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Environmentally Friendly Cutting Tools
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Towards sustainable development of society,
OSG proposes initiatives that can be achieved with cutting tools.

Small efforts such as using environmentally friendly coolants to reduce the number of machining processes and tools used can be a step toward realizing
a sustainable society. Increasing machining efficiency improves machine tool availability and reduces power consumption, which in turn leads to the
major effort of carbon neutrality. OSG will continue to promote environmentally friendly initiatives, starting with cutting tools.
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Energy saving
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0SG's Environmental Initiatives

UYL oI BE-8d—7 4
Carbide Recycling Tool Reconditioning

BIfECEF Lo CBETLRIFHEA/N\— RXFILT FEACERLL T IEZHSER
BEUYATIV] §HTEDARETT, BEUYTA RT3 LF. AERIEEHIKIR
IIIEE. FLEROLT7 X5 )&% STBBEME EDREREINDEIRICOEDDET
@ﬁﬁﬁ%%;ﬁB?:tb‘tis I%iﬁf%é‘éli?ﬁﬁ"si@“o Tool reconditioning contributes to resource

conservation by bringing worn cutting tools back
Carbide tools that can no longer be reground can be recycled through ® @, widh )i/s en\?iro%\mentally frgi’endly |

Nihon Hard Metal's carbide recycling program. Cemented carbide

) ) X ) sustainable.
materials contain a large amount of rare metals. Carbide recycling reduces

material consumption and contributes to environmental preservation.



.L%iﬁﬁaf%l,% U Z I\ List of environmentally friendly cutting tools

ﬁ: *f Specification %IJEEIEB% Tool Abbreviation ga] % Effect
ANASITyT A-SFT P.3
Spiral Fluted Tap A-LT-SET
ANASIWE YT =
ORI U E; ST
't
elicoil/ EG /ST A-LT-SFTHL 1BHR TV —CIIRENE
SHER - ZHEES v T A-TAP w _ Improved machining
ﬁ;l:ly Efficient ':/Tulti-purpose Tap Series mf{ P4 |_‘9 v 7 A-POT img:?nn:f?:et \‘;/v;(tr;r-soluble
Spiral Pointed Tap A-LT-POT cutting fluid
ANASIWEyT -
5v7 S - il ATPT
Top Thper Pipe Thread A-S-TPT
ZINA S )% T Spiral Fluted Tap
B 4T Parallel Pipe Thread A-SPT
NIRIYT
BEEAY YT m—_ Straight FIu{ed Tap A-CHT P.3 BEEEHIR
Carbide A-Tap Series mi— ZINASILE v T Waste reduction
Spiral Fluted Tap A-CSF
Highly Efficient Multi-purpose Forming Tap * 7| Reduces machine downtime
BN EXNT A= —ERET Y T MQL LIS x5
X Performer Forming Tap with % OIL-S-XPF P4 Compatible with I\ZQL
Internal Coolant Supply v processing
3DYAT K-SV NET
. ook Type ADO-5US-3D SEIEIHA
ATYVR - FIVEERARUI d Reduces power consumption
Carbide Drills Series for Stainless Steel m with low coolant pressure
and Titanium Alloy 5DYAT . _ o
7 ADO-SUS-5D P.5 | %¢06i8Z %Y1 XHER
ype *Applies only to diameter sizes over 6mm
20547 -
koL 7 ADO-MICRO 2D
Dri
i ADO-MICRO 5D |P.5
IR EEBRE R UL ) s
Small DiameterCarbide Drils wit A = om |120247 ADO-MICRO 12D | | FE¥IEIRL
il Holes
200507 ADO-MICRO 20D
30DZ A7 ADO-MICRO 30D
25 TR
P AE-VMSS
GO o T AE-VMS P.6 | mrmimess
- ] Improving machining
EE%?EQIV RV %E%ﬁﬁgé&wmng AE-VMFE environment
Anti-Vibration Carbide End Mills 0v 5%
DB o " AEVML
avowFy7 R OEGREH T EE
I FSJI/ Jb—hv«47 AE-VML(-N) P.6 | Enables con:inuous ¢
End Mill Long with chipbreaker machine operation
AIVHI—R va—R
Standard Short AE-TS-N P.8
x AFVH—R OVIR TL-
JESFADLCEBETY RI)L Standard Long AE-TL-N
DLC Coated Carbide End Mills for SkkRe v a—MNE
Non-ferrous Materials B - N ﬁg%?’:rfom?ance S’:L/ort AE-VTS-N B
ﬁ, i EFEEE T BEEINEY Waste reducti
ﬁgh Iﬂ;;rformance "’ AE-VTFE-N e reduaen
For Deep Side Milling
AR | sgmoLcny KRBt TY RS
- DLC Coated Exchangeable Head End Mill a PXAL
Exchangeable | pyj for Non-ferrous Materials
Head End Mill
IYLRUa1—Y3 VALY RV 4igsss RHEENT
One Pasls"l'hread Mill % AT-1 P’7 ﬁgEI:Efﬁciency Machining
o= | SEEHARIGERALY RV W
2Ly RV |7 il wi ' - RS HEIR
e T T R — AT2 P8 i rectin
FBAEDAEBEELEZL Y KL P
Eltljggz—?;?c'\llzr:]c_}/ewgiid,wl\gltlélvswth End-cutting W AT-2 R-SPEC P.8 Waste reduction
A1VFFGINTSy fRUIL - FEZEHEIR
Indexzz)le Flat Drill = PDZ P'9 Waste reduction
AFF5 IV ¥ NIy ZVTteVH
indexbleTool | >4 25194 e ’. PFDC po|BRTATIXLF—
Disc Cutter '\ ¥ e ° Ener?y saving by using a
o small machining center

