AR = AR 7{ Xk
Work Material Copper C M R E230 211 O 4= XI'E
26t /5% Spindle Speed Feed Depth of Cut CMRE230 Cutting Conditions Reference Table
Radius Effective Length (min’) (mm/min) aplmm)
16 12,000 2,000 0.156
II| ALY &
4 20 12,000 2,000 0132 Work Material Copper
25 12,000 2,000 0.120 s241A 8% Spindle Speed Feed Depth of Cut
6 20 12,000 3,000 0.200 Radius Effective Length (min’) (mm/min) ap(mm]
8 24 12,000 3,500 0.300 0.1 03 40,000 260 0.004
10 30 10,500 3,500 0.400 0.15 0.3 40,000 320 0.006
12 30 8,500 4,000 0.400 ! 40,000 20 0.004
1 40,000 390 0.013
0.2 15 40,000 360 0.007
1. ZUSIL ZHO| U= ST} FHIS AFEs FHAIL.
2. ap= FWel By BARLIC, 2 40,000 320 0.005
3. & YAHI(W70%-Cu30%) BAZISAl, X H4X|9| 874 9 IES 210% HF0 7156 FHAIR. 1 40,000 450 0.025
4. TIATI} 7 KBS0 W2} M et BARS AISH FUAIL. :
5. BA R E HUXtE YUC dH 7IBA0E 75, Z1A0ll Tt 2HE ZFolA 7IE5HAI7| HHELct 15 40,000 450 0.020
1. Use a rigid and precise machine and holder. 03 2 40,000 410 0.014
2. aplmm] : Axial Depth of Cut
3. When cutting Copper Tungsten(W70%-Cu30%), reduce the cutting speed and feed rate by 10% for the reference value 3 35,000 360 0.010
4. Use the appropriate coolant for the workpiece and machining shape.
5. The cutting condition table is a reference. In actual machining, adjust the conditions according to the machining shape and machine. 2 35|000 690 0.030
0.4 3 35,000 560 0.019
4 30,000 480 0.012
2 35,000 690 0.040
05 3 35,000 560 0.024
' 4 30,000 480 0.020
6 25,000 350 0.016
2 35,000 990 0.050
3 30,000 770 0.042
0.6 4 30,000 770 0.029
6 25,000 570 0.018
8 20,000 380 0.018
2 35,000 990 0.090
08 4 30,000 850 0.060
' 6 25,000 570 0.038
8 22,000 500 0.024
4 30,000 1,270 0.070
6 25,000 1,020 0.042
1 8 22,000 850 0.042
10 20,000 770 0.026
12 18,000 540 0.026 "
=
2 6 24,000 1,020 0.130 s
= =]
2 8 22,000 950 0.072 §
8 15 =3
= 10 20,000 860 0.072 é
E 12 17,000 660 0.072 =
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Work Material Copper
=t 8% Spindle Speed Feed Depth of Cut
Radius Effective Length (min’) (mm/min) aplmm)
6 20,000 1,260 0.240
8 20,000 1,260 0.168
) 10 20,000 1,260 0.168
12 17,000 970 0.096
16 15,000 770 0.096
20 12,000 580 0.060
12 15,000 1,180 0.250
16 14,000 1,000 0.144
3 20 12,000 770 0.144
25 10,000 640 0.096
30 8,500 480 0.096
12 12,000 2,160 0.480
16 12,000 2,160 0.336
4 20 11,000 1,980 0.336
25 8,500 1,370 0.192
30 8,500 1,370 0.192
1. ST 20| Ui BTI2 FHIS ASSH FYAIL
2. ap= SO BUS BARLICH
3.5 YAHI(WT70%-Cul0%) EATISAl, BAZA HU4X|9| 574 2t TEE 210% H301 71561 FHAIL.
4. TIAITHRL 7S ol Wt HESH BARS AL FHAIR.
5. M ZBE HOXtE YLICH dH 7ESA0E 75, 710l M2t Z22S ZFaM 7ISSHAL7| HHELICh

1. Use a rigid and precise machine and holder.

2. aplmm) : Axial Depth of Cut

3. When cutting Copper Tungsten(W70%-Cu30%), reduce the cutting speed and feed rate by 10% for the reference value

4. Use the appropriate coolant for the workpiece and machining shape.

5. The cutting condition table is a reference. In actual machining, adjust the conditions according to the machining shape and machine.
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CME230 AR FU A=
CME230 Cutting Conditions Reference Table

T ALY &
Work Material COPPER
2712 ey
Lz x LA Spindle Speed Slotting Side Milling
Dia x Length of Cut (min) Feed Depth of Cut Feed Depth of Cut
(mm/min) aplmm) (mm/min) aplmm)
0.1%0.15 40,000 25 0.005 60 0.150

1%2.5 22,500 100 03 260 1.5
X4 16,000 150 40
2%6 9,500 80 1.0 180 6.0
2x8 8,000 160 8.0
3x10 6,500 85 15 180 9.0
4x12 5,000 100 2.0 220 12.0
6x15 3,200 125 3.0 280 15.0
8x20 2,400 125 4.0 280 20.0

10x25 2,000 125 5.0 280 250

12x30 1,600 125 6.0 280 30.0

siofat &(Slotting) Z(Side Milling)

Depth of Cut J Y
(mm) —/ D 4 I ap
(D=2%/Dia) 5 * _»:l:w

3. & YAHI(W70%-Cul0%) BATISAL, BAZEA F4X]9| 3154 o TEES 2f10% HF0 71861 FHAIL.
4 TATHRL 7S 0] Wt 2 ES HAR S AR FHAIL.
5. HA ZUBE HUAE ALICH MR 7BAI0IE 758, 710l thet ZAS XM 7KS5HAI7| BHELch

1. Use a rigid and precise machine and holder.

2. ap(mm] : Axial Depth of Cut

3. When cutting Copper Tungsten(W70%-Cu30%), reduce the cutting speed and feed rate by 10% for the reference value

4. Use the appropriate coolant for the workpiece and machining shape.

5. The cutting condition table is a reference. In actual machining, adjust the conditions according to the machining shape and machine.
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