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Newly developed WXL coating with high hardness and high
lubrication. Works on wide range of materials. Recommended with
lubrications or dry milling.
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RE<3 3SRES6  6<RE

CARBIDE

(8{s:mm) (Unit:mm)

BEAS PRk R SR K| |, e VR e B e
EDP No. |REXAPMXXDCON | LF [APMX DCON| Type | Stock | (g)
3105010/ R0.05X0.2X4 102 .. @ |13
3105020| R0.1 X04X4| 40 | 04 T4 @ 13
3105030/ R0.15X0.6 X 4 06 6.7 @ |13
3106030/ R0.15X0.6 X6 50 ~|104] 6 @ 24
3105040/ R0.2 X0.8X4| 40 08 72| 4 @ |13
3106040/ R0.2 X0.8X6| 50 ~1107] 6 @ 24
3105050| R0.25X1.1X4| 40 71 4 @ 13
3106050/ R0.25X1.1X6| 50 11 108 6 ® 23
3105060| R0.3 X1.1X4| 40 : 69| 4 @ 12
3106060| R0.3 X1.1X6| 50 106| 6 @ 24
3106710/ R0.35X1.5X4 40 15 | 82 4 ® 10
3105080| R0.4 X2 X4 5 74 1 @ 12
3106080/ R0.4 X2 X6 11.1] 6 @ | 23
3106720| R0.45X2.2X4 50 22| 85 @ N
3105100| R05 X1.5X4 15| 67| 4 @ 14
3105101 R05 X25X4 95 |77 @ |14
3106100 R05 X25X6| 60 T |115] 6 ® |29
3106730 R0.55X2.7 X4 27| 89 @ 1
3105120| R0.6 X3 X4 3 79 @ 14
3106740| R0.65X3.2X4 50 32| 91 4 @ N
3105140| R07 X3.5X4 35| 81 @ 14
3105150| RO.75X2 X4 2 | 64 @ 14
3105151| ROI5X4 X4 4 | 84 @ |14
T—
[ &2 RE |0.75~3.75 348
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Work |Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum | Graphite |Titanium |Heat Plastic
Material FRREN TR XN Steel BREE% Alloy Alloy Alloy Resistant
GlRee Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC |~ 55HRC |~ B0HRC| ~ B5HRC [~ 35HRC |~ 350HB
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Newly developed WXL coating with high hardness and high
lubrication. Works on wide range of materials. Recommended with
lubrications or dry milling.
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WXL +o0005 0003  +0.01 AT 30
RE<3 3<RES6 6<RE
]
AN 55ERE 0.05~075]  (sgirmm) (Unitmm)
BERS Bk B K K| |, [ k| e B
EDP No. |REXAPMXXDCON | LF [APMX DCON| Type | Stock | (g)
3106150| RO.75X4 X6 4 1216 @ | 23
3105160| R0.8 X4 X4 8.2 @ 14
3106750/ R0.85X4.2 X4 42| 93 @ N
3106760 R0.9 X4.5X4 | 45 | 04 4 @ 11
3106770 R0.95X4.7 X4 4.7 | @ N
3105200( R1_X3 X4 3 |74 @ |14
3106200| R1 X5 X6 50 5 128] 6 ® 22
3105201| R1_X6 X4 6 |10.1] 4 @ |14
3106780| R1.05X4.8X6 4.8 |135 ® 19
3106790 R1.1 X49X6 49 [134 6 ® 19
3106800 R1.15X5 X6 5 133 @® 19
3106810 R1.2 X5.1X6 5.1 [13.2 1 @ |19
3105250 R1.25X3 X4 3 161, ® |15
3105251 R1.25X6 X4 6 | 9.1 @ 14
3106250 R1.25X6 X6| 60 | 6 [12.9| 6 @ |28
3106820| R1.3 X52X6 50 32| ® | 20
oLt 3106830/ R1.35X5.4 X6 54 135 6 : 20
8 3106840| R1.4 X56X6 56| 24
%ﬁﬁﬁ* 3106850 R1.45X5.8 X6 5.8 [ ) 24
3105300| R15 X45X4| 60| , 79| 4 ® | 13
3106300| R1.5 X45X6 1116 [ ) 24
3106301| R15 X8 X6 g 151 ¢ ® | 23
3106350| RL15X8 X6| 14.2 ® | 28
3106400 R2 X6 X6 6 [11.2 [ ) 29
3105400| R2 X8 X4| 60 - 4121 @ 14
3106401| R2 X8 X6| 70 8 113.2] [ ) 28
3106860| R2.25X8 X6 |13.6/ @ 32
3106500| R2.5 X8 114 1 [ ) 33
3106501 R25 X10 80|10 (134 [ ) 32
3106502| R25 X12 12154 @ | 32
3106870 R275X10 10 137] 6 ® | 33
3106600| R3 X10 - 5 @ | 4
3106601| R3  X12 12 - [ ) 40
3106880 R3.25X13 9113 | — @ 4
3106610| R3.5 X14 14— 3 @ 42
3106890| R3.75X14 - @ 2
T
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Work |Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum |Graphite |Titanium [Heat Plastic
Material o TER |#EXN Steel KRB Alloy Alloy Alloy Resistant
BmRiie Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~ 45HRC [~ 55HRC| ~ BOHRC |~ 65HRC |~ 35HRC |~ 350HB
WXL-EBD © O] O ©) © |0 | O
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Newly developed WXL coating with high hardness and high
lubrication. Works on wide range of materials. Recommended with
lubrications or dry milling.
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WXL +0.005 0003~ 0.1 AT 30
RE<3 3SRES6  6<RE
=
AT BHEERE [075~3.75]  (saqiymm) (Unitmm)
TS b IR B K 7K |, [5E| R R
EDP No. |REXAPMXXDCON | LF |APMX DCON| Type | Stock | (g)
3106620| R4 X12 12 | — ) ® | 74
3106621| R4 X14 14 | — @ | 74
3106900/ R4.25X16 16 - 8 [ ) 74
3106630| R45 X18 10018 — 3,.@ | 78
3106910/ R4.75X18 - [ ) 79
3106640| R5 XI5 15 | = ) @ 113
3106641| R5 X18 18 | — |10 @ 113
3106650| R5.5 X22 22 - 3| @ [114
3106660 R6 X18 18 | — 5 @® 175
3106661 | R6  X22 22 - @ 175
3106920| R65 X24 11024 =2 @ 174
3106670| R7 X26 26 i 3 @ [19%
3106930| R7.5 X28 28 = @ 192
3106680 R8 X30 140 30 w 16 2 | @ | 400
3106690| R9 X34 34 | — 3 | @ | 407
3106700 |R10  X38 160 |38 — 120 ] 2 | @ |681
Type 1 /ﬂw Type 2 Type 3
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DT | BRERIR aeN | TR TR ek wEE (BEE A2 |KEeE |6 |Bd
Work |Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum | Graphite |Titanium |Heat Plastic
Material FRREN TR XN Steel BREE% Alloy Alloy Alloy Resistant
GlRee Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC |~ 55HRC |~ B0HRC| ~ B5HRC [~ 35HRC |~ 350HB
WXL-EBD O O O O O | 0| O O | O
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Stocked by specific distributors. Contact us for price & availability.
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SPECIFICATION CHARTS