HifiE#l  Technical Data

HEEAEE KU COBRERELTR -rroovrsoroe P10

Power consumption and CO= emissions calculation formula
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Improved machining environment with chlorine-free water-soluble cutting fluid

BEE-BWES YT A_SFT

Highly Efficient Multi-purpose Tap Series

RIBMIDE 185K 7 Y —Ka el ERA ]

CTOZRELURIMIE. MIRBDEIC

DIFHDET,

Stable durability with environmentally friendly chlorine-free
water-soluble cutting fluid, which improves the machining
environment.

o1 NS V-

ERIR ASFT M8X1.25 2.5P INTTREX Tapping Holes

400 800 1,200
1A \ \ \
Work Material SUS304

AN ¢6.8x22mm (D) "
Drill Hole Si Blind - . bt ol )
T:b_i;;_\_ - A-SFT LRSS Still Running
53 [a)
Tapping Length 16mm (ZD)
YIHEE . .
Cutting Speed 10m/min (398min™)
Y73EaI ACHIEGIEIHE 37U — 101 it em 577 Holes TR
Coolant Water-Soluble Chlorine-Free (10%) Competitor Breakage
EFFE MRV =t % (BT40)
Machine Vertical Synchronized Machining Center
l1,0007INT#

Cutting edge after tapping

1,000 holes

BEZEMHIR

Waste reduction

Q

BEAYY S

Carbide A-Tap Series

KE BT+ S IEEEE DI
W, LELLRER(EICDEHD,
EEEEIRICERLET .

supplied, which leads to stable and long tool life, contributing
to waste reduction.

