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Ideal for finishing high-hardness materials!!
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The helical flutes are changlng the'CBN end mills!

BNz RYD mumnee
OSG CBNZ Y FIN Y —A
CALBLIETHERYTIE?

Are you bothered by these issues?

- EEETECBEIRCRICICERLTLES - -

The work material is too hard for carbide tools ...

EEFMICIARBRETHERENTETLED . - -

Changing tools for finishing creates a step ...

-UIHIEERE A R <. MITEAES A —THRWD - - -

Excessive cutting distance leads to uneven surface roughness ...

- CBNIERRHPTL. RO HESE - - -

CBN tools are difficult to handle because they chip easily ...

CBNR—JLTVR=)L(CBN-SXB) &
CBNJ)L/—XI Y Rr=)L(CBN-SXR)
ZHPBPEGDOEDTLEICKDERE. ThE
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The combination of CBN Ball Nose (CBN-SXB) and +5umLIA +5umBA
CBN Bull Nose End Mills(CBN-SXR) make high- less than +54m less than +5um
precision, high-efficiency machining possible. F=IV s FIWI =X suinose

CBN-SXRIzR#B3RTxHHHE 2 LT IciE VIR o ffiZ2i8!

Three-dimensional negative shape at redius

Our original shape is strong against breakage!

‘REBIZ T SERITEETINBRZ LT D3 RTR AR (ROIELE),

AN ZIV T DRIFICKIVEIEBIEMZ B 2 MHIL . S5 E L RIE U ElH
FIEETY,

*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-SXBUZ/MIN¥rvva IMETEHFYPAHBIMT ZFIRIS L P)bR!

Incorporates a spiral gash.

Even with small diameters, large depths of cut are possible! Sharp cutting edge.

AN ZIE vy 1DNRTHRBE LT NKRZMILLEL

BETEGADYAAEERRLET,

ceNT i RO.2HPHRIFTR/NAZILF vy a AR (kR2EL I3 Z i ) EBVUET
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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H E e l I No matter the shape being machined, tools are Coolant
£y =] SYR] E « = available to reduce machining times!! {8 F kAR YRV TOtEVS

Machine Vertical Machining Center

7Iv/—X CBN-SXR

Bull nose

F—Jv CBN-SXB
Ball

MIEONRICER!
Observe the brilliant finish of the
machined surface!

"—IJU Ball
Total Cutting Time

OEFRET LT

T e CBN-SXB 20,000 1,000 0.03 0.03 22 1&%%‘?50§n

R1X5

OEEMLLY 20,000 | 1,000 | 003 | 003 88

' . —-34%
7)./ —X Bull nose i
OURMLEL 20,000 | 1500 | 003 | 003 27

N T ASRY

eEzmirty | CBN-SXR | ..., 500 | 002 | 0.1 27 Total Cutting Time

Scanning Line Operation| - 2 %¢ RO.2

GBI 165165

Finishing of the 12,000 500 0.02 0.1 22 hour  min

bottom surface

T/ XTIV R ZEFERTDHTEICKID. 347 DI TR ERZERIR,

AUV TP QAERDARELT—IICIFR—IVIY RZILHBEM T,

- HERDZ VNI —IRRICEFFEEY I ZXEKWDIIEDTRELTIL/ —XTY RIIIVHBEM T,
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.

F—IRY—TIECBNIEZIBLLSAVFYvIULTLETDT.

ARICEOE TRELITERRDEEETT,

0SG has a wide lineup of CBN tools, making it possible to select a tool that is ideal for your individual application.




It is possible to regrind all of OSG’s CBN tools.

CBNIE

B rammiik.

RFMm{L+BREBE-LEIAMN /!
- A—DBisoc. hiamBEFotEErsanivss.

| cbsts can be reduced through the use of high-quality, long-life, and regrindable CBN tools!
use they are reground by the manufacturer, performance can be restored to the level of new tools.
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B 1 YE6I(BERER)

ﬁﬁmﬁﬁﬁ Before regrinding ﬁﬁﬁ%fé After regrinding

KRELRIBLCTV DD DIIBIED TERLWEEH B
T, BYEYASIVIICTHBIBEZESIKRE TSV,

Excessive tool damage may make regrinding unfeasible. Please consult
with us to determine the appropriate timing for regrinding.

B4

SECHREOHEEE |

Outstanding surface finish even with a reground tool!

EAIR | CBN-SXB R1.5X6X6
WRHI# E ~

Work Material YXR33 (55 57HRC)
EIHRE ; -
Mi“in’gspeed 280m/min (30,000min)
EDRE i

Fosd 2,000m/min (0.033mm/t)
7)]=llbaps FIVAY bk

Milling Method | Down Cut

Eﬁ:&tﬁ?—cm ap=0.01mm Pf=0.0Tmm
SIHRA KA EHA]

Coolant Non-Water Soluble Fluid

fiE At AR AR ZVIEVS
Machine Vertical Machining Center
TSR 2BFR55%

Cutting Time hour  min

CBN-SXB

ﬁi‘!*i &-n Competitor
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For effective use of CBN end mills

1.8, RILY IERIMEDOSDEEDOEV I ZERATEL.
2. TEREFHUE/IRICHNZ TFEL,
3. IV RV MIFROIFLOHRNAE. 10umKi@THNZTREL,

FIe AR CTHNISERSND O COERHRNIEE Z CHEEI TS L\,
4 BHREERE(LICKDRAEY RILOMIEISERULTTE L,
S.EMOEEHmEEN ENSHEVETE. TEDRLITRENEERET

EAL.EDREZRABELTCTEV. I—FHBFEEFEHREVI

TICIF. EERERE. ZDEREEBICTIF TR,
B.MAL(AAIL=RA M) FlelFIT7 TJO—CTTREATELY,
ZHIMNIICTEA. L EFRHEI—EEDKRIICLTTREL,

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

-~
T EIFE

Surface for finishing

it EE

Surface for
semi-finishing

—F B —

Uniformity at corner area

-~

T EIFE

Surface for finishing

— BRI —

No uniformity at corner area

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
as possible.

Rt EFE

Surface for
semi-finishing
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Recommended tool material types for finish machining in high-hardness materials

CBNITEEFMEFRECEBNDRE. B RIFHEWVRMT
9o BILKHEIF THOTCHRMO DL SBEHFLETDARE
BINIICREFREETT, T EFAETTERATEL.

