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GM-2BP series for general machining -+ GM-2BP Serie fur allgemeine Bearbeitung

@ 2-flute ball nose end mills with short cutting edge and long neck "|
2-Schneiden Kugelkopffraser mit kurzer Schneide und Zylinderschaft
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D R H d1 M d L z KMG 303

GM-2BP-R0.25-M04 05 0.25 0.7 045 4.0 4.0 50 2 °
GM-2BP-R0.25-M06 05 0.25 0.7 0.45 6.0 4.0 50 2 °
GM-2BP-R0.3-M04 0.6 03 0.9 0.55 4.0 4.0 50 2 °
GM-2BP-R0.3-M06 0.6 0.3 0.9 0.55 6.0 4.0 50 2 °
GM-2BP-R0.3-M08 0.6 0.3 0.9 0.55 8.0 4.0 50 2 °

o GM-2BP-R0.4-M04 038 0.4 1.2 075 4.0 4.0 50 2 °

% :§ GM-2BP-R0.4-M06 058 0.4 1.2 075 6.0 4.0 50 2 °
5 E GM-2BP-R0.4-M08 08 0.4 1.2 075 8.0 4.0 50 2 °
o9 GM-2BP-R0.4-M10 08 0.4 1.2 075 10.0 4.0 50 2 °
ST GM-2BP-R0.5-M04 1.0 0.5 1.5 0.95 4.0 4.0 50 2 °
'g 95’ GM-2BP-R0.5-M06 1.0 05 1.5 0.95 6.0 4.0 50 2 °
g E GM-2BP-R0.5-M08 1.0 0.5 1.5 0.95 8.0 4.0 50 2 °
° 0o GM-2BP-R0.5-M10 1.0 0.5 1.5 0.95 10.0 4.0 50 2 °
@= GM-2BP-R0.5-M12 1.0 0.5 1.5 0.95 12.0 4.0 50 2 °
GM-2BP-R0.6-M06 1.2 0.6 1.8 1.15 6.0 4.0 50 2 °
GM-2BP-R0.6-M08 1.2 0.6 1.8 1.15 8.0 4.0 50 2 °
GM-2BP-R0.6-M12 1.2 0.6 1.8 1.15 12.0 4.0 50 2 °
GM-2BP-R0.6-M16 1.2 06 1.8 1.15 16.0 4.0 50 2 °
GM-2BP-R0.75-M08 1.5 0.75 23 1.45 8.0 4.0 50 2 °
GM-2BP-R0.75-M12 1.5 0.75 2.3 1.45 12.0 4.0 50 2 °
GM-2BP-R0.75-M16 1.5 0.75 23 1.45 16.0 4.0 50 2 °
GM-2BP-R1.0-M06 2.0 1.0 3.0 1.95 6.0 4.0 50 2 °
GM-2BP-R1.0-M08 2.0 1.0 3.0 1.95 8.0 4.0 50 2 °
GM-2BP-R1.0-M10 2.0 1.0 3.0 1.95 10.0 4.0 50 2 °
GM-2BP-R1.0-M12 2.0 1.0 3.0 1.95 12.0 4.0 50 2 °
GM-2BP-R1.0-M16 2.0 1.0 3.0 1.95 16.0 4.0 50 2 °
GM-2BP-R1.0-M20 2.0 1.0 3.0 1.95 20.0 4.0 50 2 °
GM-2BP-R1.25-M08 2.5 1.25 3.7 2.4 8.0 4.0 50 2 °
GM-2BP-R1.25-M12 2.5 1.25 3.7 24 12.0 4.0 50 2 °
GM-2BP-R1.25-M16 25 1.25 3.7 2.4 16.0 4.0 60 2 °
GM-2BP-R1.25-M20 25 1.25 3.7 2.4 20.0 4.0 60 2 °

@ Ex Stock / ab Lager O On demand / auf Anfrage
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GM-2BP series for general machining - GIM-2BP Serie fur allgemeine Bearbeitung

2-Schneiden Kugelkopffraser mit kurzer Schneide und Zylinderschaft

. 2-flute straight shank ball nose end mills with short cutting edge and long neck

ISO Kennzeichen

Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.