(EFRAE1/2LLF TEESEREZEE 1165%HIR

Reduces cemented carbide waste by approximately 65% by using less than 1/2 of the tooling

3,3307WINT
K)ol
WEIFBESE
Amount of cemented

carbide required for
drilling 3,330 holes

A-CHT 269 X 1%,. =264

Conventional

EHATER

Tool A-CHT M6 X 1

A

Work Material FCD400

TR @5X16mm (LED)

Drill Hole Size Blind
RUITRSE

Tapping Leng?\ 12mm (2D)

tRElERE ;

Cutting Speed 30m/min

HIRIHE] KBMEIHEME BRI U— 1065
Coolant Water-Soluble Chlorine-Free (10%)
EFARE WYY = Ity 5 (EEEDHIBHE)
Machine Horizontal Synchronized Machining Center

IiEE/"TH:ﬁ Oil Hole Specification

{iE3R &R Conventional

A-CHT

TERm

Conventional

1J[II/"'Q§SI Tapping Holes

1 ,900 2,900 3,900 4,900

3,330ﬂ Holes
koI AE

Still Running

14 2,1105%¢

Average  Holes

ris

Breakage

8



BAEE-SEEEEY YT AXPF

Highly Efficient Multi-purpose Forming Tap

D

BEFyy TR,

tIb < F ST IICKDITERIREFH &
MR LT D K T2 FRET DIRD
HEm(E LR DHIRIDRIEET I,

Forming tap can reduce tool change time caused by cutting chip troubles and
machine downtime required for removing accumulated cutting chips.

YO FHREBEOIX—Y

1)) Visual image of accumulated cutting chips
h X e mmmmmmmea
< large ' '
tIElI 4 w7 cutting taps A-XPF E : '
1 1
Y10 < FRERFTRALOH ! - - ; ;

Cutting chips only from pre-hole drilling! w
S emyIone ’ B o< : :
=z Chips from 1 1
£ threading 1 i
2 ' '
3 ] 1
£

\ .
£ g REUIL QYD T

2 v | TREUnOgpcE  FAE 3
E Sn!all Chips from pre-hole drilling Chips from pre-hole drilling

sy A-XPF
Cutting taps
FrnT nLybiInT TrmT RUEIIIT KERES v TS v T LD FREEAZ L TRUBNBDET,
Pre-hole Drilling Threading Pre-hole Drilling Threading More chips because thread forming requires a larger pre-hole then thread
cutting.

EEY v TR UIIDIIITOUD K FHRE LV cHZEFDE)D < FHBREZHIFBLET .

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

SHIIEXIN T+ —V—EnEy v 7

‘ MQ L ﬂuI l: i‘j.,,\-.b_\ X Performer Forming Tap with Internal Coolant Supply O I L_ S -X P F

MQLINT(E. HAIOREZINZ D EHTE
{ERIRIGEDENTHETT

MQL processing can suppress the scattering of oil and improve
the working environment.

~,‘ VAR ARR

EFATE OIL-S-XPF M8Xx1.25 ($35% ) BN TTEY Tapping Holes
Tool Special Order
AL ss0C 1,900 2,900 3,900 4,0‘00 5,900
Work Material
A ®7.4x23mm (IED) 2,5007% EREX
Drill Hole Size Blind 10 ALRE Excessive Wear
3 m/min
RUITRS 18mm (2.3D) B A
Topping tength 3,0007% Holes Excessive Wear
YIHlERE _ .
Cutting Speed 10 ~30m/min
I3 MQL 50cc/h 183 E#EX
gijljaﬁﬁu Q (Iﬁ%gffaﬁl) 4,500 Holes Excessive Wear
fE R wrvy=—vseyy 20m/min
Machine Horizontal Machining Center 4,3757% Holes GP-Out
3,806 Holes ELHA

HHm(EYy—2RIL—)

Special order products (Center through coolant hole)

30m/min
3,355/'1 Holes

Excessive Rubbing Noise

GP-Out

&
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Reduces power consumption with low coolant pressure

KO- NETHEEBNEIE A7 VLA FYVEERARUIL ADO-SUS-5D

Carbide Drill Series for Stainless Steel and Titanium Alloy

MEGA COOLER(Z.

