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FRP : 2500~3500m / min
Al alloy : 2000~4500m / min
Copper alloy  : 3000~5500m / min

Ho5E 6581992, 12)

Steel : 600~800m / min

Grey cast iron : 750~4500m / min

IMTS92¢ll AAIR 157134 vjAlyg AlE
o Hi FHIAFIL F52 S8k e} 10,
000rpm ol 4] 60,000rpm ¥ $7}A] 7153l
o, 59 X diFo] 403} 508 So)
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- (rpm) Ve(m/ min) | 7
Cast Blank Slotting, Groove i 24000 905 HSM ‘
Iron Castings Milling r ‘ ;
Deburring | 20000 6 377 | conv. |
Aluminum | Plates Face Milling | 6000 | 160 3016 | HSM Casel |
Casting Groove Milling | 45000 3.5 495 l conv. !
. Routing | 36000 40 4524 HSM |
| | Deburring | 30000 | 12 1131 HSM |
Sheets Routing 1 60000 20 3770 HSM Case?2 |
o Slot Milling l 60000 | 4 754 conv. Case3 |
Plates for | Milling of | 24000 50 w10, msM
Aircraft Fin Structures | 5
| Industry I I S
Extruded Slot Milling 1 35000 8 | 880 conv J
. Profiles S | I D S
! Plastics Plates Slot Milling + 80000 2.4 ‘ 603 conv i
blocks j
! — — B
| Optical Contour \ 20000 8 003 1 conv i
Frames Routing B ’L | “'*'"Lf"‘*’ L¥A o
Fibre PCBs Drilling 100000 03 | 94 | conv. |
Reinforced | Fibre \‘ |
| Plastics | peinforced | Slot Milling 40000 | 5 | 628 conv {
Plastic - ; i 7LV7“_77“> o 7‘
Fibre Glass | Siot Milling | 60000 8 | 1508 | ]
Non Graphite | Slot Milling | 54000 6 | 117
Ferrous Copper Routing ] 40000 | 30 | 370 | H HSM8 |
% HSM : High Speed Machmlng
conv. . Conventional Machining
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Radial deflection

of a grinding arbor

in the example of a H3
120—42000/ 10 spindle
pm with 16 x50 arbor.

201 QaHg ofop e} elo]eld MAH(GMN, 5)

HPAA 7Hgete Af v AFsTEadd
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Machining Center &= F%9} 343} 78}
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H60~ 80w+ +evereere ~4.0pm

=9 [ #100~ #200-++-++-+ 3.0~1.0gm
[ #325~ $#800----+ - 0.8~0.4zan

H25% 69 (1992. 12)

Transfer
ABRADING DIE
Cast
! | =
e
MODEL Step 1
Abrader
| ABRADING DIE
(\b Q_b Abrading
ELECTRODE Step 2
EDM
- ELECTRODE ’
EDM
Q_I_) ; Orbit
T
CAVITY Step 3

Step 1 : An abrasive-filled epoxy mixture is cast over the electrode
model(male) to form a female abrading die

Step 2 : The abrasive-filled epoxy abrading die from step 1 and the
graphite electrode are securely mounted in the Abrader

Step 3: CNC/EDM with orbital capacity are used to EDM the
cavity to size by orbiting with the same motion used to
abrade the electrode undersize in step 2.

21212 Abrading/ EDMing ol &%} 33 Az} 57,
(Hausermann, 7))

#1000~ #2000------200~80nm
Z__]%k n] 3 [#4000~#6000 ------ 60~40nm
Q% #8000~ #10000-:- 30~20nm
# 20000~ # 30000-+-20~10nm
EX L] (:#60000-~~------~------100A--
H#120000-++ -+ -+ eve - 80A ~

Lza] B #3000000(50A )-8 2-7}5?
el Zloe g2 AWE dAr|gsldMe =
#1000 o}3}e] A& o} &-sledof 200nm *
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1. Pre —dressing started 2. Pre—dressing completed
el

(Protrusion is gained) ‘h

Elid —cycle

4. Elid stabilized

(Conductivity recovers)

(Grains wear—>Oxide wears ~>Self —dressing)

(Protects from rest melting)

Oxide

Jt

3. Elid —grinding started

Grains wear (Chips are easy to be removed)
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