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. Assembly 7.5,

Machine Type mzi

Hand NUR

Positioning : Manual
KYva=vs " @

Feed : Manual
*b  : FH

Pneumatic -.—<>.v»

Positioning : Manual
KYva=vs” . F§

Feed : Automatic
*b B

CNC

Positioning : Automatic
RYVazZvyg . B

Feed : Automatic
b EE

© =



C F R P *Eé*j Hand Pneumatic CNC
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High feed and long tool life
XD & RFM

D-GDN90
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Diamond Coated 90 Degree

Point Angle Drill
HAPI—MBERUIL SFPLF 5iHE90°

i 25107 (#6.375) Number of Holes a7
o o 3?0 6?0 9?0 1,2‘00 1,5‘00
ork Materia
P CFRP
Cutting Speed : . - Still Running
tmauszgg P 100m/min (5,000min) D-GDN90 1,500 Holes 5 T
Feed Rate .
EoRE 1,000mm/min (0.2mm/rev)
Depth of Hole 10mm (Through)
= it .
TUAS D 500 Holes 1,000 Holes 1,500 Holes
Coolant Dry i N IN
B RS1
Machine Vertical Machining Center (HSK-63A)
fEFHE MRV IEE

Hole Exit
MIREA

D-GDN90

Incredible coolant flow capability
SETICHVEHRERIR

D IA' H O 'SC' G DS (Special 15%=)

Diamond Coated Countersink Drill

with Helical Coolant-Through M Cutting Edge and Holes After Drilling 450 Holes
FAY I—bFAINR—ILEAD Y F—2 VT RUIL 4507 UINT#DIEETT

Tool ©9.576X100° (Special) Flank %i3&E Margin v—v>
EAIR e

Work Material | CFRP with Copper Mesh Top Layer 1

HHIH O $AXy & aft CFRP ' —
%‘é;}g%g Speed 150m/min (5,000min") h‘- ;

f;;géate 670mm/min (0.134mm/rev) i S

Depth of Hole 15mm (Through) e :
Jacytay @b Hole Entrance A0 Hole Exit &0
Coolant Internal MQL

SR PIBBHGH

Machine Vertical Machining Center (HSK-63A)

AR i S s b Ve




Assembly .5,

CERP/AL 500

- @) @)

B Internal MQL x5

L\

B Internal Air ssr7o0-

Incredible coolant flow capability
SETICHVEEERIR

D IA' H O'SC'G DS (Special 15%R)

Diamond Coated Countersink Drill

with Helical Coolant-Through
FAPA— A R—ILENDYT—T DT RUIL

Tool ©9.576X100° (Special)

fEATE ik

Work Material

s CFRP/AL Stack

Cutting Method Vibration Assisted Drilling

MIAEE IRENFEENLIHI

Coolant Internal MQL Internal Air

SR BR#EIM W7 JO— !

i | 1 | |
Cutting Speed | 150m/min (5,000min") 80m/min (2,660min™") HJI'” |_|' I W |!.I |.| |,.- ” 11l . | | 1l '|““
;ebeggate 500mm/min (0.1Tmm/rev) | 266mm/min (0.1Tmm/rev)

Machine Vertical Machining Center (HSK-63A) . COUPOI'I g
Rt MRV ZVGEY
Hole Entrance Ao
CFRP 7mm
A7075 6mm
Hole Exit #O



CERP/Tl 5500

- O @)

One-shot drilling for stacks
Ay IMDITV 3y MITIC

STCH - D (Special 5%R)
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High Helix Diamond Coated Drill for Stacks
XFIVRE Y o RBIFEYAPIA—~RUIL

Tool ¢6.375 (Special)

fEATE YRR

Work Material

P CFRP /Tl Stack

Cutting Method Vibration Assisted Drilling

MI7EE HRENHEBN LI

Cutting Speed . .

