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UVM Series
Ultra Small Diameter Carb
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EETBEIE
Ultimate

Micro

. , | 1]
)=
Evolving Ultra Small Tool, Ultimate V Micro® Series

‘l‘ | s
|
E b 5 w lﬁﬂ ”” I — z Increasing Needs of Micromachining

Solar Panel

Medical

OSGiz. p
LUBEEI y 4
LYBRELNUNE

&Y EL DRI ST BN

[#& I ot 57 1 HEE L TLIE T

OSG strives to provide greater precision and higher quality micro tooling solutions for a wide variety of materials.

Green Vehicle

;%k Size comparison

$0.1RL—RA0—K"m BFEMETE

Images of a ¢ 0.1 tool with Smooth Coating taken by an electron microscope

LEELEmE -mbi-f{E

Evolved quality, grade and accuracy

R TDELIC KD, IEICHEFHBD !
mE. MiIIOELT. SEEMNIOREIC
BULE T

With OSG's advanced grinding know-how, improvements have been

made to the tool cutting edge, overall quality and grade to enable =B ER
stable and accurate machining of micro parts. Latest Conventional



2.EmEYYV I

Incorporates high precision shank

<> <> <> /[
\.

DUSUILED HAE i fad —
S T 0.2umiT! Ra0.04umLIT! /
Shank precision of Roundness Surface roughness /
a hiﬁher rank! under 0.2 Hm under Ra 0.04 Hm ., 4
”‘-h._..,,-”’/

TRTORERY vV IBETREDET, S

All precision factors are determined by shank precision.

3. BER{IROI— M= 3EERAE!

Three types of ultra-thin coatings are available!

® A L\—RXJ—h® I U INEER

Enlarged view of surface with individual coatings

Smooth Coating

®UVMERY(TEVRI—H

Diamond Coating developed exclusively for UVM

¢ DLCO—b (I5%R)

— —_® —
DLG Coating (Special) s el el
Diamond Coating developed
SEEDI—T 1V JT. H5RWBWEIMITHHLE T, Seshero

Three types of coatings are available to support a wide range of work materials.

4.2H8RBTEL\ME

Every tool is inspected to ensure product quality

e UVMYU— A B EBREERELTBDET.
BSSﬁDEé UVM-DRL- 100% inspection on UVM series.
INNRIIMING 0.02x3 -SRIV, BRORAFRABERTLTCNET.*

Label shows the minus amount to cutting diameter.*

% INJVFRKRIFUVM-DRLICEED F T,
Applicable only for UVM-DRL



IMNEUVMPBRUJLSD %A T uvM Uitra Small Carbide Drill:5D

UVM_ DRL_S D SETICEVEBOENERSIMITAEER! K/NMEP0.02 !
Ultra micromachining now a reality! Smallest size : 0.02mm
120° ‘é
. —— — -
o o
e |
2
®1%a8 Teoum L
ONBEFRE s 0~—3um
Tolerance for drill diameter
Q@ v TREE -h3 QX L—ZXO—h®
Tolerance for shank diameter Smooth Coating
{7 :mm  Unit:mm
VAIINNCRINCEISZVELEN ER | 2R (VIR HE EEISAVILN BR | £ (YR HEE
EDP No. DcXDs 2 L Ds Stock DcXDs 2 L Ds Stock
8589002 0.02x3 0.12 38 3 C 8589052 0.02%x3.175 0.12 38 3.175 C
8589003 0.03x3 0.18 38 3 C 8589053 0.03%x3.175 0.18 38 3.175 C
8589004 0.04%x3 0.24 38 3 C 8589054 0.04%x3.175 0.24 38 3.175 C
8589005 0.05X3 0.3 38 3 C 8589055 0.05%x3.175 0.3 38 3.175 C
0.06X3 0.36 38 3 O * 0.06x3.175 0.36 38 3.175 *
0.07X3 0.42 38 3 O * 0.07x3.175 0.42 38 3.175 *
8589008 0.08%x3 0.48 38 3 C 8589058 0.08x3.175 0.48 38 3.175 C
0.09%X3 0.54 38 3 O * 0.09%x3.175 0.54 38 3.175 *

C=1Z#7EE M C=Standard stock item * =%i¥& * =Special order products
D=4 REEEESR []=Stocked by specific distributors. Contact us for price & availability.

