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SUS304 %1#*;&: Ing Example 1:SUS304 Parts Model
DDIM*Jr SUS304
o« BEIAT t)]ﬁll,m Co fluid
. :L,\DDIETIETJ 35354159?}
LIRS #1020mm TEE S6EAL 638, 0 2ERNT
s Cutting part Blind hale Through hole Semicircular hole
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é B (06) Machinin tion C ral E*fﬁg*l.g”;[
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N HhFLAE LYy EF'U{ _| fROME fROE
R ' Hole position W <rm.r~ Lentral px J|l on | Eccentric position | Eccentric position
{ cer i
42 6.024
FEE (92) A, (03) itz 6.024mm i MFD 66 MFD 3 MFD ¢2
T4 (min']
Spindle speed 1,600 2,500 2,900
i s, e -
, ﬁéﬁ@i[gm/mm] 80 40 35 15
Hole prec jon:HS ("
. Lfﬁ’f‘"r Lidid 0.05 0016 0014 0.005
1
#l#z 3.016mm S onuf diill oy _ |/A3mm F|AGMM
=2 2.020mm - - b e ant s ,{]-Egﬁr pth 12mm (2D) (1D) (2D) 4mm (2D)
e Max. 3mm (1D | Max. Gmm (20}
ANTEE 21158 ﬁ"]B%")X AL | A13x4, | £208%x 8P
Cutting time 11sec BsecxZHoles 13secxdHoles 20secxBParts
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Cutting Example 2! 5-axis Machining Sample

S KBRS coolantw
. ,-anulwren :653%h (AT )
IR LT
Cutting process Drilling
ERIR MFD
& p6X12
'\\ t}JﬁJgF [m/mm] 66
Cutting sp
ESEIED [mln 1] 3,500

Spindie speed

SRR [mm/min]

,—Gc___d 280 140 110
ETIRNTRUEIR || FE | SE0 O HEATI0 | 0
Profile on drilling Flat surface nclined angle 30%owes Inclined angle 30°0ve semicircular Hole
MIAE A 12mm (2D)
Depth daximum 12mm(20)
FLANT A B 2D7RE /L) A3%» £670 A7
Cutting time 3sec Gsec 7sec
MSEHE  measurement Data
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Cutting Example 3

: 3-axis Machining Sample

* INI#A%E : AB0B2  Material 1 A505
‘  BEAT 7](;"§’Et)]‘ﬁlﬁm Coolant : Water soluble fluid
( « INTASE : 1ﬁi* ( {Q?L,JI]I ) Cutting time : 1min (Drilling Cnly)
THRY: 30><100mm
Work size: 30x100
T TR FHELINT
Cutting process Drilling
[EdzzhaE=1 MFD MFD MFD
oo d1x2 »3X6 »6Xx12
IR [rrll/min] 65 140 140
-Utting 3 Spee
SR [min] 20,000 15,000 7,500
T Sm T #m T Sm €
DDIM*‘HL/;{?.J f |?@\:; EHE - rn:Hgl,}L I:EE"z I EHE he —n:FIEITL z| F :FIE— EHE ‘*El}h‘
SR [mm/min] 250 140 100 800 480 330 800 300 240
ﬁ?ﬁ@[ﬁﬂ'{jﬁgﬁhgw | 100% | S6% | 40% | 100% | 60% | 41% | 100% | 37% | 30%
| HISE [mm/rev] | 0013 | 0007 | 0.005 | 0.053 | 0032 | 0022 | 0107 | 004 | 0.032
BIURE : 1mm (1D) EIRE 3mm D) B : 6mm (1D )
DDI::H‘; rogh hole j|,-0_ Throgh hole
utting dept| 57l : &K2mm ( 2D) Bl : %jc6mm 2D) S : §K12mm ( 2D)
Blind hole Blind ho IL Blind ho I;
FLINTATEY 2DFRE/FL )| AR SRk USEE) SEE) USEE) SRk USEE) %28 %38
Cutting ime Tsec 1sec Tsec 1sec Tsec 1sec 1sec 2sec 3sec
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- INTRHE : 518?}/1 }L Cutting time : About18sec/hc
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M1 mlaﬂ SUS31 6'- g}laﬁﬂ Cutting Example 1: M1 Internal thread SUS316L Holes sample
< INTA2E : SUS316L  waterial sUs216L
SR AGEMEIBEER  coolant i wWater soluble fluid
» 0T ATE) : 3I_I\H§20ﬁiql Cutting time : 3hr 20min
DAL 450 A?L
i WTA507 7275
Nevy PR
T
EB
“ 0.002mm
TR : 35%X35mm
Work size : 35x35mm
INITRF EAFLINT JEFLANT BT
Cutting Process Lenter hoe mining Ceevn o | IRTITIVIVN S|
%EDQ MDR-PD ¢0.7 MDR-R ¢0.76 MMTM M1
_Hmilisii [Tin il 6,000 17.500
Spindle speet ’ ’
;ngggg [mm/min] 30 90 300
EE a a SEE 0.05 %= 0.1 de 0.088 %2
xﬂ:;':‘.m%f p ekl Step an‘;-"lﬁ.';\b Step amﬂ;lun‘_[." | (%@%ﬂ]‘iﬁz}?OJSS )
r,_,--.-.l:.—\;%n[:mm] 1.2 3.0 2.64
AN TAsiE TNEF 215350578 1/N\e$245 803550 3453\$¢203F)
Cutting time Thr 21min Ssec Thr 24min 35sec 3«
BN TR AT
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Cutting Example 2 : M3 Intemal thread ALLOYT18

. buIer ALLOY718 ( HEFInconel 718®)

nt of Inconel 7187)

TR : 56 X36Xx46mm

Waork size : 56x36x46mm

i MMTM M3
Spindie speed i '

HESEE [mm/min]

Feed 200
0.145X 2R+ BRI T

IR Ap xAelmm) Zemalt

Depth of aut ( BERIBRERO.36)
Helical

U REE(mim) 6.0

Depth of thresd

TSRS T T

Thread milling: Up-cut
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Zutting Example 3: M3 [ntemal thread Acrylic

s T : Eﬁjj Material : Acrylicresin
- nTediE - 8FP/1FL  cutting time Bsec/nole
< BEA HEE  Coolant Ol mist

TR : 50X50X50mm
Work size : 50x50x50mm

jEdzval

Took MMTM M3
F4hEEE [min'] 10,000
Spindie speed .
%’rﬁ:‘%m [mm/min] 900

5 0.145X 2%
i E dp < de[mm]
Ce g’)lh of :utp (Mﬂm036 )
RERE(mm) 6.0
Uepth of fhread +

H PN TRE IR T T



	catalog_ch(1)_页面_549
	catalog_ch(1)_页面_550
	catalog_ch(1)_页面_551
	catalog_ch(1)_页面_552