MR 20m/min (1,000min")

Feed Rate :

iyt 50mm/min (0.05mm/rev)

Coolant Internal MQL

BIEHE PIBRHESH

Machine Vertical Machining Center (HSK-63A) e
R TR M Coupon 5—i~

Hole Entrance Ano

CFRP 7mm

Ti-6Al-4V 5mm

Hole Exit #n

For improved surface quality
HHEEINIE

D IA' O' E N C (Special 15%R)

Diamond-Coated 6-fluted End Mill for

Planetary Drilling
AUAIVIITAHIS A I—hIYRI)L

=
R

Tool ®11%XR0.6 6FL (Special)
fEATE @
Work Material CFRP /Tl Stack
HHIH CFRP Ti-6Al-4V
Cutting Speed . o . .
wﬁmgg P 150m/min (4,340min") | 50m/min (1,447min"")
Feed Rate . .
EoRE 1,302mm/min (0.05mm/t) | 868mm/min (0.1Tmm/t)
Hole Dia.
& ®20
Ramp Angle . .
IESTAS A 1 05
Coolant Internal Air Internal MQL
B ABI7 70— PIEBHEH . C
oupon s—k>
Machine Vertical Machining Center (HSK-63A) P ™
fEFH MRV EYY
i i Hole Entrance Ao
Machining Time Tmin 24sec
INTESRS bl # CFRP 7mm
Ti-6Al-4V 5mm
Hole Exit 0

posid o]



. Assem bly 7T

Special Assembly Tools sz, | e lrmmel ac

~

)
Threaded Hex Shank Adapter Drill
2= RUJL
Double Margin Step Drill
SINR—I7 RO /

Nutplate Drill / Countersink

>y cIU—bFRUI &

Tapered Drill / Reamer
F—I(RUJLY—7

Threaded Hex Shank Reamer
A=Y=V

PCD Brazed Countersink
PCOOYFAOIVYI—IUH
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Structural Parts i:u=

Aluminum Parts

Incredible chip removal rate
HHEEBR D THIHE

AERO-ETS
Short Flute Rougher

3FL Carbide End Mill with Corner Radius and
Short Length of Cut

WA PIVE=OLEERAIVRIIL vya—k

Tool ®25x R4 3FL

fEATE 3IMA

Work Material
I A7075

Cutting Speed . -
SHIRE 2,591m/min (33,000min")

Feed Rate
EDIRE

Depth of Cut _ -
tﬂﬂg%é ap=10mm ae=25mm

29,700mm/min (0.3mm/t)

Coolant Water-Soluble
BHIEE KA M EIHE

Holder Shrink Holder
wILS FEEFDHHRILY

Spindle Power
L 120kW

M.R.R.

-
10 < FHRHE 7,425cm3/min

M.R.R. over 7,000cm®/min is achieved by spindle
power of 100kW or more.

BHAERE (100kWi8) [CBIF BRI TEI D < FHEEHE 7,000cm*/min
B b7Z5RIR

B




Long Length of Cut # Chattering
OVIAREVUD

AERO-EXTL

Long Flute Wall Finisher
3FL Carbide End Mill with Corner Radius and

Long Length of Cut
N PIEZOLEEAIVRIL OVY

Size ®»20x R1 3FL
PBAX 3H
Work Material

il A7075

Cutting Speed . .
MR 817m/min (13,000min")
Feed Rate .

EoRE 5,850mm/min (0.15mm/t)
Depth of Cut _ —
AR ap=87.5mm ae=0.2mm
Coolant Water-Soluble
B AL HHE
Machine Vertical Machining Center
Rt MRV ZVIEUE
Spindle Power

T8 15kW

1ESERm
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With prevention of chattering, high efficiency side
milling is achieved in one-shot milling.
BoRERED M NS NIcOY IR IC KB REEXRGRIED /R LIFNTZ
ESE]



Structural Parts i:u=

CFRP Parts s=cuu5

Out of the ordinary performance
BCESHNENIE

DIA-BNC
Nick Rougher

Diamond Coated Fine Nick Router
HA4VYI—k T4 o0R ZvI)b—5—

l Comparison of Durability mxits:

Milling Length tsig= (m)

CFRP Stringer end trim
CFRPANUVH—DIVRKNUL
DIA-BNC
3/8"
(9.525mm)
Competitor
(Diamond Coated)

fthdt s
(F4va—H)

DIA-BNC was able to achieve 4 times the durability versus the competitor.
DIA-BNCI&fth#t 4  PE RO—F 1 ¥ I ROKMEDTHRERE

® B



Achieving stable cutting without

chattering
UUbOEVWREMNTIC

DIA-REC

Roughing Rougher
Diamond Coated Roughing Router
FAPI—RNREIN—I— ST I51 S

DIA-REC

Cutting Force (N) tnuigs
1,000 1,500 2,000 2,500

Tool ) } Competitor DIA-BNC
ERTE DIA-REC DIA-BNC oy
Tool Dia Competitor's Herringbon

