MASON® KINGSCORPE

MATERIALS REFINED

THICK ACRYLIC MACHINING & FABRICATION GUIDE

Machining-route selection, water-cooled cutting, edge preparation and project-fabrication guidance for MASON thick cast acrylic
sheets and large-format panels.

Guide scope

MASON thick cast acrylic panels require different machining routes from standard thin acrylic sheets. For thick sections, heat control is critical. Water must
be used during heavy machining and cutting to remove heat, reduce local thermal stress and protect the machined edge. Very thick panels require
dedicated heavy-duty machining equipment and a project-specific cutting plan.

1. Machining Route by Thickness

. . : . . Stable support, controlled cutting and water cooling
Up to 80 mm Saw cutting / suitable heavy-duty cutting equipment where required

Above 80 mm Specialized CNC machining, typically from both sides LGSR mach;r;:tgrjoel:tnd COIENICE T
Very thick panels Project-specific heavy-duty CNC process Multiple passes / do";:'(;is‘r':gd machining may be

2. Why Water Cooling Is Required

. Thick acrylic generates substantial heat during cutting and CNC machining.

. Continuous water cooling helps remove heat from the cutting zone.

. Cooling reduces the risk of local overheating, melting, discoloration and thermal stress.

. Cooling also helps maintain a cleaner machined edge and more stable tool performance.

For thick-panel cutting, water management should be treated as part of the machining process rather than an optional finishing step.

Equipment requirement

Very thick MASON panels should not be processed as if they were ordinary thin acrylic sheet. Use special heavy-duty cutting or CNC equipment appropriate
to the panel thickness, size and finished-part geometry.
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DOUBLE-SIDED CNC MACHINING FOR VERY THICK
PANELS

For panels beyond normal one-side cutting depth, MASON uses a double-sided machining route to complete the section accurately.

3. Double-Sided Machining Principle

. The panel is first referenced and machined from one side to the planned depth.

. The workpiece is then repositioned or turned over using controlled datum references.
. Machining continues from the opposite side until the section is completed.

. Water cooling is maintained throughout the heavy cutting process.

. Datum, alignment and remaining-wall control are critical to avoid mismatch at the meeting line.

4. Example: 200 mm Thick Acrylic

Panel thickness 200 mm

First-side machining Approx. 100 mm

Second-side machining Approx. 100 mm

Cooling Continuous water cooling during heavy machining
Equipment Specialized heavy-duty CNC machine

Example note
The 100 mm + 100 mm split is an illustrative route for a 200 mm panel. Actual machining depth, tool reach, fixturing, panel geometry and finishing allowance
must be determined for the specific job.

5. Workholding & Datum Control

. Support the panel over a stable, flat base suitable for its size and mass.

. Avoid concentrated clamping pressure that can mark or stress the acrylic.

. Establish repeatable reference edges / datum points before first-side machining.

. When machining from both sides, use the same dimensional reference system to control alignment.

. Confirm finished dimensions after rough machining and before final finishing passes.
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EDGE FINISHING & FABRICATION SUPPORT

After cutting, the edge-finishing route should be selected according to project appearance, geometry and dimensional requirements.

6. Edge Preparation

. Remove machining marks and burrs before final polishing.
. For straight heavy edges, mechanical finishing can be used to progressively refine the machined surface.
. For complex geometry, flame polishing may be considered only after suitable edge preparation and where the geometry is appropriate.

. Avoid excessive local heating during polishing because thick acrylic retains heat and can develop stress or distortion.

7. Fabrication Options

Cut-to-size Available according to panel thickness and finished-size requirement
Drilling Review hole diameter, location, edge distance and drawing
CNC machining Review geometry, thickness, tolerance and machining depth
Edge polishing Select finish according to visual and project requirements
Bonding / assembly Review joint design and bonding method separately

8. Heat & Stress Control

. Minimize unnecessary heat input during cutting, machining and polishing.

. Use water cooling during heavy cutting of thick sections.

. Do not leave the tool or polishing process stationary in one area for an extended period.

. Allow the panel to stabilize between heavy machining stages when required.

. For demanding parts, confirm the machining sequence before starting full production.
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PRE-MACHINING PROJECT REVIEW CHECKLIST

A practical checklist for MASON thick acrylic machining enquiries before quotation and production release.

9. Information Required Before Machining

Panel size Raw panel size and target finished size

Thickness Actual required thickness

Quantity Number of panels / parts

Drawing 2D / 3D drawing or clear dimensional specification where applicable
Cutting route Saw / specialized CNC / double-sided CNC review
Machining features Holes, pockets, slots, contours, rebates or other features
Edge finish Machined / polished / other specified finish

Cooling Water-cooled process required for heavy machining
Delivery requirement Packing and delivery schedule

10. Production Release Logic

. Confirm material format, thickness and gquantity.

. Confirm whether the job can be completed by saw cutting or requires specialized CNC machining.

. For sections above 80 mm, review the double-sided CNC route and tool reach.

. Confirm continuous water-cooling arrangements for heavy machining.

. Confirm machining drawings, datum strategy and finished dimensions.

. Confirm edge-finishing requirements.

. Approve the machining route before production.

Important production note

Machine feeds, spindle speeds, tool geometry, depth per pass and cooling flow are equipment- and job-specific. This guide intentionally does not prescribe
universal machine settings. Final parameters should be determined by the responsible production team after reviewing panel thickness, tool reach,
geometry, machine capability and finish requirements.
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