1. RECFIVEERE D RIFA B TIERAT SV,

2. MU EEDIRNEEIARO#EICT v 7 T0.00lmmE T &
BRICLTT&EL,

3. DA PRINEET AV T4 M RT L HRTT,

1. Please use in a machine with precise spindle rotation.
2. The run out with a drill in a spindle should be less than 0.001mm.
3. The shrink fit system is effective holder.

UVM_ DRI.' DI A_ 5 D BNEERAAIYES N IA—FT1>J THREMAOBMM TICEHIELE T,
Special Diamond Coating for ultra small size drills against fragile work materials.
120° é
] . . R I
8 o
s f
2
L
[ Y &34 Sk~ 0~—9um
Tolerance for drill diameter
@ v JHERE o -h3 @5 1YELNIA—F12T
Tolerance for shank diameter Diamond Coating
{7 :mm  Unit:mm
Y—)UNo. B BR | 2R (VvwIR| HEHE v—)UNo. Ef BR | R (VIR EE
EDP No. Dc 2 L Ds Stock EDP No. Dc 2 L Ds Stock
0.03 0.18 38 3 O 0.07 0.42 38 3 O
0.04 0.24 38 3 O 0.08 0.48 38 3 O
0.05 0.3 38 3 O 0.09 0.54 38 3 O
006 036 | 38 | 8 - O=HERREEEA

[J=Stocked by specific distributors. Contact us for price & availability.

1. ZEC FIVEERE D RIFERR TIERAT S,

2. R TEOIRNEE I ARIOKICS v 73 T0.00lmm T %
BRICLTTF&L,

3. v RNEES AV T4y NI RT LB HRIITT,

1. Please use in a machine with precise spindle rotation.
2. The run out with a drill in a spindle should be less than 0.001mm.
3. The shrink fit system is effective holder.




BIMBUVMEBRUIL10D S A D uvM uitra Small Carbide Drill: 10D

UVM_DRL_'I OD SETICHEVEBOENERSIMIEER! H/NMEP0.02 !
Ultra micromachining now a reality! Smallest size : 0.02mm
o 1
120 =)
8 — o . |
s ] '
2
L
.9{,?%%%:-.% ......................... 0 ~_3“ m
Tolerance for drill diameter
.:/’\"‘/7%?%{ ....................... h3 .ZA—ZJ—[\®
Tolerance for shank diameter Smooth Coating

B :mm  Unit:mm

Y—JUNo. EBEfRXVvVIR 2R (VWIR| HEE PAVIANCRINECEISZVELN ER | 2R (VvIR EE
EDP No. DcXDs 2 L Ds Stock EDP No. DcXDs 2 L Ds Stock
8589102 0.02%x3 0.22 38 3 Cc 8589152 | 0.02%x3.175 0.22 38 3.175 C
8589103 0.03%x3 0.33 38 3 C 85891563 | 0.03%X3.175 0.33 38 3.175 C
8589104 0.04%X3 044 38 3 C 8589154 | 0.04%x3.175 0.44 38 3.175 C
8589105 0.05%x3 0.55 38 3 Cc 8589155 0.05xX3.175 0.55 38 3.175 C
0.06%x3 0.66 38 3 O * 0.06x3.175 0.66 38 3.175 *
0.07%x3 0.77 38 3 I * 0.07%x3.175 0.77 38 3.175 *
8589108 0.08x3 0.88 38 3 C 8589158 0.08x3.175 0.88 38 3.175 C
0.09%X3 0.99 38 3 ] * 0.09x3.175 0.99 38 3.175 *

C=1Z#7£E & C=Standard stock item * =%i¥& * =Special order products
O=HEREEEESR []=Stocked by specific distributors. Contact us for price & availability.

