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[Manuf: ing Feature]

machining feature : slot

endcondition1 : open slot end type
endcondition2 : radiused slot end type
distance : 30 [mm]

[l its_direction : (0,1,0)

effective cutting diameter : 5 [mm]

depth : 20 [mm]

feature placement : (77,38.5,20) [mm]
distance [Machining Operation]

machining strategy : center milling

t ¥
effective cutting diameter  feature placement depth
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