-3V MEZTIFHI LT,
-3V FRARVYTDHEET D
BHZHIBLE T

MEGA COOLER can lower the coolant supply pressure

and reduce the power consumption of the coolant pump.

ol 800 8

HEBN%Z 1920%HIE
Reduces power consumption by approximately 20%

ERDFEHDI—5Y NECTREDI -5 hEMHH

Discharges the same amount of coolant with half the coolant pressure as before

. g _5 y I*ﬂitlj§9.5(|/min) E%@g _5 y I\E tiﬁ%%h Coolant pressure and power consumption when coolant flow volume is 9.5 (I/min)

HYAZ: 99.26X5D  YIHEIMA] | AFHELIHIRA (RIREZE201E)

Size Coolant: water-soluble (20 times dilution)

MEGA COOLER

ﬁ* E-ﬂ Conventional

J—5VKE

Coolant Pressure

? 0‘.5 ] 1‘.5 % 2‘.5
20%Av bk
c'gg?_lE.\R K)% Reduction
fiEekm

Conventional

;ﬁlﬁgﬁ Power Consumption

¥ FEICRIABIE—HITHD YA Xbﬂﬂllﬁiﬁl:ck DEFEDFT T, Theaboveisan example; result may vary depending on tool size and actual machining environment.
% MEGA COOLERIQ:ADO-SUS-?;D5D®¢6%ﬁiéﬁ41l:i@ﬁﬁo MEGA COOLER applies only to diameter sizes over 6mm in 3D and 5D.

FEZEMHIR

Waste reduction

V

IMEENSEEERUIL ADO-MICRO 5D

Small Diameter Carbide Drill with Oil Holes

ZENRNFGEY YT
J—-57 MIHEZRBINEES
C & TRGEmIEHEEE,
REEYEIRICDIEND XTI,

The hollow shank design increases coolant output and extends
tool life, leading to reduced waste.

aEes = Ca B8

(ERAALN /3T CRESERES $165%HIH

Reduces cemented carbide waste by approximately 65% by using less than 1/3 of the tooling.

1,8007VANT
EX) =]

ADO-MICRO 7g X 1%, =7g
NEFBESE

T8 =] —
E(flﬁ ADO-MICRO 5D  ¢0.7 Amount of cemented ﬁi’.*iuu 7g X 32& [P — 21 g
ﬁgu*j éa_rlllo_ide{es%%irﬁdl for Competitor
rilling 1, oles
Work Material SUS304
YIHLERE ; .
: 30m/min (13,640min’
Cutting Speed ( ) HHI}T%I Number of Holes
2D 136mm/min (0.01mm/rev) 0 500 1,000 1,500 2,000
TURE 3.5mm (kb)
De/pth of Hole Blind ADO-S%ICRO 1,8007X Holes
SRR KB EVIEIRA (PIBRHE:H)
Coolant Water-Soluble (Internal) ﬁﬁﬁj’élg
{HHEE = . Still Running
Coolant Pressure 5MPa ﬁi’.*il?ln 6007 Holes ?t)k’gﬁ
Competitor Chisel is worn
SRRt MRV =UTtr (HSK-A63)
Machine Vertical Machining Center
(ml/min) o9—=52 I*I]j:tl:'.ﬁ Coolant Flow Volume
ADO-MICRO fthttam Competitor 80

2257 63.95
Hollow Shank g 60 |-———————

40 |ooeeee

b)) E—

0

ADO-MICRO 5D

8

ﬂi’.*il% Competitor




HEERAREI T RV

Anti-vibration Carbide End Mill

INTDIRIEE

Improving machining environment

AE-VMS

AN

U — I ‘
2 Uit S TEEDE SN, SESE g
BIECYPEULULINIAO[gETT,

Stable durability and machining accuracy can be achieved with
dry processing, which are all environmentally friendly
machining methods.

