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This article comprises several sections that analyze the NC 
program designed for machine tools. The first section focuses 
on characterizing the program and highlights the differences 
between external and internal programming. In the subsequent 
section, the program's structure specifically tailored for the 
Fanuc control system is described. It delineates the distribution 
of words within individual commands, elucidates their 
structure, and expounds on their significance. Additionally, it 
elucidates the interpretation of individual addresses, 
preparatory functions, and auxiliary functions. The final section 
describes programming methods and provides a concise 
characterization of each. 
 

KEYWORDS 
NC programming, Fanuc, programming, manual programming, 
workshop programming, automatic programming, StepNC 
programming 

1 INTRODUCTION 

The transition from conventional machines to digitally 
controlled machines leads to the need to digitize the 
production process. CNC machines use a series of commands 
during a work cycle, with each word in the command having a 
unique role. Each piece of equipment must be equipped with a 
control system that controls every single step during 
production [Balara 2018, Duplakova 2018, Flegner 2019 and 
2020, Monkova 2013, Murcinkova 2018, Baron 2016, Mrkvica 
2012, Chaus 2018, Vagaska 2017 and 2021, Straka 2018a,b, 
Modrak 2019, Michalik 2014, Olejarova 2017]. 

In the first part of this article, we will explain the basic 
composition of the NC program. In the second part, we will 

briefly present the structure of the program for the Fanuc 
control system. 

2    DEFINITION OF NC MACHINE PROGRAMMING 

Under the terms NC machine, we can imagine a machine whose 
all work steps are controlled using a program created for a 
given machine control system and for a given unique 
component [Rimar 2016, Panda 2011a,b, 2012, 2013, Jurko 
2011, 2012, 2013, Valicek 2016, Duplak 2011, Sedlackova 2019, 
Kurdel 2014, Kurdel 2022, Labun 2017 and 2019, Pollak 2019 
and 2020, Svetlik 2014, Zaloga 2020, Zaborowski 2007]. 

Such a program contains all the information necessary for the 
production of the given part. 
Programming includes two areas of activities and concepts: 

 External processing, 

 Internal processing. 
ISO G-codes are most often used for programming NC and CNC 

machines [Sorocin 2022]. 

2.1   EXTERNAL PROCESSING 

The preparation and processing of the machining program can 
take place directly on the machine tool using the control 
system or outside it using a simulation program. 
Several types of information are required to set up a machining 
program, which can be divided into the following categories: 

 Geometric: describe the machining geometry, i.e. the 
path of the tool relative to the workpiece, 

 Technological: they describe the machining 
technology, i.e. they characterize all the operations 
that the machine must perform, Auxiliary: they 
describe the organization of machining, i.e. they 
characterize all the auxiliary functions necessary for 
the proper functioning of the program. 

2.2   INTERNAL PROCESSING 

All entered information is coded in the control system and 
transformed into individual control pulses. These impulses are 
subsequently sent to individual movement mechanisms that 
execute the given command. After executing a given command, 
they send feedback to the comparison member. This series of 
commands is repeated until the actual position of the tool is 
identical to the programmed value [Sorocin 2022]. 

 
Figure 1. Structure of a numerically controlled machine program 

mailto:anton.panda@tuke.sk


 

 

MM SCIENCE JOURNAL I 2023 I OCTOBER 

6657 

 

3    PROGRAM STRUCTURE FOR CS FANUC 

Figure 1 shows the program structure of a numerically 
controlled machine. Each full program intended for CS must be 
separated from other programs at the beginning and end. In CS 
Fanuc, the beginning and end of the program is marked as 
follows: 

 The beginning of the program marked with the capital 
letter "O" and the program number (e.g. O1234), 

 The end of the program is determined by the auxiliary 
function code "M30".  

The program code itself is composed of individual blocks 
(sentences), while the blocks themselves are composed of 
words. Each block is terminated by a semicolon (";"). Each block 
starts with a unique number, which can only occur once in each 
program. 
Each word in the program block consists of two parts: 

 Adress part, 

 Meaning part. 
Figure 2 shows the block structure of a numerically controlled 
machine. 

