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Z=RO0 Series

CREATING WHAT’S NEXT
FLEFVWREKZEID

Engineered to redefine expectations,

the ZERO Series combines cutting-edge technology

with purposeful design to open
new opportunities and inspire what's next.
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ZERO-GT
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Zero Gap, Infinite Possibility.
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Unlock Thinner, Lighter Designs with
Near-Bottom Threading

ZERO-BT

TNRITEONDEE
No Breakage. No Downtime.
FNBZVHS. SR,

HEMDNERQUIITHOHMBEYR I ZRIMVE
Minimize Breakage Risk in Small-Diameter
Threading of Difficult-to-Machine Materials
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No Breakage. No Downtime. #insuns. k50,

' 9w FORENBGIHEDRARDRREIFID KT KNS TILTT,
Y Y¥CRAT VU AMIE U TRICIIE EZRZ LT <.,
‘ Iy FOIEZEBEPIVMETT,

Chip-related issues are the leading cause of unexpected tap breakage.
Stainless steel is particularly susceptible to work hardening
during pilot hole drilling, increasing the risk of tap failure.

ATFVLAHTHDI Y ITIIIDRE

Vj—j_'ﬂ'yg“ Challenges of Tapping Stainless Steel .
V Coating ATFYVULAEDRS T IV RETHRE
—_ C in Stainless Steel hini lting Challs
E.'j L\ﬂﬁﬁﬁé%@lﬁ ommon Issues in Stainless Steel Machining Resulting allenges
High wear resistance o RBUBYINLKT ® RENITIE
Long, stringy chips Unexpected tap breakage
o YUK FICLBTTNIG D o UK TWEBD SIS LE
Scratch marks caused by chips Machine stoppages for chip removal
A o NTHE{E ® FEL
ﬁj*l\’rx Work hardening Rework

Powder Metallurgy HSS
(CPM) ‘

= W EFEE

High wear resistance

HEL-AALEEDEERS ’

Barriers to Automation and Labor-Saving Operations

Zero Chip Troubles. Exceptional Breakage Resistance.

DENKEL MFEEN T L. SVHA EZRR

Large web diameter enhances resistance to breakage and delivers outstanding durability.
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2026FE HAM T ETX2E [HiiERE|ISE 2026 Japan Cutting & Wear-resistant Tool Association (JTA) Award
- 20255 3" S IO A | S (Technical Achievement Grand Prize)
?E'gﬁt ‘ FE f’ '/2 /J\‘:‘B”” ﬁ HIRH 2025 “Super Manufacturing Parts Award” (Grand Prize)
i cs 2025 BIXKREEIRILF—tVI—aREIRE 2025 Energy Conservation Award
MR ERERAELEY Y SGRTELTCSDE (Energy Conservation Center Chairman’s Award)

*Awards received for the high-performance, low-carbon GRT forming tap.



ZERO-BT

Z=RO Series
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Special thread Long Tool Life and Superior Thread Formation
configuration

NIHZEDEVWRATYLVRAZRENMI Jirciiomsie stnies see

B AIIIER Number of Machined Hol

ﬁ%{fﬁlg M’|_4X0_3 1P umber o achine oles | |
stz SUS304 2,0007( Holes HRHTOTHE stin Running
Work Material | |
TN $1.28X20mm (LEH) ZERO-BT 2,0003R Holes HRBIETHE still Running
Drill Hole Size Blind |

e 2,0007° Holes HEBTOTBE stin Running
RUITRE | 5 gmm !

Tapping Length
EIRLRE 10m/min

|
4007% Holes [r5éi-JELNTTILE
|

i i

i i

Cutting Speed Iy =] I i '

R . = | |

EPEA] | ASMUIMGER EETU—20  Conventional i | 00T Holes 3 preakage | 3

~soluble Chlorine-fi w

Coolant Water-soluble Chlorine-free (5%) 7007( r——— ’K}E Large Chipping i i

R | 3R Y=YT VS (BT30) ; ! ; ;
Machine Vertical Machining Center 0 500 1,000 1,500 2,000

ROAEATINAMIICELOYEBAIZHIGT 2 ETORAIMRZF/HMA M =0 £

ZERO-BT ﬁE;EI:II:II:I Conventional

By delivering a greater volume of cutting fluid directly to the cutting edge,
where heat generation is greatest, cooling efficiency is improved,
resulting in longer tool life.

yA4:{05:]) ‘ ﬁ;E:‘ﬁ'; Conventional ‘

ﬁ/ﬂﬂ lJ T: UJ 13 U IJ-I E ﬁ;m Formation of stable internal threads
JVE1—9 DEUZER T ZR VTS UIFFRUILARIC KD  BBNOA RV RIFERHRULLZERZ AL

Special thread specification designed using computer simulation of plastic deformation to enable the formation of good internal threads that will not collapse easily.