BB

Environmentally friendly product

=]
BRIR AE-VMS 96 (mm) 0.4
RHIH 0.09
Work Material SCM440 3k 0.08
- F
I T & 007
Milling Method Side Milling 2
e g o
Cutting Speed 140m/min (7,500min"") ﬂl% 0.05
©
s » a
R0 1,800mm/min (0.06mm/t) = 004
eed e~
S 0.03
SATE <
gﬁﬁz—cm ap=9mm de=1.2mm . 0.02
BRI I7J0-— 0.01
Coolant Air Blow 1 1 1 1 1 1 1
(S PRk TR Y=V 5ty (BT40) 0 11.2 224 44.8 89.6 134.4 156.8 179.2
Machine Vertical Synchronized Machining Center IHEIR Milling Length (m)
—— AE-VMS —ftitt@mA fth#t = B
Competitor Competitor

1 1 .2m HUIH%““Z@,JDIE*EK Surface roughness after milling 11.2m

AE-VMS (Ra : 0.6377pm) fitt5m A (Ra : 1.0747um)

Competitor
(pm) (pm) (um)

33 ‘ W
LA AANAAANAAANNANA ooJ\ ‘\/\/A/\/\/\/”\/\/\/\/N\/VA oo\/ﬁ f\/\)\/\/\\/ JW \/ \v&v

-3.3
3.00 0 1.00 3.00 0 2.00
(mm) (mm)

fth#t & B (Ra : 1.2304pm)

Competitor

2.00 2.00 1.00 3.00

(mm)

BEpiER T k=)L AE-VML(-N)

Anti-vibraton Carbide End Mill with chipbreakker FywITIT—AYLT

NSNS g

thb < FZiih < 7 Eh

Breaks chips into small pieces

R DE TR E h AT HE

Enables continuous machine operation

AN

FyvIITV—N5LTRE. )DL FIRE
ZBZICT DI, 1D L FHRICKD
EmELLRRAZER L X T,

The chipbreaker type breaks cutting chips into small and
manageable pieces for easy removal, reducing machine
downtime due to chip accumulation.

ERTE AE-VML ¢ 10X40-N FyIIU—hfdE FvIIU—HEL
g e I
REI : T =
Work Material NAK80(40HRC) 2 ' l ’
tIREI75E kO3« RiT
Milling Method Trochoidal Milling
YRR ; .
Cutting Speed 120m/min (3,800min")
2DER 1,140mm/min (0.075mm/t)
eed
EARSE - -
Depth of Cut dp=40mm de=0.5mm
HIHRA] I7Jo—
Coolant Air blow
Rt IR Y=v Tt % (BT50)
Machine Vertical Synchronized Machining Center
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Waste reduction

IFEFADLCEBELI Y RS AE-TS-N

DLC Coated Carbide End Mill for Non-ferrous Materials

TEOREMLIEFEEMDHIRIC

DD ERREZRELE T,

Longer tool life reduces waste and saves resources.

ftitt/ >~ 31— b &
FFIHI’% AE:)I-)S<-3'\:) Non-coated Competi?c?r
00 @1 ®10 33 Flutes
Ll
Work Material A7075
I BEYIHI
Milling Method Slot Milling
tIEIERE . -
Cutting Speed 300m/min (9,550min™")
Eebd RE 1,430mm/min (0.05mm/t)
FIAZRE
Depth ofLCut ap =10mm
SIRElHA] Ir7o—*
Coolant Air Blow
{E PR YRRV =Vt % (BT40)
Machine Vertical Synchronized Machining Center

¥DLCO—T « VI D3RR DIeH T 7 TO—CTRBZE(TOTVE T,

Air blow was used for the cutting trial to confirm the effect of the DLC coating.

it

11.2m

FEREL/5LUT TRESERESE £180%HR

Reduces cemented carbide waste by approximately 80% by using less than 1/5 of the tooling.

56m T
TRIHIC AE-TS-N 78g X 1%, =78g

PEIEEES fihit s 71g X 5%, =355¢

Amount of cemented !
carbide required for Competitor
machining 56 m

ﬂi‘!*ilﬁl:l Competitor

56m

W EEEENT

High Efficiency Machining

OVUiKUa—=2aVAVYy RV AT-1

One Pass Thread Mill

HNzZppLETDET
INT/ R EEYERZ BT HE(C U
INTESEZERULE T,

By preventing deflection, the number of machining passes
and machining time can be reduced.