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
that place a large burden on the cutting edge such as roughing. Please use this

; @ cBN
W E mpy | ERLAME
Work Material Adaptability Rel?ﬂ%rpenn?i:r?rig e.I;OOI
K O #8fE. cBN
Cast Iron Carbide, cBN
BRFR O #EEE‘ cBN only as a finishing tool.
Carbon Steels Carbide, cBN
TUN—RVE ® #BHE. cBN Q@iEfE
Prehardened Steels Carbide, cBN II]E[L\_L\*EZ%U*Z . le]Il':i‘:”l-ﬁ L/TC
T S350, 8530 ® cBN. #8& WXLO—=F+4>Y TV U—=X
Tool Steels, Bearing Steels cBN, Carbide The WXL Coating Series handles a
wide range of materials and applications.
IR O cBN. & M, TR CEN
HSS cBN, Carbide WXZ—) \o_:l_l\yu_l'
> ~ The WX Super Coating Series has excellent
EES% X 9'{_‘\7:EJ Rk heat—resist:nce and IWear—relsistr:lnce ):)roperties.
Carbide Diamond
IPAVESIVOR| ¢ FALVEVE @FLVEVER
Fine Ceramics Diamond

94‘\7=E/ FI—F«VJIER. ZERIA(PEVRPCD)
TR EBEIJAVEVRIE BREEIIVEVRIAET
XIGAIEEC Y. SHERFTRLEDE TS,

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

g%% CBN-SXB CBN-LN-SXB CBN-EBD CBN-EBD-SF F2139CS
Tool CBN/ME2HAR—IVIVRR | CBNIME2FAOY IRy IR—ILIY RRE CBN2XR—IVIY Ri | CBN2IR—ILIY RiZ | CBNR—ILIY Rz
CBN Small Diameter 2 Fiutes Super Ball- | CBN Small Diameter 2 Fiutes Long Neck Super Ball-end Type | CBN Brazed Ball Nose End Mill | a5 T4y NILT | AO=FPITAI1 T
end Type 2 Flutes CBN Brazed Ball Nose End Mil | CBN Ball Nose End Mill
for the Shrink Fit System | (Indexable Type Cutter)
U‘@BNM\‘L—‘?]\"’—ID
(o P15
R AV YT | PBYYIY P4V vIY o6V vy
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 | C8525310 | C 8525210 |C 8525654~8525657 |C 8525854~8525857 - - -
R 0.55 * D 8525211 *® * - — —
R 06 % D 8525212 * % — — -
R 0.65 * D 8525213 * % — — —
R 0.7 * D 8525214 *® * - — —
R 0.75 * D 8525215 * C 8525877 = = s
R 08 * D 8525216 * % — — -
R 0.85 * D 8525217 * * - — —
R 09 * D 8525218 * * - — -
R 095 * D 8525219 * % — — —
R 1 * C 8525220 * C 8525903~8525905 - - -
R 1.05 * D 8525221 *® * - — —
R 11 * 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 12.5 - — - = = * -
R 15 - - - - - * *

C=HR#AEER

*ENESFEEERIET,
K ERRY A XALUASBYETRET T, HHERE THVOEDETEL,

D =%#Et> 4 —EEEER

C = Standard stock item. D = Inventory center stock item.

Sizes marked with * are special order items.
% Sizes not featured above are also available. Please contact
our sales staff for more information.



CBN/METIW/ XTIV REIWIU—=X R CBNRIIFPIVRINIY-X
CBN Small-Diameter Bull Nose End Mill CBN Square End Mill Series
LTl CBN-SXR CBN-LN-SXR CBN-CR-EDS MBOS CBN-EMS
Tool CBN/ME2H T IV —AHz CBN/ME2XOY G2y I TV —AF CBN2¥J—37R | CBN1H CBN4X
CBN Small Diameter 2 Flutes Super Bull Nose Type | CBN Small Diameter 2 Flutes Long Neck Super Bull 9 q— l\"? :J g— b’fg :Ja — hﬁg
E Q4w P66 IvIY 04 vIT OB TvIU
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 - - - - % * %k
18 - - - - & * *
20 - - - - % * %
C=1Z#%FER D=fEt7—Z#HEER  C = Standard stock item. D = Inventory center stock item.
REMIZFEEERVET, Sizes marked with * are special order items.

K ERRY A LA B BEFRETT . HHERZTHVOEDETEL,

% Sizes not featured above are also available. Please contact our sales staff
for more information.



CBN/MZ2AR—=ILI Y R

CBN Small Diameter 2 Flutes Super Ball-end Type CBN-SXB

®
!

O o cBNgEfE{&
Tool Material cBN Compact L2
Y- +5um L

Tolerance of Ball Nose Radius

B :mm  Unit:mm

Y—JUNo. R=LEEXETRXY v/ 2R PSS v IR TE IR
EDP No. RX82XDs L 2 Ds Stock (Yen)
8525304 R 02 X 12 X 4 45 0.3 4 C 26,500
8525305 R 025X 15 X 4 45 0.3 4 D 30,200
8525306 R 03 X 18 x 4 45 04 4 C 26,500
8525307 R 035X 2.1 X 4 45 0.5 4 D 30,200
8525308 R 04 X 24 X 4 45 0.5 4 D 30,200
8525309 R 045 X 27 X 4 45 0.6 4 D 30,200
8525310 R 05 X 25 X 4 45 0.6 4 C 23,100
8525210 R 05 X 25 X 6 50 0.6 6 C 23,100
8525211 R 055X 28 X 6 50 0.7 6 D 27,500
8525212 R 06 X 3 X 6 50 0.7 6 D 27,500
8525213 R 065 X 33 X 6 50 0.8 6 D 27,500
8525214 R 0.7 X 35 X 6 50 0.8 6 D 27,500
8525215 R 075X 38 X 6 50 0.9 6 D 27,500
8525216 R 08 X4 X 6 50 1 6 D 27,500
8525217 R 085 X 43 X 6 50 1 6 D 27,500
8525218 R 09 X 45 X 6 50 1.1 6 D 27,500
8525219 R 095 X 48 X 6 50 1.1 6 D 27,500
8525220 R 1 X5 X6 50 1.2 6 (0] 24,000
8525221 R 1.05X 42 X 6 50 1.3 6 D 34,700
8525222 R 1.1 X 44 X 6 50 1.3 6 D 34,700
8525223 R 1.15X 46 X 6 50 1.4 6 D 34,700
8525224 R 1.2 X 48 X 6 50 1.4 6 D 34,700
8525225 R 126X 5 X 6 50 1.5 6 D 34,700
8525226 R 1.3 X 52 X 6 50 1.6 6 D 34,700
8525227 R 1.35 X 54 X 6 50 1.6 6 D 34,700
8525228 R 14 X 56 X 6 50 1.7 6 D 34,700
8525229 R 145X 58 X 6 50 1.7 6 D 34,700
8525230 R 15 X6 X6 50 1.8 6 C 28,900
— 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=E£%EER D=fEt 24— EEEER C = Standard stock item. D = Inventory center stock item.
*ENISZFEEERVET, Sizes marked with * are special order items.
X ERY A AU HBUERRET T, X BRESHE->THIET, Sizes not featured above are also available. OSG also
LHHEEFITHOEHDETEL, ionfzs:;:i-ogr:.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