 
Figure 2. Sentence structure of numerically controlled machine 

 
We divide the words in the program into: 

 Dimensional, 

 Dimensionless. 
The meaning part of dimensional words is a physical quantity; 
therefore they have a physical dimension: 

 Shift in the direction of the axes X, Y, Z, U, V, W, I, J, K, 
R, 

 Rotation around axes A, B, C, 

 Spindle speed S, 

 Feed F. 

4    MEANING OF ADDRESSES FOR NUMERICALLY CONTROLLED 
MACHINES 

Table 1 shows the list and meaning of the most frequently used 
addresses for numerically controlled machines. 

Table 1. List of most frequently used addresses  

Address Meaning 

A Angular dimension around the X axis. 

B Angular dimension around the Y axis. 

C Angular dimension around the Z axis. 

D Position number in the tool radius correction table. 

F Feed rate function. 

G A preparatory function. 

H Position number in the tool length correction table. 

I Incremental distance between the center of the tool 
and the center of the produced hole in the X axis. 

J Incremental distance between the center of the tool 
and the center of the produced hole in the Y axis. 

K Incremental distance between the center of the tool 
and the center of the produced hole in the Z axis. 

L Unspecified/ older types of control systems number 
of repetitions for the subroutine. 

M Auxiliary function. 

N Block number. 

O Marking the beginning of the program. 

P Number of repetitions for the subprogram, depth of 
cut in μm when cutting threads. 

Q Depth of cut for the drilling cycle with flushing. 

R The size of the radius of the radius for circular 
interpolation. 

S Spindle speed function. 

T Tool function. 

U Incremental dimension in the X axis. 

V Incremental dimension in the Y axis. 

W Incremental dimension in the Z axis. 

X The dimension of the primary movement in the X 
axis. 

Y The dimension of the primary movement in the Y 
axis. 

Z The dimension of the primary movement in the Z 
axis. 

5    PREPARATORY FUNCTIONS 

Preparatory functions, so-called G-codes (geometric functions), 
together with the coordinates, form the so-called content part 
of the program. The codes G01, G02 and G03 are most often 
used to change the position of the tool during machining. Table 
2 lists the most frequently used G-codes along with their 
meaning. 

Table 2. List of the most frequently used G-codes  

Code Meaning 

G00 Fast forward function. 

G01 Linear interpolation (advance of the tool along 
the segment). 

G02 Circular interpolation (moving the tool along a 
circle in the clockwise direction). 

G03 Circular interpolation (moving the tool in a circle 
counter-clockwise). 

G17 Definition of the plane for the X-Y axes. 

G18 Definition of the plane for the X-Z axes. 
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G19 Definition of the plane for the Y-Z axes. 

G54-G59 Definition of coordinate systems (definition of 
the starting position of the coordinate system of 

the manufactured part). 

G90 Absolute method of entering coordinates 
(intersection of axes does not change its 

position). 

6    AUXILIARY FUNCTIONS 

Auxiliary functions, so-called M-codes (miscellaneous functions) 
have the form of logical functions and control the functions of 
the machine. The basic functions are the same for all control 
systems, but others may differ depending on the manufacturer 
of the control system. Table 3 lists the most frequently used M-
codes along with their meaning. 

Table 3. List of the most frequently used M-codes [Michalik 
2016] 

Code Meaning 

M03 Spindle start on the right. 

M04 Spindle start on the left. 

M05 Spindle speed stop. 

M08 Program activation of cooling. 

M09 Program shutdown of cooling. 

M30 End of program. 

6    WAYS OF PROGRAMMING 

Perhaps the most important criterion for creating an NC 
program is the shape complexity of the manufactured part. 
Other criteria include: 

 Level of programming skills of the programmer, 

 Frequency of production, 

 Level of production equipment [Sorocin 2022]. 
Currently, the following methods of creating NC programs are 
most often used: 

 Manual programming, 

 Workshop programming, 

 Automatic programming, 

 Step NC programming. 