émﬁlrﬁ]@r&"m [mm]

Axial Displacement g -

0.27 %fﬁl,-: :M1.4%x0.3 1P
i I : SUS304
0.14 Work Material
008 TIv: $1.28X4.5mm (IEW)
0.02 Drill Hole Size Blind
-0.05 RUIITRE : 2.8mm
-0.11 = Tapping Length
-0.17 :__' tIEEE : 10m/min
-0.23 H Cutting Speed
-0.29 EIEIEE] : KEETEHA
s Coolant BRTIU—20Z

LT i

Water-soluble Chlorine-free (5%)

MnmIAE Threading direction nmIsE Threading direction
AV E1—9 DBHEZERIMRIT Computer simulation of plastic deformation  ZERO-BTTAILZE NIz 1A UL internal threads machined by ZERO-BT




,JI]I;‘_ 9 Cutting Data
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Stable machining in difficult-to-machine stainless steel

* M1X0.25

E(ZHI’E‘ ZERO-BT M1X0.25 1P AIIZIEL Number of Machined Holes

I 9 590 1,q00 1,5‘00 2,q00
Work Material sus304 PREETRE
R $0.91x3.5mm (IEY) ZERO-BT LZEC Sl Funning
Drill Hole Size Blind

75 T

RUITEE 2mm cﬁfﬁggal 1,1007X Holes

Tapping Lengtl

tREIERE . .

Cutting Speed 10m/min (3,183min™") .

g . N ZERO-BT oo Conventional

SR KBELIHLBE 15RO U —205 by o

Coola,nt Water—solui)le Chlngrine-free (5%)D 1,7007 Holes 1,100 Holes

EFRE MRV =VT 19 (BT30)

Machine Vertical Machining Center

*M6X1

E{TI’E‘ ZERO-BT M6x1 2P AIIIEL Number of Machined Holes

0 200 400 600 800 1,000

R | \ \ \ I 7

Work Material sUs304 " -
TR 95.52x20mm (&) ZERO-BT 1,0007% Holes il
Drill Hole Size Through

RUITRE , =

Tapping Lenggth 12mm EFR @ 50057 Holes Rig o

'ﬂJﬁJ §E Conventional Large Chipping

Bl . -~

Cutting Speed 7m/min (37 1min"")

HIREIHE] I ﬁiju—zoo{% ZERO-BT {35 Conventional

Coolant Water-soluble Chlorine-free (5%) 1’0007.\ Holes 500/'1 Holes

B IRV =ZUI 9 (BT30)

Machine Vertical Machining Center
;] - |
HBAMRICIYMHAERL
Improved durability due to lubrication effect

ERIR ZERO-BT M6x1 2P PO VEY Number of Machined Holes

I 0 10,000 20,000 30,000
Work Material ADC12 ‘ : : ‘

HseoTEe

-lei/IrFHole Size ¢3:54x13mm (Jsjl—?r?d) ZERO-BT 33,6007 Holes StiIIIF:unning
RUITRS 10mm . .

Tapping Length cﬁ;ﬁtﬁ | 8,0007% Holes 21;55@5‘?7 Y

IELEE . . onventional Limit gauge for screw thread

Cutting Speed 56.5m/min (3,000min™)

SR KB EIHEEE] R TU—105

Coolant Water-soluble Chlorine-free (10%)

et MRV =TS (BT40)

Machine Vertical Machining Center




RUIDENTEIES ICLVHAER L

Improved durability due to excellent surface roughness of the threads

[Um] 0.6 [------mmmmmmm
ZERO-BT Hm

PB4 X M6X1

Size

Ra 0.04um

ek
Conventional

HA4 X1 M6X1

Size

Ra 0.08 um

0.6 L L L L L
0 20 40 60 80 100 [zm]

E;HI’E‘ ZERO-BT M6X1 2P AT ER Number of Machined Holes
WAL 9 2,q00 4,q00 6,q00 8,q00 10,900
Work Material 545C w s
A $5.52X20mm (&Y) ZERO-BT 10,0007 Holes RIS
Drill Hole Size Through
RAUITRS e
Tapping Length 12mm fEsR i 4,0007% Holes AT
tJJE’HiEE Conventional Wear
Cutting Speed 15m/min (796min)
BIHHH KB MEIHEHE BRTU—205
Coolant Water-soluble Chlorine-free (5%)
EFE IRV ZUI 9 (BT30)
Machine Vertical Machining Center

mkFRJ O LE5ZHHH (SUJ3) il LT

Threading in high carbon chromium bearing steel (SUJ3)