3 8
— P
S
X
@ cBNEE#E 1+ 2 B
Tool Material cBN Compact L
@ RZFTE oo +5um
Tolerance of Ball Nose Radius
B :mm  Unit:mm
v—JUNo. K=V FEXETRXY vV =R IR I IIR B TE RS
EDP No. R X8 2XDs L 2 Ds D Stock (Yen)
8525622 R 02 X2 X 4 45 0.3 4 0.37 C 22,000
8525623 R 02 X3 X 4 45 0.3 4 0.37 © 22,000
8525633 R 03 X3 X 4 45 0.4 4 0.55 C 20,600
8525634 R 0.3 X 45 X 4 45 04 4 0.55 C 20,600
8525654 R 05 X 4 X 4 45 0.6 4 0.95 C 20,400
8525854 R 05 X 4 X 6 50 0.6 6 0.95 © 20,400
8525655 R 05 X5 X 4 45 0.6 4 0.95 C 20,400
8525855 R 05 X5 X 6 50 0.6 6 0.95 @ 20,400
8525656 R 05 X6 X 4 45 0.6 4 0.95 C 22,400
8525856 R 05 X6 X6 50 0.6 6 0.95 C 22,400
8525657 R 05 X 75 X 4 45 0.6 4 0.95 C 22,400
8525857 R 05 X 75 X 6 50 0.6 6 0.95 © 22,400
8525877 R 075X 75 X 6 50 0.9 6 1.4 C 25,100
8525903 R 1 X B6 X6 50 1.2 6 1.9 C 24,000
8525904 R 1 X 8 X 6 50 1.2 6 1.9 C 24,900
8525905 R 1 X10 X 6 50 1.2 6 1.9 @ 25,900
8525956 R 15 x12 X 6 50 1.8 6 2.9 C 27,800
8525957 R 1.5 X15 X 6 50 1.8 6 2.9 @ 27,800
C=1R#EER C = Standard stock item.
¥ ERRY A XLUSNEBMEFEETT, . BHESE-THEUET, Sizes not featured above are also available. OSG also offers re-grinding.
LHMEEEITHVEDETEL, Please contact our sales staff for more information.
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CBN/MZE2HR—)VI > K2 CBN-SXB
CBN Small Diameter 2 Flutes Super Ball-end Type
BEEE-TU/\— R
M bl R
WORK PREHARDEND STEELS HARDENED STEELS HARDENED STEELS
MATERIAL SKT- SKD - NAKSO - HPM50 (50 ~ BOHRC) (80 ~ 68HRC)
(~ 50HRC)
ﬁfﬂ%ESPEED 300m/min 250m/min 200m/min
RXETE ElEnRE EDIRE EERRE EDRE EERERE EDRE
R x 22 (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.3X 1.8 50,000 2,000 50,000 2,000 50,000 2,000
RO5Xx 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
R1.5X 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 XI12 16,000 1,300 13,500 1,000 10,500 800
ThARE e
DEPTH OF CUT a PF 7 | & a Pf
R=15 0.01p5D 0.04D WA% R=15 O.OF‘;D 0.03D
1.5<R 0.015D | 0.03D 1.5<R 0.01D [0.025D
’ W W i 1 g
CBN/NZR2AOV IRy IM—)VI FAZ  CBN-LN-SXB
CBN Small Diameter 2 Flutes Long Neck Super Ball-end Type
= T J)\— RS

" H%A@DE?V,E{)}S\TEEE~Jﬂ SRES e

B+t work MATERIAL PREHARDEND STEELS HARDENED STEELS HARDENED STEELS
SKT-SKD - NAKSO - HPM50 (50 ~ BOHRC) (60 ~ 68HRC)
(~ 50HRC

EDERE FeeEDmm/min 120% 100% 80%
EDARE pEPTH OF CUT
RXETE EERE HEEEDEE 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
RO.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.75 X 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 X 10 24,000 1,400 0.02 0.03 0.01 0.03 0.01 0.02
R1.5 X12 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




B T4

Cutting Data

50HRC72 #8/3Rt)3A 3+ 0.04mm T8RN L ! !

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

EHATE _ (mm) 0.1 r
L3 CBN-SXB R1X5X6 CBN.SXE
WEIAE SKDB1 (50HRC) [ —+— O—F«VJBER—IVIV RZJL  Coated Carbide Ball Nose End Mill
. . —=— {hiftcBNI > R=)UB Compefitor BNENdMil B
Jeigiiatens! & o 0.08 s fthttcBNI > RZ)LA Com:mor BN End Mill A
CIHIEE ; i s
Milling Speed 250m/min (40,000min™) }Ib 3 tos
. s O
EDEE 2,400mm/min (0.03mm/t) Bs
2
YOI TEYH B¢ oos
Milling Method Plane Cutting B3
=
PHARE _ —
Dept,:"o‘f'Cut ap=0.04mm Pf=0.05mm 0.02
SIHIRE IrJo—
Coolant Air Blow . . . . . . . ,
Eﬁﬁ%ﬂi R s e 0 50 100 150 y 200 - 250 300 350 400
Machine Vertical Machining Center GIRLRZ  Miling Length (m)
- =pey)
RO.3ICKDS53HRCOEEMI!!
High speed machining of 53HRC with an R0.3 tool!
(mm) 0,025
ZMIR CBN-SXB R0.3x1.8x4
(17K |ocf ooococo00c0000000000080000009 Eoo00000000000000600000000000000000000
WEIE %,
Work Material SKD61 (SBHRC) % S 0015 R
MR - - A TR SR e U —— CBN-SXB
Milling Speed 75.36m/min (40,000min™) BC e {BHEA Competitor A
p 0.005] 537 L L mpetitor B "
Jéebdﬁﬁ 1,600mm/min (0.04mm/t) o {8 Competitor &
. ” y 50 700 750 200 250 300
EIRIT5E FEEIAl ° SIHIE S Milling Length m
Milling Method | Plane Cutting
PHARE ap=0.01Tmm Pf=0.02mm ME#H & Surface Roughness (BZ : umRz) (Unit:umRz)
Depth of Cut . . -
HIHIE & Milling Ler
TR HESwiretost  o0m | 100m | 150m | 200m
4 MQL
Coolant
{5 AR TRV VIEIY ap=0.01mm CBN-SXB 0.6 1 1 15
Machi Vertical Machining Cent —
achine ertical Machining Center Pi=0.02mm ftt A : 2 :
Competitor A .
4t B
Competitor B 15

53HRCZH3Ad+0.0lmm T
ZEMI!

0.01mm depth of cut stable machining of 53HRC material!

AI8 | CBN-SXB RO.5X2.5%6

WHIH S

Work Material SKD61(53HRC)

BIHELRE : .