1. AEV FIVAEREELP RIFERRTIHERAT I,

2. BT REOERNEERAROKICT v 7K T0.00immUT%
BRICLTTFaLY,

3. RNEES AU T T4y O RTLDHRNTT,

1. Please use in a machine with precise spindle rotation.
2. The run out with a drill in a spindle should be less than 0.001mm.
3. The shrink fit system is effective holder.

UVM_ DRI.' DIA' -I o D BNEERAFAIVYECNI—T 12 I THRUEMAOHBMIICER}ELET,
Special Diamond Coating for ultra small size drills against fragile work materials.
120° é
] . . R I
8 I
s f
[}
L
Y €54 Sk~ 0~—9um
Tolerance for drill diameter
@ v IR . h3 @5 (YELNI—F12F
Tolerance for shank diameter Diamond Coating
B :mm  Unit:mm
Y—)UNo. Ef BR | R (VvwIR HEE w—JLNo. E& BR | 2R |(VvwIR EHE
EDP No. Dc 2 L Ds Stock EDP No. Dc 2 L Ds Stock
0.03 0.33 38 3 O 0.07 0.77 38 3 O
0.04 0.44 38 3 O 0.08 0.88 38 3 O
0.05 0.55 38 3 O 0.09 0.99 38 3 O
0.06 0.66 38 3 O (=i R IEE S

[J=Stocked by specific distributors. Contact us for price & availability.

1. REVFIVEIGIEE S RIFEHBTIHERA TSV,

2. B EOENBE R ARIOBICY v> 78 T0.001mm T %
BRICLTTFL,

3. DA YRINEET AV T4 M RT L HRHTT,

1. Please use in a machine with precise spindle rotation.
2. The run out with a drill in a spindle should be less than 0.001mm.
3. The shrink fit system is effective holder.




EIMBUVMEBRUIL1BD %A J' uvMm Uitra Small Carbide Drill: 15D

UVM-DRL-15D

KFE BMEP0.03H 53T,
Deep-hole drilling! Smallest size : 0.03mm

120° é
] . . . I
8 o
s f
2
L
@I BEFREE e 0~—3um
Tolerance for drill diameter
Q@ v IUBE h3 Q@XL—ZX— k"
Tolerance for shank diameter Smooth Coating )
B4 :mm  Unit:mm
VEIINN\RNEEEISEVELE ER | 2R (YvIR HE VAN RNEEISEVELN ER | 2R (VIR EE
EDP No. DcXxDs 2 L Ds Stock EDP No. DcXDs 2 L Ds Stock
0.03%x3 0.48 38 3 O 0.07x3 1.12 38 3 U
0.04%x3 0.64 38 3 O 0.08%x3 1.28 38 3 ]
0.05%X3 0.8 38 3 O 0.09%x3 1.44 38 3 O
0.06x3 0.96 38 3 O O=lTREEEES

1. AE FIVEEGREN RIFEMB CIHERT L,

2. UM TEOIRNEEIIERIOEICS v> 78T 0.00imm L T %
BRICLTTFEL,

3. YA PRINEET AN T T4 M RT LB HRTT,

[J=Stocked by specific distributors. Contact us for price & availability.

1. Please use in a machine with precise spindle rotation.
2. The run out with a drill in a spindle should be less than 0.001mm.
3. The shrink fit system is effective holder.

.9{4&%3@% ......................... 0 ~—9“ m
Tolerance for drill diameter
@ v TR e h3

Tolerance for shank diameter

KRS BMEP0.035 533

Deep-hole drilling! Smallest size : 0.03mm

¢Dc

120°
$:<; — 1 . . . I
S '
[

@Ds

Q@S5 (YERKOA—F42F

Diamond Coating

{7 :mm  Unit:mm

VAN RISV ELN ER | 2R (YvIR EE Y—)UNo. EfXIvYIE BE-E=SNEE--E=SPL %Ly
EDP No. DcXxDs 2 L Ds Stock EDP No. DcXDs 2 L Ds Stock
0.05%x3 0.8 38 3 O 0.08%3 1.28 38 3 ]
0.06X3 0.96 38 3 O 0.09%x3 1.44 38 3 O
0.07x3 1.12 38 3 O (=4S EREEEES

1. AEX FIVEERES RFEHRRTIHERAT IV,

2. RS IRORNEEIERIOEKICS v> V5 T0.000mmE T %
BRICLTTFEL,

3. v RNV T4y N RT LB HRTT,

[[]=Stocked by specific distributors. Contact us for price & availability.

