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Ideal for finishing high-hardness materials!!
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Are you bothered by these issues?
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The work material is too hard for carbide tools ...
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Changing tools for finishing creates a step ...
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Excessive cutting distance leads to uneven surface roughness ...
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CBN tools are difficult to handle because they chip easily ...
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The combination of CBN Ball Nose(CBN-SXB) and 5umLiA +5umBIA

CBN Bull Nose End Mills(CBN-SXR) make high- less than +5um less than +54m

precision, high-efficiency machining possible. F=IV s FIWI—=Z suinose
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Three-dimensional negative shape at redius

Our original shape is strong against breakage!
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+The three-dimensional negative form (R0.1 and above) of the radius provides both cutting
edge rigidity and sharpness.

+Cutting force fluctuation is suppressed thanks to the spiral flutes, making high-precision side cutting possible.

CBN-SXBRR/SIIN¥+rvv1 INMETERYPAZAINITEFEIRIFH T NLER!

Incorporates a spiral gash.

Even with small diameters, large depths of cut are possible! Sharp cutting edge.
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*The spiral gash creates strong and sharp edges, achieving cutting performance that equals

carbide tools. The spiral gash shapes are available in sizes R0.2 to R3
(* R2 and above are available as special orders.)
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E e I | No matter the shape being machined, tools are Coolant
ugl= SYRIL E » a available to reduce machining times!! {35 FEA AR TRV

Machine Vertical Machining Center

F—Jv CBN-SXB
Ball

7IW/—X CBN-SXR

Bull nose

MIEOMXRICER!
Observe the brilliant finish of the
machined surface!

iR—)U Bail
EEHRE | XDEE BIARE (mm) "
‘E%_}E ~ (min™) (mm/min) Depth of Cut cﬂﬂ%ﬁﬁeﬁ% ”t\‘ m]IH%FEﬂ
Milling Speed Feed ap Pf Total Cutting Time
OF1=1 T llnl b
SEMLLT CEN.SXE 20,000 | 1000 | 003 | 003 22 1 IE%I:E‘?SOrﬁn
R1X5
iR L
CEEME LY 20000 | 1000 | 003 | 003 88
: . —-3445%
7./ —X Bull nose i
o b3 PHARE (mm)
ERIA EI(EF;)E ﬁgﬁ% B el ANTESRE ()
Tool Milling Speed Eeed = a0 Cutting Time(min)
=1 inulbg
OBmRILLY 20000 | 1500 | 003 | 003 27
SN T BSRS
gty | CBN-SXR i -HSFIE]
OEH Eﬂe ontin| D% RO.2 20,000 500 002 | 0.1 27 Total Cutting Time
GOEE LD 1651165
Finishing of the 12,000 500 0.02 0.1 22 hour min
bottom surface
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When using the bull nose end mill, machining time was shortened by 34 minutes.

+ Ball end mills are effective for profile milling and workpieces with large inclines.
- Bull nose end mills are effective in workpieces with many flat areas, as they can remove larger amounts of material when flat picking.
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0SG has a wide lineup of CBN tools, making it possible to select a tool that is ideal for your individual application.
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It isspossible to regrind all of OSG’s CBN tools.
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Tool costs ca ed through the use of high-quality, long-life, and regrindable CBN tools!
Because they arer: d by the manufacturer, performance can be restored to the level of new tools.
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ﬁﬁﬁ@ﬁﬁ Before regrinding ﬁﬁﬁ@% After regrinding
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Excessive tool damage may make regrinding unfeasible. Please consult
with us to determine the appropriate timing for regrinding.
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Outstanding surface finish even with a reground tool! CBN-SXB

ERTH CBN-SXB R1.5X6X6

Tool

Hl
HIME | YXR33 (55 ~57HRC)

BHELRE ; -
Milling Speed 280m/min (30,000min™)

ZDEE | 5 000m/min (0.033mm/1)

)] llaps A s AN
Milling Method | Down Cut
ThARSE
Depth of Cut

SRl AGE LI HRA

fth4t

ap=0.01lmm Pf=0.01Tmm i

Coolant Non-Water Soluble Fluid
fE RS RVE A e VLo b 2
Machine Vertical Machining Center

TR 2BFE555

Cutting Time hour  min
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For effective use of CBN end mills
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Surface for
semi-finishing
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Surface for
semi-finishing
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1.Please use rigid and high-accuracy machines
and toolholders.

2.Hold the tools with the minimum possible
projection length.

3.Hold the end mills with a runout of 10um or
less at the tool tip. Also, if possible, check
the dynamic runout of the tool throughout the
rotation range.

4.Be cautious of temperature change in the
machine causing spindle expansion and
contraction.

5.In cases where the rotational speed of the
machine cannot be sufficiently increased,
please set the machine to the maximum
rotational speed, and adjust the feed rate. For
machining operations where there is a heavy
load on the corner areas, please reduce the
rotational speed and feed rates.

6.Please use MQL (oil mist) or air coolant.

7.Please make sure that the previous machining
operations leave the surface finish as uniform

Surface for finishing

Surface for finishing

as possible.
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Uniformity at corner area
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No uniformity at corner area
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Recommended tool material types for finish machining in high-hardness materials

, BN
wae | omme | eETREE  OC _ .
Work Material Adaptability Ref/loaTenr]igln(‘jl'sgezoo' CBNTI E: & m@ *% 'l‘EE IL1§né}i E\ H@ < X (j-% L\i *Z <
9, BILtKHIM THOTCHRBDO DKL ILEHEEFTOKE
ik O #B1E. cBN BITLICEREETT, T EIFRERTSERTEL.
Cast Iron Carbide, cBN Although CBN exhibits excellent wear-resistance, it is a fragile and easy-to-chip
material. Even in acceptable work materials, it is not suitable for applications
e s z that place _a_lar_ge burden on the cutting edge such as roughing. Please use this
Ca,rfo;%sﬁt@els O #EaﬁE;eCCBBNN only as a finishing tool.
TUN—RVE O #BHE. cBN Q@iBiE
Prehardened Steels Carbide, cBN 'FETELW‘EZ%UM . HUIICﬂm‘bTC
TE3M. 855 ©) cBN. #2fE WXLI—=5 12V IYU—=X
Tool Steels, Bearing Steels CcBN, Carbide The WXL Coating Series handles a
wide range of materials and applications.
N2 ©) cBN. g MHEME, THAEREIEICEN T
HSS ¢BN, Carbide WXZ—) \o_:l— I\:J U —
. o)L The WX S Coating Series h llent
EEE? X 9'2__\7%(‘/ K he:t—resist:gg(ra aﬁg xgar—fgseiita?\sc: );;gpzrr]ties.
TFPAVESIVOR| ¢ g1vEVE @FALVEVR
Fine Ceramics Jemond FAYEYRI—-F4VITE. SREEITEVR(PCD)

TR BEFIAVE/RIER BRERIIVEV/RIEBT
MIGEEEC I, HHERITHLEGHETEL,

Diamond coating, polycrystalline diamond (PCD) tools, electrodeposition
diamond tools, and single crystal diamond tools are all possible. Please contact
our sales staff for more information.
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CBN Ball Nose End Mill Series