Niiling Speed | 140m/min (45,000min")

EDEE | 2,000mm/min (0.022mm/t)

BEI73% TELIH]

Milling Method | Plane Cutting

TZAS  |@a=00Imm Pf=0.02mm

SEHA] I7rJo— ap=0.01mm
Coolant Air Blow Pt=0.02mm
B ARt AR IZIEVS

Machine Vertical Machining Center

(mm) 0.08
%k
¥ 3
&= 0.06
<
# 5004
gL

0.02

0 50 100 150 200 250 300
YIHIRE Milling Length (m)

150m HN T DTS EEFEIREE  Wear condition of drill point after Milling 150m.

R —IUERE (FEEEFER 0.03mm  0.03mm. wear on the Relief of Ball-end

10
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B T4

Cutting Data

BEREEICK ST EZE LI LTH I HE

Stable machining is possible regardless of RPM.

RHIR CBN-SXB R1X5X6
WHIHE

Work Material SKDT1 (GOHRC)
LR E 125~250m/min

Milling Speed (20,000~40,000min™")
EDRE 1,600 ~3,200mm/min
Feed (0.04mm/t)

BIEI7% Ry MIT

Milling Method Pocket Milling

TEARE «  |@ap=0.03mm Pf=0.08mm
SIEHA I7JO—

Coolant Air Blow

{58 R AR BRIty sy
Machine Horizontal Machining Center

(mm) 0.09
008 |..—*—S20000min"
. F 1,600mm/min
0.07 |-~ === 8 30,000mMiN"  ~r-ciioooieoeeeeoeeioee e
F 2,400mm/min
0.06|-- L R N S S
3k o =8 40,000min"
Lf§ 005! F3,200mm/min
gi 0.04
0.03
0.02
0.01
0 100 200
EIHIRE  Milling Length (m)

UIHIEERE D R <IEOTH
EMEE [FF

Maintains a good surface finish even after a long milling.

#ATLR  |CBN-SXB R1X5X6
A E
Work Material SKH51(65HRC)

& ; N
VHBEE | 250m/min (40,000min")
EDRE | 6,000mm/min (0.075mm/1)
YIHI73E FEIH
Milling Method | Plane Cutting
TBARE .« |ap=0.03mm Pf=0.05mm
HIHlEA] I7JO—

Coolant Air Blow
{5 B MHERYVZVIEYS
Machine Vertical Machining Center

P=0.05mm

ap=0.03mm

FIHIRE (M) Miling Length (m)

CBN-SXB

<7\ HFE

Carbide End Mill

5m 70m

1.2umRz

1.6umRz

65HRCZ R UIAH 0.05mmT

e

AL

0.05mm depth of cut high speed machining of 65HRC material!

ATR | CBN-SXB R1X5x6
WHIHE

Work Material SKH51 (65HRC)
HIHIEE ; L
Milling Speed 250m/min (40,000min™")
ZDREE | 6,000mm/min (0.075mm/t)
7)]=llbaps TELIHE

Milling Method | Plane Cutting

TZARE .« |ap=0.05mm Pf=0.02mm
S I7JO—

Coolant Air Blow

{2 At NERYVZVIEVS

Machine Vertical Machining Center

(mm) 0.1

[Eiatt= Rl =
Flank wear
o
e

=~ CBN-SXB

Competitor

2.8umRz



B T4

Cutting Data

CBN-LN-SXBIC K4 52HRCODI1 L

CBN-LN-SXB Milling in 52HRC

== MRS — —

= CBN-LN-SXB RO.5x5x4  WEAS —|ap=002mm Pf=0.02mm

WHIHE BHEHA]

Work Material STAVAX (52HRC) Coolant MaL HETER

HlERE . L ARV IEVS sing the outer

P/ﬂlﬁig Speed 125m/min (40,000min"") 1I\;Ifa}acﬁh‘i%*eEz \\/_Lertical Machining Center guttir%gthedget

EDEE i

e 1,600mm/min(0.02mm/t)
Using the bottom
cutting edge

ﬂ‘fﬁgﬁib{ﬁa ! @ The flank wear amount is different!
1 R oo (I 006 oo S S S i

—— CBN-LN-SXB

005 | —* fEALA Competitor A
~——=— fth#tB Competitor B
et {12+ C Competitor C

004 | -

[Eipat= Rl
Flank Wear
o
o
W

0.02

0.01

—+— CBN-LN-SXB RO.5(5HEX:70°)
005 ——o— {t#t A Competitor A The outer cutting edge

~——=— {th#tB Competitor B
s {t1#tC Competitor C

o
o
=

o
o
@

Flank Wear

[ Rl

PHIRE

Milling Length

ﬂﬂ‘ﬁﬁﬁiﬂ‘ﬂa ! @ The flank wear amount is different!

WXN-Zr-Z2wo

b
Competitor A

o
flo
#z
B2

=

o

o

Ot
Competitor C

165m NI #

After milling 165m

0 50 1 60 150
(m) YIHIRE  Milling Length (m)

”ulﬁﬂé#ﬁa ! The machined surface finish is different!

165m AN After miling 165m
RXEFRA (07) SERERA (70°)

Using the bottom cuttini sing the outer cutting edge

WXN-Zr-Z2mwo

o
fl 5
s
B e
=
o
o

Ot
Competitor C

c
B
i
L
1
S
X
B

12



SR

standard stnck item

CBN/IVZE2HT L/ —XH

CBN Small Diameter 2 Flutes Super Bull Nose Type

PrEcenx2ys7iZex] (NEW)

CBN-SXR

o @«
OHE oo BNt %EEEF****** ]
O FEEHEE - +5um T,
Tolerance for r L

B :mm  Unit:mm

B TERGR

Y—JUNo. ABXI-FTHEXETR 3 E PR AP/ 3k s = A DN O SHEXS S S EX S R E A R | YrVofR | TE B IRERTE
EDP No. Dc XX e L Ds Stock | (Yen) EDP No. Dc XrX e 2 Ds Stock | (Yen)
8526210| 0.5 XR0.05X1.5 45 0.3 4 C 120,300 8526241| 2 XRO0.1 X5 50 1.2 6 C |23,300
8526211 | 05 XR0.1 X15 | 45 | 0.3 4 C 120,300 8526242 | 2 XR0.2 X5 50 | 1.2 6 C 123,300
8526220| 1 XR0.05X25 | 45 | 0.6 4 C 118,700 8526243 | 2 XR0.3 X5 50 | 1.2 6 C |23,300
8526221| 1 XRO.1 X25 | 45 | 0.6 4 C 118,700 8526245| 2 XR0.5 X5 50 | 1.2 6 C 123,300
C 8526222 1 XR0.2 X25 | 45 | 0.6 4 C 118,700 8526261| 3 XRO0.1 X6 50 | 1.8 6 C 129,500
Bc 8526223| 1 XR03 X25 | 45 | 0.6 4 C 118,700 8526262 3 XR0.2 X6 50 | 1.8 6 C 129,500
N =] 8526231 | 15 XR0.1 X38 | 50 | 0.9 6 C 22,200 8526263 | 3 XR0.3 X6 50 | 1.8 6 C 29,500
LN 8526232| 1.5 XR0.2 X38 | 50 | 0.9 6 C |22,200 8526265| 3 XR05 X6 50 | 1.8 6 C 129,500
|8 8526233 15xR03 x38 |50 [09] 6 | ¢ [22200 C=fE#AES C=Standard stock item.
1
S )F§ K ERRY A ZLUSH S BUERTRET . Lt ERE THIVEHE TS, Sizes not featured above are also available. Please contact our sales staff for more information.
X
R