1. Please use in a machine with precise spindle rotation.
2. The run out with a drill in a spindle should be less than 0.001mm.
3. The shrink fit system is effective holder.



EIMBUVMRBRUIL20D %A T uvM Ultra Small Carbide Drill: 20D

UVM = D RL-2O D lfe‘:fhil!e fl]ljl\:f'%?ngﬁe?tifeﬁammm

420° é
— | _ _ _ I
8 EE
s f
)

@I BEFREE e 0~—3um
Tolerance for drill diameter

.:/’\"‘/7%?%{ ....................... h3 .ZA—ZJ—[\®
Tolerance for shank diameter Smooth Coating

B :mm  Unit:mm

PEAN\CRNEEXSZVELE BER | &R (VvwIR HE VEIIN\RNEEISEVELE ER | 2R (YvIR HEE
EDP No. DcXDs 2 L Ds Stock EDP No. DcXxDs 2 L Ds Stock
0.03%x3 0.63 38 O 0.07%X3 1.47 38 3 U]
0.04%x3 0.84 38 O 0.08%3 1.68 38 3 Ol
0.05%x3 1.05 38 O 0.09%3 1.89 38 3 O
0.06%x3 1.26 38 O (=T RIBEEES

[J=Stocked by specific distributors. Contact us for price & availability.

1. ZECFIVEEEEP RIFARB TIERAT S,

2. R IREORNEERAROKRICT v 7K T0.00immUT%
BRICLTTFEL,

3. DA IRNAES AV T4y MO RT LD HRITT,

1. Please use in a machine with precise spindle rotation.
2. The run out with a drill in a spindle should be less than 0.001mm.
3. The shrink fit system is effective holder.

BIMBY—=F 12 RUJb uvM uitra Small Carbide Leading Drill

UVM'I.DS UVM-DRLEDAZRL—FCERERHFMITICHELE T,
Use together with UVM-DRL, to enable accurate drilling

s
N
[=}

¢Ds

L2
L
.9{,*&%@% ......................... 0~—3um
Tolerance for drill diameter
@ v JREE e h3 Q@A L—AO—|R®
Tolerance for shank diameter Smooth Coating " .
B :mm  Unit:mm
Y—JUNo. ERXERAXIrVIE B-E=--S VAL I Y—JUNo. ERXERAXIrVIE B-E=--E VLI
EDP No. DcXa® XDs 2 L Ds Stock EDP No. DcXa® XDs 2 L Ds Stock
002 Xx120° X 3 0.03 38 3 O 0.08 X 120° x 3 0.12 38 3 O
003 X 120° X 3 0.045 38 3 O 0.09 X 120° X 3 0.135 38 3 O
004 x120° x 3 0.06 38 3 O 0.1 X120 X3 0.15 38 3 O
8589205 | 0.05 x120° X 3 0.075 38 3 C * 0.03 X 120° X 3.175 | 0.045 38 3.175 *
006 X120° x 3 0.09 38 3 O 8589255 |0.05 X 120° x3.175 | 0.075 38 3.175 C
007 X120° X 3 0.105 38 3 O * 0.1 X120°%x3.175| 0.15 38 3.175 *

C=1ZE#7£ B C=Standard stock item * =%¥& * =Special order products
O=4E{EPIEEER [I=Stocked by specific distributors. Contact us for price & availability.

1. Please use in a machine with precise spindle rotation.
2. The run out with a drill in a spindle should be less than 0.001Tmm.
3. The shrink fit system is effective holder.

