communications
Lathe - BAC Mono
P9 HAAS Lathe

P9 HAAS Mill
Selway

Step 6: - JOB SETUP

1.

Step 7: - Select the Part you want to Machine
1.

Click SETUP

Under MODEL, active the NOTHING
Icon

Select the 2D Strategies Part in the
Screen.

||5g%6?/ = ¥

2D¥  3DY  DRILLNG TURNING ™ WATERJET

<« BROWSER Setup
4905 Defines a number of general properties for a set
g of machining operations.
DIR®AF; You can specify the Work Coordinate System
42 o (WCS), stock geometry, fixtures, and machining
{ surfaces.
=2
=

o)

<

-a

{ @ serue : serup

(3 setwp (] stock | 7] Post Process
v setwn

OperationType  Miling

¥ Work Coordinate System (WCS)
Oriention  Model orentation

origin Stock box point

siockpont [y Box Pont

v Model

71

O Fixture

oK || Cancel



Step 8:

- Orientate and Locate the Work

Coordinate System (WCS) correctly.

@ serue: seruee

3 sewn (i sock | [ Pose Process

1. Under Work Coordinate System
(WCS), pick the Orientation drop
down and select ‘SELECT Z axis/plan
& X axis.’
2. Pick the Highlighted top face, and the
W(CS will orientate in the top/center
of the part with ‘2’ facing north.
Step 9: - Change STOCK Options @ serur: sevuee =
(F sewp (] Snka Post Process
1. Click on the ‘STOCK’ Tab - w0104 @) :
2. Under MODE, select Relative Size Box o
3. Under STOCK SIDE OFFSET, change to sockToporser  zmm @ :
0 mm U =
4. Under TOP SIDE OFFSET, change to v Dimensions
THEN... OK | Cancel
CLICK OK TO ACCEPT

Lesson 2: Toolpath Operations

Understanding Toolpaths by Type and Use

Before going further, it is helpful to understand how 2D toolpaths are classified in most CAM software.
Please refer to the Autodesk CNC Handbook for more elaborate detail.

Type Toolpath
Face

Common Uses
*  Finish face of part.

[
s Island Facing .
w

Finish face with opensides
and bosses.

Contour

Loops.

Partial loops.

Single edges.

Stick (single point) fonts.

+ Create dovetail, keyset,or
saw cut.

2D Contour

Chamfer '

Create chamfer using
tapered mill or centerdrill.
*  De-burring.

Fillet

+  Creating fillet usingCorner
Round tool.

Pocket 0

Remove excess material.

*  Machining TrueType
(outlined) fonts andlogos.

Pocket

Slot Mill .

Straight slot.
*  Arcslot.

Drill

+ Create spot drill, drill, tap,
bore or reamed hole.

Circular Pocket '
Milling .75in diameter.

Making holes greater than

Drill

Thread Mill '

Create ID threads over
.75in diameter.

+  Create milled OD threads of
any size.




HEIGHTS
GEOMETRY PASSES

TOOL
\ LINKING

¥9 0 ES

v Tool

Tool Select...
Coolant Flood <

v Feed & Speed

Spindle Speed W7
Surface Speed 523.599 ft/min
Ramp Spindle Spe... 5000 rpm
Cutting Feedrate m
Feed per Tooth 0.00262467 in
Lead-In Feedrate 39.3701 in/min
Lead-Out Feedrate  39.3701 in/min
Ramp Feedrate 13.1234 in/min  §
Plunge Feedrate 13.1234 in/min  J
Feed per Revolution  0.00262467 in