6.1    MANUAL PROGRAMMING 

The basic way of programming is manual programming. This 
programming is the foundation for other programming 
methods (except Step programming). The result is a program 
created by programmers without any support of supporting 
programs. Programming takes place directly in the relevant G-
code. 
When manually creating an NC program, the following 
procedure must be followed: 

 Studying the production drawing of the part (can 
choose another technology), 

 The method of clamping, the tool used, 

 The zero point "M" of the workpiece is selected, the 
coordinates of the transition points of the curves are 
calculated, 

 The drawing is adjusted for the required 
programming method, 

 Cutting conditions are calculated for individual 
sections of operations, 

 The production process will be compiled, 

 A program sheet is compiled with data transformed 
into program code, 

 This is followed by a simulation phase, with the use of 
which the possibilities of errors in the program are 
minimized, 

 Verification - debugging of the program on the 
machine - production of the first part [Michalik 2016, 
Sorocin 2022]. 

6.2    WORKSHOP PROGRAMMING 

Use suitable only for simple component shapes. Unlike manual 
programming in simulation program, workshop programming is 
carried out directly on the machine tool v dialog window of the 
CNC machine control system. Preset functions of the machine 
are used (e.g. drilling, reaming, pocket milling...), in which only 
the machining parameters (speed feed, revolutions, depth, ...). 
After entering these values, the program generates its own 
cycle, which already are not 2-digit G-codes. To increase 
machining accuracy, the program generates 4-digit G-codes. 
Figure 3 shows the working window of cutting conditions for a 
CNC milling machine. 

 
Figure 3. Working window of cutting conditions for a CNC milling machine [Michalik 2016, Sorocin 2022] 
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As mentioned above, this programming is only suitable for 
creating simple part shapes. The following problems can occur 
when programming more complex shapes: 

 It is not possible to clearly define a semi-finished 
product, which may not always be block (milling), or 
cylinder (turning), 

 Work with a real cross-section, forging, casting, 

 In some systems it is possible to import the blank 
from external CAD systems but then there is a 

duplication of functions, complexity and thus lack of 
transparency of the program, system, 

 In most cases, it is not possible to determine the 
beginning and end of machining, i.e. moving and 
moving the tool to cut [Michalik 2016, Sorocin 2022]. 

Figure 4 shows the working window of cutting conditions for a 
CNC lathe. 

 

 
Figure 4. Working window of cutting conditions for a CNC lathe [Michalik 2016, Sorocin 2022] 

6.3    AUTOMATIC PROGRAMMING 

One of the modern methods is automatic programming. This 
method is possible easily create programs for the production of 
shapely complex parts, as manual or workshop programming 
these parts would be relatively demanding on experience and 
skills programmer [Sorocin 2022]. 
Thanks to the use of CAM programs, these requirements are 
eliminated. The principle of this method consists in utilization 
CAM programs. When using simulation, you can, among other 
things, use production simulation, which we will remove 
possible production collisions and therefore save time when 
debugging the program directly on the machine [Sorocin 2022]. 
Examples of some applications for CAM programming: 

 Autodesk Inventor CAM, 

 ProE, Catia, SolidWorks, 

 Work NC, Unigraphics, 

 Metallurgy, 

 Alpha CAD/CAM, 

 Edge CAM, Master CAM, 

 Esprit [Michalik 2016, Sorocin 2022]. 

6.3.1    NC PROGRAM CREATION PROCEDURE 

Each programmer has his "own" procedure for creating a 
program. In principle, however, the process of NC creation 
program consists of the following steps: 

 Creating a model in any CAD application, 
"name.part", 

 Using the CAM superstructure - generation of CL 
/Cutter Location Data/ 

 Using a suitable post-processor (for a specific control 
system) generating NC program with G codes, 

 Entering the program into the control system of the 
CNC machine tool [Michalik 2016, Sorocin 2022]. 

6.4    STEP NC PROGRAMMING 

STEP-NC for machine tools is a programming language that 
extends the ISO 10303 STEP standard with model for machining 
in the ISO 14649 standard. Supplements information about the 
part with geometrical information dimensions and data 
required for control obtained from CAM software. It is 
supplemented by the STEP PDM model for integration into the 
broader agenda of the structure of production. The combined 
result was standardized as ISO 10303-238 (also known as 
AP238). 
Step NC programming is designed to replace ISO G-codes. 