) 10 petitor's Herringbone
I8& ¢ - Cutter 6FL

BAY I HR—

Work Material HyH 6iH
WHEIA CFRP ’
Cutting Speed ; i
YIHIEE 200m/min (6,400min") DIA-BNC Competitor Egr:lingbone 6FL
Feed Rate ; =
iyt 400mm/min (0.063mm/rev)
gi’}sg of Cut ap=25.4mm ae=10mm
Coolant Dry
SR RS54
Machine Vertical Machining Center
e MYV IETE

By reducing the cutting force, stable milling even under low rigidity is achieved.

PIEIEHADE L 28 BRI TRIE T COREM L ZRIR
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Structural Parts s:u=

Titanium Parts 452552

Strong cutter body and insert
BIBRT 1 &A1V T—

PSEL + XC5040

OSG Phoenix Roughing End Mill
0SG Phoenix S74VJ IV RI)L

Tool @50 5FL (Special)
fEATER R

Insert (grade) _

A b (578) ZDKT11T308ER-SM (XC5040)
Work Material +

praves Ti-6Al-4V AMS4911
%g&%g Speed 40m/min (255min™)
il;ebegERate 128mm/min (0.1mm/t)
Depth of Cut _ _

tJJSAP%é ap=20mm ae=46mm
M.R.R. .

b < SRS 118cm3/min

Coolant Water-Soluble

HIHE AGEMELIEHE
Machine 5-axis Machining Center (HSK-A100)
fEFHE SEEIER Y Zv Iy




High efficiency roughing and finishing with one tool

BREERMNINSHELEFMITTEINIAT

UVXL-TI-5FL

Variable Lead End Mill Long Type for

Titanium Alloy (5FL)
50 FYVASMIAAREU—RIVRIL OVY

M Roughing — Finishing = - t++mT

1ESERm

(2]
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H Finishing #romT

Tool Tool

FETE ®»20XR3 BETE ®»25XR3
Process Roughing Finishing Process Finishing

T bid Tt EF T Tk

Work Material s Work Material s

proes Ti-6Al-4V AMS4911 P Ti-6Al-4V AMS4911
fuléul;‘tzgg Speed 100m/min (1,592min™") 80m/min (1,274min") gj‘é“tggg Speed 80m/min (1,019min")
il;ebeggRate 796mm/min (0.1mm/t) | 510mm/min (0.08mm/t) il;ebeiggRate 408mm/min (0.08mm/t)
33’22 of Cut ap=78mm ae=2mm ap=78mm ae=0.1mm 33%_2 of Cut ap=98mm ae=0.1mm
QDR<R§'#F.'L'§ 124cm3/min 4cm3/min Q'DRQ%#HHE 4cm?/min
Coolant Water-Soluble Coolant Water-Soluble
HIH ABMELIEHE HIH AGEMELIE B
Machine 5-axis Machining Center (HSK-A100) Machine 5-axis Machining Center (HSK-A100)
R SEFIEE Yy Zv Iy fEFAA SEFIER Y Z oy

=



Structural Parts i:u=

0SG-HAIMER
New Tool & Holder Combo

UVX-TI + Safe-Lock™ $rifciFig=

m Features of Safe-Lock™ system
Safe-Lock™ Y 27 LD R

- High runout accuracy (less than 3 um)

- Adjustable overhang length

- Easy removal of broken tools

- Internal coolant supply capability from the holder

- Also suitable for high speed steel tools

- BULRNBE Gum ) r

- TEZH UE S OREEHEEE OF

- IEHFELTHID S LalsE The key to Stablllty
L DPSEBE TR in high performance
-\ ZTEICH BT

machining
BHEERG T CONIORSERR \

® On the safe side with Safe-Lock™
CAIEETE(E Safe-Lock™ HERN

- No pull-out of the tool

- Achieves maximum chip removal rate

- No damages on expensive work piece

- Ideal for large diameter milling

IR TEMEITLES &

- MTHERR EFfeh &

- BfiET— S TRRER U BN EE

AEMIETBEE

Form closed drive

keys in the holder
NIV EIDED LEHF—

SAFE-AOCK"®
by HAIMER
Safe-Lock is a registered trademark of the Haimer GmbH.
SAFE-ADCK #/\(Y—#OSHEETT.