42 | CBN-SXB CBN-LN-SXB CBN-EBD CBN-EBD-SF F2139CS

[ oo e oy Ao SO B A AN B b i 7.2
end Type 2 Flutes CBN Brazed Ball Nose End Mill | CBN Ball Nose End Mill

e J e J for the Shrink Fit System | (Indexable Type Cutter)
o P15

- & —_— = @ =

R Q4w | p6YVYID o4V vy IS4 4

R (mm) ® 4 Shank ¢6 Shank ¢ 4 Shank ®6 Shank

R 0.2 | C 8525304 * C 8525622~8525623 * - - -

R 0.25| D 8525305 * * * - — —

R 0.3 | C 8525306 * C 8525633~8525634 * - - —

R 0.35| D 8525307 * * * - — —

R 04 | D 8525308 * * * - — —

R 0.45| D 8525309 * * * — — —

R 0.5 | C 8525310 | C 8525210 | C 8525654~8525657 |C 8525854~8525857 - - -

R 0.55 * D 8525211 * - — -

R 0.6 * D 8525212 * * - — —

R 0.65 *® D 8525213 * * - — —

R 0.7 * D 8525214 * * - — -

R 0.75 * D 8525215 * C 8525877 - - -

R 0.8 * D 8525216 * * - - —

R 0.85 * D 8525217 * * — — —

R 0.9 * D 8525218 * * - — —

R 0.95 *® D 8525219 * * — — —

R 1 * C 8525220 * C 8525903~8525905 - - -

R 1.05 * D 8525221 * * — — —

R 1.1 * D 8525222 *® * — — —

R 1.15 * D 8525223 * * - — —

R 1.2 * D 8525224 * * - — -

R 1.25 * D 8525225 * * — — —

R 1.3 * D 8525226 * * - — —

R 1.35 * D 8525227 * * - — —

R 14 * D 8525228 * * — — -

R 1.45 * D 8525229 * * — — —

R 15 * C 8525230 * C 8525956~8525957 - - —

R 2 * * * * * = —

R 25 — * - * * — —

R 3 = * = * D 8525406 - —

R 4 - - - - D 8525408 - -

R 5 — - - - D 8525410 * =

R 6 - - - - D 8525412 * -

R 8 — = = = * * —

R 10 - - - - * * —

R 125 = = ) = = * -

R 15 - - - - - * *

C=E#iEER D=%rkEt 24— ZE£EER C = Standard stock item. D = Inventory center stock item.

HENSFFEEELUET, Sizes marked with * are special order items.

X ERY A XL EREFIRETY . BHERZTHVEDE TS, % Sizes not featured above are also available. Please contact

our sales staff for more information.
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CBN Small-Diameter Bull Nose End Mill CBN Square End Mill Series
Ll CBN-SXR CBN-LN-SXR CBN-CR-EDS MBOS CBN-EMS
Tool CBN/ME2A T IV -2 CBN/ME2AOY IRy I T IV —XF CBN29J—7FR | CBN1H CBN4X
CBN Small Diameter 2 Flutes Super Bull Nose Type | CBN Small Diameter 2 Flutes Long Neck Super Bull ya— Mg ya— Mg Ya— Mg
Nose Type CBN End Mill 2 Flutes CBN Brazed End Mill CBN End Mill
Short with Corner Radius | 1 Flute Short 4 Fiutes Short
a:m
— —_—— - ! —_—
— — B
SN2 va4vo 6 VvIY Q4w 6V
MILL DIA. (mm) ¢ 4 Shank @ 6 Shank ¢ 4 Shank ¢ 6 Shank
0.5 C 8526210~8526211 - C 8526410~8526411 - - - —
1 C 8526220~8526223 = C 8526420~8526423 = = = =
1.5 - C 8526231~8526233 - C 8526431~8526433 - - -
2 = C 8526241~8526245 = C 8526441~8526445 = = =
3 - C 8526261~8526265 - C 8526461~8526465 D 8525531 ~ 8525534 * -
4 = = = = D 8525541 ~ 8525545 * -
5 - - - - D 8525551 ~ 8525556 * -
6 = = = = D 8525561 ~ 8525567 |  C 8525060 —
8 - - - — % C 8525080 -
10 = = = - * C 8525100 *
12 - - - - % C 8525120 *
14 - - - - * * *
16 - - - - * * *
18 = = = = * * *
20 - - - — % * *
C=fE£#%EER D=%#Et 42—1E##%EESR C = Standard stock item. D = Inventory center stock item.
ENIZFEEELRUET, Sizes marked with * are special order items.
X ERY A XN SREFRETY . HHEETTHVEDETEL, % Sizes not featured above are also available. Please contact our sales staff

for more information.
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CBN Small Diameter 2 Flutes Super Ball-end Type CBN-SXB

S —— \ -
— g ’ && — 1 8
z__J‘
Y a= CBNIE A
Tool Material cBN Compact L2
U 2 - A +5um L

Tolerance of Ball Nose Radius

B :mm  Unit:mm

Y—JLNo. R=LEEXETRXY v/ 2R PSS Y IOE TE IRAEfHAE
EDP No. R X8 2XDs L ) Ds Stock (Yen)
8525304 R 02 X 12 X 4 45 0.3 4 C 32,000
8525305 R 025X 15 X 4 45 0.3 4 D 36,600
8525306 R 03 X 18 X 4 45 04 4 C 32,000
8525307 R 035X 2.1 X 4 45 0.5 4 D 36,600
8525308 R 04 X 24 x 4 45 0.5 4 D 36,600
8525309 R 045 X 27 X 4 45 0.6 4 D 36,600
8525310 R 05 X 25 x 4 45 0.6 4 C 27,900
8525210 R 05 X 25 X 6 50 0.6 6 @ 27,900
8525211 R 055X 28 X 6 50 0.7 6 D 33,200
8525212 R 06 X3 X 6 50 0.7 6 D 33,200
8525213 R 065 X 33 X 6 50 0.8 6 D 33,200
8525214 R 07 X 35 X 6 50 0.8 6 D 33,200
8525215 R 075X 38 X 6 50 0.9 6 D 33,200
8525216 R 08 X4 X 6 50 1 6 D 33,200
8525217 R 085X 43 X 6 50 1 6 D 33,200
8525218 R 09 X 45 X 6 50 1.1 6 D 33,200
8525219 R 095 X 48 X 6 50 1.1 6 D 33,200
8525220 R 1 X5 X6 50 1.2 6 C 28,900
8525221 R 1.05X 42 X 6 50 1.3 6 D 41,800
8525222 R 1.1 X 44 X 6 50 1.3 6 D 41,800
8525223 R 1.156X 46 X 6 50 1.4 6 D 41,800
8525224 R 12 X 48 X 6 50 1.4 6 D 41,800
8525225 R 126X 5 X 6 50 1.5 6 D 41,800
8525226 R 1.3 X 52 X 6 50 1.6 6 D 41,800
8525227 R 135X 54 X 6 50 1.6 6 D 41,800
8525228 R 14 X 56 X 6 50 1.7 6 D 41,800
8525229 R 145 X 58 X 6 50 1.7 6 D 41,800
8525230 R 156 X6 X6 50 1.8 6 C 35,000
— R 2 X 8 X 6 50 2.4 6 * -
= R 25 X110 X 6 50 3 6 * =
— R 3 X112 X 6 50 3.6 6 * —
C=1R##EER D=fEEt I FEEER C = Standard stock item. D = Inventory center stock item.
*ENSFTEEEEYET, Sizes marked with * are special order items.
X ERRY A AL HBUERIRET Y, X BRESHE->THIET, Sizes not featured above are also available. OSG also
LUHEZEFTHVEDHDETIL, ?nfzz:;;i-‘;gr:inding. Please contact our sales staff for more
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CBN Small Diameter 2 Flutes Long Neck Super Ball-end Type CBN-LN-SXB
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Tool Material cBN Compact L