$E WXL-EBD»P318~320
§ a Py s/ SA
% % EEE | @%%7] t}J ﬁu%{#glﬁi CUTTING CONDITIONS FOR CARBIDE END MILLS
WXL 27]5k3LE WXL-EBD WXL 2 FLUTES BALL-END
CUTTING CONDITIONS *I]‘\ %ﬁu REGULAR MILLING
—RRITIEAEN - BN VERN - FUEEN - AN
BDIM*-I' ﬂﬁ_] S ﬁaﬁ»ﬁ Mild Steel - Carbon Steel * Hardened Steel - Prehardened Steel * Stainless Steel
M\g/tzrnal Copper+ Copper Alloy FC250+ 5400 S55C SKT* SKD61* NAK80* HPM1 * DH 3 - SUS304
~ 32HRC 33 ~41HRC 42 ~ 50HRC
wE  |pHsEE|  IREmm) wE |HesiEE|  IREmm) E (HeEE  REmm) wE  |pesEE|  TIREmm)
RE Speed Feed Depth of Cut Speed Feed Depth of Cut Speed Feed Depth of Cut Speed Feed Depth of Cut
(min-1) | (mm/min) ap Pf (min-1) | (mm/min) ap Pf (min-1) | (mm/min) ap Pf (min-1) | (mm/min) ap Pf

