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WXL Coating Two FlutesShort 2D Flute Length Type
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SPECIFICATION CHART
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2 flute end mill with WXL coating with high hardness and better
lubrication. Can be used on steels as well as Cupper Alloys.
Recommended with lubrications or dry milling.
_— K ANN
CARBIDE WXL O ’ FIT 30°
DCS12 0~0.02
R <00 0~
] N 512 DC | 7.3~16 (#f2zmm) (Unitmm)
BmS MR | 2K|DK| y ||| Ee | B8
EDP No. DC LF [ APMX DCON | Type | Stock | (g)
3182165/ 16.5 33 @ | 236
3182170(17 34 @ | 240
3182175|17.5 20 35 16 3 @ | 244
318218018 36 [ ) 249
3182185/18.5 37 433 @ | 375
3182190[19 | | 38 |434 1| @ | 379
3182195/19.5 39 435 20 @ | 384
318220020 40 2 | @ | 39
3182210| 21 105 42 — 3 [ ) 425
3182220| 22 44 @ | 437
3182230(23 120 | 46| 533 1 @ | 681
3182240/ 24 48 | 534 | 25 @ | 692 @%'g’fﬁs?gﬁ
3182250(25 | 125 50 | — 2 | @ | 749 %7
3182300| 30 140 | 60 | 673 | 32 1 @ 1292
s
z z Z
8T | B 3EN o SEEQ« i
—J L apwx_ |
APNIX APMX LF
LH
LF LF
NI | BRERR Aeil | TN TER 75373 Hae |HEE KAag |ias B
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum | Graphite |Titanium |Heat Plastic
Material | 3peeR TE BN Steel IREEeEy  |Alloy Alloy Alloy Resistant
Baiee Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~ 45HRC |~ 55HRC [~ B0HRC |~ 65HRC [~ 35HRC |~ 350HB
WXL-2D-DE O O | O @) © | O] O O | O
ﬁm Inventory symbols

©® = IR

standard stock item

O =S EEEz R

A = HFFRRESTREUL  (BRAET)

