G72 - G73 Diameter and Radius Programming

G72 satsthe control so that X moveswill now be read as diameter values. This follows more closdy to
the Fanuc style format.

G72 Diameter Programming Mode

The G72 command ismodd. Onceit isused this mode stays active until it is turned off with aG73
command. The default modeis G73 - radius. So be sure to use the G72 command in your program
if you want to program in the diameter mode.

NOTE: Use the G72 command in the beginning of the program before you cal any tools.

NOTE: If you plan on usng SEARCHTO (F6) in the automatic page be sure to put a G72 after the
tool cal statement. The search to command will not pick up the cal out for the diameter mode at the
beginning of the program. If you have it on thefird line after the tool cdl it will work. |E:
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G72X.52.1

Caution for those using older software!!!!
1996 and earlier

Setting tools for Diameter programming

Note for those using old software (before 12/96) you will have to be careful!
The SET TOOL command in the Jog mode will make the tool go to theradius
value for the STARTING POSITION. Asan exampleif you want your tool to
dart at al’ diameter you will have to enter .5 when asked where you want the
tool to sart. Then when you cal your tool you will have a X vdue of 1 inthe
(92 gatement since in the program it will read the X values as diameter.

Until you change the software we suggest that you start you tools as
X=0. Thiswill eliminate any problems with confusing diameter and
radius moves.

Tool Call statements - G92

After aG72 command has been usad the value of X in the G92 statement is used
to represent adiameter location. In the example below thetool is moved to the
diameter value of X=.5 (see the section on setting tools with diameter
programming)
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The G92 satement would be G92X.57.3




