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iz Efractive [[TndkSpecd [ Feed Depthof Cut | Sundespead | Feed | Depthof Cut| Spindkespesd | Feed Depthof Cut | Sundespead | Feed | Depthof Cut
B Length | g mmimin | @pmm | Apmm min’ mmfmin | Apmm ir”! mmimin | @pmm | @pmm min” mmimin | Apmm
2 || 30,000 1,200 0.1 03 300000 &00([ 0.0 20,000 1,000 | 0.03 03 | 20,0001 500 003
0.5 4 || 30,000 1,000 | 0.05 03 | 30,000 6&00( 005 |[20000] 800 0.01 03 | 20000 400 001
6 | 25000] &00( 003 03 | 250000 500( 003 |[20000) 600 001 03 | 200000 300( 001
4 | 20,000 2500 | 02 06 | 30,0000 1,500 0.2 20,000 2000 | 015 06 | 20,000| 1,200 095
1 6 || 25000 2000 02 06 | 25000 1,200 02 20,000 1,500 [ 0.1 06 | 20,000 1,000 [ 0.1
8 | 20,000 1,500 [ 0.1 06 | 20,0000 1,000 [ 0. 20,000 1,000 | 007 06 | 200001 700 007
10 |[ 20,000 1,000 | o1 06 | 200000 600 ([ 0. 20,0001 800 | 005 06 | 20,0001 500( 005 ]
6 || 25000 2500 ( 03 1 25000 1,600 03 20,000 2000 | 0.2 1 20,000 1,500 0.2

1.5 12 |[ 16,000 1,800 | 02 1 16,000 1,000 | 0.2 16,000| 1,500 | 0.05 1 16,000 1,000 | 0.05
20 (|112,000] 1,000 ] 01 1 12,000 600 | 0.1 12,000 800 | 0.02 1 12,0001 500 002
6 | 20,000| 3,000 05 1.2 | 20,000 2,000 05 20,000 2000 | 05 1.2 | 20,0001 1,500 | 05
10 || 20,000| 2500 | 05 1.2 ] 20000 1,600 | 05 20,000 1,500 | 0.3 12 | 20,000 1,000 0.3

2
16 |[ 18,000 1,800 | 03 1.2 | 180001 1,200 0.3 15000 1,200 0.07 1.2 | 15000] 800 | 0.07
20 (115000 1,200 [ 02 1.2 | 15000 &00| 02 10,000] 1,000 | 0.0 1.2 1100001 600 0.03
3 16 | 20,000| 3000 | 05 2 20,000 2,000 05 18,000) 2,000 05 2 18,0000 1,500 [ 05
30 |[15000( 1,500 [ 0.3 2 15,000) 1,000 [ 0.3 10,000 1,000 [ 0.2 & 10,000 800 | 02
4 20 ||118000] 3000 | 08 25 118,000] 2000 08 16,000 2000 | 0.8 25 | 16000 1,500 08
40 9,000( 1,500 | 04 25 90001 1,000 | 04 8,000( 1,000 | 04 25 800001 600 04
6 30 |[ 16,000 3000 | 1 4 16,000 2,000 | 1 12,000] 2,000 ] 1 4 12,000| 1,500 1
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¥ Graphite should be machined by the machining center designed forgraphite machining
M¥When handling wath graphite matenal, dust collectorand respirator are recommended to protect against graphite dust —
MK Airblow cooling is recommended for the machining of graphite

¥ Slow down the feed for high acaurate machining to avoid breakage of work piece
# Adjust both spindle speed and feed at the same rate when chattering
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