ﬂﬂlﬂﬁ Number of Machined Holes

500 1,900 1,5‘00

2,900

EE#E

2,1005X Holes Wear

RURRAY—Y
GPOUT
Limit gauge for screw thread

1,680 Holes

ERIE
Tool ZERO-BT M6X1 2P
R
Work Material Sus3

/N $5.54X15mm (1EV) ZERO-BT
Drill Hole Size Blind
RUITRS e
Tapping Leng?h 11mm k@
tu.ﬁ“izg Conventional
Cutting Speed 9.4m/min (500min")
BIHHE KB MLIHEHE BRI U—101F
Coolant Water-soluble Chlorine-free (10%)
{EFAE IRV =TIt (BT40)
Machine Vertical Machining Center




_I%_ ll‘i EE’ ° 15&?&2 EE 9 ‘y 70 High-performance & Low-carbon Forming Tap

ZERO-BT ec
st gl ) 1] = D
‘ THLGTH ek ©

DCON

3 ) &
LF
SPEED
oM = R
; o P8
QUQE%E M Bfzmm  Unitmm
Y —IJUNo. ‘ 1224y BERT | HBE Bt 2R | AUBORT | EFORE | YvYIR | RHLEYY | &
EDP No. Thread Size Grade TAP Limit 2c LF THLGTH LU DCON External Center Stock
8328300 M1 X 0.25 1P 30 55 7 3 - [ J
8328301 M1.2 X 0.25 1P 32 6.5 9 3 = [
8328302 M1.4 X 0.3 1P 34 7 10 3 - [ J
8328303 M1.6 X0.35 1P 36 7.5 11 3 = [ J
8328304 M1.7 X0.35 RH4 1P 36 8 12 3 - [ J
8328305 2P = [
8328306 M2 X 04 P 40 9 14 3 — °
8328307 M2.5 X0.45 1P 44 10 16 3 - [ J
8328308 M2.6 X0.45 STD 1P 44 10 16 3 = Bl @
8328309 2P - [ J
8328310 M3 XO0.5 RH5 1P 46 10.5 17 4 — °®
8328311 2P = [ J
8328312 M4 X 0.7 - 1P 52 12 20 5 — °
8328313 2P - [ J
8328314 M5 X 0.8 P 60 13 22 55 — °
8328315 2P = [
8328316 M6 X1 RH7 P 62 14 24 6 — °
@ =1Z#EER @=Standard stock item
ZHEMASIC DV TIFWEBIC T TSR TS L\, For standard pricing, please refer to OSG's website.
- Vv AL ALK, DRVSIFP.8ZTE RS, +See p.8 for shank square length(2k) and width(DRVS).
1.58EH [ F2ROQUBEHEIRDT Y THIERETT . 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standards.
ENEDLOHBEFRHEEEF—TI O AEF18umERB>THIET . Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18um.
2. 9y PRBERHRLBEERIET 20D TIESUER Ao 2. TAP Limit does not gurantee thread limit for the internal thread after tapping.

3. Q¢ 2P : B, 1P : short chamfer

3.Bff2P:B. 1P:¥ya—hF+vT7 - ] . S . ) -
— | o h o 4. Approximately 1P of the insertion guide is left to improve the insertion into the
4. TFIRNDOFAMZE LS BB M= 1PIEERLCHIUET, pre-hole (excluding short chamfer).

P i%?;;b?y?"ttﬂﬁﬂ‘5"‘/7”6‘(3'[‘7??%7)‘?73‘)%?0 3 The drill hole diameter for forming taps differs from fluted taps.
TITERp.8ZBR TS, For drill hole size, please refer to p.8.

