Machining Guidelines Z‘

cutting speeds and low feed. In order to obtain exact dimensions, I las tICS
machining should be done in several steps to allow the g I 4
component to cool down properly

When drilling large diameters, start Turr"ng on a Lathe

with a pilot hole of 10 - 12 mm.
When machined, all corners should X ™
be rounded to avoid failure due to o = side relief angle(")
the notch effect. - | ¥ =meumkl
% = setting angle(°)
v = cutting speed (m/min
Diamond coated tools and pre- ‘ s = feed (?nr:/rev)( !
heating of the stock shapes are ;
recommended when machining i
glass-fiber filled engineering e e SIHE{EIEr Sglar]
plastics. Y = rake angle(°)
q = top angle(°)
v = cutting speed (m/min) '
s = feed (mm/rev) o
ZL Product

ZL® 900 (Acetal) 5-10 -5 60-90 50-100 0.1-0.3 0-45 200-500 0.05-0.5

ZL®250(Nonn6/6) 10-15 -5 60-90 50-100 0.1-0.5 0-10  0-45 200-500 0.1-0.5
ZL® 1100 (Cast Nylon 6) 10-15 3-5 60-90 50-100 0.1-0.5 0-10 0-45 200-500 0.1-0.5

ZL® 1500 (PEEK)

o = clearance angle(°®)
y = effective cutting angle(°)
v = cutting speed (m/min)

t = number of teeth

side relief angle(°)
rake angle(®)
cutting speed (m/min)

= Q

Band Saw

5-15 250-500

ZL® 900 ( Acetal) 30-40 0-8 200-1000 3-5/n 10-15 0-10 1000-3500 24-80

208 1400 pen | 1o | 50 | _ato | sorn | 1033 o0 oot | w0 |

ZL® 250 30-40 0-8 200-1000 3-5/in 10-15 0-10 1000-3500 24-80
(Nylon 6/6)

ZL® 1100 - 0-8 200-1000 2-8/in 10-15 0-10 1000-3500 24-80
(Cast Nylon 6)

ZL® 1500 (PEEK)

10-20 5-15 250-500

250-500

10-15 | 0-10 | 1000-3500 | 24-80 515 6-10 180-450

500-800

ZL Engineering Plastics, Inc.

10908 Strang Line Rd * Lenexa, KS 66215 * P: 913-327-0302 * F: 913-327-0300 *
8485 Artesia Blvd, Unit D * Buena Park, CA 90621 * P: 714-523-0555 * F: 714-523-4555 *
info@zlplastics.com * 866-957-5278 * www.zlplastics.com *

*All information is without warranty and liability*