Y =3 3 +5um I

Tolerance of Ball Nose Radius

B :mm  Unit:mm

Y—JLNo. =V EBXETRXY¥YY 2R A & Y IOE ERES TE TRAE(TA%
EDP No. R X8 2XDs L 2 Ds D Stock (Yen)
8525622 R 02 X2 X 4 45 0.3 4 0.37 C 26,700
8525623 R 02 X3 X 4 45 0.3 4 0.37 C 26,700
8525633 R 03 X3 X 4 45 04 4 0.55 C 25,100
8525634 R 03 X 45 X 4 45 04 4 0.55 C 25,100
8525654 R 05 x4 x4 45 0.6 4 0.95 C 24,700
8525854 R 05 X4 X 6 50 0.6 6 0.95 C 27,200
8525655 R 05 x5 x4 45 0.6 4 0.95 C 24,700
8525855 R 05 X5 X6 50 0.6 6 0.95 C 27,200
8525656 R 05 X6 X 4 45 0.6 4 0.95 C 24,700
8525856 R 05 X6 X6 50 0.6 6 0.95 C 27,200
8525657 R 05 X 75 X 4 45 0.6 4 0.95 C 24,700
8525857 R 05 X 75 X 6 50 0.6 6 0.95 C 27,200
8525877 R 075 x 75 X 6 50 0.9 6 1.4 C 30,200
8525903 R 1 X 6 X6 50 1.2 6 1.9 C 28,900
8525904 R 1 X 8 X6 50 1.2 6 1.9 C 30,000
8525905 R 1 X10 X 6 50 1.2 6 [ES) C 31,500
8525956 R 15 X12 X 6 50 1.8 6 2.9 C 33,600
8525957 R 1.5 X15 X 6 50 1.8 6 2.9 C 33,600
C=1R#EER C = Standard stock item.
X ERY A AN HBYERIRET T, X BHESLHE->THIET, Sizes not featured above are also available. OSG also offers re-grinding.
LHEZFTTHOADETIL, Please contact our sales staff for more information.



UIRISRAR

CBN/VZ2AR—JVIT YV RRZ  CBN-SXB
CBN Small Diameter 2 Flutes Super Ball-end Type
I ' e me Bu
WORK PREHARDEND STEELS HARDENED STEELS HARDENED STEELS
MATERIAL SKT- SK(E- géﬁ%%-)HPMSO (50 ~ 60HRC) (60 ~ 68HRC)
N i . 300m/min 250m/min 200m/min
RXETER ElERRE EDIRE ElR®RE EDRE El¥ERE EDIRE
R X 82 (mm) SPEED(min”) FEED(mm/min) SPEED(min”) FEED(mm/min) SPEED(min”) FEED(mm/min)
RO2Xx 1.2 50,000 2,000 50,000 2,000 50,000 2,000
R0O.3 X 1.8 50,000 2,000 50,000 2,000 50,000 2,000
RO5 X 25 50,000 3,000 50,000 3,000 50,000 3,000
R1 X 5 50,000 4,000 40,000 3,200 32,000 2,500
R15X 6 32,000 2,550 26,500 2,100 21,500 1,700
R2 X 8 24,000 1,900 20,000 1,600 16,000 1,300
R25X10 19,000 1,500 16,000 1,300 12,500 1,000
R3 X12 16,000 1,300 13,500 1,000 10,500 800
tDJJE%T;;:%F cuT a = 7 | a a =
R=1.5 0.01D5D 0.04D m%7 R=1.5 0.0q D |0.03D
1.5<R 0.015D | 0.03D 1.5<R 0.01D | 0.025D
CBN/NVZE2XOV T2y IiRk—JLITV Rz CBN-LN-SXB
CBN Small Diameter 2 Flutes Long Neck Super Ball-end Type
AEE-TU\—RVHE
#HEI#1 work MATERIAL PREHARDEND STEELS HARDENED STEELS HARDENED STEELS
SKT- SK(E'QSEBH%' HPM50 (50 ~ 60HRC) (60 ~ 68HRC)
IEDIRE FeEDmm/min) 120% 100% 80%
Y3ARE pEPTH OF CUT
RXETE EEE BEXDRE ap Pf ap Pf ap Pf
R X 22 (mm) SPEED(min”) | STANDARD FEED RATE (mm/min)
RO2 X 2 50,000 800 0.005 0.01 0.005 0.01 0.005 0.005
RO2 X 3 50,000 600 0.005 0.01 0.005 0.01 0.005 0.005
R0.3 X 3 40,000 1,200 0.01 0.02 0.01 0.02 0.01 0.01
RO.3 X 45 30,000 900 0.01 0.01 0.005 0.01 0.005 0.005
RO5 X 4 40,000 2,400 0.03 0.03 0.02 0.03 0.02 0.02
RO5 X 5 32,000 1,900 0.03 0.03 0.02 0.03 0.01 0.02
RO5 X 6 25,000 1,500 0.02 0.02 0.01 0.02 0.01 0.01
RO5 X 7.5 16,000 1,000 0.02 0.02 0.01 0.02 0.01 0.01
RO.75x 7.5 32,000 1,900 0.03 0.03 0.02 0.03 0.01 0.01
R1 X 6 40,000 3,200 0.04 0.04 0.03 0.03 0.02 0.03
R1 X 8 32,000 2,600 0.03 0.04 0.02 0.03 0.01 0.02
R1 X10 24,000 1,400 0.02 0.03 0.01 0.03 0.01 0.02
R1.5 XI12 21,000 1,700 0.02 0.03 0.02 0.02 0.01 0.02
R1.5 X15 16,000 1,100 0.02 0.03 0.01 0.02 0.01 0.01
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S50HRCZ ;R UIAH0.04mm TSR L ! |

0.04mm depth of cut high speed machining of 50HRC material!

RIS CBN-SXB R1X5X6 (mm) 0. N
WIS SKDB1 (5OHRC) [ —+— O—F«VJBER—IVI RZJL Coated Carbide Ball Nose End Mill
. = fti4tcBNI > R=)UB Competitor cBNEndMilB
Bt (VENEERTE] %2 008 —— fiittcBNI > R=)LA COm;:mor BN End Mill A
BIHELRE ; . ms
Miling Speed 250m/min (40,000min™) llbg oo
: gs o
=D 2,400mm/min (0.03mm/t) £s
E @
YOI FEYH B 5 oos
Milling Method Plane Cutting 5
=
THARE - _
Depth ~Fout ap=0.04mm Pf=0.05mm 002 |t e T
SIHEIHA IrJo—
Coolant Air Blow . . . . . . . ,
L) B s e 0 50 100 150 200 y 250 300 350 400
Machine Vertical Machining Center GIHLRE  Miling Lengtn (m)
— =R
RO.3IC KD S53HRCOE RN T!!
High speed machining of 53HRC with an R0.3 tool!
(mm) 0.025
#ATR CBN-SXB R0.3x1.8x4
002 {7 -
HRHIME s
Work Material SKD61 (SSHRC) % g 00161 - §-------cc T T
YIHbRE i in’ BB e —— CBN-SXB
Milling Speed 75.36m/min (40,000min") 2 ~m— {13t A Competitor A
. Q05| [ = /== ompetitor B~
ZDEE |1 600mm/min (0.04mm/t) T 1B competier®
- 0 00 200 250 300
SNEI73% TELIH ¢ ° ! IR E Milling Length ° (m)
Milling Method | Plane Cutting
THARS — — #H & Surf. Rough (B : umRz) (Unit:umRz)
Depth o<f-Cut ap=0.01mm Pf=0.02mm [isip ur acem;;l;;:;mew umRz H
L 20m 100m 150m 200m
Coolant MaL
{5 Pt At Vi 4 Vo b ap=0.01mm CBN-SXB 0.6 1 1 15
Machine Vertical Machining Center P=0.02mm fot
. A
Competitor A 1 14 1
4t B
Competitor B 15
.
\Y
53HRCZ t]3:A d+0.01mmT iro0s
< 8 0.06
=
ZENMTL!
0.01mm depth of cut stable machining of 53HRC material! B
0.02
T{%(TIE CBN-5XB R0O.5X2.5x6 0 50 100 150 200 250 300
WEIE HI4I£ X Milling Length (m)
Work Material SKD61(53HRC) 150m AN T DFIFEEFEIREE  Wear condition of drill point after Milling 150m.
BIHIRE ; .
Milling Speed 140m/min (45,000min)
EDEE | 2,000mm/min (0.022mm/t)
)=lapr TEYIH
Milling Method | Plane Cutting
ThARE - —
Depth “out |@p=0.01mm Pf=0.02mm
SIHIHE IrJo— ap=0.01mm
Coolant Air Blow Pi=0.02mm K —ILERYE \(FEEEFER 0.03mm  0.03mm. wear on the Relief of Ball-end
{5 R AR MRS
Machine Vertical Machining Center
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BEEEC KRS T EZE LI LTH I HE