0.05 40,000 | 150 0.003 | 0.005 | 32,000 75 0.005 | 0.005 | 32,000 50 0.005 | 0.005 | 32,000 B85 0.005 | 0.005
0.1 40,000 | 300 0.01 0.02 32,000 | 200 0.01 0.01 32,000 | 200 0.01 0.01 32,000 | 200 0.005 | 0.005
0.2 40,000 | 490 0.02 0.08 32,000 | 410 0.02 0.08 32,000 | 330 0.02 0.08 32,000 | 205 0.02 0.04
0.3 40,000 | 580 0.03 0.12 32,000 | 490 0.03 0.12 32,000 | 420 0.03 0.12 32,000 | 265 0.03 0.06
0.4 40,000 | 660 0.04 0.16 32,000 | 550 0.04 0.16 31,500 | 420 0.04 0.16 27,500 | 290 0.04 0.08
0.5 32,000 | 750 0.05 0.2 31,500 | 620 0.05 0.2 25,000 | 400 0.05 0.2 22,000 | 285 0.05 0.1

1 19,000 | 750 0.2 0.4 15,500 | 620 0.2 0.4 12,500 | 400 0.2 0.4 11,000 | 290 0.1 0.2
1.5 12,500 | 760 0.3 0.6 10,500 | 630 0.3 0.6 8,450 | 405 0.3 0.6 7400 | 290 0.15 0.3
2 9,500 | 760 0.4 0.8 7,950 | 630 0.4 0.8 6,350 | 445 0.4 0.8 5550 | 370 0.2 0.4
3 6,300 | 800 0.6 1.2 5300 | 670 0.6 1.2 4,200 | 465 0.6 1.2 3,700 | 390 0.3 0.6
4 4,750 | 950 0.8 1.6 3,950 | 790 0.8 1.6 3,150 | 555 0.8 16 2,750 | 455 0.4 0.8
5 3,800 | 890 1 2 3,150 | 745 1 2 2,500 | 525 1 2 2,200 | 430 0.5 1
6 3,170 | 840 1.2 24 2,650 | 700 1.2 24 2,100 | 490 1.2 24 1,850 | 430 0.6 1.2
8 2,400 | 630 1.6 3.2 1,990 | 525 1.6 3 2 1,580 370 1.6 3.2 1,390 | 325 0.8 1.6
10 1,900 | 500 2 4 1,590 | 420 2 1,260 2 4 1,110 | 260 1 2
Vo W%t
Depth ofCut A
;. i%g%ﬂgﬁ&%ﬁgﬂg%ﬂ@ﬁﬁéﬁﬂm SN 1. Use a rigid and precise machine and holder.
BEAES. 74 B 2o 2. Use an air blow or a suitable cutting fluid with high smoke retardant properties.
s W 3 J:%Eéﬁﬁ% IILTHUIQJme}E;Ba—&,H%%J:i 3. Refer to the table above to set the milling conditions in accordance with the actual
E BUSET | BRI RAT R . - situation.
g X HAB TS BT“J%%J:%E’]&‘%E*DL,;.&E}E.ﬂ.2%1.5{:,. % When the length of tool extension from the machine is long, reduce the speed and
il feed.
° :L 3% 3% When B is less than 15° , speed and feed in the above table can be increased 1.5
1% ~ 2 times.
=
WXL ZJJIZJZ%@._ WXL-EBD WXL 2 FLUTES BALL-END
HIGH-SPEED LIGHT MILLING
& TJDIHTI’*EEU)\%L}&ﬁ)ﬁﬁﬁﬁiﬂjﬁ?ﬂﬁ%ﬁ%&ﬁ%E'\Jﬁﬂﬁo Caution: Sparks generated during operation or heat caused by tool breakage can
TEIEFRE K I, cause fire. Be sure to use all proper fire-prevention measures.
8 —ARITIEFEN - BRI VAN - TN
DDIM*‘|’ ﬂa o ﬂaﬁﬁ Mild Steel - Carbon Steel Hardened Steel - Prehardened Steel
M‘;vt%rrli(al Copper- Copper Alloy FC250+ SS400+ S55C SKT+ SKD61 * NAK55 * NAK80 * HPM1 * DH sk 3k
~ 32HRC 33 ~41HRC 42 ~ 50HRC
i AR DREmm) | e [wAmE| DREmm) | mx [wAmE  DREmm) | g [AmE  DREmm)
RE Speed | Feed Depth of Cut Speed | Feed Depth of Cut Speed | Feed Depth of Cut Speed | Feed Depth of Cut
(min-1) | (mm/min) ap Pf (min-1) | (mm/min) ap Pf (min-1) | (mm/min) ap Pf (min-1) | (mm/min) ap Pf
0.5 50,000 | 3,350 0.02 0.05 | 50,000 | 2,800 0.02 0.05 | 50,000 | 2,500 0.02 0.05 | 47,500 | 2,250 0.02 0.05
1 31,500 | 3,350 0.04 0.1 25,000 | 2,800 0.04 0.1 24,500 | 2,500 0.04 0.1 23,500 | 2,250 0.04 0.1