7    CONCLUSIONS 

In this article, we explored various aspects of the NC program 
designed for machine tools. The first section was aimed to 
characterize the program and emphasized the disparities 
between external and internal programming. Subsequently, the 
article delved into the program's structure, specifically 
customized for the Fanuc control system. It provided a detailed 
analysis of the word distribution within individual commands, 
elucidating their structure and highlighting their significance. 
Furthermore, it shed light on the interpretation of individual 
addresses, preparatory functions, and auxiliary functions. 
Lastly, the article discussed different programming methods 
and offered a brief yet informative characterization of each 
approach. Thus, we defined the NC program, described the 
structure of the preprogram for CS Fanuc and described the 
methods of creating NC programs. 
By examining these aspects, this article contributes to a deeper 
understanding of NC programming for machine tools. 



 

 

MM SCIENCE JOURNAL I 2023 I OCTOBER 

6660 

 

ACKNOWLEDGMENTS 

This work was supported by the project VEGA 1/0226/21 of 
Scientific Grant Agency of the Ministry of Education, science, 
research and sport of the Slovak Republic and the Slovak 
Academy of Sciences. 

REFERENCES 

[Balara 2018] Balara, M., Duplakova, D., Matiskova, D. 
Application of a signal averaging device in robotics. 
Measurement, 2018, Vol. 115, No. 2, pp. 125-132. 

[Baron 2016] Baron, P., et al. The parameter correlation of 
acoustic emission and high-frequency vibrations in 
the assessment process of the operating state of 
the technical system. Acta Mech.&Autom., 2016, 
Vol. 10, No. 2, pp. 112-116.  

[Chaus 2018] Chaus, A.S., et al. Complex fine-scale diffusion 
coating formed at low temperature on high-speed 
steel substrate. Applied Surface Science, 2018, Vol. 
437, pp. 257-270. 

[Duplakova 2018] Duplakova, D., et al. Determination of 
optimal production process using scheduling and 
simulation software. Int. J. Simul. Modelling, 2018, 
Vol. 17, No. 4, p. 447. 

[Flegner 2019] Flegner, P., et al. Processing a measured 
vibroacoustic signal for rock type recognition in 
rotary drilling technology. Measurement, 2019, Vol. 
134, pp. 451-467. 

[Flegner 2020] Flegner, P., Kacur, J., Durdan, M, Laciak, M. 
Statistical Process Control Charts Applied to Rock 
Disintegration Quality Improvement. Applied 
sciences, 2020, Vol. 10, No. 23, pp. 1-26. 

[Jurko 2011] Jurko, J., Panda, A., Gajdos, M., Zaborowski, T. 
Verification of cutting zone machinability during the 
turning of a new austenitic stainless steel. In: Int. 
Conf. Advanced Computer Science and Education 
Applications (CSE 2011); Heidelberg: Springer, 2011, 
pp. 338-345. ISBN 978-3-642-22456-0. 

[Jurko 2012] Jurko, J., Dzupon, M., Panda, A., Zajac, J. Study 
influence of plastic deformation a new extra low 
carbon stainless XCr17Ni7MoTiN under the surface 
finish when drulling. Advanced Materials Research, 
2012, Vols. 538-541, pp. 1312-1315. ISBN 978-3-
03785-447-1. ISSN 1022-6680. 

[Jurko 2013] Jurko, J., Panda, A., Behun, M. Prediction of a new 
form of the cutting tool according to achieve the 
desired surface quality. Applied Mechanics and 
Materials, 2013, Vol. 268, No. 1, pp. 473-476. ISBN 
978-303785579-9. ISSN 1660-9336. 

[Kurdel 2014] Kurdel, P., Labun, J., Adamcik, F. The Estimation 
Method of the Characteristics of an Aircraft with 
Electromechanic Analogue. Nase More, 2014, Vol. 
61, No. 1-2, pp. 18-21. ISSN 0469-6255. 

[Kurdel 2022] Kurdel, P., et al. Local control of unmanned air 
vehicles in the mountain area. Drones, 2022, Vol.54, 
No. 6, pp 1-18. ISSN 2504-446X. 

[Labun 2017] Labun, J., Fabry, S., Ceskovic, M., Kurdel, P. 
Mechanical demodulation of aircraft antenna signal. 
In: 6th Int. Conf. on Air Transport (INAIR), Prague, 
14-16 November 2017. Elsevier, pp. 149-155. ISSN 
2352-1465. 