Stable machining is possible regardless of RPM.

e (mm) 0.09
L2 CBN-SXB R1X5x6 ool ——S20000mnt
WEE F 1,600mm/min
Work Material | SKD11 (BOHRC) 007 -+ —+— 8 80000min1 <<
YIHIEE 125~250m/min . 0061 540000mint T
Milling Speed (20,000~40,000min™") F8 g0s| F3.200mm/min
DR 1,600 ~3,200mm/min B
Feed (0.04mm/t) gf 0.04
I Vap ROy NI 0.03
Milling Method Pocket Milling 002
ThARE — _
Dept;\*o?Cut @p=0.03mm Pf=0.08mm 0.01
SIHEIHA IrJo—
Coolant Air Blow 0 100 200 )
- m
Em%m *ﬁﬁ;vtjzjgtyg YIHIRE  Milling Length
Machine Horizontal Machining Center
Y 4 e A\Y
t)J E |J EE %ﬁ b\ E < H D 2 :E) HIMIEZ (M) Miling Length (m)
< [FFFfe
Maintains a good surface finish even after a long milling. E
@
AT | CBN-SXB RIXEX6 &
o
HRHIE
Work Material SKH51 (65HRC)
IHLERE : .
Niiling Speed | 220mM/min (40,000min7)
. HB=
EDIRE : s
e 6,000mm/min (0.075mm/t) ﬁgg :
GIEAE | FELHE ES
Milling Method | Plane Cutting IT/S
ThARS — _
Dopthof cut | @0=0.08mm  Pf=0.05mm
SIHEIHA IrJo— ap=0.03mm
Coolant Air Blow Pt=0.05mm
{55 Rt Rt RV Y eV
Machine Vertical Machining Center
7J :7'['. ﬂ S W (mm) 0.1
65HRCZ #8RY)1A 3+ 0.05mm T e
EEEI, I% I§ 7_]” | ! ! # 006 Cmo*rﬁnetitor
0.05mm depth of cut high speed machining of 65HRC material! %g
g § 0,04 {27l e e e e e e e
BAI] | CBN-SXB R1X5X6 P S
| | |
il 0 100 200 300
ﬁoﬁrl{*l\jﬂﬁerial SKH51 (65HRC) IHIKZ Milling Length (m)
VHIZE | 250m/min (40,000min") CBN-SXB e
XDEE | 6,000mm/min (0.075mm/t) =
BIHITEE TELH
Milling Method | Plane Cutting
PHARS _ _
ap=0.05mm Pf=0.02mm :
Deptr:n of Cut - == — 2.4umRz 2.8umRz
EDHER] I7I0-— 288m MTEE  After milling 288m
Coolant Air Blow P=0.02mm
B Rt AR ItEYS
Machine Vertical Machining Center




. IS4 Cutting Data

CBN-LN-SXBIC K2 52HRCOIIL

CBN-LN-SXB Milling in 52HRC

#AIR  ICBN-LN-sXB RO5x5x4  WZARS lap=002mm Pf=0.02mm .
Hl# 8 Bl A
woﬁrli*l\zllaterial STAVAX (52HHC) gg)%ljaﬁtﬁj MaL AETER IEI
LIHILERE ; in- {58 PR AR IERI—_VIEVS ing the outer
Milling Speed 125m/min (40,000min™) Machine \lltLarticaI Machining Center g:mrg‘gﬂ-éed;ete g
EDEE | 1,600mm/min(0.02mm/t) X
EXNER =]
Using the bottom
cutting edge

ﬂ”‘ﬁgﬁlﬁﬁa ! @ The flank wear amount is different!

(M) 006 s e (MM)0.06 popimcccmmmnnsmss s e s zie e s o oo 0 ST
—— CBN-LN-SXB RO.5(&EX:0) —=— CBN-LN-SXB RO.5(51EX:
005 | . —* fti#tA Competitor A The bottom cutting edge 005 .. {th4tA Competitor A The outer cut
——s— {th%tB Competitor B ~——=— {th#tB Competitor B
e {14+ C Competitor C st {th$tC Competitor C
0.0 | - e 2 0.0 | - e e

% 5 % 5
tf§ w‘g
B 008 T B 008 | e 4
[=4 [=4
i) # o
gL g
0,02 P e oo A gy e ST Lo
001 Lo T il
0 : : : g :
0 50 100 150 0] 50 100 150
EIHIRE  Milling Length (m) VIR  Milling Length (m)
1+ oy = S =
ﬂ“’ﬁﬁﬁi#ﬁo ! @ The flank wear amount is different! bﬂlﬁﬂéb‘ﬁ') ! The machined surface finish is different!

165miNT# Atter milling 165m
KAERA (0°) SERER (70°)

Using the bottom cutting edg Using the outer cutting edge
— 3 - = T ST et T

165m I T#

After milling 165m

WXN-Zr-Zmo
WXN-Zr-Z2mo

b
Competitor A

b
Competitor A

WA

o
.
S

=
=
173

-3
=
I}

o

o
fla5
#z
B2
£
3

OR@
Competitor C

oR
Competitor C
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CBN/ME2HT L/ —XH

CBN Small Diameter 2 Flutes Super Bull Nose Type CBN'SXR
a a
QME s cBNiE#EE - - - ST T T~ 3
Tool Material cBN Compact < v_J
| — - - _ 72
ﬁ E O FEEHEE - +5um A
Tolerance for r 2 L

B :mm  Unit:mm

SISk = =i S DINON OHMEXTI =S EXE R = E A R\ VrUoE|TE B | RS
Dc XrX 2z 2 Ds Stock | (Yen) EDP No. Dc XrX 82 2 Ds Stock | (Yen)
852621 O| 0.5 XR0.05X1.5 0.3 4 C 24,300 8526241| 2 XRO0.1 X5 50 1.2 6 C 28,100
8526211| 0.5 XR0O.1 X165 | 45 | 0.3 4 C [24,300 8526242 2 XR0.2 X5 50 | 1.2 6 C 28,100
8526220 1 XR0.05X25 | 45 | 0.6 4 C |22400 8526243| 2 XR0.3 X5 50 | 1.2 6 C 28,100
8526221 1 XRO.1 X25 | 45 | 0.6 4 C [22,400 8526245| 2 XR0.5 X5 50 | 1.2 6 C 28,100
C 8526222 1 XR02 X25 | 45 | 0.6 4 C |22400 8526261| 3 XR0O.1 X6 50 | 1.8 6 C |35,800
=] C 8526223| 1 XR03 X25 | 45 | 0.6 4 C |22400 8526262 3 XR0.2 X6 50 | 1.8 6 C [35.800
NB 8526231| 1.5 XR0O.1 X38 | 50 | 0.9 6 C [26,800 8526263 | 3 XR0.3 X6 50 | 1.8 6 C |35,800
|I_ N 8526232| 1.5 XR0.2 X38 | 50 | 0.9 6 C |26,800 8526265| 3 XR05 X6 50 | 1.8 6 C [35.,800
|4 8526233 15xR03 x38 |50 (098] 6 C [26,800 C—fE#ZES C=Standard stock item.
1
S )Fg X ERY A ZLUSHRUEFRETY, LUHERETHVEHETFEL, Sizes not featured above are also available. Please contact our sales staff for more information.
X
]