1.5 21,000 | 3,350 0.06 0.15 | 16,500 | 2,800 0.06 0.15 | 16,000 | 2,500 0.06 0.15 | 15,500 | 2,250 0.06 0.15

2 15,500 | 4,080 0.08 0.2 15,500 | 3,400 0.08 0.2 15,000 | 2,750 0.08 0.2 13,500 | 2,450 0.08 0.2
3 10,500 | 5,160 0.12 0.3 13,500 | 4,300 0.3 0.6 11,500 | 2,750 0.3 0.6 9,500 | 2,250 0.12 0.3
4 7,900 | 3,840 0.16 04 10,000 | 3,200 0.4 0.8 8,950 | 2,100 04 0.8 7,150 | 1,700 0.16 04
5 6,300 | 3,120 0.2 0.5 8,250 | 2,600 0.5 1 7,150 | 1,700 0.5 1 5,700 | 1,350 0.2 0.5
6 5,250 | 2,580 0.24 0.6 6,850 | 2,150 0.5 24 5,950 | 1,400 0.5 2.4 4,750 | 1,100 0.24 0.6
8 4,950 | 1,550 0.32 0.8 4,110 | 1,290 0.5 3 2 4,460 | 1, 050 0.5 512 3,560 820 0.32 0.8
10 3,950 | 1,240 04 1 3,290 | 1,030 0.5 3,570 0.5 4 2,850 660 0.32 1
T W%t
Depth of Cut AU
1. HEERMRERT AR R RSN T O TR R, 1.The indicated speeds and feeds are for high speed light milling with high speed/high
2. INIBSEXIEFE  BDERR XD, precision machining centers.
i' i‘;géﬁIgﬂéﬁﬁﬂﬁi g’;gfé%@&@%ﬁf‘;w 2. Because tools can cause sparks, do not use flammable fluids.
TR B BF15° E"T_J’,-L:DEE'JK;E%DJ& SRR 2o 1 51, 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.
3 When B is less than 15° , speed and feed in the above table can be increased 1.2 ~1.5
times.
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