[Labun 2019] Labun, J., et al. Low Altitude Measurement 
Accuracy Improvement of the Airborne FMCW 
Radio Altimeters. Electronics, 2019, Vol. 8, No. 8., 
pp. 1-12. ISSN 2079-9292. 

[Michalik 2014] Michalik, P., Zajac, J., Hatala, M., Mital, D. and 
Fecova, V. Monitoring surface roughness of thin-
walled components from steel C45 machining down 
and up milling. Measurement, 2014, Vol. 58, pp. 
416-428, ISSN 0263-2241. 

[Michalik 2016] Michalik, P., Duplak, J., Kormos, M. Numerically 
controlled machines and their programming 
(Cislicovoriadene stroje a ich programovanie). 
Presov, 2017, 205 p. (in Slovak) 

[Modrak 2019] Modrak, V., Soltysova, Z., Onofrejova, D. 
Complexity Assessment of Assembly Supply Chains 
from the Sustainability Viewpoint. Sustainability, 
2019, Vol. 11, No. 24, pp. 1-15. ISSN 2071-1050. 

[Monkova 2013] K. Monkova, P. Monka and D. Jakubeczyova. 
The research of the high speed steels produced by 
powder and casting metallurgy from the view of 
tool cutting life. Applied Mechanics and Materials, 
2013, Vol. 302, No. 302, pp. 269-274. 

[Mrkvica 2012] Mrkvica, I., Janos, M., Sysel, P. Cutting 
efficiency by drilling with tools from different 
materials. Advanced Materials Research, 2012, Vols. 
538-541, pp. 1327-1331. ISSN1022-6680. 

[Murcinkova 2018] Murcinkova, Z., Baron, P., Pollak, M. Study 
of the press fit bearing-shaft joint dimensional 
parameters by analytical and numerical approach. 
Adv. in Materials Science and Eng., 2018, Art. ID 
2916068.  https://doi.org/10.1155/2018/2916068. 

[Olejarova 2017] Olejarova, S., Dobransky, J., Svetlik, J., Pituk, 
M. Measurements and evaluation of measurements 
of vibrations in steel milling process. Measurement, 
2017, Vol. 106, pp. 18-25. 

[Panda 2011a] Panda, A., Duplak, J., Jurko, J. Analytical 
expression of T-vc dependence in standard ISO 3685 
for cutting ceramic. Key Engineering Materials, 
2011, Vols. 480-481, pp. 317-322. ISSN 1013-9826. 

[Panda 2011b] Panda, A., Duplak, J., Jurko, J., Behun, M. 
Comprehensive Identification of Sintered Carbide 
Durability in Machining Process of Bearings Steel 
100CrMn6. Advanced Materials Research, 2011, 
Vol. 340, pp. 30-33.  ISBN 978-3-03785-253-8, ISSN 
1022-6680. 

[Panda 2012] Panda, A., Duplak, J., Jurko, J., Behun, M. New 
experimental expression of durability dependence 
for ceramic cutting tool. Applied Mechanics and 
Materials, 2013, Vols. 275-277, pp. 2230-2236. ISBN 
978-303785591-1, ISSN 1660-9336. 

[Panda 2013] Panda, A., Duplak, J., Jurko, J., Pandova, I. Roller 
Bearings and Analytical Expression of Selected 
Cutting Tools Durability in Machining Process of 
Steel 80MoCrV4016. Applied Mechanics and 
Materials, 2013, Vol. 415, pp. 610-613. 

[Pollak 2019] Pollak, M., Kascak, J., Teliskova, M., Tkac, J. 
Design of the 3D printhead with extruder for the 
implementation of 3D printing from plastic and 
recycling by industrial robot. TEM Journal: 
Technology, Education, Management, Informatics, 
2019, Vol. 8, No. 3, pp. 709-713. 

[Pollak 2020] Pollak, M., Torokova, M., Kocisko, M. Utilization 
of generative design tools in designing components 
necessary for 3D printing done by a robot. TEM 
Journal: Technology, Education, Management, 
Informatics, 2020, Vol. 9, No. 3, pp. 868-872. 