EHIR AT-1 19.7X54 P3 6F
R

Work Material 5US304
CIHLEE ; i
Cutting Speed 40m/min (646min)
?Dﬁg 14mm/min (0.02mm/t)
eed

TR 239

Drill Hole Size None
HRLYA X

Internal Thread Size M24x3
RUITRSE

Tapping Leng?\ 45mm
HIREIHE] KB LR RA
Coolant Water-Soluble

{SE PR Ry =—r 2t (BT40)
Machine Horizontal Machining Center

MIBFRE % 1/2L FICHIR

Reduces machining time to less than half

TN\ACTERAUEDHRUINTZTEEICLEYT

Enables high-grade internal threading in 1-pass

AT-1 ( 1 } \Z) 1-pass 7E;E|!.|=|':| (2/ (Z) Conventional Thread Mill 2-pass

8
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FEZEMHIR

Waste reduction

REEHAARNGEALY FIIL pAT-2

Thread Mill with End-cutting Edge for High-hardness Steels

ANUAILINRGIF+RUCEID EFINT
[CKRDTIEEHNERFmMIE.
REEDEIRICDIEDD E T,

Process integration and longer life through simultaneous helical drilling
and threading lead to reduced waste.

ERTE AT-2 $6.2X16 P1.25 ﬁﬁfﬁmiﬁ?’h\ﬁ”? . O = /.1l
= - 22X . arbide hand tap for high-hardness steels - =1
i b (B /3L CRESERRESE #I30%HH
Reduces cemented carbide waste by approximately 30% by using less than 1/3 of the tooling
ﬁ%ﬂﬁaterial SKD11(60HRC) %’JZOOTHUI
N N - ‘ = AT-2 649 x 1$pc - 649

YRR 45m/min 2m/min gBeHIc o
Cutting Speed (2,310min™") (80min™) M\gfgfﬁﬁieﬁ %ﬁigmm 30 X 3 90
EDRE 83mm/min 100mm/min e EE/ \> l\“g ‘y7 9 2‘: ST 9
Feed (0.04mm/t) carbidetequiredson Carbide hand tap for high hardness steel

machining 200 holes I p for high hardness steels

""" ‘ 124" ¢6.8><23.5mm(ﬂ;0)
Drill Hole Size None Bind TIRABE RV IV EAREDI-HE S ICHREVSERIRDFIEE
HhlHyaX % Carbide drill for pre-drilled hole is not required, which further reduces the amount of waste
Internal Thread Size M8x1.25
RUITRE
Threading LengthL 16mm(2D) — ;&
5 : s Number of Hol

AR T770- AAKBIET R 753 Number of Holes
Coolant Air blow Non-water-soluble (? 5‘0 1(‘)0 15‘0 2?0
{E Rk B Y=0Jt 0% (BT40) | IRV =Vt % (BT40) #IE Correction #IE Correction
Machine Horizontal Machining Center Vertical Machinig Center

AT-2 20851

Holes
@ EEEER 5 Tl A
B\ RSy
Carbide hand tap for 657X Holes Clﬁping

high-hardness steels

BEZEMHIR

Waste reduction

FXARIMNEFEEALY RSV AT-2 R-SPEC

High-efficiency Thread Mill with End-cutting Edge for Non-ferrous metals

A

FHRETNNDRUID NI TRFS
IBHREMNFSN. TREZKR.
FEEVHIRZRIELE T,

Achieves good positional accuracy in threading of cast holes,
reducing defective rates and waste.