Cutting Conditions

CBNNZE2X T IV —XF

CBN Small Diameter 2 Flutes Super Bull Nose Type

CBN-SXR

#HEI#4 woRK MATERIAL
ST E TUIN— RS E E=

5343 STANiiwDJ’EAPﬁ-‘gF cur HAHDEEE%S%EEEZ #EHAREEJND%ETEELS HARDﬂ% STEELS HARD?V%%EEELS

(~ 50HRC) (50 ~ BOHRC) (60 ~ 68HRC)
MILL DIA. (mm) ap=100% ae=100% ap=80% ae=80% ap=50% ae=50%

dp de SPEEEDi%n?N‘) FEE%(?ni?ﬁgmin) sp%%%ﬁn') FEE%(?n%?min) sp%&)’{iﬁn") FEE’S(?EEmm)

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 0.4 38,500 1,550 32,000 1,300 25,500 1,000
2 0.04 0.4 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

S
EVD §tandard stnckulutem

CBN/ME2HOV IR I TV =R

CBN-LN-SXR

CBN Small Diameter 2 Flutes Long Neck Super Bull Nose Type

@HE oo, CBNEE#E £ ab 7777{4‘61
. - B | Tool Material cBN Compact © L <
O FEBEHEE o +5um Ll
Tolerance for r L

B :mm  Unit:mm

13

Y—JUNo. SEXI-FT+EXETR 3 E A R |VryoR|7E B (FEE Y—JUNo. AEXI-FT+EXETR 3 E A R |VvyoR | B | RS
EDP No. Dc Xr X 82 2 Ds Stock (Yen) EDP No. Dc XrX @2 2 Ds Stock (Yen)
8526410| 0.5 XR0.05 xX2.5 45 0.3 4 C |22,200 8526441 | 2 XR0O.1 X10 50 1.2 6 C |26,500
8526411| 0.5 XR0O.1 X25 | 45 | 0.3 4 C |22,200 8526442 | 2 XR0.2 X10 50 | 1.2 6 C | 26,500
8526420| 1 XR0.05Xx5 45 | 0.6 4 C |21,100 8526443 | 2 XR0.3 X10 50 | 1.2 6 C |26,500
8526421 | 1 XR0O.1 X5 45 | 0.6 4 C |21,100 8526445 2 XR0O5 X10 50 | 1.2 6 C |26,500
8526422 1 XR0.2 X5 45 | 0.6 4 C |21,100 8526461 | 3 XRO.1 X12 50 | 1.8 6 C 33,100
8526423| 1 XR0.3 X5 45 | 0.6 4 C |21,100 8526462 3 XR0.2 X112 50 | 1.8 6 C 133,100
8526431| 1.5 XR0.1 X75 | 650 | 0.9 6 C |24,900 8526463 | 3 XR0.3 X 12 50 | 1.8 6 C 33,100
8526432| 1.5 XR0.2 X75 | 50 | 0.9 6 C |24,900 8526465 3 XR0O5 X12 50 | 1.8 6 C 133,100
8526433| 1.5 XR0.3 X75 | 650 | 0.9 6 C 124,900 C=1E#%#EM C = Standard stock item.

¥ ERRY A XS HBUERIBET Y., SHEEE THVEHE T Sizes not featured above are also available. Please contact our sales staff for more information.

| RPEESEES

Cutting Conditions

CBN/J\f

Z2ANOV IRy I T/ —XF

CBN Small Diameter 2 Flutes Long Neck Super Bull Nose Type

CBN-LN-SXR

#E#4 work MATERIAL
- EEARS SAESA-JUN\— RV REH SHEH
M||_Lu3/?(mm) ST BB O BUT HARDENED STEELS - PREVARDEND STEELS HARDENED STEELS HARDENED STEELS
ap=100% ae=100% dp=60% de=60% a;:_)=40% ae=40%
dp de SF'EEE%T?N') FEE%(?W%W?min) SFEI?SE!H%N‘) FEEﬁ(?nﬁgrnin) splgl?ti;izﬁn") FEE%(?T\%?WH)

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




. 7J[II$1§|J Cutting Data

MRS - M EEFEIE(C el
BNfccBN &tz H

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

- —— CBN-SXR
004 -~ —s— fti#H Competitor =777 gttt

= R
Flank wear

002 {- - - wmmmm e T
BAIS  |CBN-SXR ¢2xR0.1x5 L s AR
W E 9 —6 20 3 a0 50
Work Material | SKDT1 (B0HRC) £I4IE & Milling Length (m)

B3 . .

}\:/I)Jiuﬁi#gzgeed 100m/min (16,000min™") INITHEDOTHEIKEE Cutting edge condition after machining
EDEE 500mm/min (0.015mm/t) CBN-SXR M3 S compotitor
YIEIEE FEIE T

Milling Method | Plane Cutting

FHARE - _
Denthofcut | @=0.1mm  @e=0.01mm
SEHA]

Coolz;nt MaL

{58 AR MRV ES
Machine Vertical Machining Center

FAIIRIC KD I—ROBE v T ! |

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

BEATR  |CBN-SXR ¢2XR0.1X5

Tool
w;ﬁr:{*hzﬂgerial SKD61 (52HRC) S50mINTEDHSELIREE  Cutting edge condition after machining 50m.
THBRE | 163m/min (26,000min") CBN-SXR ftb 3R competior

ok 1,200mm/min (0.023mm/t)

)] =llbapr BUHE
Milling Method | Slotting
THARS

= 5
Depth of Cut ap=0.02mm J

HIERA IrJo—

Coolant Air Blow
fiE At wERY—vItwvy
Machine Horizontal Machining Center

2 ASILTIDHRICELD =
AIET DI ETAE |

Thanks to the spiral flutes, side cutting is possible.