[Rimar 2016] Rimar, M., Smeringai, P., Fedak M., Kuna S. 
Technical and software equipment for the real time 
positioning control system in mechatronic systems 
with pneumatic artificial muscles. Key Engineering 

https://apps.webofknowledge.com/full_record.do?product=WOS&search_mode=CitationReport&qid=3&SID=D5T3w1ouGA84EUei9r9&page=1&doc=7
https://apps.webofknowledge.com/full_record.do?product=WOS&search_mode=CitationReport&qid=3&SID=D5T3w1ouGA84EUei9r9&page=1&doc=7
https://apps.webofknowledge.com/full_record.do?product=WOS&search_mode=CitationReport&qid=3&SID=D5T3w1ouGA84EUei9r9&page=1&doc=7


 

 

MM SCIENCE JOURNAL I 2023 I OCTOBER 

6661 

 

Materials, 2016, Vol. 669, pp. 361- 369. ISSN 1662-
9795. 

[Sedlackova 2019] Sedlackova, A.N., Kurdel, P., Labun, J. 
Simulation of Unmanned Aircraft Vehicle Flight 
Precision. In: International Scientific Conference on 
LOGI - Horizons of Autonomous Mobility in Europe, 
Ceske Budejovice, 14-15 November 2019; Elsevier, 
pp. 313-320. ISSN 2352-1465. 

[Sorocin 2022] Sorocin, P. Optimization of thin-walled robotic 
flange production using NC programming 
(Optimalizacia vyroby tenkostennej robotickej 
priruby pomocou NC programovania). Presov, 2022, 
103 p. (in Slovak) 

[Straka 2018a] Straka, L., Hasova, S. Optimization of material 
removal rate and tool wear rate of Cu electrode in 
die-sinking EDM of tool steel. International journal 
of advanced manufacturing technology, 2018, Vol. 
97, No.  8-5 , pp. 2647-2654. 

[Straka 2018b] Straka, L.., Hasova, S. Prediction of the heat-
affected zone of tool steel EN X37CrMoV5-1 after 
die-sinking electrical discharge machining. In: Proc. 
of the institution of mechanical engineers part B - 
Journal of engineering manufacture, 2018, Vol. 232, 
No. 8, pp. 1395-1406. 

[Svetlik 2014] Svetlik, J., Baron, P., Dobransky, J., Kocisko, M. 
Implementation of Computer System for Support of 

Technological Preparation of Production for 
Technologies of Surface Processing. Applied 
Mechanics and Materials, 2014, Vol. 613, p. 418. 
DOI: 10.4028/www.scientific.net/AMM.613.418. 

[Vagaska 2017] Vagaska, A. & Gombar, M. Comparison of usage 
of different neural structures to predict AAO layer 
thickness. Technical Gazette, 2017, Vol. 24, Issue 2, 
pp. 333-339. DOI: 10.17559/TV-20140423164817. 

[Vagaska 2021] Vagaska, A. and Gombar, M. Mathematical 
Optimization and Application of Nonlinear 
Programming. Studies in Fuzz. & Soft Comput., 
2021, Vol. 404, pp.  461-486. DOI: 10.1007/978-3-
030-61334-1_24. 

[Valicek 2016] Valicek, J., et al. Mechanism of Creating the 
Topography of an Abrasive Water Jet Cut Surface. 
Advanced Structured Materials, 2016 Vol. 61 pp. 
111-120. ISBN 978-981-10-1082-8. ISSN 1869-8433. 

[Zaborowski 2007] Zaborowski, T. Ekowytwarzanie. Gorzow, 
2007, 100 p. 

[Zaloga 2020] Zaloga, V., Dyadyura, K., Rybalka, I., Pandova, I., 
Zaborowski, T. Enhancing efficiency by 
implementation of integrated management system 
in order to align organisational culture and daily 
practice. Management Systems in Production 
Engineering, 2020, Vol. 28, No. 4, pp. 304-311. 

 
 

CONTACTS: 

Prof. Eng. Anton Panda, PhD. 
Faculty of Manufacturing Technologies with a seat in Presov 
Technical University of Kosice, Slovakia 
Sturova 31, 080 001 Presov, Slovakia 
e-mail: anton.panda@tuke.sk 

 

mailto:anton.panda@tuke.sk