Special grooves in the
tool shank
TEY v Yo BORHR

UVXL-TI-5FL



High efficiency milling of Ti-6Al-4V with

Safe-Lock™ power shrink chuck

Safe-Lock™/\T—2aUVIFvwOTD FIVEEERERINT

Holder Safe-Lock ™ Power Shrink Chuck Milling Chuck
fERMILY Safe-Lock™ ##EfENDT—2a UV IF vy E-UVIFvvY
;‘g’ig UVX-TI-5FL  ¢25X R3X75-SL UVX-TI-5FL ¢25X R3X75
Work Material X
HHIA Ti-6Al-4V AMS4911
Milling Method Slotting Side Milling
MIAEE BT RIEMNT 08
HO
Cutting Speed . - 40
P 50m/min (637min") i
Feed Rate . v
D EE 255mm/min (0.08mm/t) t
(C
Birg_ll of Cut ap=48mm ae=25mm ap=48mm ae=12.5mm o
(ay

Coolant Water-Soluble ©
SIEHE KA EEIE M s
Machine Horizontal Machining Center (BT50) t;
AR Yy oeys S
M.R.R bar
b & FHHE 306cm3/min 153cm3/min ;

Tool pull-out Before milling  mT#i

No tool pull-out IREIHD
TERIFEL
Burr
NURE

Result . )
Res After mﬂl% It

Milling direction Tool pull-out of 4mm

LBl TEDRIF4mmFELE

Safe-Lock ™
Power Shrink Chuck

Safe-Lock ™ gt {d =
D=2V oF vl

Tool pull-out occurred with the milling chuck holder
under the above cutting condition. The tool paired
with the Safe-Lock™ system, on the other hand,
encountered no such issue and could be use for deep
slotting of ap=48mm.

E—UYVIF vy ITRIENKRIFTLEL, LEMNIRETREIINITEE
Mo lce —7F TSafe-Lock™#tE {3 ERILF DI T TIF TENIRIFELIZ8,
ap=48mmOFENMIHATREE E DT,

=



Structural Parts i:u=

Honeycomb Parts \=»n.z=

Evolved sharp cutting edges
EELtINE

HBC60

60 Degree Helix Compression Router

NIVIR—514T

CFRP / AL Honeycomb
CFRP/ZIVE=DLN=AL

AFRP / Nomex Honeycomb
AFRP/ J Xw RN

{ Processed by Competitor
ftrit e COIMT

oM
Processed by lw"'

Coventional Tool —
G COIMI

GFRP / Nomex Honexcomb
GFRP/ /Xy 92\

77'?} igf///f

Processed
by HBC60

HBC60TD
mnT
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Engine r--»

Drilling & Threading 5w -aunz

Guaranteed reliability

REDORILE

WX-PNC

Thread Mill for Non-ferrous Metal and

Heat-Resistant Alloy
Ik MHEEA TSRy MYy

Tool

FETE 4.55X10 U28

Work Material

oy Waspaloy

fu‘;ut;ggg Speed 20m/min (255min")

il;ebegERate 128mm/min (0.06mm/t)

Internal Thread Size Y-28UNF for Helicoil/EG/STI

HRUTAX A VHY—hRUA

Tapping Length

ritial- b 7.8mm

Drill Hole Size

TrE $6.6

Coolant Water-Soluble Gauge out after cutting 72 holes, but no
e BB ch|pp|ng was found.

Machine Horizontal Machining Center (BT40) 72NTGP-OUT & o fe il AEICRIFERSNEN o T
R Yy Teys




Outstanding stability Exceptional productivity

REORER

WHO55-3D WHR-NI-POT

EEOMIIN

Coolant-Through Carbide Drills Spiral Point Tap for
for High Hardness Steels Ni-based Superalloy
SRR RS E RUIL NiEBMHRASER N1V 5T
Tool @7 (Special) 5/16-24UNJF (Special)
EAIR R m
Work Material Inconel®718 (45HRC)
WHEIA AL 718
&g;}ggg Speed 30m/min (1,364min") 3m/min (min™)
il;ebeiggate 143mm/min (0.105mm/rev) -
Hole Size ®7x18mm, (Through), No Pecking
A pi:1o) JIRTYT
Coolant Water-Soluble (10%)
SIHIHE AKEMLIHRA
Machine Horizontal Machining Center (BT40)
Rt 5 i eerA ]
Number of Holes 717w Number of Holes T
100 200 300 400 500 50 100 150 200
WHO55-3D 508 Holes 7 ggar
-NI- 200 Holes 7t Still Running
WHR-NI-POT oles still R
Competitor 301 Holes 7 Chipping
fthttaa R
M After Drilling 508 Holes sosyunTi l After Tapping 200 Holes 2005w

