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2 Flutes Micro Rib Ball End Mills
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Endmills for Acryl, A.B.S, Aluminum, non-ferrous
and non-metallic materials.

Minimize chattering by short flute design.

Excellent tool rigidity by short flute design at high speed,
feed machining.

Reinforced edge design for preventing edge chipping.
Excellent wear resistance by applying fine WC grade.
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2MRB 002 005 S04
2MRB 002 010 S04
2MRB 002 015 S04
2MRB 002 020 S04
2MRB 003 010 S04
2MRB 003 020 S04
2MRB 003 030 S04
2MRB 003 050 S04
2MRB 004 020 S04
2MRB 004 030 S04
2MRB 004 040 S04
2MRB 004 050 S04
2MRB 004 060 S04
2MRB 005 020 S04
2MRB 005 040 S04
2MRB 005 060 S04
2MRB 005 080 S04
2MRB 005 100 S04
2MRB 006 020 S04
2MRB 006 040 S04
2MRB 006 060 S04
2MRB 006 080 S04
2MRB 006 100 S04
2MRB 007 040 S04
2MRB 007 060 S04
2MRB 007 080 S04
2MRB 007 100 S04
2MRB 008 040 S04
2MRB 008 060 S04
2MRB 008 080 S04
2MRB 008 100 S04
2MRB 008 120 S04
2MRB 009 060 S04
2MRB 009 100 S04
2MRB 009 120 S04
2MRB 010 060 S04
2MRB 010 080 S04
2MRB 010 100 S04
2MRB 010 120 S04
2MRB 010 160 S04
2MRB 010 200 S04
2MRB 010 250 S04
2MRB 012 060 S04
2MRB 012 080 S04
2MRB 012 100 S04
2MRB 012 120 S04
2MRB 012 160 S04
2MRB 014 060 S04
2MRB 014 100 S04
2MRB 014 160 S04

0.1RX0.2
0.1RX0.2
0.1RX0.2
0.1RX0.2
0.15RX0.3
0.15RX 0.3
0.15RX0.3
0.15RX0.3
0.2RX 0.4
0.2RX0.4
0.2RX0.4
0.2RX 0.4
0.2RX 0.4
0.25RX0.5
0.25RX 0.5
0.25RX 0.5
0.25RX0.5
0.25RX 0.5
0.3RX0.6
0.3RX0.6
0.3RX0.6
0.3RX0.6
0.3RX0.6
0.35RX0.7
0.35RX 0.7
0.35RX0.7
0.35RX0.7
0.4RX0.8
0.4RX0.8
0.4RX0.8
0.4RX0.8
0.4RX0.8
0.45RX0.9
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0.45RX 0.9
0.5RX1
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D Size D Tolerance

30.2~5 +0 ~ -0.01mm

26~12 -0.005 ~ -0.015mm

el mm

2MRB 015 060 S04 0.75RX 1.5 3 50 4
2MRB 015 100 S04 0.75RX 1.5 3 50 4
2MRB 015 140 S04 0.75RX 1.5 3 14 50 4
2MRB 015 160 S04 0.75RX 1.5 3 16 | 50 4
2MRB 015 200 S04 0.75RX 1.5 3 20 60 4
2MRB 015 250 S04 0.75RX 1.5 3 25 60 4
2MRB 015 300 S04 0.75RX 1.5 3 30 70 4
2MRB 016 060 S04 0.8RX 1.6 3.2 6 50 4
2MRB 020 080 S04 1RX2 4 8 50 4
2MRB 020 100 S04 1RX2 4 10 50 4
2MRB 020 120 S04 1RX2 4 12 50 4
2MRB 020 140 S04 1RX2 4 14 | 50 4
2MRB 020 160 S04 1RX2 4 16 50 | 4
2MRB 020 180 S04 1RX2 4 18 50 4
2MRB 020 200 S04 1RX2 4 20 60 4
2MRB 020 250 S04 1RX2 4 25 60 4
2MRB 020 300 S04 1RX2 4 30 70 4
2MRB 020 350 S04 1RX2 4 35 80 4
2MRB 020 400 S04 1RX2 4 40 80 | 4
2MRB 025 120 S04 1.25RX 2.5 5 12 160 4
2MRB 025 200 S04 1.25RX 2.5 5 20 60 4
2MRB 030 080 S06 1.5RX3 6 8 70 6
2MRB 030 120 S06 1.5RX3 6 12 |70 6
2MRB 030 160 S06 1.5RX3 6 16 70 6
2MRB 030 200 S06 1.5RX 3 6 20 | 70 6
2MRB 030 250 S06 1.5RX 3 6 25 70 6
2MRB 030 300 S06 1.5RX3 6 30 180 6
2MRB 030 400 S06 1.5RX3 6 40 90 6
2MRB 030 450 S06 1.5RX3 6 45 90 6
2MRB 040 120 S06 2RX4 8 12 70 6
2MRB 040 160 S06 2RX4 8 16 | 70 6
2MRB 040 200 S06 2RX4 8 20 70 6
2MRB 040 250 S06 2RX4 8 25 70 6
2MRB 040 300 S06 2RX4 8 30 70 6
2MRB 040 350 S06 2R X4 8 35 80 6
2MRB 040 400 S06 2R X4 8 40 80 6
2MRB 040 500 S06 2RX4 8 50 100 6
2MRB 050 160 S06 2.5RX5 10 16 80 6
2MRB 050 250 S06 2.5RX5 10 25 80 6
2MRB 050 350 S06 2.5RX5 10 35 80 6
2MRB 060 250 S06 3RX6 12 25 180 6
2MRB 060 350 S06 3RX6 12 35 80 6
2MRB 060 500 S06 3RX6 12 50 (120 6
2MRB 060 600 S06 3RX6 12 60 120 6
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I ZMRB / 3MRB m 3MRBS= RPMIt FEEDS 10% Up #8.
B raise up the RPM and feed by 10% for 3MRB. + RPM : rev./min « Feed : mm/min

