EXOCARB°WXL®

Premium Performance Carbide End Mills with OSG's Proprietary WXL Coating

List 3794: 4 Flute, Long Neck, Stub Length

Slotting
Hardness - <32 HRC 33-41 HRC 42-50 HRC
Work Copper Mild Steels Przl?l:g;inee:efltgte;sels
Material Copper Alloy Carbon Steels Stainless Steels
Eqtind 173-374 SFM 144-309 SFM 130-309 SFM 101-248 SFM
Speed
Depth E
of Cut —
D L2 | Speed Feed aa Speed Feed aa Speed Feed aa Speed Feed aa
(mm) | (mm) [ (RPM) (in/min) (in) (RPM) (in/min) (in) (RPM) (in/min) (in) (RPM) (in/min) (in)
4 25,000 62.8 0.0031 21,980 54.8 0.0028 21,300 46.1 0.0028 16,930 29.7 0.0020
6 25,000 57.5 0.0031 21,980 51.3 0.0028 21,300 435 0.0024 16,930 300 0.0016
10 8 25,000 519 0.0020 21,980 45.1 0.0016 21,300 40.0 0.0016 16,930 222 0.0012
: 10 25,000 47.1 0.0016 21,980 428 0.0012 21,300 349 0.0011 16,930 20.0 0.0008
12 25,000 47.1 0.0008 21,980 428 0.0008 21,300 349 0.0007 16,930 20.0 0.0004
16 25,000 26.3 0.0004 21,980 23.1 0.0003 21,300 252 0.0003 16,930 16.7 0.0002
6 22,110 60.2 0.0039 18,310 50.2 0.0031 17,750 429 0.0028 14,110 29.4 0.0020
8 22,110 526 0.0031 18,310 433 0.0028 17,750 386 0.0020 14,110 2338 0.0016
12 | 10 22,110 39.9 0.0024 18,310 339 0.0020 17,750 386 0.0016 14,110 2338 0.0012
12 22,110 467 0.0020 18,310 39.9 0.0016 17,750 3238 0.0012 14,110 227 0.0008
16 22,110 36.0 0.0004 18,310 30.0 0.0003 17,750 23.5 0.0003 14,110 18.3 0.0002
6 18,960 60.6 0.0055 15,700 494 0.0047 15,210 426 0.0043 12,090 286 0.0035
8 18,960 50.3 0.0043 15,700 412 0.0035 15,210 37.0 0.0031 12,090 220 0.0024
10 18,960 50.3 0.0028 15,700 412 0.0024 15,210 37.0 0.0020 12,090 220 0.0016
14 | 12 18,960 50.3 0.0024 15,700 412 0.0020 15,210 37.0 0.0016 12,090 220 0.0012
14 18,960 456 0.0020 15,700 387 0.0016 15,210 32.1 0.0014 12,090 19.5 0.0012
16 18,960 45.6 0.0016 15,700 38.7 0.0012 15,210 321 0.0008 12,090 19.5 0.0008
22 18,960 31.7 0.0004 15,700 26.6 0.0002 15,210 20.6 0.0002 12,090 16.1 0.0002
6 17,690 66.4 0.0055 14,650 54.5 0.0047 14,200 419 0.0043 11,290 286 0.0035
8 17,690 532 0.0047 14,650 433 0.0039 14,200 39.1 0.0031 11,290 222 0.0028
10 17,690 53.2 0.0039 14,650 433 0.0031 14,200 39.1 0.0028 11,290 222 0.0020
15 | 12 17,690 532 0.0028 14,650 433 0.0024 14,200 39.1 0.0020 11,290 222 0.0016
: 14 17,690 532 0.0024 14,650 433 0.0020 14,200 39.1 0.0018 11,290 222 0.0014
16 17,690 45.1 0.0024 14,650 38.7 0.0020 14,200 322 0.0016 11,290 20.0 0.0012
) 18 17,690 45.1 0.0016 14,650 38.7 0.0012 14,200 322 0.0008 11,290 20.0 0.0008
= 20 17,690 384 0.0008 14,650 322 0.0008 14,200 29.0 0.0006 11,290 20.0 0.0004
= 6 16,590 65.3 0.0067 13,740 54.1 0.0055 13,310 416 0.0051 10,580 288 0.0039
= 8 16,590 56.2 0.0063 13,740 46.9 0.0051 13,310 36.7 0.0047 10,580 227 0.0039
— 10 16,590 526 0.0051 13,740 433 0.0043 13,310 36.7 0.0035 10,580 227 0.0028
= 12 16,590 526 0.0031 13,740 433 0.0028 13,310 36.7 0.0024 10,580 227 0.0020
16 | 14 16,590 526 0.0028 13,740 433 0.0024 13,310 36.7 0.0020 10,580 227 0.0016
16 16,590 463 0.0024 13,740 39.1 0.0020 13,310 30.2 0.0016 10,580 20.8 0.0014
18 16,590 463 0.0020 13,740 39.1 0.0016 13,310 30.2 0.0012 10,580 20.8 0.0012
20 16,590 463 0.0008 13,740 39.1 0.0008 13,310 30.2 0.0008 10,580 208 0.0004
25 16,590 34.2 0.0004 13,740 27.9 0.0004 13,310 21.2 0.0004 10,580 15.0 0.0003
6 14,740 68.7 0.0094 12,210 57.1 0.0079 11,830 46.6 0.0071 9,410 324 0.0055
8 14,740 77.9 0.0091 12,210 57.1 0.0075 11,830 46.6 0.0067 9,410 324 0.0051
10 14,740 495 0.0055 12,210 412 0.0047 11,830 349 0.0039 9,410 27.8 0.0031
12 14,740 49.5 0.0047 12,210 412 0.0039 11,830 349 0.0031 9,410 27.8 0.0028
18 | 14 14,740 495 0.0039 12,210 41.2 0.0031 11,830 349 0.0024 9,410 27.8 0.0020
16 14,740 49.5 0.0031 12,210 412 0.0028 11,830 349 0.0020 9,410 27.8 0.0016
18 14,740 440 0.0024 12,210 37.7 0.0020 11,830 29.1 0.0018 9,410 27.8 0.0014
20 14,740 44.0 0.0020 12,210 37.7 0.0016 11,830 29.1 0.0016 9,410 27.8 0.0012
25 14,740 34.5 0.0004 12,210 28.8 0.0004 11,830 24.6 0.0003 9,410 18.5 0.0003