B R

Cutting Conditions

CBN/NVZE2H T IV —XFE

CBN Small Diameter 2 Flutes Super Bull Nose Type

CBN-SXR

#Hl#4 woRK MATERIAL
SELTIIA E TUN— RS E E=

O ERGIARS HARDEEE%S%E@ %REHARE!EJNE?ETEELS HARDENED STEELS HARDENED STEELS

STANDARD DEPTH OF CUT (~ 50HRC) (50 ~ BOHRC) (60 ~ 68HRC)
MILL DIA. (mm) ap=100% ae=100% ap=80% @8e=80% ap=50% @ae=50%

dp de S;E?g?ﬁn ) FEE%(Dmifﬁgmin) splgl?g%ﬁn* ) FEE%&%?min) splg%’%ﬁn") FEE%?n%?mm)

0.5 0.02 0.2 50,000 1,000 50,000 1,000 38,000 780
1 0.02 0.2 50,000 1,500 48,000 1,450 38,500 1,150
1.5 0.03 04 38,500 1,550 32,000 1,300 25,500 1,000
2 0.04 04 29,000 1,200 24,000 1,000 19,000 700
3 0.05 0.6 19,000 770 16,000 640 12,500 500

T/

Standard 'stock item

CBN/MZE230Y IRy I TV —XH

CBN Small Diameter 2 Flutes Long Neck Super Bull Nose Type

!: CBNZ:/l—?/b/—Z

CBN-LN-SXR

O 173
— g e aeee (g +4
— O FEEHHE +5um e,
Tolerance for r L
B{if :mm  Unit:mm
Y—J)UNo. S&XxI-FT+EXETR 3 E H R (VvyoR £ B |IREE Y—JUNo. AEXI-FT+EXETR S E A R |V 1 E RS
EDP No. Dc Xr X 82 0 Ds Stock (Yen) EDP No. Dc Xr X g2 2 Ds Stock (Yen)

8526410| 0.5 XR0.05 Xx2.5 45 0.3 4 C 26,800 8526441 | 2 XR0.1 X10 50 1.2 6 C | 32,000
8526411| 05 XR0O.1 X25 | 45 | 0.3 4 C 26,800 8526442 2 XR0.2 X10 50 | 1.2 6 C 32,000
8526420| 1 XR0.05Xx5 45 | 0.6 4 C 25,600 8526443 | 2 XR0.3 X10 50 | 1.2 6 C | 32,000
8526421 1 XR0.1 X5 45 | 0.6 4 C |25,600 8526445| 2 XR05 X10 50 | 1.2 6 C [32,000
8526422 1 XR0.2 X5 45 | 0.6 4 C 25,600 8526461 | 3 XR0O.1 X12 50 | 1.8 6 C 40,100
8526423| 1 XR0.3 X5 45 | 0.6 4 C |25,600 8526462| 3 XR02 XI12 50 | 1.8 6 C 40,100
8526431 | 15 XxR0.1 X75 | 50 | 0.9 6 C |30,000 8526463| 3 XR03 X12 50 | 1.8 6 C 40,100
8526432| 15 XR0.2 X75 | 50 | 0.9 6 C | 30,000 8526465| 3 XR0O5 X12 50 | 1.8 6 C 40,100
8526433| 15 XR0.3 X75 | 50 | 0.9 6 C |[30,000 C=##7#%&ESH C=Standard stock item.

¥ LRV A XL EBUEFTRET Y, HEEFZ TRV EhE T &L, Sizes not featured above are also available. Please contact our sales staff for more information.

TS

Cutting Conditions

/ ~ XY Y Wr
CBN/NZE2AOV TR O T/ —AH  CBN-LN-SXR
CBN Small Diameter 2 Flutes Long Neck Super Bull Nose Type
#EI#E work MATERIAL
. EAETBARS HEE TU/\—FVHE AEN AEN
ap=100% de=100% adp=60% de=60% ap=40% ade=40%
EIE5EE EDERE EIE5EE XD EE ElE5ERE XD EE
dp ade SPEED(min’) FEED(mm/min) SPEED(min’) FEED(mm/min) SPEED(min™) FEED(mm/min)
0.5 0.02 0.1 30,000 600 30,000 600 23,000 470
1 0.02 0.1 30,000 900 30,000 870 23,000 690
1.5 0.03 0.2 23,000 930 19,000 780 15,500 600
2 0.03 0.2 17,500 720 14,500 600 11,500 420
3 0.05 0.3 11,500 460 9,600 380 7,600 300
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B TS

Cutting Data

MRS - M EEFEIE(C
BNnfccBN R 7=

A CBN material with excellent breakage-resistance
and wear-resistance is used.

FRTE CBN-SXR ¢2XR0.1X5

Tool

HWHIME | 5KD11 (BOHRC)

Work Material

EIHRE : .
Miiling Soeed 100m/min (16,000min)

EDRE ;
Faod 500mm/min (0.015mm/t)

BNEI7% EEEIEI
Milling Method | Plane Cutting
&%FO?C“ ap=0.Tmm ae=0.01mm
SR MaL

Coolant

fE Pt MRV EVS

Machine Vertical Machining Center

(mm) 0.06 4

o
o
o

- —— CBN-SXR

- —s— {titER Competitor T e oo TToroooiooooooiioos

o
o
=

O R <
Flank wear
o
8

D02 - -mmemmmm e e T
001 | R -0 o OO
0 10 20 30 20 50
HIHIK & Milling Length (m)
MIFDFTSEIRE Cutting edge condition after machining
CBN-SXR % FR competitor

BERRZIRIC KD O—FRODBE 7V S ! |

Because of the special shape, the strength of the corner radius is increased!!

EMIR  cBN-SXR ¢2xR0.1X5

Tool

HWHIME | 5KpE1 (52HRC)

Work Material

BIHELRE ; .
Milling Speed 163m/min (26,000min™)

EDRE | 1,200mm/min (0.023mm/t)

SIHITEE B H

Milling Method | Slotting
THARS —
Depth 0<f_Cut ap=0.02mm

SRl I7JO—

Coolant Air Blow
{8 AR BRIty sy
Machine Horizontal Machining Center

50mANI# DA SIREE  Cutting edge condition after machining 50m.

CBN-SXR 3t GR competitor

A

AIAZIVHDHRICKD
{AEYIHI D RTRE !

Thanks to the spiral flutes, side cutting is possible.

EATR | CBN-SXR ¢2XR0.2X5

Tool

=1l
WOﬁrlJ(*l\Z/I%erial SKDT1 (GOHRC)

BHLRE ; .
Milling Speed 120m/min (19,000min")

EDIRE f
Food 500mm/min (0.013mm/t)

)] =llbapr RIELE
Milling Method | Side Milling
THARS
Depth of Cut

PECEE | yaL

ap=1.2mm ae=0.02mm

Coolant
fiE AR NERYVZVIEVY
Machine Vertical Machining Center

(mm) 0.15

—— CBN-SXR
| e ftiita

o

IR T

Flank wear

s
.i_‘

Il Il
0 20 40 60 80
IR & Milling Length (m)

INITHEDFSIREE Cutting edge condition after machining

CBN-SXR At R competitor
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CBN2HW—ILI > F#Z

CBN Brazed Ball Nose End Mill 2 Flutes

CBN-EBD

B :mm  Unit:mm

.%':%Mate”al .............................................. gBBNNgfnfEﬁ gLE X,ZE E-EFEE ng@ EOE Efﬂﬁ)ﬁ

8525406 | R3 X 6 90 4 20 6 D |52500

| éE& _______ él 8525408 | R4 X 8 | 100 5 20 8 D |57,500

3 8525410 | R5 x10 | 100 6 20 10 D |62500

—@ 1‘ 8525412 | R6 X12 | 110 7 20 12 D |72,000
2.

i D=#%Et 2 —FEEER

¥ ERY A XA SBUEFIRET Y, X BHIESHR>THUET,
LHEEETHVOAEDETIL,
Sizes not featured above are also available. OSG also offers re-grinding.
Please contact our sales staff for more information.