OK Cancel
TOOL TAB- Defines the tool being GEOMETRY TAB— Defines geometry HEIGHTS TAB— Controls heights the
used; as well as the feeds and speeds . .
P being machined. toolpath goes to such as cut depth
« FACE : FACE2 el .
: « FACE - FACE2 ol and retract heights
¥ 50 H s »
¥ Tool ¥( & )o &5 « FACE - FACE2 ol
Tool Select... v Stock Contours 7 6@5] e
Stock Selections » Clearance ;ieight
Coolant Flood v
e (LJ Tool Orientation b Retract Height
Spindle Speed 5000 rpm - > Food H -
ight
Surface Speed 523599 ft/min OK Cancel eedrielg
Ramp Spindle Spe... 5000 rpm . » Top Height
Cutting Feedrate 39.3701 in/min |
Feed per Tooth 0.00262467 in & ¥ Bottom Height
Lead-In Feedrate 39.3701 in/min From Model top =
Lead-Out Feedrate  39.3701 in/min | Offset 0in :
Ramp Feedrate 13.1234 in/min
Plunge Feedrate 13.1234 in/min
Feed per Revolution  0.00262467 in OK Cancel

OK Cancel



PASSES TAB— Controls how the tool LINKING TAB- Controls how the tool
will go about removing material. enters/exits and transitions between
cutting movements

0.0004 in B




: z 3 = =
Step 10: — The FACE Operation T - S5 w_‘—i:zr @wrﬁs-g wsrecr

@ 2D Adaptive Clearing

® 2D Pocket

1. Under 2D Operation, click on the eg el Foce
Produces quick part facing to prepare raw stock

FACE Operation L

& Trace
B thread A Face operation removes all material from top

— of stock to top of model.
 Bore

/////////////,
7 "LT'// 7
////////////4%;//

I| © FACE : FACE2 »
iy Tool (9 Geometry (%) Heights Passes | & Linking
v Tool
Tool

Coolant Tool

Opens the Tool Library when you can select a

& EIoE new, or modify an existing, tool.

Spindle Speed 5000 rpm
Surface Speed 157.08 m/min
step 11: - ACCGSS TOOL LIBRARY Ramp Spindle Speed 5000 rpm
Cutting Feedrate 1000 mm/min
. Fe r Tooth 0.0666667 mm
1. Click on SELECT under TOOL e e
Lead-Out Feedrate 1000 mm/min
Ramp Feedrate 333.333 mm/min
Plunge Feedrate 333.333 mm/min

Feed per Revolution  0.0666667 mm

OK Cancel

= 7 21- 050 mm face mill 50.0mm omm

P E
8 ol

B

Diamator

Step 12: - Select a Face Mill

0,000 @ | 999900

1. Select the #1 50 mm Face Mill et

oo s
2. Click OK =i
et P
.
=T
—

BRI YN - - A
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Step 13: - The FACE Operation

1. Click OK

Il @ FACE: FACE2 »
§ Tool | () Geomeuy (5 Heights | [ Passes | i Linking
¥ Tool
Tool Select...

Coolant

v Feed & Speed
Spindle Speed

Surface Speed

Cutting Feedrate
Feed per Tooth

Lead-In Feedrate

Ramp Feedrate

Plunge Feedrate

Ramp Spindle Speed

Lead-Out Feedrate

Feed per Revolution

#1 - @50mm face

Flood .

955 rpm

150.011 m/min

955 rpm
460 mm/min
0120419 mm
460 mm/min
460 mm/min
460 mm/min
460 mm/min

0.481675 mm

-m Cancel

Step 14: - FACE Operation COMPLETE

Step 15: - Apply a 2D Adaptive Clearing

Operation

11

D5 Y

3D DRILLING

(e 2D Adaptive chmn@f,

# 20 Pocket
& Face

& 2D Contour

2 Slot
& Trace
&5 Thread

TU

= ¥ SEBH =

RNING ™ WATERJET ACTIONS ~ INSPECT

2D Adaptive Clearing

Creates a roughing operation that uses a more
optimized toolpath that avoids abrupt direction

changes.

Taper angles can be defined for any walls or

islands.



Step 16: - Select a NEW TOOL

terial  unspecified

de  Mill Generic

[ @ 20 ADAPTIVE : 20 ADAPTIVEZ »
|9 Tuao Geometry (9 Helghts [ Passes | &g Linking
 Tool

Tool Selec..