1. Use a rigid and precise machine and holder.

2. When chattering occurs, reduce the speed and feed simultaneously.

3. Use a suitable cutting fluid with high smoke retardant.

4. When length of the tool extension from the machine is long, reduce the speed and feed.
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EXOCARB°WXL®

Premium Performance Carbide End Mills with OSG's Proprietary WXL Coating

Slotting
Hardness - <32 HRC 33-41 HRC 42-50 HRC
Work Copper Mild Steels Przlfl:gre;inee:efltgteésels
Material Copper Alloy Carbon Steels stainless Steels
g 173-374 SFM 144-309 SFM 130-309 SFM 101-248 SFM
Speed
Depth E
of Cut ]
D L2 | Speed Feed aa Speed Feed aa Speed Feed aa Speed Feed aa
(mm) | (mm) [  (RPM) (in/min) (in) (RPM) (in/min) (in) (RPM) (in/min) (in) (RPM) (in/min) (in)
6 13,270 68.2 0.0134 10,990 54.8 0.0110 10,650 44.9 0.0102 8,470 31.8 0.0083
8 13,270 68.2 0.0122 10,990 54.8 0.0102 10,650 449 0.0087 8,470 31.8 0.0071
10 13,270 543 0.0114 10,990 433 0.0094 10,650 36.7 0.0079 8,470 27.8 0.0063
12 13,270 50.6 0.0063 10,990 39.9 0.0051 10,650 36.7 0.0043 8,470 27.8 0.0035
50 | 14 13,270 50.6 0.0051 10,990 39.9 0.0043 10,650 36.7 0.0035 8,470 27.8 0.0028
16 13,270 50.6 0.0039 10,990 39.9 0.0031 10,650 36.7 0.0028 8,470 27.8 0.0024
18 13,270 50.6 0.0031 10,990 39.9 0.0028 10,650 36.7 0.0024 8,470 27.8 0.0020
20 13,270 46.2 0.0024 10,990 37.0 0.0020 10,650 314 0.0020 8,470 286 0.0016
25 13,270 46.2 0.0016 10,990 37.0 0.0012 10,650 314 0.0008 8,470 28.6 0.0008
30 13,270 46.2 0.0008 10,990 37.0 0.0008 10,650 314 0.0004 8,470 28.6 0.0004
8 10,610 67.7 0.0165 8,790 54.8 0.0138 8,520 457 0.0130 6,770 31.1 0.0102
12 10,610 67.7 0.0110 8,790 54.8 0.0091 8,520 457 0.0075 6,770 31.1 0.0059
25 | 16 10,610 522 0.0055 8,790 415 0.0047 8,520 39.1 0.0039 6,770 28.6 0.0031
20 10,610 522 0.0043 8,790 415 0.0035 8,520 39.1 0.0031 6,770 286 0.0024
25 10,610 50.1 0.0039 8,790 40.7 0.0031 8,520 314 0.0024 6,770 26.7 0.0020
8 8,850 68.2 0.0150 7,330 54.8 0.0126 7,100 419 0.0118 5,640 29.2 0.0094
12 8,850 624 0.0126 7,330 50.5 0.0106 7,100 419 0.0091 5,640 29.2 0.0071
30 | 16 8,850 435 0.0094 7,330 346 0.0079 7,100 326 0.0067 5,640 27.8 0.0051
20 8,850 435 0.0063 7,330 346 0.0051 7,100 326 0.0043 5,640 27.8 0.0031
25 8,850 435 0.0051 7,330 346 0.0043 7,100 326 0.0035 5,640 27.8 0.0028
30 8,850 417 0.0043 7,330 339 0.0035 7,100 29.9 0.0031 5,640 26.7 0.0024

1. Use a rigid and precise machine and holder.

2. When chattering occurs, reduce the speed and feed simultaneously.

3. Use a suitable cutting fluid with high smoke retardant.

4. When length of the tool extension from the machine is long, reduce the speed and feed.
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