D = Inventory center stock item.

c
B
N
E
B
D

| RPEESEES

Cutting Conditions

s g « 7l — R = =

el HARD%EAJ%%@EEL? gF{E}—iAHEI:EmJ%EEELS o E3 5 SR Ptk

WORK e ) N IS HARDENED STEELS HARDENED STEELS CAST IRON

MATERIAL (30 ~ 45HRC) (45 ~55HRC) (55 ~60HRC) FC

maEE 300 ~ 1,500m/min 250 ~1,200m/min 200 ~1,000m/min 500 ~ 2,000m/min

244 B3R EDIRE EERE EDRE ElEREE EDRE EERRE EDRE
MILLDIA. (nm)|  SPEED(min’) FEED(mm/min) SPEED(min™") FEED(mm/min) SPEED(min’) FEED(mm/min) SPEED(min’) FEED(mm/min)
R3X 6 | 16,000 ~50,000 960 ~8,000 13,000 ~50,000 780~8,000 | 11,000 ~50,000 440 ~5,000 27,000 ~50,000 | 2,150~ 14,000
R4X 8 | 12,000 ~50,000 960 ~9,000 10,000 ~50,000 800~9,000 | 8,000 ~40,000 480 ~4,800 20,000 ~50,000 | 2,400~ 16,000
R5X%X 10 | 10,000 ~48,000 1,000 ~9,600 8,000 ~ 38,000 800 ~7,600 6,000 ~ 32,000 360 ~3,850 16,000 ~50,000 | 3,200 ~20,000
R6X 12 8,000 ~40,000 960 ~9,600 7,000 ~ 32,000 840 ~7,700 5,000 ~27,000 400 ~4,300 13,000 ~50,000 | 3,100 ~20,000
thARE v

DEPTH OF % B W L7 | &

cuT 7

0.01D_| 0.02D o

. 7JI]I$1§|J Cutting Data
‘* hws e 1::1:

L0281|:| I % I:II:I]] O I

Feed is 2.8 times. Tool life is 11 times!

=

B CBN-EBD R5x 10

HRHIME BIHIHE IrJo—

Work Material FC250 Coolant Air Blow

ThARE _ _ BRI UMYV S

Depth of Cut ap=0.5mm Pf=0.5mm Machine Vert/ical Machining Center

(B3R EDERE EIHIRE (M) Milling Length (m)
Speed Feed i a0 i

CBN-EBD 32,000min™’ 6,400mm/min

JI—F« VJBER—ILIY R Aerf O — @ HHHTE | A—ILETE BEFER0Imm
Coated Carbide Ball Nose End Mill 11.200min 2,240mm/min el Criterion:0.1mm.wear on the Relief of Ball-end

15



CBN2AK—ILIV R 22UV IT1ybFL4T

CBN Brazed Ball Nose End Mill for the Shrink Fit System

CBN-EBD-SF

B :mm  Unit:mm

t iy Az s N ~
g ... . cBN#E#L & w—JUNo. H-nxexsz s WE | BFE |VvVIR
Tool Material cBN Compact EDP No. RxDe L 2 2 Ds
— — R 5 x 10 32 6 10 6
Q ) — R 6 x 12 34 7 12 6
% - - - - [a}
< — R 8 X 16 49 10 16 10
= R10 x 20 58 12 20 12
L‘ ¥ EFY A XLIS SBUETIRETY, X BHESR>THUET,
22 LHEEEITHVOEDETIL,
Sizes not featured above are also available. OSG also offers re-grinding.
L Please contact our sales staff for more information. c
=]
N
t \ II ﬂ = 2 of 1 E
. J] ﬁ J 7|<1¢§ Cutting Conditions [
2
- SEESSE - 1)) \— RS = =
wHEI HAHD;E’?J%gEEELg gF{E}—iAHEt;Em)s&E'EELS o £ 5 EL] i
WORK S G N D) HARDENED STEELS HARDENED STEELS CAST IRON
MATERIAL (30 ~45HRC) (45 ~55HRC) (55 ~B0HRC) FC
e 300 ~ 1,500m/min 250 ~ 1,200m/min 200 ~ 1,000m/min 500 ~ 2,000m/min
I BERERE EDRE ElEnRE EOEE [EIE5EE EDERE Elg5RE EOEE
MILLDIA. (mm)|  SPEED(min’) FEED(mm/min) SPEED(min’) FEED (mm/min) SPEED(min’') FEED(mm/min) SPEED(min’) FEED (mm/min)
R 5X10| 10,000~48,000 | 1,000~9,600 | 8000~ 38,000 800 ~7,600 6,000 ~ 32,000 360 ~3,850 16,000 ~50,000 | 3,200 ~20,000
R 6X12| 8,000~40,000 960 ~9,600 7,000 ~ 32,000 840 ~7,700 5,000 ~27,000 400 ~4,300 13,000 ~50,000 | 3,100 ~20,000
R 8Xx16| 5,000~27,000 600~8,650 | 4,000~21,000 480 ~6,700 4,000 ~ 18,000 480 ~3,600 9,000 ~35,000 | 2,700 ~24,500
R10xX20| 5,000 ~24,000 600 ~7,700 4,000 ~ 19,000 480 ~6,100 3,000 ~ 16,000 360 ~ 3,200 8,000 ~32,000 | 3,200 ~25,600
ARE 1
DEPTH OF
a3 Pt Z_ | &
et 0.01D | 0.02D iz

W =E]

Cutting Data

OSGHBEDY 21UV I A T ClEEREEDINT!

Use with OSG's Shrink Fit System for High-Speed, High-Feed Machining

[EHTS CBN-EBD-SF R15X30

HRHIME THARS — -

Work Material FC250 Deptiw o<f-Cut ap=0.2mm Pf=0.4mm

Bkl in- I I770-— HeK-B3F

Speed = 30,000min" Coola/nt Air Blow _1,7"5%7'1‘»&
Solid Holder

EOEE i B A RIAS LA (h¥Skem)

Feed 30m/min (0.5mm/1t) Machine Planer Machining Center (special Order) 30"

30,000min', 30m/min&EVVSBER. XD INIHNKRIRTEc, COROEMBEEIE3.7TumRzERIFCTH T,

High speed machining at 30,000 min' and a feed rate of 30 m/min. Surface finish is 3.7 1umRz under the quoted conditions.
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CBNR—ILI YRR, AO—7PIIA(947

CBN Ball Nose End Mill (Indexable Type Cutter)

Tool Material

¢Dc |

@,

|
¢Ds

B I TEp

F2139CS

B :mm  Unit:mm

R15

Cutting Data

HBEHNEDMRTHR—ILFRHEDRIEBIEL

The special tooth design ensures no damage to the ball end mill.

EATE EDRE ;
Tool 5%1‘3,?302%535 Feed 5.000mm/min (0.42mm/t)
Fw S ARSE _ _

23 » 741 p3202-D30 cBN WERS «  |ap=0.2mm Pf=0.7mm
WHEIHE FCD500483 SEHA I7Jo—
Work Material Equivalent Ductile cast iron Coolant Air Blow

L [ KR TdEY
S@pz?(?g 6.000min" ﬁa@hﬁ? IFD?:Ler I\Tachining Cenﬁar

TESROMNI®LYUNEL RIFEME EOE CES0RMBDOIMINTE TS,

Even after 50 hours of milling, the flat surfaces of the workpiece had no pitting.