Scheduled to be replaced by new product or successor item

Stocked by specific distributors. Contact us for price & availability.
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N .
WXLi&E27] 2D7J{<E! WXL-2D-DE WXL Coating Two Flute Short 2D Flute Length Type
CUTTING CONDITIONS *Egl& SLOTTING
: —ARAGIEFEN - &Y VAN - FIAEN - AN
Duﬁ{ﬂ W - mEs Milxj Stee’lz'ﬁCE_lrbor?jéteellz| Hardened Steel - Prehardened Steel - Stainless Steel
Material Copper - Copper Alloy FC250+ SS400 S55C SKT- SKD61+ NAK55+ NAK80 + HPM1 + DH s - SUS304
~32HRC 33 ~41HRC 42 ~50HRC
HME E5ES BHAREE [55S BHAEREE (58S BHAREE (55 BHAERE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed ee
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
0.1 50,000 100 32,000 70 32,000 60 32,000 30
0.2 50,000 140 32,000 90 32,000 75 32,000 35
0.3 50,000 170 32,000 110 32,000 80 32,000 55
0.4 50,000 190 32,000 120 32,000 90 27,500 60
0.5 50,000 200 31,000 120 25,000 90 22,000 60
0.6 50,000 230 27,000 120 19,500 90 17,000 60
0.7 50,000 250 24,000 120 17,000 90 15,000 60
0.8 50,000 290 21,500 120 15,500 90 13,500 65
0.9 49,000 320 19,000 120 13,500 90 12,000 65
it 47,500 350 17,500 120 12,500 90 11,000 65
1.1 43,000 340 16,000 120 11,500 90 9,900 65
1.2 40,500 340 15,000 120 10,500 90 9,300 65
13 38,000 330 14,000 120 9,900 90 8,700 65
14 35,000 330 13,000 120 9,200 90 8,100 65
1.5 32,000 320 12,500 120 8,900 90 7,900 65
1.6 31,000 320 12,000 120 8,500 90 7,500 65
1.7 29,000 320 11,000 120 7,900 90 7,000 65
1.8 28,000 320 10,500 130 7,500 90 6,800 68
1.9 26,000 320 10,000 130 7,100 90 6,300 68
2 24,000 310 9,700 130 7,000 90 6,300 70
2.1 23,000 330 9,300 140 6,600 90 5,900 70
22 22,500 330 9,000 140 6,500 90 5,700 70
2.3 22,000 330 8,800 150 6,400 90 5,600 70
24 20,500 350 8,600 150 6,300 90 5,500 70
2.5 20,000 350 8,200 160 6,100 90 5,300 70
2.6 19,000 380 7,900 160 5,900 100 5,000 70
2.7 18,000 380 7,600 160 5,700 100 4,900 70
2.8 17,500 380 7,300 170 5,500 100 4,700 75
29 17,000 380 7,100 170 5,300 100 4,500 75
3 16,000 400 6,900 170 5,300 100 4,400 75
= 3.1 15,500 410 6,700 180 5,100 100 4,300 75
= W 3.2 15,000 420 6,500 180 5,000 110 4,200 80
3 X 33 14,500 420 6,300 190 4,800 110 4,000 80
,)4: 34 14,000 420 6,100 190 4,600 110 3,900 80
© L 3.5 14,000 420 6,000 190 4,600 120 3,800 80
;‘% 3.6 13,500 430 5,900 200 4,500 120 3,700 85
37 12,500 430 5,700 200 4,400 120 3,600 85
E 38 12,500 440 5,600 210 4,400 120 3,600 85
3.9, 12,000 440 5,500 210 4,200 125 3,500 85
4 12,000 450 5,400 210 4,200 125 3,500 90
4.1 11,500 480 5,300 220 4,100 125 3,400 90
4.2 11,500 480 5,300 220 4,100 125 3,300 90
43 11,000 480 5,200 230 4,000 125 3,300 90
4.4 11,000 500 5,100 240 3,900 130 3,200 95
4.5 10,500 500 5,100 240 3,900 130 3,200 95
4.6 10,500 520 5,000 250 3,800 130 3,200 95
4.7 10,500 520 5,000 260 3,800 130 3,100 95
4.8 10,500 530 4,900 260 3,700 130 3,100 95
4.9 10,000 530 4,900 270 3,600 130 3,100 95
5 9,500 540 4,800 270 3,500 130 3,000 100
5.1 9,500 540 4,700 270 3,500 130 3,000 100
52 9,300 540 4,600 270 3,400 130 2,900 100
53 9,200 540 4,600 270 3,400 130 2,900 100
54 9,000 540 4,500 270 3,300 130 2,800 100
5.5 8,800 540 4,400 270 3,200 130 2,700 100
5.6 8,700 540 4,300 270 3,100 130 2,600 100
57 8,500 540 4,200 270 3,100 130 2,600 100
58 8,400 530 4,200 270 3,000 130 2,600 100
59 8,200 530 4,100 270 2,900 130 2,500 100
6 7,900 530 4,000 270 2,900 130 2,500 100
6.5 7,500 530 3,700 270 2,700 130 2,300 100
7 6,900 530 3,400 270 2,500 130 2,100 100
75, 6,400 530 3,200 270 2,300 130 2,000 100
8 5,900 520 3,000 260 2,200 125 1,900 100
8.5 5,600 520 2,800 260 2,000 125 1,700 100
9 5,300 510 2,600 260 1,900 125 1,500 100
9.5 5,100 510 2,500 260 1,800 125 1,400 95
10 4,700 500 2,400 250 1,700 125 1,500 95
11 4,400 500 2,200 250 1,600 125 1,100 95
12 4,000 510 2,000 250 1,400 125 1,200 95
16 3,000 400 1,500 200 1,100 115 800 80
18 2,700 360 1,300 180 900 100 700 70
20 2,400 300 1,200 150 800 90 600 60
25 1,900 270 960 150 640 65 500 50
30 1,600 230 800 130 530 50 420 40
DC<P1 0.1D :»:
R 7 Tas
Depth of Cut g;fgg<¢3 g;g //////
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TE(EFARIME BRI UARFN DA, 1. Use a rigid and precise machine and holder.
&‘%HB‘_TIEI—J%TB LRI AR, 2.When chattering occurs, reduce the speed and feed at the same ratio.

Eﬁﬁﬁéﬂﬁﬁz LRI Eﬁ'ltﬂ FliH , i %?Ef’—:w .

EEENEE, TR LB RETRRAE 5 3. Use an air blow or a suitable cutting fluid with high smoke retardant properties.

4. Refer to the table above to set the milling conditions in accordance with the actual
situation.
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