IR e
Flank wear

BHTR | CBN-SXR ¢2XR0.2X5

Tool : 0 0 )
0 20 40 60 80
wﬂﬁinm SKD11 (B60HRC) HIHIE & Milling Length m
e INIHEDFS IREE  Cutting edge condition after machining
YIHIRE ; .
Milling Speed 120m/min (19,000min")

CBN'SXR fm*il%:l Competitor

E?ﬁg 500mm/min (0.013mm/t)

)]=lbapr RIELIE
Milling Method | Side Milling
THARE
Depth of Cut
PEEE | \aL

Coolant

ap=1.2mm ae=0.02mm

EEELE 2 UMYV TtEVS

Machine Vertical Machining Center

14



CBN2AR—ILI Y iz

CBN Brazed Ball Nose End Mill 2 Flutes

CBN-EBD

B :mm  Unit:mm

D CBNJE & 14 OGS 2 & | 0 E [HTE|vrok| & B [mems
Tool Material ¢BN Compact EDP No. RxDc L 2 22 Ds | Stock | (Yen)
8525406 | R3 X 6 90 4 20 6 D 43,400
| SEg - - - - él 8525408 | R4 X 8 100 5 20 8 D 47,600
©. 3 8525410 | R5 x10 100 6 20 10 D 51,600
_@7 !J 8525412 | R6 X12 110 7 20 12 D 59,400
i 2 D=fEEt 24— 1EEEESR D = Inventory center stock item.

¥ ERY A XA SBUEFRET Y, X BHELHE>THIET,
LHMEEEITHOEDETFEL,
Sizes not featured above are also available. OSG also offers re-grinding.
Please contact our sales staff for more information.

©
B
N
E
B
D

B JHIRAR

Cutting Conditions

15

w = CFYN—RS - -

ol HAHDE%%%@EEL? gF{E}—IAHIII;Em)%!ZI'EELS 2 E1 0 EEIE Pl

WORK SKT - SKD - NAKSO - HPM50 HARDENED STEELS HARDENED STEELS CAST IRON

MATERIAL (30 ~4BBRE) (45 ~55HRC) (55 ~B0HRC) FC

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

224 EE5RE EDRE EliERE EDRE ElERRE EDEE Bl E EDRE

MILL DIA. (mm) 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 | 440~5000 |27,000~50,000 | 2,150 ~ 14,000
R4X 8 | 12,000 ~50,000 960~9,000 | 10,000 ~50,000 800~9,000 | 8000~40,000 | 480~4,800 |20,000~50,000 | 2,400~ 16,000
R5x 10 | 10,000 ~48,000 | 1,000~9,600 | 8,000 ~38,000 800~7,600 | 6,000~32,000 | 360~3850 | 16,000~50,000 | 3,200 ~20,000
R6X 12 | 8000 ~40,000 960~9,600 | 7.000~32,000 840~7,700 | 5000~27,000 | 400~4,300 | 13,000~50,000 | 3,100~20,000
hARE 4

DEPTH OF 3 5 W =3

CUT I/

0.01D | 0.02D —

. 7JI]I$1§|J Cutting Data
‘9& pwa A 131

LD281|:| I % IZIIZI] ] (] I

Feed is 2.8 times. Tool life is 11 times!

8

FHIR CBN-EBD R5x 10

HHIME YIHEE IrJo—

Work Material FC250 Coola/nt Air Blow

YHARE _ _ B TRV TS

Depth of Cut @p=0.5mm  Pf=0.5mm Machine Vertical Machining Center

ElEmRE EDIRE EIHIRE (M) Milling Length (m)
Speed Feed B 3,000

CBN-EBD 32,000min"" 6,400mm/min

J—F 4 VJ@BER—VIY RZ)L - e @ HEHHE K-k E EFERO.Imm
Coated Carbide Ball Nose End Mill 11.200min"! 2.240mm/min |l Criterion:0.1mm.wear on the Relief of Ball-end




CBN2AR—=IVIVRR: 22UV TT4vbd9L4T

CBN Brazed Ball Nose End Mill for the Shrink Fit System

CBN-EBD-SF

B :mm  Unit:mm

=+
Qg ... . cBNgE#L (X w—JL No. —}l/=i= ] =& TE | BFE |YrUoR
Tool Material cBN Compact EDP No. R xDc L 2 20 Ds
R — R 5 X 10 32 6 10 6
o ® — R 6 x 12 34 7 12 6
% _ _ - - Q
< — R 8 x 16 49 10 16 10
— R10 X 20 58 12 20 12
L‘ ERY A XL B BETRETY, X BRBESR-THIET,
22 LiERETHVEDET AL,
Sizes not featured above are also available. 0SG also offers re-grinding.
L Please contact our sales staff for more information. c
=]
N
t \ II ﬂ — 1 ol 1 E
. J] ﬁ J 7|<1q:2=2 Cutting Conditions D
1
2
w £ cTFYIN\—R = -
wEI HAHDﬁJ%i@EELz gRIE}—iAREI;Em)ﬂEELS o ET 5 EL] Che
WORK SKT - SKD - NAKSO - HPM50 HARDENED STEELS HARDENED STEELS CAST IRON
MATERIAL (30 ~45HRC) (45 ~55HRC) (55 ~60HRC) FC
smEE 300 ~ 1,500m/min 250 ~1,200m/min 200 ~1,000m/min 500 ~ 2,000m/min
FU EIEREE XDRE ElERRE EDRE [ELRES:S EDRE Bl E EDRE
MILL DIA. (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 8,000 ~ 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 8X%16| 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
R10X%X20| 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
AR L
DEPTH OF a
et 0.01D | 0.02D 7 .

EnT=6)
OSGIBD> a2V O 54 T THE

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

Cutting Data

ADINT!

—h\

1R (51X

EHIR CBN-EBD-SF R15X30

HHIAE ThARE _ —

Work Material FC250 Depth o<f_Cut ap=0.2mm Pf=0.4mm

kel - LI I7J0— HeK-63F

Speed = 30.000min‘! Goolant Air Blow —fRAILY
Solid Holder

EDRE i B AR PR Y=V otys (ko)

Feed 30m/min (0.5mm/t) Machine Planer Machining Center (Special Order) 307

30,000min, 30m/min&EVSBER. XD I IHRETElc. COROEMESIE3. 71 umRzERIFTH oI,

High speed machining at 30,000 min"' and a feed rate of 30 m/min. Surface finish is 3.7 lumRz under the quoted conditions.