DA Materid or2njEs2  Aluminum Alloys E2tAEl Plastic
ud  Ray A A A A
%ga?fsr E&%cgttiﬁe RPM FEED Axial gepth RadiaIpDepth RPM FEED Axial gepth RadiaIpDepth
RO.1 1 35,000 420 0.003 0.03 35,000 1,000 0.05 0.03
R0.15 2 35,000 490 0.004 0.04 35,000 1,050 0.06 0.04
R0.2 3 35,000 560 0.005 0.06 35,000 1,100 0.07 0.06
R0.25 4 35,000 700 0.006 0.07 28,000 1,200 0.08 0.07
” 10 27,300 504 0.004 0.05 21,840 864 0.06 0.04
R0O.3 4 35,000 910 0.007 0.09 24,000 1,200 0.1 0.09
” 10 27,300 655 0.005 0.07 18,720 864 0.07 0.05
R0.4 4 26,000 940 0.008 0.12 18,000 900 0.13 0.12
” 10 19,500 658 0.006 0.1 13,500 576 0.11 0.1
R0O.5 6 21,000 970 0.008 0.15 14,000 700 0.17 0.15
” 16 14,700 631 0.006 0.1 9,800 455 0.1 0.09
R0.6 6 18,000 1,010 0.009 0.18 12,000 600 0.2 0.18
” 16 12,780 616 0.007 0.11 8,520 366 0.13 0.12
R0O.7 6 15,000 1,020 0.01 0.21 10,000 500 0.23 0.21
” 16 10,800 622 0.008 0.16 7,200 305 0.17 0.15
R0.75 6 14,000 1,010 0.012 0.24 9,500 480 0.25 0.24
” 16 10,220 636 0.01 0.19 6,935 302 0.19 0.17
” 25 8,483 477 0.08 0.14 5,756 227 0.13 0.11
R1 8 11,000 1,100 0.18 0.35 7,000 350 0.4 0.35
” 20 8,140 704 0.16 0.3 5,180 224 0.35 0.33
” 30 6,919 528 0.14 0.25 4,403 168 0.3 0.28
R1.5 8 6,900 760 0.2 0.5 4,800 240 0.5 0.5
” 20 5,313 486 0.18 0.45 4,080 151 0.45 0.45
” 30 4,516 365 0.16 0.4 3,142 113 0.4 0.4
R2 16 5,200 690 0.25 0.65 3,600 180 0.6 0.65
” 25 4,056 449 0.22 0.6 3,060 113 0.56 0.61
” 35 3,488 336 0.2 0.55 2,356 85 0.54 0.57
R2.5 16 4,200 590 0.3 0.8 2,900 150 0.8 0.85
” 25 3,234 401 0.27 0.75 2,233 102 0.76 0.81
” 35 2,652 309 0.24 0.7 1,831 79 0.72 0.75
R3 25 3,500 550 0.35 0.9 2,400 120 1 1.2
” 35 2,940 468 0.33 0.8 2,016 102 0.95 1.1
” 50 2,323 355 0.3 0.7 1,593 78 0.9 1
Ap : Axial Depth Z%8t0|2¢1Z10](mm)
Holay N Ae' g Radﬁal De_pth ‘ﬂ’é%fjo:ElZE*?:}gol (mm)
Depth of Cut 2 M D.. Outside D_lamiter ] 3 (mm)
e R— n:Speed EFHEE (min’)
|- Ae_| Vf:Feed OIE4E (mm/min)
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The parameters on the table is based on 2 flutes. For using 3 flutes, increase RPM and feed by 10% in stable milling condition.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
If the table over the maximum RPM and feed of your machine, adjust RPM and feed in the same proportion.
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Your specials are our standards.
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