1. AEC FIVEERBEDS RIFEMB CIHERT L,

2. BT EEDIRNBEE R ERIDERICS v > 75 T0.001mm AT %
BRICLTTFEL,

3. DN PERNERT AU T4y b AT LD HRENTT,




”"IEE“ Cutting Data

BUVM-LDS+UVM-DRL 3o FJIbES=vI0ONMI

UVM-LDS and UVM-DRL for drilling machineable ceramics

] o ] o 02,000NTIDEER
gmlﬁ UVM-LDS (sfras) UVM-DRL (%a2) Photo of after drilling 2,000 holes
ool (Special) (Special)
gA4X 0.04x120° x3.175 | 0.045x 12D X3.175 UVMIBERIE. ENSERE.
Size UVM is high rigidity, thus high accuracy.
=5 ~— N — s ..
St ,\fonJCOaﬁn'; FETUMIEXL ERETVIEAL
Hole position runout (front) Hole position runout (back)
HHIME RYFIINESZVD
Work Material Machineable Ceramic ] T T 5
IR , , d
Gutting Speed 1.55m/min 1.66m/min : L 1 ]
EDE : i o
Foed Rate 0.00033mm/rev % | ‘ 3.
9 Benged 3
AFvTE é :
Step Feed 0.04mm 0.045mm . }
TURS 0.45mm (10D &b) . i ot
Depth of Hole 0.065mm (Through) :
SIHEIHA I??‘D— Y P i il T
Coolant Air Blow
ik | BREIERS = eys 10DDEDTUNTICHE VT, FRIFIETHEu mBARE
achine igh Precision Vertical Machining Center =y A
AL iIBZ .

High hole position accuracy within 5 4 m was maintained even in 10D

through hole drilling.

BUVM-DRL STAVAX(53HRC)DIIT

UVM-DRL for drilling STAVAX (53HRC)

ZRIR UVM-DRL EIHITEL  Number of Holes
Tool 10 20 30
Y42 ®0.1X 10D (&%) ' ' '
Size (Special)
S Aoty R
Coating Smooth Coating ¢0.'| X '| OD
HHIME
Work Material STAVAX (53HRC)

Hl .
R 7.8m/min fiit S A 47eiisa

Competitor A Broke after 4 holes

EDhE
= - 0.003mm/rev
pC%) | 0.02mm fthttam B 1RETHIA
Step Feed Competitor B Broke in 1 hole
TURE 0.8mm (lED)
Depth of Hole (Blind)
Ml =2k
Coolant Mist
{58 R AR [ I AVE I s b e
Machine Vertical Machining Center

STAVAX(53HRC) DEEEM TH. 307 EBIDRELINIHAEETY, *MIICFV—F1VIRUILZERLTTEL,
Even in Stavax, a material with a high hardness level of 53HRC, the UVM-DRL can machine more than 30 holes in a stable manner.
* Use a leading drill for machining.



”"IEW“ Cutting Data

BUVM-DRL ¥Y73JIbESZvyIDNL

UVM-DRL for drilling machineable ceramics

EATE UVM-DRL ¢ 0.1 X 13D (4¥%m)
Tool (Special)
A—F4VJ AL—ATO—K®
Coating Smooth Coating
RHEIAE Y54 hHSP

Work Material Macerite HSP

TURE 1.2mm (1Eb)

Depth of Hole (Blind)
SIEHA =Xk

Coolant Mist

{8 PR AR = SIAVE A Vs b e
Machine Vertical Machining Center

SR T BIVERDEFEIFTNHNDICE’OED T,

A worn chisel edge results in a bent hole.

MIFRGEIERRAESBTIREETT

Machining conditions: Confidential

O UVM-DRL3,5007 il T DEFIRE
UVM-DRL wear condition after machining 3,500 holes

)Y Cn SRy Sy S B 8l UVM-DRL /> d—ba

Smooth Coating Non-Coating

AL—RAT—RPICKD. EUTHEEFE!E !

