B272ATX / B273ATX iRiBMHiRiNEEETa ik

Ball Nose End Mills

SMG AITISIN ng?g:l Y/} w—"/// | —0r7 ) Code No. B272ATX-Dc
Carbide ATX - Dc R Lc L d AITiSiN
SI Do oot mm mm h5 B272ATX
- 0.1 0.05R 0.1 40 4 o
% ) ’ 0.2 0.1R 0.2 40 4 o
30 2 0.3 0.15R 0.3 40 4 .
0.4 0.2R 0.4 40 4 °
N 0.5 0.25R 0.5 40 4 o
,_@\ U - 0.6 0.3R 0.6 40 4 .
0.8 0.3R 0.8 40 4 o
£ . 1 0.5R 1 40 4 °
Type of Operation 15 0.75R 15 40 4 .
2 1R 2 45 6 o
@ @ - * 25 1.25R 25 45 6 o
\.i.\ 3 1.5R 3 45 6 .
4 2R 4 45 6 L]
5 2.5R 5 50 6 ]
6 3R 6 50 6 o
8 4R 8 60 8 o
Work Material 12 g§ 12 ;g 12 °
[ ]
HM N 'S * Suitable in: Heat-shrinkage shank
) wEF - BE )M
Y |FE{LSA <48HRC
Hardened Steel
Y |FE{L3A <56HRC
Hardened Steel
W | BE{LSA <68HRC
Hardened Steel
Feature of product:
27)FarEESETISET] / IR II8%T]
%@%M@S;?E*g?g;g%gﬁ%ﬂg; R*0-003 — Code No. B273ATX-Dc
R R R - \ _ Dc R Lc L d AITiSiN
SEVEKEEALOIERET - BN
3t " ) . 90 +0.001 mm mm hs B273ATX
BEBREBWIASEM - — ’
HEREA SIS 1 0.5R 1.5 50 4 °
ERRSEEMR - SEBEan 1.5 0.75R 2.5 50 4 ]
L 2 1R 3 50 6 o
2.5 1.25R 4 50 6 L]
3 1.5R 4.5 70 6 o
4 2R 6 70 6 °
5 2.5R 7.5 80 6 L]
6 3R 9 80 6 °
4 8 4R 12 100 8 o
10 5R 15 100 10 o
12 6R 18 110 12 °
v
-]
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B272ATX / B273ATX tIEHFHESER

Finishing #8001

Recommended Milling Conditions

I GR.5 FE{L8H GR.6 @1 GR.7 TE1L 3
Work Material Hardened Steel Hardened Steel Hardened Steel
(38~48HRC) (48~56HRC) (56~68HRC)
UJF%UEE 130 120 90
Ve m/min
AUEE T . RRM _ Feed . RRM . Fegd . RRM . Fegd
CodeNo e | oEEE R DR RS el SRR
' (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
B272ATX-R0.25 0.5 20,000 700 17,000 650 17,000 600
B272ATX/B273ATX-R0.5 1 20,000 800 15,000 750 15,000 750
B272ATX/B273ATX-R0.75| 1.5 18,000 1,400 15,000 900 14,000 900
B272ATX/B273ATX-R1 2 15,000 1,600 14,000 1,200 14,000 1,260
B273ATX-R1.25 2.5 14,000 1,700 13,000 1,500 10,000 1,200
B272ATX/B273ATX-R1.5 3 13,000 1,700 12,500 1,500 10,000 1,200
B272ATX/B273ATX-R2 4 11,000 1,680 10,000 1,560 7,200 1,080
B272ATX/B273ATX-R2.5 5 10,000 1,600 9,600 1,440 6,800 1,080
B272ATX/B273ATX-R3 6 6,900 1,450 6,400 1,280 4,800 960
B272ATX/B273ATX-R4 8 5,200 1,200 4,800 1,060 3,600 790
B272ATX/B273ATX-R5 10 4,100 1,030 3,800 910 2,900 700
B272ATX/B273ATX-R6 12 3,500 910 3,200 800 2,400 600
PAEE Ia" ap:0.02D ap:0.02D ap:0.02D
(mm)
~2& | ae:0.02D ae:0.02D ae:0.02D
High-speed machining =i&RIN1LT
I GR.5 &3 GR.6 &L GR.7 F&{LsH
Work Material Hardened Steel Hardened Steel Hardened Steel
(38~48HRC) (48~56HRC) (56~68HRC)
tﬂﬁ”ﬁg 235 130 115
Ve m/min
AugE T RPM Feed RPM Feed RPM Feed
c oje N o D CI DEERE EARRE WEERE ERRE WIERE EARRE
' (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
B272ATX-R0.25 0.5 50,000 1,450 40,000 1,100 40,000 900
B272ATX/B273ATX-R0.5 1 30,000 1,700 24,000 2,000 21,000 1,700
B272ATX/B273ATX-R0.75| 1.5 30,000 2,400 17,000 2,000 15,000 1,700
B272ATX/B273ATX-R1 2 28,000 2,800 14,000 2,100 12,200 1,800
B273ATX-R1.25 25 24,000 2,850 12,500 2,100 10,500 1,800
B272ATX/B273ATX-R1.5 & 21,000 3,000 10,500 2,200 9,000 1,750
B272ATX/B273ATX-R2 4 18,000 3,200 9,000 2,300 7,900 2,000
B272ATX/B273ATX-R2.5 5) 15,500 3,300 7,800 2,500 6,800 2,000
B272ATX/B273ATX-R3 6 13,000 3,450 6,500 2,500 5,700 2,200
B272ATX/B273ATX-R4 8 9,500 3,000 5,200 2,100 4,500 1,900
B272ATX/B273ATX-R5 10 7,500 2,500 4,200 1,800 3,700 1,700
B272ATX/B273ATX-R6 12 6,200 2,000 3,600 1,700 3,100 1,450
PAZE ap ap:0.02D ap:0.02D ap:0.02D
(mm) I
<2 _| ae:0.02D ae:0.02D ae:0.02D

o2 ORON=

Please work with good rigidity / high precision facilities and collet chuck.
Please choose proper cutting fluid.
The cutting data is reference value only. Please adjust it according to your real working conditions.

If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
If vibration occurs during cutting, please reduce cutting parameter.
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