Bestellformular fiir Sonderwerkzeuge
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Dimension(mm) Grade
Teeth
‘I_'Iype Abmessungen Z5hne Sorte
e D R H dr M d L z KMG 303
GM-2BP-R1.5-M08 3.0 1.5 4.5 2.85 8.0 6.0 50 2 [ ]
GM-2BP-R1.5-M10 3.0 1.5 4.5 2.85 10.0 6.0 50 2 (]
GM-2BP-R1.5-M12 3.0 1.5 4.5 2.85 12.0 6.0 50 2 [ ]
GM-2BP-R1.5-M16 3.0 1.5 45 2.85 16.0 6.0 60 2 °
GM-2BP-R1.5-M20 3.0 1.5 45 2.85 20.0 6.0 60 2 °
GM-2BP-R2.0-M10 4.0 2.0 6.0 3.85 10.0 6.0 60 2 )
GM-2BP-R2.0-M16 4.0 2.0 6.0 3.85 16.0 6.0 60 2 )
GM-2BP-R2.0-M20 4.0 2.0 6.0 3.85 20.0 6.0 60 2 ®
GM-2BP-R2.0-M25 4.0 2.0 6.0 3.85 25.0 6.0 60 2 [ ]
GM-2BP-R2.5-M16 5.0 2.5 7.5 4.85 16.0 6.0 60 2 (]
GM-2BP-R2.5-M25 5.0 25 7.5 4.85 25.0 6.0 70 2 °
. . L. . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
Werkstuickstoff
Quenched and :
. Hardened steel - . Cast iron, .
S Alloy steel temp_(_a el S Geharteter Stahl Sta'nle:ss Nodular Copper | Aluminum | Titanium Al el
steel L Vergiteter Stahl steel : alloy
Kohlenstoff Lepleiier Rostfreier Caslion alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG s
v v v v v
§ . B311
I-\'lll-hl-:ll A& Curiirg dete Pk i1 -5 ﬁ|.||| o wlvendi Bl ||.|..1||il A RRAS Firvkar Frwerns o nveadn redled |'.|'|'rﬁ||']‘. e =rl gt |

D
(S
°
c
(G}
[}
S
o
[
©
O
S
°
w

—_
o)
)
«®
=
£
@
<
o)
D
T
i
3]
S
=
I
<
o
=
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imillsgAVellhartmetallschaftfrasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2BP | GM-2BFP