(mm) 0.0357-------------

0.03

0.025}--+ -

ZHE93  Hole Expansion

TR,

.|pll.'ill1l|||||: ..|||ﬂr'ﬂ

—- WHO55-3D |-
.| =4~ Competitor
ftbtt &R

0 60

120 180 230 300 370 440 500
Number of Holes snTy




Engine )

MiIIing =—yvy

Best combination
REOIVER—TI3Y

PRC + XC5040

0OSG Phoenix Radius Cutter
0SG Phoenix *1.B9Hv 4

Tool

GATE PRC12R050M22-5 (50X 6FL)
Insert (grade) N

R > — I (4178) RPHT1204M8EN-SM (XC5040)
Work Material Inconel® 718

WHEIAF A2aXIL718

Cutting Speed . .
R 30m/min (191min‘")
Feed Rate .

iyt 172mm/min (0.18mm/t)
gﬁ%g of Cut ap=Max6mm ae=22mm
Coolant Non-Water-Soluble
BHIHE TG ML HHE
Machine Horizontal Machining Center (BT50)
fEFHE [k

Long lasting end mill
RO

UVX-NI-5FL

Multiple Length, 5 Flutes Corner Radius

End Mill for Ni-based Superalloy
S5ANIEBBMASEMIA AEY—RIVRIIL

Tool ®12XR1 5FL (Special)
fEAIE K@
Work Material Inconel® 718

) A>3axIL718
Cutting Speed . .
P 30m/min (800min-")
Feed Rate .

EnEE 110mm/min (0.027mm/t)
Machining Time 1.5 hours

DNTRFRS BFRS

3;’22 of Cut ap=5mm ae=12mm
Coolant Non-Water-Soluble
BHSHE] AAKBMELTHEIRE
Machine Horizontal Machining Center (BT50)
EFRHR Byt s

M After Milling 1.5 hours 1sirmT%

Peripheral Cutting Edge s@% ‘

End Tooth 3

Rake s<u&
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Actuator 7s52:z—»

Long lasting end mill

EROMARE

UVX-NI-5FL

Multiple Length, 5 Flutes Corner Radius

End Mill for Ni-based Superalloy
SANIEBBMASEMLTA AEY—RIVRIIL

H After Milling 10.5m 105mmT#

Tool ®20XR1 5FL (Special)
EATIE Fikm

Work Material 15-5PH H1025 40HRC / AMS5659
Cutting Speed 56.5m/min (900min-')

Feed Rate 275mm/min (0.061mm/t)
gﬂgg of Cut ap=10mm ae=20mm
Overhang Length

SRy 64mm (3.2D)

Coolant Water-Soluble

BIHSHE KB MHELIEIHE

Holder Shrink Holder

LS BEEEHHRILY

Machine Horizontal Machining Center (BT50)
fEFHE Ww~vy=Zvotevs

Max. Wear sxigisss Corner 0—
'\-\

\ o
Flank -
-

I E



Incredible coolant supply
BHENANOEHE

ADO-SUS-3D

Coolant-Through Carbide Drill Series

for Stainless Steels and Titanium Alloy
ZFYVR-FIVERARUIL

Tool

BATS *8

WorkMaterial | 15.5pH H1025 40HRC / AMS5659
Cutting Speed . .

MR 70m/min (2,785min")

Feed Rate .

DR 668mm/min (0.24mm/rev)
Depth of Hole 24m (Blind) No Pecking
TURE kb S IATYT
Coolant Internal Water-Soluble
BIEHE JKAMEIELHEE (PSR H)
Machine Horizontal Machining Center (BT40)
fEFRMR [ 3 m7 h

A-Tap also works well in 15-5PH
15-5PHHA-TAP

A-SFT HL

High Efficienty Multi-Purpose Tap
Series for Helicoil/EG/STI
BHER - BHEEY YT AV Y—MAUA

Number of Holes e

500 1,000 1,500 2,000 2,500
ADO-SUS- 2,500 Holes % Wear
3D 5=

M After Drilling 2,500 Holes 2007tnri

» ™ o
. > ¢
| w T ¢

L

Tool

@RTE No.10-32UNF
WorkMaterial | 15.5pH H1025 40HRC/ AMS5659
Drill Hole Size @»5%X16mm (Blind)

TR 1IEb

Tapping Length

RUITES 10mm

Cutting Speed : .