EFTE AT-2 R-SPEC '\IIJJJrllﬂzpj 7 = o aP= = [
Tool $6.2X16 P1.25 M8x1.25 3P HIRTEINTONMIMNEX UV EZKIEICHNE
I AC#H Significantly suppresses the amount of machining position deviation in cast holes
Work Material AC material
bl 220m/min 100m/min WRUJL%v7 (DRT) DT EREE LI
. Comparison of hole position accuracy with drill tap (DRT)
Eeg R 1.2mm/rev 1.25mm/rev
0 0.05 0.1 0.15 (mm)
7 043 £DHD0.7TmmFS LA THE ‘ : : :
Drill Hole Size Cutting test by shifting the axial center ¢ 4.3 pilot hole by 0.7 mm AT_2 R_SPEC
BUYAX 178 1sthol
Internal Thread Size M8x1.25 s
(R BRY=U5ty5 (BT40) | IRV =25 t4 (BT40) AT'}..R'S PEC
Machine Horizontal Machining Center Vertical Machinig Center 1 OOI\EmOnd hole
DRT 1%H
1st hole
DRT 725%H
72nd hole

&
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Waste reduction

1VFFYTINITS5y FRUI

Indexable Flat Drill

PDZ

A — NeTIRTBIEIFT
DR U ERATHE,
FEFEYDOAIEHIRDEIEET Y,
Can be used continuously by simply replacing the insert,
which contributes to significant waste reduction.

2

FEHATE PDZ1600FS20M05-2D | fthtt~\w R3ZBEHX KUJL
Tool (p16) Competitor Exchangeable Head Drill
ERA VY — b (+18) ZPNT050204EN _
Insert (grade) (XP8030) 4: _Tﬁmwﬂ, y.u-_ I\‘E
A P = NOTR=
Work Material 550C Eﬁiﬂ ﬁﬁi%EﬁQS%ﬁum
s ( 150m/min ) ( 100m/min ) The use of 4-corner insert reduces cemented carbide waste by approximately 95%
Cutting Speed 2,984min"’ 1,989min"!
. - LVl ZPNTO504EN
I o | loxmmies T 0.75¢ X 2,.=1.5g
F . 3 (] pcs= He
e;-\_ mm/rev L mm/rev. DEGBEES (XP8030)
s =17 RYE —
Depth of Hole S Amount of cemented it REBEAY R 6g X4K,.=24g
N N -~ N drilling 3,520 holes Competitor's carbide exchangeable head
SR KB MEIHIRE (RIEREE;M)
Coolant Water-Soluble (Internal)
et W= Jtr45 (BT50)
Machine Horizontal Machining Center 7Jl]I7"'\§SZ Number of Holes
880 1,760 2,640 3,520
ﬂiﬂilﬁ Competitor ‘ ‘ ‘ ‘ ‘
1J—-78 21—7H 31—-7>H 41—7H
PDZ st corner 2nd corner 3rd corner 4th corner
ftht i
Competitor 880ﬂ Loles

A

Energy saving by using a small machining center

NI — w5 FRTEIRILF—

F4RIhvH

Disc Cutter

PFDC

NI —V V5 BT30T
542 ¢ 125D EADTETEE,

KEFEEENHIBICEMUE T,

Enables the use of large-diameter disc cutter even at
® 125 on BT30 small machining centers, contributing
to a significant reduction in power consumption.

ERBTAOBHIDY Y=V ItV
TIIULTLWIiE%ZBT30HHEIAHD
IR ZV IRV HICEETRADT
ET, KEFHEBNHIRICTEMULET
A large reduction in power consumption can be achieved by replacing
the machining process that was conventionally done by a machining

center equivalent to BT40 with a small machining center equivalent to
BT30.

(kWh)

BT304H

Equivalent to BT30

BT4018

Equivalent to BT40

LEEQ5 7 I*\ %*iéﬁ&(: cké’r )( —D“Z"‘ﬁ'o The above diagram is based on internal data.

8
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Technical Data

TERMOBEENZAHANVWT. 1914 IIL3EbD
BE - —BELRFEOHHhEZREHTEXT,

Power consumption and carbon dioxide emissions per cycle can be calculated using the power consumption of machine tools.