#1 - G50mm face

. s Coolant Flood B
1. Click Tool R .
* v Feed & Speed
8mm
Spindle Speed 955 rpm
oth 88 mm Surface Speed 150.011 m/min
hip 20mm
Ramp Spindle Speed 955 rpm
nt 2 Cutting Feedrate 460 mm/min
ength omm
adius omm Feed per Tooth 0.120419 mm
meter 1 8mm Lead-In Feedrate 460 mm/min
gle 0°
e ] Lead-Out Feedrate 460 mm/min
sider 25 Ramp Feedrate 460 mm/min
o Plunge Feedrate 460 mm/min
th omm Feed per Revolution 0.481675 mm
ok || Cancel
o Gy dareeGomer e
Body matail  urspociiea
12-012 o fat 120mm omm | e e
4 308 mm 6.00mm 0mm e
= e WA geometry
5-08 mm 300 o ey —
v property

1 3-86 mm flat 6.00mm omm Cutting. Smm

+4-o8mmtat s00mm onm | dameter

1 503 mm fiat 3.00mm omm Sody length L]

Step 17: - Select a #4 8 mm Flat End Mill

THEN CLICK OK

Step 18: - Select Geometry

Click the Geometry Tab
Activate Pocket Selection

P wnNe

CLICK OK

Click the outside of the Boss (IN RED)

12
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O Stock Comours



Step 19: - Toolpath Generated

Step 20: - Apply a 2D Pocket Operation

S |6t [—
g5 & 2 ¥ H =
3Dv  DRILUNG  TURNINGT  WATERJET ACTIONS ¥ INSPECT
@ 2D Adaptive Clearing

(520 Pocket (2 B 20 pocket

& Face . 5

Creates a roughing operation that uses
4 2D Contour toolpaths parallel to selected geometry.
@ slot
B rrace The entry can be selected anywhere on the
S 8  model and includes various plunge and ramp
= Bore G

8 circular

Step 21: - Pick the correct tool

1. #3 6mm Flat End Mill

13

100

= 99900

= 99900
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Step 22: - Select Geometry

1. Click the Geometry Tab

2. Activate Pocket Selection

3. Click the inside embossed bottom
EDGE

4. Click the bottom EDGE of the
embossed open pocket (IN RED)

5. CLICK OK

Step 23: - Toolpath Generated

> Z@8 © = T = &
AP & - L osln = L
J @ 20 Adaptive Clearing

Step 24: - Apply a 2D Contour Operation for a
finishing pass.

14



Step 25: - Select correct TOOL and
GEOMETRY.

1. Under the Tool Tab, select a #5 3mm
Flat End Mill.

2. Click the Geometry Tab.

Activate Pocket Selection

4. Click the 3 EDGES shown.

w

CLICK OK

TIP: CLICK ON THE RED ARROW TO HAVE THE
TOOLPATH FOLLOW ON THE OUTSIDE/INSIDE
OF THE BLUE LINE.

Step 26: - Toolpath Generated

Step 27: - Create a BORE Operation %n@ @ = 7 B = =

RNING ™ WATERJET ACTIONS INSPECT  MANAGE™
@ 2D Adaptive Clearing

lly
that
varying geometry can be machined in a single

S

operation.

15



Step 28: - Select correct TOOL and

GEOMETRY.
1. Under the Tool Tab, select a #4 8mm
Flat End Mill.
2. Click the Geometry Tab.
3. Activate Circular Face Selections
4. Click the 4 Internal Faces of the Holes

shown.

CLICK OK

Step 29: - Toolpath Generated

Step 30: - Create a DRILL Operation

x| |
Eb = ¥ =
DRILLINS TURNING ¥ WATERJET ACTIONS ¥ INSPECT M
Drill

Provides access to a wide range of drilling,
tapping and hole making operations, such as
counterbores and countersinks.

16



Step 31: - Select correct TOOL and
GEOMETRY.

1. Under the Tool Tab, select a #6 9 mm
Drill.

Click the Geometry Tab.

