DCHR230

RIS EER

Recommended Milling Conditions

A& SEEEEFEY
MR Graphite Aluminium Alloy Die Casting
Work Material SEAEMT S SEHAMEMT SN
Contour Line Roughing Slotting Contour Line Roughing Slotting
g | MR | HARE IRE TR | HARE | TIRE | MR | HARE RE TR | HARE | TIRE
IME Under || Spindle Speed Feed Depth of Cut SpindleSpeed | Feed | DepthofCut | Spindle Speed Feed Depth of Cut Spindle Speed Feed | Depthof Cut
Dia. Neck
9 min® [ mm/min|@pmm|@emm| min® |mm/min| @pmm| min® [mm/min|@pmm|demm | min” | mm/min| ap mm
2 |30,000(1,200| 0.1 0.3 {30,000/ 800| 0.1 |(20,000(1,000| 0.03| 0.3 |20,000| 500]| 0.03
0.5 4 (30,000(1,000| 0.05| 0.3 |30,000/ 600| 0.05|20,000{ 800| 0.01| 0.3 |20,000| 400| 0.01
6 |25,000f 800| 0.03| 0.3 |25,000| 500| 0.03 {20,000| 600| 0.01| 0.3 |20,000/ 300| 0.01
4 (30,000(2,500| 0.2 0.6 [30,000(1,500| 0.2 |20,000|{2,000| 0.15| 0.6 [20,000(1,200| 0.15
1 6 [25,000(2,000| 0.2 0.6 {25,000(1,200| 0.2 (20,000(1,500| 0.1 0.6 ]20,000{1,000| 0.1
8 [20,000(1,500| 0.1 0.6 |20,000{1,000| 0.1 [20,000{1,000| 0.07 | 0.6 {20,000/ 700| 0.07
10 (20,000{1,000]| 0.1 0.6 {20,000/ 600| 0.1 [20,000f 800| 0.05| 0.6 |20,000| 500| 0.05
6 |125,000(2,500(| 0.3 1 25,000/1,600| 0.3 |20,000/2,000| 0.2 1 20,000(1,500| 0.2
1.5 | 12 |16,000|1,800| 0.2 1 16,000{1,000| 0.2 |16,000|1,500| 0.05| 1 16,000{1,000| 0.05
20 (12,000|1,000| 0.1 1 12,000| 600| 0.1 |[12,000f 800| 0.02| 1 12,000/ 500/ 0.02
6 [20,000(3,000| 0.5 1.2 |20,000|2,000| 0.5 |20,000{2,000| 0.5 1.2 |20,000(1,500| 0.5
5 10 |20,000|2,500| 0.5 1.2 |20,000{1,600| 0.5 [20,000(1,500| 0.3 1.2 |20,000(1,000| 0.3
16 |18,000(1,800| 0.3 1.2 |18,000{1,200| 0.3 |15,000/1,200| 0.07 | 1.2 |15,000f 800| 0.07
20 |[15,000(1,200| 0.2 1.2 |15,000f 800| 0.2 |10,000/1,000| 0.03| 1.2 [10,000f 600| 0.03
3 16 {|20,000(3,000| 0.5 2 20,000/2,000| 0.5 |18,000/2,000| 0.5 2 18,000(1,500| 0.5
30 (15,000|1,500| 0.3 2 15,000{1,000| 0.3 |10,000(1,000| 0.2 2 10,000| 600| 0.2
4 20 |[18,000(3,000| 0.8 2.5 [18,000({2,000| 0.8 [16,000/2,000| 0.8 2.5 |16,000(1,500| 0.8
40 | 9,000(1,500| 0.4 2.5 | 9,000(1,000| 0.4 8,000({1,000| 0.4 25 | 8000, 600| 0.4
6 30 |[16,000(3,000| 1 4 16,000(2,000| 1 12,000(2,000 | 1 4 12,000{1,500 1
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%1 Graphite should be machined by the machining center designed for graphite machining.

When handling with graphite material, dust collector and respirator are recommended to protect against graphite dust.
%2 Air blow cooling is recommended for the machining of graphite.
%3 Slow down the feed for high accurate machining to avoid breakage of work piece.
%4 Adjust both spindle speed and feed at the same rate when chattering.
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