High wear resistance thanks to the Smooth Coating!

*IIICIEFY—FT 4T RULZEERUTTFEL), * Use a leading drill for machining.

B UVM-DRL-DIA-10D BRASANDINT

UVM-DRL-DIA-10D for drilling quartz glass

RIS UVM-DRL-DIA-10D

Tool

RS

Size ?0.04

d—F14V9 UVMEBRYAEY RO—h
Coating Diamond Coating made exclusively for UVM
WHEIE BRASRA

Work Material Si0=

MIREEIFLRAESBTIREET

Machining conditions: Confidential

J—{REE Work conditions

UVMERYAVEYRI—FT VI T, RIEMENDINGIFHIETHEIC!

Developed exclusively for UVM, the diamond coating enables the drilling of holes into fragile materials!

BUVM-DRL SUS430~DilT

UVM-DRL for drilling SUS430

fERTE

Tool

UVM-LDS

@®UVM-DRLT1,50070GED R T I HE
UVM-DRL-10D UVM-Drill capable of drilling 1,500 holes

RPN

} 0.07X120° X3
Size

EPr

0.07X10D x3

d—F4V0 AL—XO—hK®
Coating Smooth Coating

HRHIME

Work Material SUS430

tIELRE

Cutting Speed 2.6m/min

EDE

Feed Rate 0.00 Tmm/rev

0.0007mm/rev

ATFvITE

Step Feed 0.05mm

0.008mm

pRTE

VAV Y
Depth of Hole 0.05mm

0.5mm G&b) FBIROBEDINUIMIZ{T>TH.
(Through) FEOEVLWUVMIEIFiNE B A,

SRl =Xk

Coolant Mist

Rigid UVM can withstand against thin
plate through hole drilling.

{2 AR BREIRYY VItV s

Machine High Precision Vertical Machining Center




T4 ES=yIHEIMERUIL

UVM-CERA 5=

Ultra Small Diameter Drill for Fine Ceramic (Special)

1LINESRYAVPEYIRI—FT1200

A special diamond coating for small diameter tool

* T7AVESZYIDYRICEL YA Y EY RI—T 1V J =2 RALE UL,

Applied a diamond coating fit for cutting fine ceramic.

Jighn - gad _f.-.

FFEHEAKEE Enlarged picture of the cutting edge

2. BERIRSHHN

High rigidity 3-flutes design

- BLWES=voICEaITEWn
SRlESM A ZFRHALF U,
Applied 3-flute design to withstand against

tough ceramic.
1SkEU

UVM-CERA For siired s coramic machiing

B :mm  Unit:mm

VADINN\CRNEEISZVELEN ER | 2R (YvIR HEE VEDIN\CRNEEISZVILEN ER | 2R (YvIR| EE
EDP No. DcXxDs 2 L Ds Stock EDP No. DcXDs 2 L Ds Stock
* 0.03 X3 0.3 38 3 * * 0.15 X3 1.5 38 3 *

* 0.04 x3 04 38 3 * * 0.16 X3 1.6 38 3 *
* 0.05 X3 0.5 38 3 * * 0.17 X3 1.7 38 3 *
* 0.06 X3 0.6 38 3 * * 0.18 X3 1.8 38 & *
* 0.07 X3 0.7 38 3 * * 0.19 X3 1.9 38 3 *
* 0.08 X3 0.8 38 3 * * 0.2 X3 2 38 S *
* 0.09 x3 0.9 38 3 * * 0.21 X3 2.1 38 3 *
* 0.1 X3 1 38 & * * 0.22 X3 2.2 38 3 *
* 0.11 X3 1.1 38 3 * * 0.23 X3 2.3 38 3 *
* 0.12 X3 1.2 38 3 * * 0.24 X3 24 38 3 *
* 0.13 X3 1.3 38 3 * * 0.25 X3 2.5 38 3 *
* Shlle e s et £ * UVM-CERARSTHBREAYET, LHEEABHMUADETEL,