Activate Hole Faces

Click on ‘Select Same Diameter’
Select hole as shown

vk wnN

CLICK OK

Step 32: - Toolpath Generated

Step 33: - Repeat Step 31, and use the designed Drill bits below for the holes designated.

0 Use a #7 8mm Drill
e Use a #8 6.8mm Dril

17



Step 34: - Create a 2D Contour Operation

D= v = 1 H =
3Dv  DRILING  TURNING™  WATERJET ACTIONS ¥ INSPECT

@ 2D Adaptive Clearing

@ 2D Pocket

& Face
[ S e 2D Contour

@ slot
Croates toolpaths based on a 2D contour.

Contours can be open or closed and can be on
different Z-levels, but each contour is flat (2D).

& Trace

£ Thread

[ Bore
Scirl You can choose multiple roughing and finishing

bt passes and multiple depth cuts for any contour.
cetl

tour2

tapid out]
tapid out]
tapid out)

Step 35: - Pick the correct tool

1. Check OFF Tool Type
2. Select #50 1/2” Chamfer Mill

e e Select Tool |
AUTER Name A Cutting dlame
Workpiece Material v
N 2 1- 050 mm face mill 50.0
mc"""’" g’ 1 2- 012 mm flat 120
1 3-06 mm flat 6.00
2 Operation 1 4-08mm flat 8.00.
r 1 5-03 mm flat 3.00
.Conlour . 1 6- 9 mm drill 2.00
1 7- @8 mm drill 8.00
1 8- 6.8 mm drill 6.80
mea 2) ' 50 -@1/2 * chamfer mill 12.7
% v
Flat end mill -

£ 1- 050 mm face mill 50.0
% 1- 050 mm face mill 50.0
Diameter 1 3-06 mm flat 6.00
- - ' 3-06 mm flat 6.00
0.000 o) [[s{000.800 [ ¥ 4-08 mm fiat 8.00
1 4-08 mm flat 8.00
"~ Flute Length 1 4-08mm flat 8.00
1 4-08 mm flat 8.00
0000 © | ®® 999900 ' 4-08mm fiat 8.00
1 5-03 mmflat 3.00
1 5-03mm flat 3.00
Coolant 1 6- 9 mm drill 9.00
1 6- @9 mm drill 2.00
Diauied 1 7- 08 mm drill 8.00
= 1 8-26.8 mm drill 6.80
Number of Flutes + 50 - @1/2 * chamfer mill 127

2

Step 36: - Select correct GEOMETRY.

1. Click the Geometry Tab.
2. Activate Contour Selections.
3. Select edges as shown

18



Step 37: - Edit the PASSES Tab

1. Click the PASSES Tab.
2. Under Chamfer, select Chamfer Tip
Offset, and type in 0.1 mm

CLICK OK

@ 20 CONTOUR - 20 CONTOURS. y

§ o0l | (J Ceomery (5 e kaumm

v Passes

Toerance 001 mm

Sideways Compensation Lef cimb iling)
Compensation Type. ncomputer
Fiishing Smoothing Deviaton 0

Multe Fnishing Passes o

g This s added t0 the tocpath deoth,
whie keeping the t0olin contact with
tho salected edge ¢

toolpatn radial offset.

Step 38: - Pick the correct tool

3. Check OFF Tool Type
4. Select #50 1/2” Chamfer Mill

e e Select Tool |
AUTER Name A Cutting diame

Workpiece Material },
N 2 1- 050 mm face mill 50.0
mc“'""’" Z 1 2-812 mm flat 120
1 3-06 mm flat 6.00
Operation ' 4-08mm flat 8.00
- 1 5-03mm flat 3.00
‘Conlour . 1 6- 9 mm dril 9.00
Q 1 7- @8 mm drill 8.00
1 8- 6.8 mm drill 6.80
Tool 'Ma-o 2) ' 50-@1/2* chamfer mil 12.7

