BALLNOSE

BN 30

- For general machining
- Cost efficiency

For material application <35 HRC



BN 30

BN 30 Ballnose Cutters - Standard

M BN 30 Radiusschaftfriser - Standard

l ' Frese cilindriche a raggio BN 30 - standard

<
fl B Fraises a bout hémisphérique BN 30 - standard 2 =
< o0 [=2] o
_, a N X S 5 ] 2 g
BN 30 R BkK 2471 2 s £ £ £ 8 8 B = Tolerance &
Diameter Tol. pm
«R @0.1-229 0/-20
923 3-20 2 30° . 354
@3.0-926.0 0/-25
6.0 - 330.0 0/-30
BN 30 Ballnose Cutters - Long
®| B\ 30 Radiusschaftfriser - lang
I ' Frese cilindriche araggio BN 30 - lunghe
2
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Diameter Tol. pm
R 201-@29 0/-20
925 3-20 2 30° . 355
23.0-06.0 0/-25
26.0 - @30.0 0/-30
BN 30 Ballnose Cutters - Extra-Long
B| B\ 30 Radiusschaftfriser - extra-lang
l ' Frese cilindriche a raggio BN 30 - extra-lunghe
o
. l Fraises a bout hémisphérique BN 30 - extra-longues 2 c
< a 9 S
. . a N X % % ] = X
@ BN30 RF Bk T - MK 2 a ¥ £ - 8 8 B = Tolerance &
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23.0-26.0 0/-25
26.0 - @30.0 0/-30
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BN 30

01
ECCENTRIC GRINDING

Optimum eccentric grinding in order to
avoid rubbing, while maintaining
maximum cutting tool strength.

C

02
CUTTING EDGE PREPARATION

Enhances Tool Life

- Less material adhere on the cutting edge
- For stable machining

03
SUPERIOR COATING TO
REDUCE FRICTION

-Increases hardness and higher abrasive
wear resistance

-Higher thermal resistance

- Smoother chip evacuation

04

SUITABLE FOR
MATERIAL GROUPS

P M K Ns
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DEUTSCH

EXZENTRISCHER SCHLIFF

Optimaler exzentrischer Schliff zur Reduzierung der Reibung
unter Beibehaltung der maximalen Schneidenstabilitat

SCHNEIDKANTENBEHANDLUNG

Verbessert die Werkzeuglebensdauer
- Weniger Materialanhaftungen an der Schneide
- Flr stabile Bearbeitung

AUSGEZEICHNETE BESCHICHTUNG ZUR VERRINGERUNG
DER REIBUNG

- Erhoht die Harte und und bietet bessere Verschleilsfestigkeit
- Hohere Temperaturbestandigkeit
- Glatte Oberflache fiir besseren Spanefluls

GEEIGNET FUR DIE MATERIALGRUPPEN P, M, K, N, S

ITALIANO

LEVIGATURA ORBITALE

Levigatura orbitale ottimale per evitare sfregatura,
garantendo la massima resistenza dello strumento di taglio

PREPARAZIONE DELL'ANGOLO DI TAGLIO
Migliora la durata dello strumento

- Meno materiale che aderisce sull'angolo di taglio
- Per una lavorazione stabile

RIVESTIMENTO SUPERIORE PER RIDURRE LA FRIZIONE
- Aumenta la durezza e una maggiore resistenza
all'usura abrasiva
- Resistenza termica superiore
- Evacuazione dei trucioli pitt semplice

ADATTO PER IL MATERIALE P, M, K, N, S
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FEATURES & BENEFITS

FRANCAIS

MEULAGE EXCENTRIQUE

Meulage optimal diminuant le coeficient de friction tout
en maintenant une bonne acuité de 'aréte de coupe

PREPARATION DES ARETES DE COUPES

Améliore la durée de vie de 'outil
- Moins de matériau adhére a I'aréte tranchante
- Pour un usinage stable