W1YATIVEHTEDDEIIE wourioraecricy per e

HE BT RIVF—BEREOFSIE (SERM) EEHE - BEHE] GREHAZV7FD)

Source: Energy Saving Calculation Guide (Production Equipment) [Specified calculation/Independent calculation] (Sustainable Open Innovation Initiative)

AR e
HEEn g, NI _ aAmsm

. Processing time Amount of power
PgWgr consumption consumption during
uring processing ( h ) i

B/

Amount of electricity

H ﬁ%ﬂ% per cycle
i o8 % (SR HEENE (kWh)

Standby time W—
— Amount of power
S:Z?.?EX,EZ’.‘:,V:' ( h ) consumption during
standby

(kW) (kWh)

W1 YATIVEIED D ZEE LR TR DFFLIE smounorcavon o emsions or e

HE A AHERRITHE (BFHEER) BT  EY-17)0 EEFER) ] (BEE) 2L —IRI—HKAKHLIER

Source: Created by OSG Corporation based on “Local Government Action Plan (Administrative Business Edition) Calculation and Implementation Manual (Calculation Method Edition)”
(Ministry of the Environment)
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Amount of electricity per cycle

(kWh) (kg-CO2/kWh) (kg-CO2)
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Source: National Average Coefficient for 2021 (published in 2023) by the Ministry of Economy,
Trade and Industry - Agency for Natural Resources and Energy
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Minimizing processing time and machine standby time decreases power consumption and contributes to reducing carbon dioxide emissions.

&



shaping your dreams

S #t

S 28545 B S 111 il &  TEL (022) 390-9701 = @  TEL (0566) 62-8286
T442:8543 S Ml BP0 (0533)8 Z; W TEL (024) 991-7485 K34  TEL (0533) 82-1145
E-mail : cs-info@osg.co.jp  Web: https://www.0sg.co.jp/
International Headquarters % W TEL (029) 354-7017 ZmE  TEL (052) 589-8320
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN m E TEL (0270) 40-5855 Iz B TEL (058) 259-6055
TEL: +81-533-82-1118 FAX : +81-533-82-1136 F#H=  TEL (028) 651-2720 = %  TEL (077) 553-2012
EEAE S # 38  TEL (025) 288-3888 X BR  TEL (06) 4308-3411
T140-0002  EEHERHAIIXERER)I|4-12-6 ) = = TEL(03)5715-2966 B &  TEL (078) 927-8212
e BIIY=9A FXvFILIT— 198 TELO03)5715-2966  )\x2  1g (042) 6455406 & IR TEL (076) 268-0830
T550-0013 ABRRFABRATEXITA]2-4-2 4055 E K TEL (046) 230-5030 @ TEL (086) 241-0411
TEL(06)6538-3880 # ¥  TEL (0266) 58-0152 I &  TEL (082) 532-6808
FIUT—Y 3R E B TEL (0268) 28-7381 m E  TEL (087) 868-4003
T451-0051 BEHSAEENARAIEKHES-1-17
) TEL (054) 283-6651 M TEL (092) 504-1211
BIZrium B 4R TEL(052)589—8320 % i (054) o0l (092)
B # TEL (053) 461-1121 A TEL (093) 922-8190
=]
(TR OGN T AR >:' 1=7=Y3254TN 2 || TEL (0533) 82-1145 g2 &  TEL (096) 386-5120
tTH#%A.
StABZERRL

[55a5-957 ] 0533-82-1134 [35355-vavema hp-info@osg.co.jp

/N BECBENWNRE L DIC

« TEZEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
NI RFTRSIENT FEL.

+ FID K FIFRFTHSIENTTEL,

* TEOYINBEDEL Eo e SERZEFIELTREL,

« BEE - RERBHNRELLS. BSICERZHRLELTREL.

* TEICEFZMRIFVNTTEL.

« MIFIICTEDTERRET> TR,

OSGREE

& 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. 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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