Workpigce Cast iron, Carbon steel, Alloy steel Carbon steel, Alloy steel Pre-hardened steel, Quenched
Wgrakt:tgi:(_ K°Efg.sggf1‘|ah' K°[fg.5t3‘:‘;ffflah' a{‘,g:g&g‘:’fgtgﬁe' Stainless steel - Rostfreier Stahl
material ~750N/mm’ ~30HRC ~40HRC
Diameter - i i i i
el :L';if'nk?g: [')Rrgtn'azt;ﬁ e ( r';‘]‘r'_’n) ( r':fn) ;:Lazt;nrﬁ Vorsenb ( r':‘fn) ( r:\;) [)Rrgtn_az“a_nrﬁ i ( rﬁ‘fn) ( r':‘;) ;Z:?tz:rﬁ Vorsanub ( r':‘fn) ( n':‘fn)
(mm) (mm) (min"’) | (mm/min) (min ") | (mm/min) (min ") | (mm/min) (min ") |(mm/min)
4 27000 400 0.02 |0.025| 27000 380 0.02 |0.025| 27000 300 0.02 [0.025| 27000 200 0.02 | 0.025
RO.25 6 21000 200 0.01 |0.015| 21000 180 0.01 |0.015| 21000 160 0.01 |0.015| 21000 150 0.01 | 0.015
4 27000 400 0.03 | 0.12 | 27000 380 0.03 | 0.12 | 25000 250 0.03 | 012 | 24000 200 0.03 | 0.12
R0.3 6 25000 300 0.03 | 0.12 | 25000 280 0.03 | 0.12 | 20000 150 0.03 | 0.12 | 20000 140 0.03 | 0.12
8 25000 240 0.03 | 0.12 | 25000 225 0.03 | 0.12 | 20000 120 0.03 | 0.12 | 20000 110 0.03 | 0.12
4 27000 600 0.04 | 0.16 | 27000 550 0.04 | 0.16 | 23000 450 0.04 | 0.16 | 21000 300 0.04 | 0.16
6 24000 400 0.04 | 0.12 | 24000 360 0.04 | 0.12 | 21000 250 0.04 | 0.12 | 19000 200 0.04 | 0.12
Rod 8 22000 300 0.04 | 0.12 | 22000 270 0.04 | 0.12 | 19000 150 0.04 | 0.12 | 19000 140 0.04 | 0.12
10 22000 270 0.03 | 0.09 | 22000 250 0.03 | 0.09 | 19000 135 0.03 | 0.09 | 19000 120 0.03 | 0.09
4 28000 600 0.05 | 0.20 | 28000 550 0.05 | 0.20 | 25000 500 0.05 | 0.20 | 21000 300 0.05 | 0.20
6 21000 400 0.05 | 0.20 | 21000 360 0.05 | 0.20 | 19000 300 0.05 | 0.20 | 16000 200 0.05 0.2
R0.5 8 21000 360 0.05 | 0.15| 21000 320 0.05 | 0.15 | 19000 270 0.05 | 0.15 | 16000 180 0.05 | 0.15
10 18000 300 0.03 | 0.10 18000 270 0.03 | 0.10 | 17000 200 0.03 | 0.10 | 14000 150 0.03 | 0.10
12 18000 270 0.03 | 0.10 18000 250 0.03 | 0.10 | 17000 180 0.03 | 0.10 | 14000 135 0.03 | 0.10
6 20000 600 0.06 | 0.24 | 20000 540 0.06 | 0.24 | 17000 300 0.06 | 0.24 | 14000 200 0.06 | 0.24
8 20000 540 0.06 | 0.24 | 20000 500 0.06 | 0.24 | 17000 270 0.06 | 0.24 | 14000 170 0.06 | 0.24
Ro.8 12 16000 300 0.06 | 0.18 | 16000 270 0.06 | 0.18 | 14000 200 0.06 | 0.18 | 11000 150 0.06 | 0.18
16 16000 270 0.03 | 0.12 | 16000 230 0.03 | 0.12 | 14000 175 0.03 | 0.12 | 11000 135 0.03 | 0.12
8 17000 600 0.08 | 0.30 | 17000 540 0.08 | 0.30 | 15000 300 0.08 | 0.30 | 12000 250 0.08 | 0.30
R0.75 12 17000 540 0.06 | 0.24 | 17000 500 0.06 | 0.24 | 15000 275 0.06 | 0.24 | 12000 225 0.06 | 0.24
16 13000 300 0.04 | 0.16 13000 275 0.04 | 0.16 | 12000 200 0.04 | 0.16 | 9500 150 0.04 | 0.16
6 16500 800 0.10 | 0.40 16500 750 0.10 | 0.40 | 16500 560 0.10 | 0.40 | 13500 450 0.10 | 0.40
8 16500 800 0.10 | 0.32 16500 750 0.10 | 0.32 | 16500 560 0.10 | 0.32 | 13500 450 0.10 | 0.32
10 14000 630 0.08 | 0.30 | 14000 600 0.08 | 0.30 | 13000 450 0.08 | 0.30 | 10000 270 0.08 | 0.30
R0 12 14000 630 0.06 | 0.30 | 14000 600 0.06 | 0.30 | 13000 450 0.06 | 0.30 | 10000 270 0.06 | 0.30
16 14000 550 0.06 | 0.24 | 14000 530 0.06 | 0.24 | 13000 400 0.06 | 0.24 | 10000 270 0.06 | 0.24
20 11000 360 0.06 | 0.16 11000 330 0.06 | 0.16 | 10000 225 0.06 | 0.16 | 8000 175 0.06 | 0.16
Max. cutting F‘A/\ Ap
depth
max
Schnitttiefe Ae
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millSEAVollhartmetallschaftfrasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2BP | GM-2BFP