REVETEMENT SUPERIEUR POUR REDUIRE LA FRICTION

- Augmente la dureté et la résistance a I'abrasion
- Résistance thermique supérieure
- Evacuation des copeaux plus fluide

ADAPTE POUR LES MATERIAUX P, M, K, N, S
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STANDARD BALLNOSE CUTTERS
BN 30 ST/NDARDBALLI XHPMT

l ' Fraises BN 30 Standard en carbure monobloc,
about hémisphérique, 2 dents

M8  VHM Standard BN 30 Radiusschaftfraser, 2 Zahne

(1] fi;fgeaf\;"3%"5”3;32:3’929;‘;;?];?1‘1?3"° duro integrale, B =EmEAS BN 30 R MK THTI 27 - iREKE
923*
D d2
R I
L
z2

V=10° — DIN 6535 HPT

e o oss Y\ 5=30° — HB AITIN

EDP No. / EDV-N E usine / Codice EDP Dimension ( mm )

0300 3 3

0300 050 06 3 1.5 9 50 6 .
0400 4 2 14 50 4 .
0400 050 06 4 2 14 50 6 o
0500 5 2.5 15 50 5 o
0500 050 06 5 2.5 15 50 6 L
0600 050 6 3 20 50 6 J
0600 060 6 3 20 60 6 o
0800 8 4 20 64 8 o
1000 070 10 5 22 70 10 .
1000 075 10 5 22 75 10 .
1200 12 6 25 75 12 o
1400 14 7 30 90 14 o
1600 16 8 30 90 16 .
1800 18 9 38 100 18 .
2000 20 10 38 100 20 o
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - K2 | POl P02 P03 MOl  MO2 | SO1 | S02 | S03 | HO1  HO2 - - 357

(e} o ° ° ° o L]

354
k Technical specifications subject to change without prior notice



BALLNOSE CUTTERS - Lon
BN 30 BALLNOSE CUTTE 9 XHPMT

l ' Fraises BN 30 longues en carbure monobloc,
about hémisphérique, 2 dents

= VHM™m lange BN 30 Radiusschaftfraser, 2 Zdhne

Frese cilindriche a raggio in metallo duro integrale, B3l E .
id tipo BN 30 lunghe, 2 taglienti B =4BEASBN30 RSBk IHTI 27 - K
925*
D dz2
R I
L
z2
V=10° § = DIN 6535 HPT
l 3 . -HA
e o oss Y\\ 5=30° " |- e[l AITiN

EDP No. / EDV-N E usine / Codice EDP Dimension ( mm )

0300 3 3
0300 075 06 3 1.5 19 75 6 o
0400 4 2 19 60 4 °
0400 075 06 4 2 19 75 6 .
0500 5 2.5 19 60 5 °
0500 075 06 5 2.5 19 75 6 °
0600 6 3 31 75 6 °
0800 8 4 31 75 8 ]
1000 075 10 5 31 75 10 °
1000 100 10 5 31 100 10 °
1200 12 6 50 100 12 °
1400 14 7 57 125 14 °
1600 16 8 57 125 16 °
1800 18 9 57 125 18 .
2000 20 10 57 125 20 .
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E 3 Cutting Parameter
- - - KOl | K02 POl P02 | P03 MOl  MO2 | SO1 | SO2 | SO3  HO1  HO2 - - 358

o o o o o ° ° ° o °

355
Technische dnderungen ohne vorherige information vorbehalten



BALLNOSE CUTTERS - Extra-Lon
BN 30 BALLNOSE CUTTE X 9 XHPMT

l ' Fraises BN 30 extra-longues en carbure monobloc, a bout hémi-
sphérique, 2 dents

- HM extra-lange BN 30 Radiusschaftfrdser, 2 Zdhne

Frese cilindriche a raggio in metallo duro integrale, tipo BN 30 - s ; .
id extra-lunghe. 2 taglienti B =4BEASBN30 AR5 Bk IHETI 270 - K
927*
D dz
R 1
L
z2
HPT
Y=10° E IN 6535
< é > i ; ; — S A