- 7’( j ya)EiE(:j L‘t Guide for Icons

n HE Tool Materials ﬁEMiE Surface Treatment tﬂ‘ﬁu%ﬁ: Cutting Conditions
— . tIHISRHRERIGRNN—I%Z
WFRNA R _— o5y E 2
PM Powder Metallurgy HSS(CPM) '} V coating M mRUEY

Indicates page number for cutting conditions



https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ZERO-BT&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=N-154

HIRIEFRER oo condnon

» s

B3 K R 3R 8 - PSR ZR ) Nyid SteelLow Carbon Steel- €<0.45% 15~40 o

SRR High Carbon Steel 0.45%=C 15~30 @)

B2 Aoy steel SCM 15~30 (@)

SRIEES Hardened Steel 25~35HRC 5~20 (@)

FEH castSteel SC 15~40 O

AT VDA stainless steel SUS304 - SUS420 5~15 o

T E$R ool teel SKD 5~15 @)

#fd copper Cu 10~30 (@)

=i - E Y Brass-Brass Casting Bs « BsC 10~30 @)

ZIWEZDLFETEM Auminum Rolled Steel Al 20~50 (@)

ZIVEZOLEEFHEY Auminum Alloy Casting AC - ADC 20~40 @)

IS BHEY zinc Alloy Casting ZDC 10~30 @)

F I UEFE Titanium Alloy Ti-6Al-4V 3~10 O
REO BAO BestO GoodO

X COVMHISRHEERIG KFEIEIEE (BRTU-) 2R 550D
DT,
#1 L AKBEYIHEBR R SRR R VKB EEIRIEEZ TERA T L.

Note : The indicated speeds and feeds are for tapping with chlorine-free
water-soluble coolant.
*1:We recommend using non-water-soluble coolant or highly lubricated
water-soluble coolant.

:J -\7 y a m%gl‘ﬁg:l* Straight Shank with Flat Part

Bfizmm  Unitmm

APCL AN NEiET | WALE z
DCON Lk DRVS Q
3 5 2.5
4 6 3.2
5 7 4
5.5 7 4.5 gk &
6 7 4.5
n U -Fﬂfii Recomennded Drill Hole Size
)( - h }ll 13 U Metric screw threads Bfizmm Unittmm
R U OEY forJIISEIcfejlls§22§§itll1§cEile dia. SH 6H
Thread size RHIEE | BI~BAQNHUE) | RHEE | BI-BA(UO0DUE) | RHEE | RI~BXO0HUE)
RH Limits Min.~Max. (Thread Overlap Ratio) RH Limits Min.~Max. (Thread Overlap Ratio) RH Limits Min.~Max. (Thread Overlap Ratio)
M1 x0.25 4 0.90 ~0.92 (100%~80%) 4 0.901 ~ 0.920 (100%~80%) - -
M1.2 x 0.25 4 1.10 ~1.12 " 4 1.101 ~ 1.120 " — -
M1.4 x 0.3 4 1.270 ~ 1.294 " 4 1.270 ~ 1.294 " 4 1.270 ~ 1.291 (100%~~82%)
M1.6 x 0.35 4 144 ~1.48 (100%~75%) 4 1.440 ~ 1.466 (100%~81%) 4 1.440 ~ 1.475 (100%~~75%)
¥ M1.7 x 0.35 4 1.54 ~1.58 " - - - -
M2 x04 4 1.81 ~1.85 " 4 1.810 ~ 1.840 " 4 1.810 ~ 1.849 "
M2.5 x 0.45 4 2.28 ~2.33 " 4 2.280 ~ 2.312 (100%~82%) 4 2.280 ~ 2.324 (100%~75%)
% M2.6 x 0.45 4 238 ~243 " - - - -
M3 x0.5 5 276 ~ 2.81 " 5 2.762 ~ 2.798 (100%~~82%) 5 2.762 ~ 2.812(100%~75%)
M4 x0.7 6 3.65 ~3.70 (100%~85%) = - 6 3.66 ~3.69 (100%~85%)
M5 x0.8 6 459 ~4.66 (100%~80%) - - 6 4,60 ~4.65 (100%~80%)
M6 x1 7 5.48 ~5.57 " - - 7 5.49 ~5.56 n

#JIS B 0205-2:2001 [CIEVVRUDIFVTY

1. EROTRER RHMEFCKVERBRNEITDT.BRELTTE,

2. TR IREIM B - FEIRTEZICKVE LN UENEDEDY
FIDOTHUIMIDLRETE W,

3MAMEZEZERIT BE TIREREHDHHEN T BNICEDLE
TEETSL,

A TTEA SR DT NEN BB E NS TILDRREICIEIET D
TTERTEL,

2¢Nominal size of a screw that is not listed in JIS B 0205-2:2001 Table 2.