Wﬂ?;':g:;‘ie e, 02223? SEE Ay Carblggh?é%?foéggayhlsteel Pre-hardde?ed stee:j, Qtuelnched
Werkstiick- Kotfg.sg;fﬁtlahl Leg. Stahl ar{/ergmg?éfsé\ﬁle Stainless steel - Rostfreier Stahl
material ~750N/mm?> ~30HRC ~40HRC

s E%::%’; S?e?tzggl Voresub ( m‘) ( n':\; ; gﬁ:ﬁi;% Voreeub ( n’:ﬁq) : rﬁ‘;) 5?;5_2% Voresub : n':‘&) ' r':; ) g:;?tzl;% Voreemub ' r':&) ( n':\; ;

(mm) (mm) | (Min"") [ (mm/min) (min"") | (mm/min) (min ") | (mm/min) (min )| (mm/min)
8 14000 800 0.10 | 0.32 | 14000 750 0.10 | 0.32 | 14000 560 0.10 | 0.32 | 12500 450 0.10 | 0.32
12 13000 630 0.06 | 0.30 | 13000 600 0.06 | 0.30 | 12000 450 0.06 | 0.30 | 10000 270 0.06 | 0.30
Rz 16 13000 550 0.06 | 0.24 | 13000 530 0.06 | 0.24 | 12000 400 0.06 | 0.24 | 10000 270 0.06 | 0.24
20 10000 360 0.06 | 0.16 | 10000 330 0.06 | 0.16 | 8000 225 0.06 | 0.16 | 7000 175 0.06 | 0.16
8 12000 800 0.20 | 0.40 | 12000 720 0.20 | 0.40 | 9500 600 0.20 | 0.40 | 7500 400 0.20 | 0.40
10 12000 800 0.15 | 0.40 | 12000 720 0.15 | 0.40 | 9500 600 0.15 | 0.40 | 7500 400 0.15 | 0.40
R1.5 12 12000 720 0.15 | 0.40 | 12000 650 0.15 | 0.40 | 9500 540 0.15 | 0.40 | 7500 360 0.15 | 0.40
16 10000 600 0.15 | 0.40 | 10000 540 0.15 | 0.40 | 8500 300 0.15 | 0.40 | 6500 250 0.15 | 0.40
20 10000 600 0.10 | 0.32 | 10000 540 0.10 | 0.32 | 8500 300 0.10 | 0.32 | 6500 250 0.10 | 0.32
10 9000 800 0.20 | 0.80 | 9000 720 0.20 | 0.80 | 7500 600 0.20 | 0.80 | 6000 400 0.20 | 0.80
16 9000 800 0.20 | 0.60 | 9000 720 0.20 | 0.60 | 7500 600 0.20 | 0.60 | 6000 400 0.20 | 0.60
R20 20 7000 600 0.20 | 0.40 | 7000 540 0.20 | 0.40 | 6000 400 0.20 | 0.40 | 5000 250 0.20 | 0.40
25 7000 600 0.15 | 0.40 | 7000 540 0.15 | 0.40 | 6000 400 0.15 | 0.40 | 5000 250 0.15 | 0.40
16 7000 600 0.25 | 1.00 | 7000 540 0.25 | 0.10 | 6500 500 0.25 1.0 | 5000 400 0.25 1.00
Ras 25 6000 500 0.25 | 1.00 | 6000 450 0.25 | 1.00 | 5000 500 0.25 | 1.00 | 4000 250 0.25 | 1.00
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1. Please select high precise machine and tool holder.

2. Please use air blow or cutting liquid with high mist retardant property.
3. Make overhang as short as possible if no interference.

4. Reduce feed correspondingly when rotating speed is low.

1. Bitte prazise Maschine und Werkzeugaufnahmen wéhlen

2. Als Kuhimittel bitte Luft oder MQL (Minimalmengen) verwenden.

3. Werkzeugauskragung so kurz wie mdéglich halten.

4. Bitte Vorschub entsprechend reduzieren, wenn die Drehzahlen niedrig sind.
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