MG R+0/-0.02 Y\ =30° 1| =Ll AITIN
0300 3 3 °
0300 100 06 3 1.5 25 100 6 °
0400 4 2 31 100 4 °
0400 100 06 4 2 31 100 6 °
0500 5 2.5 31 100 5 °
0500 100 06 5 2.5 31 100 6 °
0600 100 6 3 38 100 6 °
0600 150 6 3 38 150 6 o
0800 100 8 4 41 100 8 °
0800 150 8 4 41 150 8 °
1000 125 10 5 45 125 10 °
1000 150 10 5 45 150 10 °
1200 125 12 6 75 125 12 °
1200 150 12 6 75 150 12 °
1400 150 14 7 75 150 14 °
1400 200 14 7 75 200 14 o
1600 150 16 8 75 150 16 o
1600 200 16 8 75 200 16 o
1800 150 18 9 75 150 18 °
1800 200 18 9 75 200 18 o
2000 150 20 10 75 150 20 °
2000 200 20 10 75 200 20 U
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E % Cutting Parameter
- - - k2 por | po2 P03 mor wmoz [so1 |02 [Tso3'| wor wo: [HGOHN HGOZN 359

(e} o ° ° ° o L]

356
k Spécifications techniques sujettes a changement sans avis prélable



BN 30 Recommended Cutting Data

XHPMT

Ae Ap
Standard Ballnose Cutters 2 Flutes
Working . .
Material Carbon Steel Stainless Steel Cast Iron Copper Alloy Titanium Alloy
Properties - High machinability - - -
SettngDopte 010%D 010%D 010%D 010%D 010%D
Ap (mm)
Cutting Width, 5 . N . N
Ae (mm) 030xD 030xD 030xD 030xD 030xD
D (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Vc (m/min) Fz (mm) Ve (m/min) Fz(mm) Vc (m/min) Fz(mm)
3 0.080 0.080 0.080 0.080 0.080
4 0.101 0.101 0.101 0101 0.101
5 0117 0m7 0117 017 0117
6 0139 0139 0.139 0.140 0140
8 0159 0159 0.159 0159 0159
10 150 0179 100 0179 150 0179 175 0179 70 0179
12 0.199 0199 0.199 0.201 0.201
14 0.212 0.212 0.212 0.209 0.209
16 0.223 0.223 0.223 0.224 0.224
18 0.220 0.220 0.220 0.224 0.224
20 0.223 0.223 0.223 0.223 0.223
Ae Ap
Standard Ballnose Cutters 2 Flutes &
Finishing P " K [ v ] s
Working : -
Material Carbon Steel Stainless Steel Cast Iron Copper Alloy Titanium Alloy
Properties - High machinability - - -
Cutting Depth, N N N . N
Ap (mm) 0.05xD 0.05xD 0.05xD 0.05xD 0.05xD
SR 005%D 005D 005%D 005D 005D
Ae (mm)
D (mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Ve (m/min) Fz(mm) Vc (m/min) Fz(mm)
3 0.080 0.080 0.080 0.080 0.080
4 0101 0101 0.101 0.101 0.101
5 0117 017 0117 017 0117
6 0139 0139 0139 0.140 0140
8 0159 0159 0159 0159 0159
10 150 0179 100 0179 150 0179 175 0179 70 0179
12 0.199 0199 0.199 0.201 0.201
14 0.212 0.212 0.212 0.209 0.209
16 0.223 0.223 0.223 0.224 0.224
18 0.220 0.220 0.220 0.224 0.224
20 0.223 0.223 0.223 0.223 0.223

(e mkKME (TP K

Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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BN 30 Recommended Cutting Data