CBN1AYa—bM

CBN Brazed End Mill 1 Flute Short

¢D1

E— b

|
£

22
L
O cBNEE#E &
Tool Material cBN Compact
B :mm  Unit:mm
w—JL No. sz 2R AR | YvVIR| BTER B R HEEX TEE 1R (A%

EDP No. Dc L 2 Ds 22 D R* Stock (Yen)
8525060 6 50 3 6 12 5.7 RO.6 C 33,600
8525080 8 60 4 8 16 7.7 RO.6 C 38,500
8525100 10 70 5 10 20 9.6 RO.6 C 43,900
8525120 12 75 6 12 24 11.6 RO.6 (0] 47,300

% R=Radius chamfering C=1Z#7fER C=Standard stock item.
7
. t)J ﬁ“?%ﬁ:ﬁ Cutting Conditions
{BIEENEY sipE miLLING BYIE sLotTing
izl SRE I SRE S EE=E i FEH
WORK HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
MATERIAL (45 ~55HRC) (55 ~B0OHRC) (60 ~B5HRC) (45 ~55HRC) (55 ~60HRC) (60 ~65HRC)
2243 BEiGERE | XDEE | @IHEE | EDEE | BEEE | EDEE | BIRERE | XDEE | BEEE | EXDEE | BEmERE | XDEE
MILL DIA. (mm) SPEED(min’') |FEED(mm/min)| SPEED(min"") |FEED(mm/min) | SPEED(min”) |FEED(mm/min) | SPEED(min’') |FEED(mm/min) | SPEED(min™") |FEED(mm/min) | SPEED(min”) | FEED(mm/min)
6 10,500/ 370 7,950 180 4,950 40 10,500 370 7,950 180 4,950 40
8 7,950 295 5,950 145 3,700 30 7,950 295 5,950 145 3,700 30
10 6,350 250 4,750 130 2,950 30 6,350 250 4,750 130 2,950 30
12 5,300, 210 3,950 115 2,450 25 5,300, 210 3,950 115 2,450 25
thARE
DEPTH OF CUT = = a£ - 7a
0.3D [ 0.02D 2 0.05D W//// |
. Qe -

18



CBN2Hd—7FR¥a—hMF

CBN End Mill 2 Flutes Short with Corner Radius CBN-CR-EDS

@M e CBNBEEE 1K —-l“—
Tool Material cBN Compact
L 1
REREER
B :mm  Unit:mm
—JuNo. SHEX T—F 448 28 N & v UOE = m IS
EDP No. Dc Xr L 2 Ds Stock (Yen)
8525531 3 X RO02 45 3 6 D 49,300
8525532 3 X RO03 45 3 6 D 49,300
8525533 3 X RO05 45 3 6 D 49,300
8525534 3 X R 075 45 3 6 D 49,300
8525541 4 X RO0Z2 45 4 6 D 43,800
8525542 4 X RO03 45 4 6 D 43,800
8525543 4 X RO05 45 4 6 D 43,800
8525545 4 X R1 45 4 6 D 43,800
8525551 5 X RO02 50 5 6 D 41,800
8525552 5 X RO03 50 5 6 D 41,800
8525553 5 X RO05 50 5 6 D 41,800
8525554 5 X R 075 50 5 6 D 41,800
8525555 5 X R1 50 5 6 D 41,800
8525556 5 X R15 50 5 6 D 41,800
8525561 6 X RO02 50 6 6 D 47,300
8525562 6 X RO03 50 6 6 D 47,300
8525563 6 X RO5 50 6 6 D 47,300
8525564 6 X R 075 50 6 6 D 47,300
8525565 6 X R1 50 6 6 D 47,300
8525566 6 X R15 50 6 6 D 47,300
8525567 6 X RZ2 50 6 6 D 47,300
g D=#EE+ 24—1Z%7EES D=Inventory center stock item.
N
C
R
E
D
S
B :mm  Unit:mm
HEXO—FHR 2R A& Iy IR
Dc X r L 2 Ds
— 3 X R0O.1~RO05 60 3 6
— 4 X RO0O.1~RO0.5 60 4 6
— 5 X R0O.1~RO05 60 5 6
— 6 X R0O.1~RO05 60 6 6
— 8 X R03~R2 70 8 8
= 10 X RO3~R3 80 10 10
— 12 X R03~R3 90 12 12
= 14 X R0O3~R3 100 12 16
— 16 X R0O3~R3 105 12 16
= 18 X RO3~R3 110 12 20
— 20 X R0O3~R3 110 12 20
cBNZJIF7IV RKIIZIE, We recommend adding a corner radius to the cBN Square End Mills to help
RIBPFIENDEI—F REZFIIZ2ELHRBLET, prevent damage, chipping, etc.
¥ ERY A ZUNSBUEFRETY ., X, BHESE--THUET, % Sizes not featured above are also available. OSG also offers re-grinding.
LUHEEEZ THVADET I, Please contact our sales staff for more information.
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Cutting Conditions

PR E S

" RER-TVIN—RUH - - N
HHEI HARDENED STEELS - AES B B 5
WORK PREHARDEND STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS CAST IRON
MATERIAL SKT- SKD - NAK8O - HPM50 (45 ~ 55HRC) (55 ~ BOHRC) (60 ~ 68HRC) FC
(30 ~ 45HRC)
N i . 600m/min 300m/min 250m/min 200m/min 500 ~2,000m/min
2aéy EIERRE EDEE ElERRE EDIRE EIEREE EDERE Bl EDEE [EIERERE EDEE
MILL DIA. (mm) | SPEED(min") | FEED(mm/min) | SPEED(min") |FEED(mm/min) | SPEED(min’) | FEED(mm/min) | SPEED(min") | FEED(mm/min) SPEED(min’) FEED(mm/min)
3 50,000 1,000 32,000 600 26,500 500 21,000 400 50,000 —
4 48,000 1,900 24,000 1,000 20,000 800 16,000 600 |40,000~50,000 =
5 38,000 | 2,300 19,000 1,100 16,000 1,000 12,500 800 |32,000~50,000 —
6 32,000 | 2,500 16,000 1,300 13,500 1,100 10,500 800 |26,500~50,000 =
8 24,000 1,900 12,000 1,000 10,000 800 8,000 600 |20,000~50,000 —
10 19,000 1,900 9,600 1,000 8,000 600 6,400 500 16,000 ~50,000| 2,400~ 7,500
12 16,000 1,600 8,000 800 6,600 500 5,300 400 13,500 ~50,000( 2,000~ 7,500
14 13,500 1,400 6,800 700 5,700 600 4,500 500 11,500 ~45,500( 2,300~ 9,100
16 12,000 1,200 6,000 600 5,000 500 4,000 400 10,000 ~40,000( 2,000~ 8,000
18 10,500 1,100 5,300 500 4,400 400 3,500 400 8,800 ~35,500| 2,600 ~ 10,500
20 9,600 1,200 4,800 600 4,000 500 3,200 400 8,000 ~32,000| 3,200 ~ 12,500
hARE
DEPTH OF CUT ap
ap de dp 3e
0.1D | 0.01D "//,’a <1D |<0.02D
B nI=Es
\
BN Um LT c
W \ r— \
Amount of inclination is less than 1um. Surface roughness is less than 0.5 umRz. g’
e 5
=
Tool CBN-CR-EDS 4XR0.5 S
HRHIME
Work Material STAVAX (3OHRC)
BIHLEE ; .
Vil S oeq | 600M/min(48,000min") . ~N o
=0 N
. nclination N
;’:EeeDdEE 1,920mm/min(0.02mm/t) ‘:\‘::\::\:
;:‘\\\_\‘ {_ 4mm
REHURE N
gf/erhang Leﬁgth 28mm \‘\:\‘\i\‘
RS - _ cBNE >3
tD)lﬁtrTo(f‘Cut ap=0.5mm 8e=0.01mm Zmagj’r}ﬁgﬁglﬂ:rzation L ‘@ :\0©
Pl I770- S5 EIENES (umR2) 05 o
Coolant Air Blow Surface Roughness .
Rt LTI paVss N A7 v JE# 8
Machine Horizontal Machining Center Number of Steps
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. IS4 Cutting Data
=T« VUMY PV ZE I 2 270EDRZEVIRIDEIEE,

Extended tool life compared to coated carbide end mills! Cut for over 27 hours.