A Fiat end mil
74 £ 1-050 mm face mill 50.0
% 1- 050 mm face mill 50.0
Diameter 1 3-06mm flat 6.00
. . ' 3-06 mm flat 6.00
0.000 I es 9909900 O 1 4- 08 mm flat 8.00
1 4-08 mm flat 8.00
| Flute Length 1 4-08mm flat 8.00
1 4-08mm flat 8.00
0.000 D ®e 999900 1 4-08mm flat 8.00
1 5-08 mm flat 3.00
1 5-08 mm flat 3.00
Coolant 1 6- 9 mm drill 9.00
1 6- @9 mm drill 2.00
Dealied 1 7-@8 mm drill 8.00
- 1 8-26.8 mm drill 6.80
e + 50-1/2* chamfer mill 127
2

Step 39: - Select correct GEOMETRY.

3. Click the Geometry Tab.
4. Activate Contour Selections.
5. Select edges as shown
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Step 40: - Simulate the Job I =26 & = ¥

SETUP* 20 3D  DRILNG  TURNING™  WATERET A
<« BROWSER el
1. RIGHT CLICK on SETUP |n the 4 Q (& 09.2Dstrategies for Fusion 101 Te...
03 units: mm
browser. D Q (B 0920 strategies for Fusion IC...
2. Select SIMULATE. OW"‘
> fmi:e::}z:nTtmplalz >

b & Cenerate Toolpath
D\ 8 simulate g
( [&] Post Proc
> & [ setup sheer
™ Clear Toolpath
D %@ Machining Time
D gg Suppress
Protect
4 N optional
Duplicate
_ Copy
(&) Delete
] Edit Notes
) Expand Al Children
@ Collapse Al Children

Step 41: - Choose the following SIMULATE presets below:

‘u\ © SIMULATE

g Display | gy Info gy Statistics
v @ Tool
Tool Holder -

Transparent

) Toolpath

v @ stock

Mode

Colorization Operation

Transparent

[w]

Stop on collision

Close

K OR (R 555 S0
o

20



Setup Sheet

The Setup Sheet feature allows you to generate an overview of the NC program for
the CNC operator. It provides tool data, stock and work piece positioning; as well as

machining statistics.

Step 42: - Create a Setup Sheet

1. RIGHT CLICK on SETUP in the
browser.
2. Select Setup Sheet

= 2B &

SETUP*  2Dv 3D  DRILLING

|« sRowser X

TURNING »

A4 Q (I 09_20 Strategies for Fusion 101 Ti...
) units: mm

D @ [H 0920 Strategies for Fusion 1C...

43,9

ooy

D Z  Newoperation »
[ Ga) _ Create From Template b

3. Choose a location where to save

it.

4. HTML will be generated of a Setup

Sheet (see below).

| B New Folder
D =
© Generate Toolpath
D &2 & simulate
D [] Post Process

[ setup sheet ﬁ
| ™ Clear Toolpat
% @ Machining Time

D
D % O suppress
> [ Protect
' [ optional
Duplicate
Copy
(2 Delete
la] Edit Notes
(©) Expand Al Children
&) Collapse Al Children

= 1 B8

WATERJET

Jos Descxeron: Setup1

Setup Sheet for Program 1001

Occwent Pan: 09_2D Strategies for Fusion 101 Training v4

Job

s
DX: 150mm
DY: 100mm
DZ: 37mm
Past
DX: 150mm
DY: 100mm
DZ: 35mm
Srock Lower i WCS #0:
X: -75mm
Y: -50mm
Z: -37mm
Srock Urrer v WCS #0:
X: 75mm
Y: 50mm
Z: Omm

Total

Nuveer O Oreranons: 9
Nuvser Or Toous: 8

Toos: T1 T3 T4 TS T6 T7 T8 TS50

Muoruw Z: 15mm
Mo Z: -36mm

Macwun Feeorare: 1256mm/min
Macwu Seazie Seees: 10500rpm
Curric Dsance: 6954.28mm
R Distance: 2936mm
Esmreo Cvaie Twe: 12m:25s