Pl 5m/min (275min‘")
Coolant Water-Soluble Chlorine-Free (10%)
SIEHE ABMHETIHHE B TU— 1013
Machine Vertical Synchronized Machining Center
fEFRE IRV VTS (BEEXDHERE)

Tapping Holes mTswu

2‘0 4‘0 6‘0 8‘0 1 ?0

Still Running
HrETETRE

A-SFTHL 100 Holes 5=

H Cutting Edge After Tapping 100 Holes 1007w

08
W
£
S
N
w
whd
S
(O
o
S
()]
i
whd
@)




Other Parts zoi=s

Pylon. ;o>

ADO-SUS also works well in

Titanium alloy
F5a&BHAD0-SUS

ADO-SUS-3D

Coolant-Through Carbide Drill Series

for Stainless Steels and Titanium Alloy
AFYVR-FEVEEARUL

Tool 7o
oo 5.1 Number of Holes tnsir

500 1,000 1,500 2,000 2,500
Work Material Ti-6Al-4V \ \ \ | |
RHEIA
Cutting Speed : . X . _—
el 40m/min (2,500min™") AD%;US 2,066 Holes 7 ’Cﬂrllpplng

Xl

il;ebeiggate 300mm/min (0.12mm/rev)
Depth of Cut 17mm (Through)
THARS 1)
Coolant Internal Water-Soluble Hl After Drilling 1,200 Holes 1007w
BHSHE HCAMEEIELEE (PSR )
Machine Vertical Machining Center (BT30) Flank i@ Margin v~
fEFRHR s =Sk ) B

T ALk
G e




Landing Gear s

Strong cutter body and insert

EHITIRNT 1 &1V P—h

PSEL + XC5040

JIFT

OSG Phoenix Roughing End Mill

0OSG Phoenix 574V ITVRI)L

Tool 15R063M27-3-50 (@63 X 3FL) Competitor (¢ 63 X4FL)
fEATE A m S|
Insert (grade) ) Coated Carbide Insert
@ o— ()| ZPKT150508ER-SM (XC5040) BEI—7 154 ST b
Work Material +

el Ti-6Al-4V (35HRC)

Cutting Speed . .

I 50m/min (250min")

Feed Rate : .

EbEE 150mm/min (0.2mm/t) 150mm/min (0.15mm/t)
Depth of Cut ap=21-45mm ae=7.5-25mm

Coolant Water-Soluble

SIHIHE KA ELIE M

Overhang Length

ZHUES 300mm

Machine Horizontal Machining Center (HSK100A)

Rt WYYVt vy

The PSEL achieved 3 times longer tool life (3 workpieces and
welding wear after 276 mins) than the competitor tool (1 workpiece
and chipping after 92 mins). Moreover, the PSEL was able to

maintain consistent chip shape and minimize the risk of sudden

chipping.

PSELIZ3T—2 (276 D7ABERE). fittmlE 17— (929 WRIF) & PSELIFftbttmIC Ly
NIEHFMMHI3ECTHOfc. MHBTHRETDRIIDREELICL L KIeID K FHR

BRIFCH O

Favorable Shape of Cutting Chips
RIFIEID SFRAR

'S -
< )
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shaping your dreams

SIS —————— T L oL
Emall.Eés info@osg.co.jp Web: https://www.osg.co.jp/ & W TEL (024) 991-7485 k3% TEL (0533) 82-1145
International Headquarters RO TEL (029) 354-7017 ZHE TEL (052) 589-8320
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN m E TEL (0270) 40-5855 I £ TEL (058) 259-6055
TEL : +81-533-82-1118 FAX : +81-533-82-1136 F#=  TEL (028) 651-2720 3 #  TEL (077) 553-2012
REAEER oo TEL (025) 288-3888 X R TEL (06) 4308-3411
T2 stz e . % W TEL(03)5715-2966 B3 &  TEL (078) 927-8212
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& Safe use of cutting tools

OSG{RiEI5

« Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

« Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

« Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.
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