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2-Flute Miniature Ball End Mill

AMBES-2
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Fine surface finish provided on radius cutting edge produces an excellent machine surface finish.
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CODE NUMBER

AMBES-20010
AMBES-20015
AMBES-20020
AMBES-20025
AMBES-20030
AMBES-20035
AMBES-20040
AMBES-20045
AMBES-20050
AMBES-20055
AMBES-20060
AMBES-20065
AMBES-20070
AMBES-20075
AMBES-20080
AMBES-20085
AMBES-20090
AMBES-20095
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AMBES-2/ABES-2 2-Flute Ball End Mill
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Work Materials Carbon Steel Alloy Steel Hardened Steel Aluminium Alloy
R | mm | BESM | ED | EEE | Xb | EES | Eb | EEH | 2D
e Ep e Speed Feed Speed Feed Speed Feed Speed Feed
(RPM) (mm/min) (RPM) (mm/min) (RPM) (mm/min) (RPM) (mm/min)
R0.1~R0.2| 0.2~0.4 22,000 220 20,000 160 17,000 100 30,000 350
R0.3~R0.4| 0.6~0.8 20,000 300 18,000 250 15,500 170 28,000 H00
R0.5 ] 19,000 400 16,500 330 14,300 260 25,000 600
R0.8 1.6 12,000 400 10,400 330 9,000 260 15,900 600
R1 2 9,500 400 8,300 330 7,100 260 12,700 600
R2 4 4,800 400 4,200 330 3,600 260 6,400 600
R3 6 3,100 400 2,700 330 2,300 260 4,200 600
R4 8 2,400 400 2,100 330 1,800 260 3,200 600
R5 10 1,900 400 1,700 330 1,400 260 2,500 600
6 12 1,600 400 1,400 330 1,200 260 2,100 600
R7 14 1,400 400 1,200 330 1,100 260 1,800 600
R8 16 1,200 400 1,000 330 900 260 1,600 600
R9 18 1,000 400 900 330 800 260 1,400 600
R10 20 950 400 800 330 700 260 1,300 600
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Work Materials Cupper Alloy SRR L)
= TR [C]ERZ =D [ClE5Z] =D D) FrvkrYIEOIY RIIDFENEER
pE s e e Speed Feed Speed Feed 0.0 TmMmMELFICHPZ TTRELY,
(RPM) | (mm/min) | (RPM) | (mm/min} |  3) =@smomHoREEEED EEEEIR eI
RO.1~R0.2| 0.2~04 26,000 300 27,000 300 LBEWETIF. BAXRKEZEREE TOSLIEEL
RO.3~R0.4| 06~08 | 24,000 | 400 25,000 | 400 ACRAL. SDERETMELT TS
R0.5 ] 22,500 500 21,000 H00 Remarks:
20 8 16 13900 500 14 900 500 1) Use arigid and precise machine and holder.
: : : : 2) The run out with an end mill in a spindle should be
]1 2 11,100 500 11,900 h00 within 0.01mm.
R9 4 5,500 500 B,OUO 500 3) When using low speed machines, use the maximum
speed but in stable rotation range and adjust the feed
R3 6 3,700 H00 4,000 h00 e i
R4 8 2,800 H00 3,000 h00 AMBES.2/ABES.D %
R5 10 2,200 500 2,400 H00 tIDiAHE Depth of Cut Y,
R6 12 1,900 500 2,000 h00 l = :r\
R7 14 1,600 500 1,700 h00 \ A A ) ) %lﬁ
18 16 1,400 H00 1,500 h00 «—> 1 g E[!
9 18 1,200 | 500 1,300 | 500 0.05D (RO.1~R0.475) S &
R10 20 1,100 500 1,200 500 0.2D (=R0.5)

0.03D~0.05D (R0O.1~R0.9)
0.08D~0.1D (R1~R10)
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