16



17

CBN/R—ILIV R AO—79IIA947

CBN Ball Nose End Mill (Indexable Type Cutter) F2139CS

’nz/_fnn 7

@ cBN#g#5 1A (.{g %
Tool Material cBN Compact \

B :mm  Unit:mm

$Dc |

|
a2

|

|

|

|
¢Ds

£2 £s
L - R15

. bDI$1§U Cutting Data
HBEAIFEDMRTR—ILRITHEDRIEB U

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

air= =D ;

L35 F2139CS R15 EDEE 5.000mm/min (0.42mm/1)
ERF v I(#11E) THARS — _
A P3202-D30 cBN Depth ok ap=0.2mm Pf=0.7mm
WHIME FCD50048% S I7Jo—

Work Material Equivalent Ductile cast iron Coolant Air Blow

[ElE5EE in- fiE AR FfE~ry=—votwrs

Speed 6.000min" Machine Planer Machining Center
TESRONIHLAYUNE RFFE LEDE CE0REBDIMINARETH I,

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




CBN1 Y a—bi

CBN Brazed End Mill 1 Flute Short

Tool Material cBN Compact
BfiT :mm  Unit:mm
Y—)UNo. SR =R AR | YvVoR| BFR B& R EEX TE RS
EDP No. Dc L 2 Ds 22 Ds R* Stock (Yen)
8525060 6 50 3 6 12 5.7 RO.6 C 27,800
8525080 8 60 4 8 16 7.7 RO.6 Cc 31,600
8525100 10 70 5 10 20 9.6 RO.6 C 36,400
8525120 12 75 6 12 24 11.6 RO.6 Cc 39,100
% R=Radius chamfering C=1Z#7%EHR C=Standard stock item.

| PEESEES

Cutting Conditions

{HIJEWH“ SIDE MILLING %Wﬁ“ SLOTTING

WORK HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
MATERIAL (45 ~55HRC) (55 ~B0HRC) (60 ~B5HRC) (45 ~55HRC) (55 ~B0HRC) (60 ~B5HRC)
2243 CEEE | X0EE | BImEE | ZOEE | OEEE | ZhEE | OHEEE | X0EE | OmEE | EZDEE | OEEE | XDERE
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 10,600, 370 | 7,950 | 180 | 4,950 40 10,600| 370 | 7950 | 180 | 4,950 40
8 7.950| 295 | 5950 | 145 | 3,700 30 7,950 295 | 5950 | 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 3960 | 115 2,450 25 5,300, 210 3960 | 115 2,450 25
hARE T
DEPTH OF CUT 3 e a - 71 ap
0.3D | 0.02D 2 0.05D W////
Qe

18



CBN2¥J—7F R a—bHe

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

@A E e CBNE R & —-l”—
Tool Material cBN Compact
L 1
REEER
B :mm  Unit:mm
—)UNo. HEXD—FHER 2R AR IR TE TRAE( 4%
EDP No. Dc X r L 2 Ds Stock (Yen)
8525531 3 X RO02 45 3 6 D 40,700
8525532 3 X RO03 45 S| 6 D 40,700
8525533 3 X RO05 45 3 6 D 40,700
8525534 3 X R 075 45 3 6 D 40,700
8525541 4 X RO02 45 4 6 D 36,300
8525542 4 X RO03 45 4 6 D 36,300
8525543 4 X RO05 45 4 6 D 36,300
8525545 4 X R 1 45 4 6 D 36,300
8525551 5 X RO0z2 50 5 6 D 34,700
8525552 5 X RO03 50 5 6 D 34,700
8525553 5 X RO05 50 5 6 D 34,700
8525554 5 X R 075 50 5) 6 D 34,700
8525555 5 X R1 50 5 6 D 34,700
8525556 5 X R15 50 5 6 D 34,700
8525561 6 X RO2 50 6 6 D 39,100
8525562 6 X RO03 50 6 6 D 39,100
8525563 6 X RO05 50 6 6 D 39,100
8525564 6 X R 075 50 6 6 D 39,100
8525565 6 X R1 50 6 6 D 39,100
8525566 6 X R15 50 6 6 D 39,100
8525567 6 X RZ2 50 6 6 D 39,100
g’ D=7EEt > 4—fZ#EESM D=Inventory center stock item.
N
C
R
E
D
S
B4 :mm  Unit:mm
NEXD—FHEER R AR I IIR
Dc Xr L 2 Ds
— 3 X RO.1~RO05 60 3 6
= 4 X RO0O.1~RO05 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 R0O3~R3 90 12 12
= 14 X RO3~R3 100 12 16
— 16 X RO3~R3 105 12 16
= 18 X RO3~R3 110 12 20
— 20 X R0O3~R3 110 12 20
cBN X7 I7IV KIIICZIE, We recommend adding a corner radius to the cBN Square End Mills to help
RIBBFIENDEHI—F REFI 2B EZHREBLET, prevent damage, chipping, etc.
¥ ERRY A ZLUNSBUETRETT, X, BHESLE-THUE T, % Sizes not featured above are also available. OSG also offers re-grinding.
LUHEEFT THVEDET I, Please contact our sales staff for more information.
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Cutting Conditions

B THIRAER

SEEEH- T \— RS ] ] ]
R i Al A5 AEE B 5
WORK PREHARDEND STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS CAST IRON
MATERIAL SKT- SKD - NAKSO - HPM50 (45 ~ 55HRC) (55 ~ BOHRC) (60 ~ 68HRC) FC
(30 ~ 45HRC)
i - 600m/min 300m/min 250m/min 200m/min 500 ~2,000m/min
236 EliEERE EDEE EERRE EDRE [ElER®RE EDRE EERE EDRE [ElER®RE EDRE
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
thARS
DEPTH OF CUT = = apI & =
0.1D 0.01D '///,(a <1D |<0.02D
B nI=6
\

Y \ — = T,
Amount of inclination is less than 1um. Surface roughness is less than 0.5 umRz. E
e 5

sl
A CBN-CR-EDS 4xR0.5 S
RHIME
Work Material STAVAX (BOHRC)
HBRE | 600m/min(48,000min") . ™~ ®
ITLZ?":Tl ‘Q\\ o8
- nclination ™
EDEE 1,920mm/min(0.02mm/t) O
NN 4mm

Wi ray \‘\ \‘\.\‘
Bf/err?gnléﬁﬁgth 28mm NAOS ; \

A _ _ reBnE I
glﬁ?o?cm ap=0.5mm  8e=0.0Tmm Amounigﬁg;:r)wation L ‘@ +\0©
DR 70— WHOEES (UMRD) | s i
Coolant Air Blow Surface Roughness :
BRI BRIy =ty y 27w JEE 8
Machine Horizontal Machining Center Number of Steps
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. I T =44 Cutting Data
A=V JBELY R )72 ZEE T 227 REDZEVIEIDATEE,

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

(U IR = o0 050000050000050000050550020500030550030550090350099359090560008550000500000000000905
FRIR CBN-CR-EDS 4xR0.2
” —s—cBN:ar
ﬁﬁljfl\;{lﬁerial NAK80 (40HRC) 008 —— O—F VU : air
N Coated Carbide End Mill
MIFEE RIELE 0.025 |-~ o
Milling Method Side Milling . :
KRR - . )
Miling Speed 377m/min(30,000min"") % D 002 o
e X
=D 1,200mm/min(0.02mm/t) BE
LD 0018 [ 7T
PhARE _ _
Deptﬁko%cm ap=0.4mm ae=0.04mm
IR I770— oot
Coolant Air Blow
{EFAREAR IRV EIE 0.005 [[f © 77T
Machine Vertical Machining Center
1 1 1 |
0 250 500 750 1,000 1,250 1,500 1,750 2000 2250
HHEIF£E  Milling Length m)
I77J0O— AirBlow
d—F4V 8§
CBN-CR-EDS Coated Carbide End Mill
0.4mm
Minimal wear | Intermediate
| wear
0.04mm
2,000miNIhF 700mNIEF
After milling 2,000m After milling 700m

c
B
.
c
i
E
D
S

EfREEEIERZERIT CiL!

