ALE345 EAIZ 311 Xtz DMRB230 EAEZ F11 Xtz

ALE345 Cutting Conditions Reference Table DMRB230 Cutting Conditions Reference Table
| U205 &2 A5052 e =1}
Work Material Aluminum Alloy A5052 Work Material Graphite
sz =oj7lm st &3 Spindle Speed Feed Depth of Cut
] Spindle Speed Slotting Side Milling Radius Effective Length (min™) (mm/min) aplmm)
h P
Dia it Feed Feed RO.1 20,000~40,000 200~300 0.020
(mm/min) (mm/min)
1 10,000 300 800 R0.15 20,000~40,000 200~450 0.030
15 10,000 500 1,100 R0.2 20,000~40,000 450~950 0.040
2 10,000 700 1,500 R0.25 20,000~40,000 400-950 0.050
3 10,000 1,000 2,200
4 10000 1300 2400 6 20,000~40,000 450~950 0.060
5 10,000 1,600 2,900 RO3 10 20,000~32,000 400~650 0.050
6 10,000 2,000 3,200 | 15 10,000~15,000 150~200 0.030
8 8,000 2,200 3,700 20 7,000~9,000 90~130 0.020
10 6,500 2,200 3,700
7 5,500 2200 3700 6 20,000~40,000 500~1,000 0.070
- 10 20,000~40,000 450~700 0.060
’ 15 10,000~15,000 200~250 0.040
20 7,000~9,000 100~140 0.030
oot =(Slotting) ZH(Side Milling) 4 20,000~40,000 600~1,200 0.100
=2=-Ho
Depth of Cut J B 6 20,000~40,000 550~1,100 0.100
(mm) — A 1D
D 10 20,000~32,000 550~950 0.100
<« | 03D
—Lt74 /N ~ ~
(D='24%/Dia) 5 _»:170.150 RO5 16 18,000~23,000 400-500 0.080
20 12,000~18,000 200~300 0.070
30 5,000~8,000 90~140 0.040
40 5,000~7,000 80~120 0.030
6 20,000~40,000 900~1,800 0.150
10 20,000~38,000 850~1,600 0.150
1. BUsT 2040| s B0 HHIS AL FAAIS.
2. U201z J1R0I= £24 HAIQ AFRS HRELIC R0.75 16 20,000~30,000 850~1,300 0.150
3 HAEZATE HTAR QUICH A ZFEAIOIS TFEEAL, 710 T2t E24S A TH25tAI7 BrRiLICH
20 18,000~22,000 650~750 0.150
1. Use a rigid and precise machine and holder.
2. We recommend using water soluble coolant for aluminum machining. 30 9,UUU~1 2,000 250~300 0.100
3. The cutting condition table is a reference. In actual machining, adjust the conditions according to the machining shape and machine.
6 20,000~40,000 1,400~2,800 0.200
10 20,000~40,000 1,300~2,500 0.200
16 18,000~27,000 1,300~1,800 0.200
R1 20 18,000~23,000 1,100~1,500 0.200
30 12,000~16,000 600~850 0.200
40 4,000~6,000 200~350 0.150
50 4,000~6,000 200~300 0.100 "
g 16 15,000~20,000 1,600~2,000 0.400 é
'..E k=]
5 20 15,000~20,000 1,500~2,000 0.300 8
o
% R15 30 15,000~20,000 1,100~1,600 0.300 §
= 40 9,000~12,000 700~1,000 0.200 =
50 4,000~7,500 300~500 0.150
- 20 14,000~20,000 2,000~3,000 0.400
40 9,000~12,000 1,300~1,700 0.400
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IT| AR S MAFX7{ Xk
Work Material Graphite D M RR430 = - |—-I oL xl‘ﬂ
ot Red Spindle Speed Feed Depth of Cut DMRR430 Cutting Conditions Reference Table
Radius Effective Length (min™) (mm/min) aplmm)
25 9,000~20,000 2,000~4,500 0.600
R3 40 6,000~10,000 1,300~2,200 0.500 TAT sa
i i ’ Work Material Graphite
50 5,000~9,000 1,050~2,000 0.400 e o7t SR Erea Feed Depth of Cut Depth of Cut
R4 40 7.000~16,000 1,800~3,500 0.800 Radius Effective Length (min) (mm/min) aplmm) ae(mm)
R5 50 6,000~12,000 1,400~3,000 1,000 12 12,000~16,000 1,500~2,000 0.20 1.20
R6 55 5,000~10,000 1,100~2,500 1.200 xR0 16 9,000~12,000 1,100~1,500 0.20 1.20
20 8,000~11,000 1,000~1,300 0.18 1.00
30 7,000~9,000 800~1,000 0.15 1.00
1. YL 20| U= SCI2A FHIE Al FHAIR.
2. ap= EHrato| ol2re TABILICH 20 8,000~12,000 1,300~1,800 0.20 1.80
3. 521 7k50ll= UAZRSS BERLC
4N ZARE 3D 2L AN 7HBADNS TEBEA, 710l T2t £4S ZHaA 7HBEAI7| BIRILICE 40 4,000-7.000 700~1,100 0.15 1.60
20 8,000~12,000 1,300~1,800 0.20 130
1. Use a rigid and precise machine and holder. 3R05 40 4.000~7.000 700~1.100 0.15 1.20
2. aplmm) : Axial Depth of Cut ’ ’ ! ’ .
3. Air blow cooling is recommended for graphite machining. 4xR0.2 30 9,000~13,000 2,300~3,500 0.35 2.80
4. The cutting condition table is a reference. In actual machining, adjust the conditions according to the machining shape and machine.
4xR0.5 30 9,000~13,000 2,300~3,500 0.35 2.40
6xR0.5 30 7,000~12,000 2,500~4,000 1.50 4.00
6xR1 30 7,000~12,000 2,500~4,000 1.50 320
8xR0.5 40 7,000~10,000 2,500~4,000 2.00 5.60
8xR1 40 7,000~10,000 2,500~4,000 2.00 4.80
10xR0.5 50 4,000~8,000 1,500~3,000 2.50 7.20
10xR1 50 4,000~8,000 1,500~3,000 2.50 6.40
12xR0.5 55 3,000~6,000 1,100~2,500 3.00 9.00
12xR1 55 3,000~6,000 1,100~2,500 3.00 8.00

SCi9 THIS AIBE FUNIS.
 ap= SEUO BUS BARLIC ap= $EYHY BUYS BA
: N7K3E AFBLICL

EA RBE FOAE YUICL A JFBAOE JEBBY, 710 W2t £24E ZREM FKB5HA7| BIRILICL

gt

1. Use a rigid and precise machine and holder.

2. aplmm] : Axial Depth of Cut/ aelmm] : Radial Depth of Cut

3. Air blow cooling is recommended for graphite machining.

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