XHPMT

Ae Ap
Long Ballnose Cutters 2 Flutes &
Working ; -
Material Carbon Steel Stainless Steel Cast Iron Copper Alloy Titanium Alloy
Properties - High machinability - - -
EislioDere 010%D 010%D 010%D 010%D 010%D
Ap (mm)
SttngINict 030%D 030%D 030%D 030%D 030%D
Ae (mm)
D (mm) Ve (m/min) Fz(mm) Vc (m/min) Fz (mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm)
3 0.064 0.064 0.064 0.064 0.064
4 0.081 0.081 0.081 0.081 0.081
5 0.093 0.093 0.093 0.093 0.093
6 012 0112 0112 0112 0112
8 0127 0127 0127 0127 0127
10 150 0143 100 0143 150 0143 175 0143 70 0143
12 0159 0159 0159 0161 0161
14 0.169 0.169 0.169 0167 0167
16 0179 0178 0179 0179 0180
18 0176 0176 0176 0179 0179
20 0178 0178 0178 0179 0179
Ae Ap
Long Ballnose Cutters 2 Flutes &
Working ) o
Material Carbon Steel Stainless Steel Cast Iron Copper Alloy Titanium Alloy
Properties - High machinability - - -
il i 005%D 005D 005D 005D 005D
Ap (mm)
Cutting Width, N N . N N
Ae (mm) 0.05xD 0.05xD 0.05xD 0.05xD 0.05xD
D (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Ve (m/min) Fz(mm)
3 0.064 0.064 0.064 0.064 0.064
4 0.081 0.081 0.081 0.081 0.081
5 0.093 0.093 0.093 0.093 0.093
6 0.112 0112 0112 0.112 0112
8 0127 0.127 0127 0.127 0127
10 150 0143 100 0143 150 0143 175 0143 70 0143
12 0159 0159 0.159 0.161 0161
14 0.169 0.169 0.169 0.167 0167
16 0179 0178 0179 0179 0180
18 0.176 0176 0176 0179 0179
20 0178 0178 0178 0179 0179

(e mkKME (TP K

Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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BN 30 Recommended Cutting Data

XHPMT

Ae Ap
Extra Long Ballnose Cutters 2 Flutes &
Working ; -
Material Carbon Steel Stainless Steel Cast Iron Copper Alloy Titanium Alloy
Properties - High machinability - - -
EislioDere 010%D 010%D 010%D 010%D 010%D
Ap (mm)
SttngINict 030%D 030%D 030%D 030%D 030%D
Ae (mm)
D (mm) Ve (m/min) Fz(mm) Vc (m/min) Fz (mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm) Vc (m/min) Fz(mm)
3 0.056 0.056 0.056 0.056 0.056
4 0.07 0.071 0.071 0.071 0.070
5 0.082 0.082 0.082 0.082 0.082
6 0.098 0.098 0.098 0.098 0.098
8 0m 0 0 0112 0
10 150 0125 100 0125 150 0.125 175 0125 70 0.125
12 0139 0139 0139 0141 0141
14 0148 0148 0148 0.146 0.46
16 0156 0156 0156 0157 0157
18 0154 0154 0154 0157 0157
20 0156 0156 0.156 0156 0156
Ae Ap
Extra Long Ballnose Cutters 2 Flutes &
Working ) o
Material Carbon Steel Stainless Steel Cast Iron Copper Alloy Titanium Alloy
Properties - High machinability - - -
e oo 0.05%D 005D 005D 005D 005D
Ap (mm)
Cutting Width, N N " N N
Ae (mm) 0.05xD 0.05xD 0.05xD 0.05xD 0.05xD
D (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm) Ve (m/min) Fz (mm) Ve (m/min) Fz(mm) Ve (m/min) Fz(mm)
3 0.056 0.056 0.056 0.056 0.056
4 0.071 0.071 0.071 0.07 0.070
5 0.082 0.082 0.082 0.082 0.082
6 0.098 0.098 0.098 0.098 0.098
8 om 0m om 0.112 0m
10 150 0.125 100 0.125 150 0.125 175 0125 70 0.125
12 0139 0139 0.139 0141 0.141
14 0148 0.148 0148 0.146 0.146
16 0156 0.156 0.156 0.157 0157
18 0154 0.154 0154 0.157 0.157
20 0156 0.156 0.156 0156 0.156

(e mkKME (TP K

Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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