B250TX i isiHZEBEE /)
Ball Nose End Mills

777/ 7/ 7777 COde NO- B250TX_RX
UMG AITISIN TV 77 R 7777 B
Carbide TX R B Lc L d L1 AITiSiN
+0.01 on Side mm mm hé mm B250TX
0.5R 1° 30’ 2 60 6 23 °
%7 ) 0.5R 5° 2 60 6 23 (]
30 2 05R  3° 2 80 6 42 .
1R 1° 30' 4 60 6 23 °
N 1R 5° 4 60 6 23 °
Tﬂ\ U 1R 3° 4 80 6 41 °
1.5R 3° 6 70 6 32 °
. 1.5R 1° 30' 6 90 6 52 °
Type of Operation 2R 3 8 70 6 28 o
2R 1° 30' 8 90 6 49 °
@ @ 2.5R 3° 10 90 8 41 °
2.5R 1° 30' 10 110 8 61 °
3R 3° 12 90 8 34 °
3R 1° 30' 12 110 8 53 °
4R 3° 14 100 10 36 (]
4R 1° 30' 14 120 10 69) o
Work Material SR 3 18 110 12 40 °
5R 1° 30' 18 130 12 59 °
H M N S 6R 3° 22 140 16 63 o
[ BN J O 6R 1° 30' 22 160 16 83 °
o |dd
Steel
y |FE{LS <38HRC
Hardened Steel
| (L3R <48HRC
Hardened Steel
H T4 <56HRC
Hardened Steel
Y |FE{LSR <68HRC
Hardened Steel
i
Cast Iron
Feature of product:
QIS EFETISN )
RAUMGIEB RIS -
tERSKSEEEEEEERN
SRR -
STUBRIBALTRRET -
BERBNISES -
RIETBEEHE -

BRRSEEMH - SEERAN
T-
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B250TX tIHIEHSER

Recommended Milling Conditions

General processing @1 LT
I R F5E GR.2 (K&EH GR.3 B&EiM GR.4 TE{L3H GR.5 TE{Lif GR.6 TE{Lif
Work Material Carb(lJn)é‘teel Low-alloyed Steel | Hi-alloyed Steel Hardened Steel Hardened Steel Hardened Steel
(~24HRC) (~30HRC) (30~38HRC) (38~48HRC) (48~56HRC)
@JﬁUEE 85 85 65 65 45 30
Ve m/min
AUZE T RPM | Feed RPM | Feed RPM | Feed RPM | Feed RPM | Feed RPM Feed
Cod ,“\l D LIBRE ERERE | DIFRE | ERRE [ DERE | EHRE DEERE | ERRE | DERE ERERE | DERE | ERRE
Sl C | (min-1) |{(mm/min)| (min-1) |(mm/min)| (min-1) |(mm/min)| (min-1) |(mm/min)| (min-1) |(mm/min)| (min-1) |(mm/min)
B250TX-R0.5 1 20,000 125 20,000 125 15,000 120 15,000 120 11,000 65 7,100 30
B250TX-R1 2 11,000 130 11,000 130 85,000 120 85,000 120 6,400 70 4,000 40
B250TX-R1.5 3 5,900 230 5,900 230 5,000 190 5,000 190 3,500 90 2,150 45
B250TX-R2 4 5,300 310 5,300 310 4,200 230 4,200 230 2,950 90 1,850 659)
B250TX-R2.5 5 4,400 305 4,400 305 3,500 230 3,500 230 2,450 100 1,500 55
B250TX-R3 6 3,300 290 3,300 290 2,600 230 2,600 230 1,850 95 1,200 50
B250TX-R4 8 2,600 275 2,600 275 2,100 220 2,100 220 1,450 95 950 50
B250TX-R5 10 2,200 275 2,200 275 1,750 220 1,750 220 1,200 90 800 45
B250TX-R6 12 2,650 700 2,650 700 2,100 490 2,100 490 1,850 430 2,100 490
ap:1.5D ap:1.5D ap:1.5D ap:1.5D ap:1.5D ap:1.5D
PARE ﬁ}ap i i ° i ° °
(mm)
~2¢ | ae:0.02D ae:0.02D ae:0.02D ae:0.02D ae:0.02D ae:0.02D
1. Please work with good rigidity / high precision facilities and collet chuck.
2. Please choose proper cutting fluid.
3. The cutting data is reference value only. Please adjust it according to your real working conditions.
4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
5. If vibration occurs during cutting, please reduce cutting parameter.
1. SBEAEITES ~ BBESREREKEA -
2. FBRIEBERAR THMEAVIAIR -
3. LEEDHEIR T R ARV BUEZR UDHEIR RV EEE » BREINLE » B3R LIENR « B ~ ER%aERE: - HDHRETRE -
4. REEBRIERTRAATINEIE » BIERRE EEREEFRIZE — L HIRFE -
5. UDEINN TAFUNR S - HRER - BRI UDAEIGRNY -

126