1.The proper drill hole size may change due to material variety. Use the recommended drill hole size as a
benchmark.

2. As the hole diameter may vary by behavior of plasticity depending on the material, hardness and shapes of
workpiece, the hole diameter should be determined through trial tapping prior to final machining.

3. Alarger drill hole size is better for extending tool life. Select a drill hole size based on your particular
application.

4.To avoid tapping trouble, correct hole must be maintained free from warp, deformation, stagger and the like.
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Maximize the Performance of ZERO-BT

BTIITIORSA

Key Points for Pilot Hole Drilling

AT VU RSO TFTIII Tl RIERN TRERRAEZIA e TINEZRET 5 ENENTI .

For pilot hole drilling in stainless steel, optimum performance can be achieved by selecting a pilot hole diameter toward the upper limit of the specified tolerance range.

FrunIicix MEBERVILAD-MICRO &899

The AD-MICRO small diameter carbide drill is recommended for pilot hole drilling.

EHRUOTON A (NV) xR

Measures against burrs at entry point of internal threads

I
/L 3

A4 Burr

ArAwAviviva)

TR
Tap Drill Size Tap Drill Size Tap Drill Size Tap Drill Size
O5cimE. B UIEWEE  without chamfering O7cimE. EEY UTEEE with chamfering

Sy S FEMERICEVRUILZERA T B8, T—TJ DO i FERUILIITOZET. 118" OERI DN UERIBEF . HEXWIRE
AICHERUNBVES . NAVDELE T NAUPUIF-NUDRE DERZ.RUYA X2y FHICITNEDN AV ZIH TEXT,

ZMNZBICIF. 60°~70°DAETHIW ZETSTEZEBEDLET, BI:M10x1.5D1BE. 10mm+(1.5X2)=13mm

Forming tap forms threads by plastic deformation. Without adequate chamfering, If a 118° chamfer is needed due to drilling requirements, burrs can be prevented by
this process often leads to burrs forming on the hole's edge. To ensure a clean finish setting the chamfer diameter to the thread size + 2 pitches.

and prevent burrs, chamfering the hole at 60° - 70° is strongly recommended. Example: M10x1.5=10mm+(1.5%2)=13mm

WiGES Y T DHRULLIEDAZA

Internal Thread Crest Profile Formed by Forming Taps

Yy I THIENcHRUDILTER . BI1GAH ZFF oI IARICIRUE T
(BEZR)

The crests of internal threads machined with a forming tap will be split or notched
(see photo).

U2 WEEHRULLR
Thread Fill Rate and Internal Thread Profile

M10X1.5
B EHBE (BERS) | TIRENIETES
B EAOTR  FIUENAZTES

Over-Forming: Pilot Hole Diameter Is Too Small
Under-Forming: Pilot Hole Diameter Is Too Large

1 LA A :
B ENUBE (114%) IEE (97%) BENUTRRE (58%)
Over-Forming (114%) Optimal (97%) Under-Forming (58%)


https://www.osg.co.jp/products/drill/spec/ado-micro.html?utm_source=qrcode&utm_medium=n_154&utm_campaign=ado-micro

Y1/ = PARS A\}
S LR ZHRUE TRV —
Iﬁiﬂafg Energy conservation by reducing machine downtime
EUEC t11) < TS5 T I &3 TRAIRESRE . MUY < $ZIE T BIEOMNE LIz .
RELVCEGNIZDEEICTZIETHEIT ZENDOIMBICDORBHAVET,

Reduction of tool change time caused by cutting chip troubles and machine downtime required for removing accumulated cutting chips.
By enabling stable and uninterrupted machining, power consumption can be reduced

BEEIYTRBRRUTIWVINITOYI K FHREELBVIcH2EFDYUS THFEZHIRULET

Forming taps do not generate cutting chips during threading, which reduces the overall amount of chip accumulation.

