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Ideal for finishing high-hardness materials!!
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Are you bothered by these issues?

‘EEETETCEBEIAETIRICICEFRELTILES . - -

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

R EFMITIARBRETHERENTETCLED . -+

Changing tools for finishing creates a step ...

-UIHIEERE A R <. MITEES A —THY - - -

Excessive cutting distance leads to uneven surface roughness ...

CBNIEERHR T, RVHEHE- - -

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

CBNR—JLIVRZ)L(CBN-SXB) & -
CBNIIL/—XIVKZJL(CBN-SXR)
ZHAEDEDTEICLDEREE. BfE o
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The combination of CBN Ball Nose(CBN-SXB) and 5umbLiA +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

CBN-SXRIRR#B3RTxHHHE o LT IciE VR ofiZi8!

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.

AT F vy DR THEBE LT NRERILLEL
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HECNIF RO.2HPHRIETR/NA ZILF vy afioik (kR2EL L3 FiE M) ELVET
*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 I | No matter the shape being machined, tools are Coolant
ul= YA E » » available to reduce machining times!! {35 FEA AR TRV
Machine Vertical Machining Center
7W/—X CBN-SXR +—JV CBN-SXB
Bull nose Ball

MIEOWXRICER!
Observe the brilliant finish of the
machined surface!

—J Ban
EEREE | XDEE ERARE (mm) "
‘E%_}E ~ (min™) (mm/min) Depth of Cut cﬂﬂ%ﬁﬁeﬁ% " m]IH%FEﬂ
Milling Speed Feed ap Pf Total Cutting Time
OEFFRTEF
SRMMLLT CEN.SXE 20000 | 1,000 | 003 | 003 22 1 IE%I:E‘?SOrﬁn
R1X5
Bt L
CEEME LY 20,000 | 1000 | 003 | 003 88
: . —-3445%
7./ —X Bull nose i
% 30! PHARSE (mm)
wAIR | EWRR | XDEE | horow | MTRME 6
Tool Milling Speed Eeed = a0 Cutting Time(min)
iRt LEF
OBmMLLY 20000 | 1500 | 003 | 003 27
BINTRSRS
samitry | CBN-SXR ! AT
Gt e o 20,000 500 | 002 | O.1 27 Total Cutting Time
OBt L 15RI16%9
Finishing of the 12,000 500 0.02 0.1 22 hour min
bottom surface

T/ XTIV RIIZFERT D EICKD. 347 DI T REEREZERIR,
VI TP AEOKRELET—IICIEFR—=ILIY RZILDBEM T,
- EEEDZWVWI—IKICIFFERE Y VZKELBDENTRELTIL/ XTIV RZIVHIBEHMTT,
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—IRAI—TIECBNIEZIBLLSAV/FTYvyITUTWVWEIDT,

ARICEOETRELITERRDEEETT,

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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ible to regrind all of OSG’s CBN tools.
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Tool costs

Because they are
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ﬁﬁﬁ%ﬁﬁ Before regrinding

ed through the use of high-quality, long-life, and regrindable CBN tools!
nd by the manufacturer, performance can be restored to the level of new tools.

ﬁﬁﬁ%% After regrinding

RAELRIBUCTV D EDIRIBIREN TERFWEENEHD
FI, BULEYAIVIICTHREZCIKETEL,

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!

ATR | CBN-SXB R1.5X6X6

WHIHE ~

Work Material YXR33 (55 57HRC)
EpES . .

bR | 280m/min (30,000min")

EDEE ;

e 2,000m/min (0.033mm/t)

7l llaps A s AN

Milling Method | