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Tool Carbide tool (K10)
Work material Aluminum alloy A5052
Cutting speed (m/min) 60 ~ 600
Depth of cut (mm) 0.2
Feed rate (mm/rev) 0.1
Tool geometry 0, 5,11, 6,29, -1, 0.4
Lubrication method MQL
Lubricant Ester type
Flow rate (cc/h) 40
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