Ideal combination of high precision and high efficiency. E

EHATE CBN-CR-EDS (b 1 0(2}']) I—F4VIJBEIY RZ)Lg 10(67X)

Tool Flutes Coated Carbide End Mill 6 Flutes

HRHIME

Work Material SKD11 (BOHRC)

s 400m/min (12,740min") 20m/min (640min) NS

=0 EE 1.270mm/min (0.05 mm/t) 190mm/min (0.05 mm/t) oo e

NN N

ZEEHURS A,

Sf/erhang Le<rTgth S0mm i:.\: \: 40mm
T8 NN

el ae=0.02mm  (ap=5mm X 8E) ap=40mm 8e=0.01mm N

feBNE (um) N T0umBl £ S

Amount ?Inclination 2 Bum More ‘ﬁlmn 10um N .

TBE I7rJjo— 150mm

Coolelmt Air Blow \ /O,L«\((‘

R IRV EYS ~T10°

Machine Vertical Machining Center
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CBN4H Y 33—
CBN End Mill 4 Flutes Short CBN-EMS

O & cBNE#S &
Tool Material cBN Compact

B :mm  Unit:mm

Y—JUNo. = o X vy -
e e & ks Yo% SERY A XL S RETTRETT, X BHEGR->THUET.
— 10 100 5 10 LHEEXETHOADETFEL,
Sizes not featured left are also available. OSG also
= 12 110 6 12 offers re-grinding.
_ 16 140 ) 16 Please contact our sales staff for more information.
— 20 160 10 20

. HDIEWJ Cutting Data

BLVINIRETHIREEOEBE !

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

EHTE - T
Tool CBN-EMS @17 (3I5E 4+ EF5inaEY) WA OB (DHRE, EYOLE)
WEIE (umRz)  Effect of milling speed and feed rate on surface finish
Work Material NAK80 (40HRC) 25
LHIRE ) N ) N 0 o
Niling Speed | 234M/min (10,000min”) 96 1m/min (18,000min") g2 1 ’&Jiﬁlilglgpeed ............................
N = c .
ZDE 0.05mm/t 0.076mm/t 0.1mm/t B2 15| i 83immin
I
PhARE _ _ S
e ap=0.1mm ae=12mm 8 1
AR T7J0— 3 05]------ P S a—T
Coolant Air Blow
{55 AR ARV IEVY 0 : : :
Machine Vartical Machining Center 0.05 0.075 0.1
®E (mm/1)
Feed

BEEICHESTHESF0.8umMRZUTEVWSHREMIZRREI DI ENTE.

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

c
B
N
E
M
S
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V=) J=az=5—-v3v

Gl A-T 2=

i~/

x

T442- 8543 FHMEL)||HAT 4 E3-22 B(0533)82-1111

FAX(0533)82-1131

REREER

T143-0025 RREHAHKXAFA3-25-4 7(03)5709-4501 FAX(03)5709-4515
PERE SR

T465-0058 HHEMRARXEM1-9  (052)703-6131  FAX(052)703-7775
EE R

T550-0013 KFRiTFEXHiET2-18-2 7 (06)6538-3880  FAX (06)6538-3879
B ©(0144)31-6080 X i ©(029)354-7017 Kk BR 2 (06)6747-7041
il & 2(022)390-9701 ® = @(03)5709-4501 B H =(078)927-8212
HESOHO 72 (018)896-1421 & A& . (046)296-1380 [@ (L 7(086)241-0411
B 1L 7(024)991-7485 # [ T (054)283-6651 E 7(087)868-4003
# B ©(025)286-9503 E # T(053)461-1121 [& & ©(082)507-1227
+ B B(0268)28-7381 £ JIl ©(0533)92-1501 A i 22(092)504-1211
# H ©(0266)58-0152 R I B (0566)77-2366 #AMSOHO & (093) 474-5485
il £ B(0270)40-5855 #EHE 7(052)703-6131 HEKSOHO 7 (096)331-3570
FHE ©(028)651-2720 ik B ©(058)259-6055 HHGSTZ (03)5709-4501
NEF B(042)645-5406 £ R ©(076)268-0830 HHGSTZ(052)703-6131
NI O 2(048)294-3951 W # ©(077)553-2012 EEBGSTZ (06)6538-3880

(TROBHNBTEBE )

0533-82-1134

0120-41-5981

9:00~12:00,/13:00~17:00 £ B#H %£Fx <

12224 -y3vE-mail

hp-info@osg.co.jp

OSG E-mail {835}

BEX—=WIHIY

E-mail CHR#FEREHBEITILE T,

AEZOF https://www.osg.co.jp/support/club/index.php

(Z DD THE

[&---> E-mail:cs-info@osg.co.jp

| sh—

LX—

http://www.osg.co.ip/ |

R\ #ABTEDESREL

/N aicsmunnER I

OLEEEATARE MBI IEBRIHINT. L OREE -RERIIRELLS. BHIEAEPILT
FHN—RIEASHF-REHEEEAL TN, TEW,

OINTURF TEOSHNTTEL, OTEIRFEMALVTTE,

O FTERF TEhORNTTE, O I TEDTHERBET>TTE,

@ TEDEINBRY BL LS 15EAEFIELTTEV,

&Safe use of cutting tools

@Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear
shoes during operation. any strange cutting sounds.

@Do not touch cutting edges with bare hands.  @Do not modify tools.

@Do not touch cutting chips with bare hands. Chips @Please use correct tools for the operation.Check
will be hot after cutting. dimensions to ensure proper selection.

@Stop cutting when the tool becomes dull.

QHRIIOVTIE, BIIHIR %EZIT-THYETOT, FEELEXHEZOT
BEAREERTIIHE/HYET,
@ Tool specifications subject to change without notice

0OSG CORPORATION

3-22 Honnogahara, Toyokawa, Aichi 442-8543 Japan
Tel. +81-533-82-1118 Fax. +81-533-82-1136
E-mail:cs-info@osg.co.jp

0SG RIEIE

HABBRABTOMITER - EMNEZUET, % All rights reserved. © 0SG CORPORATION.2009
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