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G90G72G94F300 (PART-3) 
G10X0Z2 
T8(WORK STOP) 
X0Z2 
Z.2 
F50Z.01 
M00 (PULL PART TO STOP) 
M12 
Z2F300 
M03S1500 
M08 
T1(LH TURN TOOL - rough) 
X.6Z2 
Z0 
G95F.003X-.015 
X.22F.01 
Z-.24F.003 
X.395 
Z-.74 
X.6 
G94F300Z2 
T2(LH TURN TOOL - finish) 
X.2Z2 
Z.2 
G95F.003 
Z-.25F.003 
X.375C.05 
Z-.75 
X.6C.075 
Z-.95 
G94F300Z2 
M30 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

G90G72G94F300 (PART-4) 
G10X0Z2 
T8(WORK STOP) 
X0Z2 
Z.2 
F50Z.01 
M00 (PULL PART TO STOP) 
M12 
Z2F300 
M03S1500 
M08 
T1(LH TURN TOOL - rough) 
X.6Z2 
Z0 
G95F.003X-.015 
X.22F.01 
Z-.24F.003 
X.395 
Z-.74 
X.6 
G94F300Z2 
T2(LH TURN TOOL - finish) 
X.2Z2 
Z.2 
G95F.003 
Z-.25F.003 
X.375C.05 
Z-.75 
X.6C.075 
Z-.95 
G94F300Z2 
T3 (THREADING TOOL) 
X-.365Z2 
Z.2 
G95 
G33X-.298Z-.65K.0625I.03C 
M30 