B9 v cutting taps 3&% v 7 Forming taps

L THBED A X —
tJJU <§“%£E|;'FR7J[|I0)3}| ] Visual image of accumulated cutting chips
Cutting chips only from pre-hole drilling! 2 Large [Tt 1
z ' :
2 : :
| 997D : :
S U< d ] :
2 Chips from 1 i
£ threading 1 i
g 1 1
k] 1 1
g \ & i
o . . Z FRRULOHI T
TUIT R[UETIVIIT VAN RQUEIUIIT = ey :
Pre-hole Drilling TthadiZ\ng:I Prgé;hgrﬂlfng Threading 3 lj\ CI’\FU”"DWU(,? Chips fro'"] pre-hole
2  small ips from pre-hole drilling drilling
<<
IHITvF LR
Cutting taps Forming taps

MBIV L BYIHII v TR T RBERELTIHENSHIET o
More chips because thread forming requires a larger pre-hole than thread
cutting.

ZERO-BTiEEIciRBLCESN-ERENMETY .

Low-carbon products made with consideration for the environment.

HER E LB USRS DHBENEZHIF T 3 Z & TCOBRHEZ35%H|R

CO:2 emissions are decreased by 35% by reducing power consumption during manufacturing compared to conventional methods

f5l) ZERO-BT M6X1
SHERFCOBFHE DHIRILE R

Example: Reduction ratio of COz emissions

during manufacturing of ZERO-BT M6 X 1

35%

ZERO-BT

CO2BEHE
2 ERBICHLT

35% Hllil

35% reduction versus conventional product

TEOREMEFEMORTELCERITIZOMEICTZIETHEENEZHIFEULE I,
5. TEDREZEMHIBICEDOBEHAIE T,

Longer tool life enables uninterrupted machining, reduces power consumption, and also reduces waste.



A-LRS—-FD =4
T442-8543 BHRE||HAHY F=T B2
7 (0533)82-1111 FAX (0533)82-1131

REXERLE
T140-0002 ERREBG/ X 14-12-6
@Y= ARFLFILIT— 195 T(03)5715-2966 FAX(03)5460-2966

FEEAREZER
T550-0013 ABRAFARRMFEXHET2-18-2

F—IRI—tEVI—LIL 8F
TTUT— 3 VB

(06)6538-3880 FAX(06)6538-3879

T451-0051 EHRLEEMAXAEHNEIZ-1-17

BIZrium#&t/ZE 40 2(052)589-8320 FAX(052)561-8310
il & 2(022)390-9701 W 55 .(0266)58-0152 R # B(077)553-2012
B LU B(024)991-7485 Lt [ 7(0268)28-7381 X BR 2(06)4308-3411
W B(029)354-7017 B [@ 2(054)283-6651 B & 2©(078)927-8212
@ F 2(0270)40-5855 & #\ T(053)461-1121 & R T(076)268-0830
FHE (028)651-2720 2 JI| ®(0533)82-1145 M L 2(086)241-0411
# R .(025)288-3888 = O T(0566)62-8286 |5 & T(082)532-6808
B R B(03)5715-2966 ~ BE B(052)589-8320 J1 M #(092)504-1211
fZI| B(042)704-9953  If B B(058)214-3102  HE & (096)386-5120

(TR O#ifity s THEs )

dSa1=5-v3av94vIL

EA

I8 @& — =

0120-41-5981

TB#E. HAREZER<

0533-82-1134

(Ca N Nl [ https:/www.osg.co.jp/

0OSG Corporation

3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL. +81-533-82-1118 FAX.+81-533-82-1136

/MN\ZRCBEOVNRLIEDIC

O L EZERAT 26 BT BRI BDDT. O L EDEINERN BB SEAZEPLELTTE L,
BIHN—RERF BLAEEFALTTISV.  ORET ERREHHNFEUCS. ESCERZERIELTREL,
OLINABFHF TRSBNT I, OLEICEFFENMABNTFE L,
\.t}]’)<§"f‘o*§¥'ﬁﬂ§!'57ab\@?3b\a O THIICTRDOTARRET TS, /

/N Safe use of cutting tools

@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. @Please use correct tools for the operation.

@5Stop cutting operation immediately if you hear any
strange cutting sounds.
@Do not modify tools.

Chips will be hot after cutting. Check dimensions to ensure proper selection.
\.Stop cutting when the tool becomes dull. /

BRBICOVTE BICHAR - URZET>CBIFIDT, FERLAAHYOT
BEIRELEIZHBENHIET,

@ Tool specifications are subject to change without notice.

OSGRIEE

KAEZEBHNBSDORMNEGE, - EBRZZUF I, Copyright ©2026 OSG Corporation. All rights reserved.

MIX N-154.610.EA.EA(SM)
Paper | Supporting 26.10

responsible forestry
e FSC® C014969

19-043z
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