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MITSUBISHI Wire-Cut EDM System “C-1” Series

Machining Conditions Data for Automatic Second Cut

This machining Conditions Table covers machining conditions for automatic second-cut functions. It is suggested that data be used for
your standard second-cut operation. Accordingly it is further suggested that you use data after corrections when offset amount differs
according to such factors as machined shape and setting circumstances. Also, hot work tool steel data can apply to other steel. If thick-
ness of workpieces are not found in the Table, please use data applicable to those that are one size larger or smaller than such thick-
nesses.
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