(MM)  0.085 |- - - == - oo m e Loloooooooooooolo

ERTR CBN-CR-EDS 4xR0.2

Tool

—a— cBN : air

WHME | NAK8O (40HRC) e Y 2 —a—rvaE e

Coated Carbide End Mill

Work Material

1757 I H
z\J/HIIinJgSNithod g{E :\;/Ij']il'ﬁig 0025

¥k =
SRR ; . T3
Milling Speed 377m/min(30,000min) % é’ 002
S X
= D 1,200mm/min(0.02mm/t) gt

2L 0015
ThARE - _
Depth . ap=0.4mm ae=0.04mm

5 N 0.0
B I7JO0— !
Coolant Air Blow
BRIk MRV ZTEIS 0.005
Machine Vertical Machining Center
o} 250 500 750 1,000 1,250 1,500 1,750 2,000 2,250
TIEIRE  Milling Length m)
I777J0O— AirBlow
d—Fa VT8
CBN-CR-EDS Coated Carbide End Mill
0.4mm
EEFEH
Minimal wear Intermediate
wear
0.04mm :
2,000miNIh¥ 700mNTHF
After milling 2,000m After milling 700m

c
B
]
C
i
E
D
S

EfEECEiERZFXRIT CiL !

Ideal combination of high precision and high efficiency. a

ERATE CBN-CR-EDS ¢'|0(23~J) J—-F4VJBEIVRIILe10(67)

Tool Flutes Coated Carbide End Mill 6 Flutes

HHIE

Work Material SKD11 (GOHRC)

aLred 400m/min (12,740min") 20m/min (640min) K

=0 R 1,270mm/min (0.05 mm/t) 190mm/min (0.05 mm/t) R
NN

W#Hj LJE_\- oy N ~\\

Sf/;hang Le:gth 50mm \;K: \:

UEAR S, S 40mm

Deptlr:ko%Cut ae=0.02mm (ap=5mm x 8[E]) ap=40mm ae=0.0Tmm \:\:\

feBNE (um) _ 10umBlE S

Amount ?Inclination 2~6um More #‘nan 10um R

IAEE I7J0— 150mm

Coolant Air Blow \ /0%(\«\

(IR MRRYZUOEYS 110

Machine Vertical Machining Center
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CBN4H Y 3— M2
CBN End Mill 4 Flutes Short CBN-EMS

LY 5 OSSN CBNERE 1%

Tool Material cBN Compact

B :mm  Unit:mm

Y—JLNo. 3 S bS] Vv IORE .
EDP No. %L* LE QE Ds & MERY A XU SBUETRTT, X BHEGR-THIET,
_ 10 100 5 10 LHERETHOAHETEL,
Sizes not featured left are also available. OSG also
= 12 110 6 12 offers re-grinding.
_ 16 140 8 186 Please contact our sales staff for more information.
= 20 160 10 20

. 7JI]I$1§|J Cutting Data

BILAWVWIIIRETHIREFDOEBFE !

For a wide variety of machining conditions, surface finish is incredible!

EATE = N
= CBN-EMS @17 (58t EIF A B OB (DHEE, E)OVE)
WIS (umRz)  Effect of milling speed and feed rate on surface finish
Work Material NAK80 (40HRC) 25
AR : . . — 0 -
Niling Speed | 234m/min (10,000min”) - 96 1m/min (18,000min™) g2 1 Fnjiﬁijr%’:peed ............................
X 5 —— 534m/min
o 0.05mm/t 0.075mm/t 0.1mm/t E;é’ 151+ T QR MmN <= wmemememm e
PARE _ _ e
Depth T ap=0.Imm ae=12mm 8 1
A 770 3 05 B o
Coolant Air Blow
fiE FRE AR MRV IEY 0 : : :
Machine Vartical Machining Center 0.05 0.075 0.1
%Y E (mm/1)
Feed

BERICHEASTEHESIE0.8umMRZUTEVWSHEANIZRIRT DI EN TER,

A high speed tool capable of mirror surface finishing to a surface accuracy of 0.8umRz or less.

c
B
N
E
M
S
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shaping your dreams

A-LRS—-FD =4
T442-8543 EHRE)IIMAEHTR=TB22%&ith
7 (0533)82-1111 FAX (0533)82-1131

REAXERED
T140-0002 SRR#mIIXRMR/14-12-6

RINZ—TA RF+FILFT— 198 T(03)5715-2966 FAX(03)5460-2966
FEAAESED

T550-0013 KBRAFARRAFEXHET2-4-2 4055
(06)6538-3880 FAX(06)6538-3879

TIVT— 3 VEHER

T451-0051 EHIRREEHRXAEHEIS-1-17

BIZriumB 52 45 2(052)589-8320 FAX(052)561-8310

il & 2(022)390-9701 £ H 2(0268)28-7381 B & 2(078)927-8212
B0 1L .(024)991-7485 B [@ B (054)283-6651 & R T(076)268-0830
X W B(029)354-7017 R Y B(053)461-1121 M Ll 2(086)241-0411
@ FE .(0270)40-5855 =2 JI| ©(0533)82-1145 L B T(082)532-6808
FHE (028)651-2720 = O 2.(0566)62-8286 | (087)868-4003
# R T(025)288-3888 ~3% @(0533)82-1145 S M #(092)504-1211
B R B(03)5715-2966  HAHE B(052)589-8320  JLSUM B(093)922-8190
J\EF B(042)645-5406 I B 2(058)259-6055 HE KA (096)386-5120
[E K .(046)230-5030 R # ©(077)553-2012

# 55 T(0266)58-0152 K PR T(06)4308-3411

A I B & — &

0120-41-5981

TR#KH. SHHREZER<

-3FAX]0533-82-1134 hp-info@osg.co.jp
(ZOthDBELEDLEIF ) E-mail:cs-info@osg.co.jp

(iMool [ https://www.osg.co.jp/

(TEOHEIfHE SRR -)
ASa=y—vavi4viL

0OSG Corporation

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

/MN\ZRCBEOVNRLIEDIC

O EZFERIDHIE BUETDERNHDHDT. O LEDLINHKNELEofeOEAZRIELT TS,
BN —RERFREHFEEALCTIL. OERHEFTEBRINFLELCS. BEICHERAZHRIELTTEL,
OLINAFFHRF THRSIENT TS, OTEICFFZEMAENT FEL,
\.UJD<§"\3§¥'C@§15UL\'G'F3MU ONTRICTRDTARRZTOC 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.
Chips will be hot after cutting. Check dimensions to ensure proper selection.
\.Stop cutting when the tool becomes dull. /

R@CDOVTE BICHAR URZETOTHBODFRIDT, FEFL<EHYOT
BEARZEEEITDHENDDET,

@ Tool specifications are subject to change without notice.

OSGRIERE

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

MAEBIBHNSOEMEE - AL UE T, Copyright ©2010 0SG Corporation. Al rights reserved.
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