Operation 1/9
Descreron: Facel
Sraureov: Facing

WCS: #0

Towemance: 0.0Tmm
Maxovuw sesover: 47.5mm

Macrun Z: 15mm

Moy Z: -2mm

Maxm Seacie Seeeo: 955rpm
Maxwum Feeorare: 460mm/min
Currng Dstance: 600.24mm

Rapw Distance: 22mm

Estmareo Cvere Twve: TM:19s (10.6%)
Ceounr: Flood

TID1L1

Tvee: face mill

Duwerer: SOMmM

Leerv: SOmm

Fures: 4

Hower: BT40 - B4C3-0040

Operation 2/9
Descremow: 2D Adaptive3
Sraareov: Adaptive 2D
wes: #0

Toemance: 0.1mm

Srock 10 Leave: 0.5mm
Orrnea Lorol 3.2mm

Low pevaron: 0.32mm

Maxwom Z: 15mm

Muwwun Z: -16.5mm

Muxvum Seaoue Seeec: 3900rpm
Muovuw Feeorare: 1256mm/min
Currng Dsrance: 3514.11mm

Rap Distance: 775.83mm

Esmaeo Cvoie Tve: 3m:575s (31.8%)
Coount: Flood

T4D4 L4

Tvee: flat end mill
Duwerer: 8Bmm

Lexane: 68mm

Fuumes: 2

Houwer: Default Holder

Operation 3/9
Descreron: 2D Pocket
Swareov: Pocket 2D
WCS: #0

Towemance: 0.1mm
Srock 10 Leave: 0.5mm

Macnun sterover: 5.7mm

M Z: 15mm

Mumwvow Z: -21.5mm

Muonum Seaote Seeeo: 5233rpm
Maxwum Feeorare: 1256mm/min
Currng Dstance: 960.78mm

Rapw Distance: 159.27mm

Estuaren Craie Tve: 1M:475S (14.3%)
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T3D3L3

Tee: flat end mill
Duwerer: 6mm

: 56mm

Fumes: 3

Houwer: Default Holder

Lexar




Post Processor

A post processor is essentially a printer driver for CNC machines; a unique
configuration file that allows our Post Processor System to turn your programmed
toolpaths into CNC programs (G-Code) that your machine control executes to cut
parts.

Fusion 360 comes with a standard library of "Posts". These library posts are included
because they have been proven to make good parts using standard machine defaults. As
the complexity of your setups increases, and you learn more about your CNC, you will
probably want modifications made to one of these library posts that produce code in a
particular way or with particular options enabled. This requires a post edit. Autodesk
has a dedicated Post Development Team that while not working with machine tool
vendors to producemore standard library posts, helps our Autodesk CAM Resellers and
end-users with postrequests.

For more information on Post Processors, please review the Autodesk Post Processor Manual.

Step 43: - Outputting to a Post Processor N @ =2 ¥ &
SETUP~ 207 30~ DRILLING TURNING * WATERJET ACTY
@« BROWSER e
1. RIGHT CLICK on SETUP |n the 49 @Q; :sgnsnmglaslmrusmnm)r....
D @ (5 09_20 strategies for Fusion 1C..
browser' 4 2, Opssations,,
2. Select Post Process o . .
P B GresteFrom Template b
> ;El New Folder
> . & Generate Toolpath

{ & simulate
1 [E] post process e
{ ] setup sheet

Clear Toolpath
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D % @ machining Time
D & 1[0 suppress
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Duplicate
(] E:wp!m
o] Edit Notes
Step 44: - Outputting to a Post Processor
1. From Post Processor, select your @ rosT process =
. ¥ Settings
M a C h I n e Source Generic Posts v
Post processor o haas.cps - Generic HAAS -

Program number 1001
Program comment

Units Document unit -

For Inquiries on specific posts, please
email cam.posts@autodesk.com

Minimize tool changes (J

Open NC file in editor @

» Properties

OK Cancel
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