UVM-CERA is available on a special order basis. Please contact us for price & availability.



b"IEﬁ“ Cutting Data

BYNLIA=Z7ADIMI

Drilling in Zirconium ceramics

fEHATE UVM-CERA (%55@) EIHEI7EL  Number of Holes
Tool (Speciah 50 100 150 200
‘U‘»f7\" 1 1 1 1
Size $0.2X 10D
Srs | SATERI=T (7 UVM-CERA
Coating Diamond Coating
WHIAE IIWAZTFESZIVIR
Work Material Zirconium ceramics ﬂh?iﬁ'f‘\"E‘Jl"
g’ﬂffpee ; 12.57m/min (20,000min ") :I—?»f‘/ﬁEWJFU)b' 3%
Competitor's Diamond (Holes)
XO8 0.00005mm/rev (F=1mm/min) coated 2-flute dril
Feed Rate
AFy T8 /23—hk
i (e 0.002mm 2&% FU}I} Oll'“!\
TR Non-coated (Hole)
Depth of Hole 1.4mm 2-flute drill
SIHIERE ABEEHE
Coolant Water Soluble
BRI =8 oAV A Vs b e
Machine High Precision Vertical Machining Center

BEERIUIADONI

Single crystal silicon machining

EATE UVM-CERA (15%m)
Tool (Special)
E S

aize ®0.2X 10D
dA—F4VJ FAVYEYRO—FT1VT
Coating Diamond Coating
WHEIE BiERYUIY

Work Material Single crystal silicon

MIREBFIELRAESETIREET

Machining conditions: Confidential

10



UVMIR45%mRIEDAIEETI ! (UVM-DRL, UVM-CERA)

Specials are available on UVM !

2
L

MEREMEORVEEEI—T« 52 E X i g

ZL—ZD—R® I THMANDINTIC, Available size range
i For steel machining with ultra 5-4

Smooth Coating thick coating with anti-wear E{i ¢0.02 ~¢0.2

property. -
UVMEH i i ~15D
SLPEYRI-F (o)t pr
DIE NS EEEE el For fragile work materials. IYIIR _
exclusively for UVM Ds P3F1cld ¢3.175

BEE, 7L, b R ) AL—R/F4¥/DLC// Vi)
DLCO-—bh FESERMADINTIIC, Coating Smooth/Diamond/DLC/Non
DLC Coating Thin coating for Aluminum and NBRHS . — .

; REFae= BAX:0~—3umc2

nonferrous materials. Tolerance of Shank Dia. Basic
JYa—k TREREZXIDEULL 1. ¥ REOEEMICTRRETEL,
Non-Coati BIEULEVWEEIS, Please contact our sales office for details.

Of--0ating For tighter tolerance control. #2.UVM-DIA. UVM-CERAIFER<.
Exclude UVM-DIA, UVM-CERA.

shaping your dreams

A=LRS—-HE4t 0OSG Corporation

T442-8543 EBHIRE)IIMAHFTRER=T B22%it: 3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
2(0533)82-1111 FAX (0533)82-1131 TEL. +81-533-82-1118 FAX. +81-533-82-1136

N [ ] —_ - 4 - -
sEse AN\ RRCBEN LTSI
T140-0002 RRH&)IXRER)/14-12-6 O T EAEAT I MIRT 2BRIBEDT. O T EDINHHE ol SEAERIELT TS,

SINY—HA REvFILYT— 198 B(03)5715-2966 FAX(03)5460-2966 BN\ RERFRLUFZEALTTEL,  ORFH RHREDFLELCS. BSICERAZRILLTTEL,

. OISR F CHSFENTFEL, OTRICEFEMABNTTFEL,
FERAEZER \ @TD<TERFCSEITTAL, @I Tl T D ARBETOTFEL. )
T550-0013 ABRATABRHFAXFTEI2-4-2 4055

2(06)6538-3880 FAX(06)6538-3879 & H
s ———— [\ Safe use of cutting tools
J U —2 3V E%E @Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear any
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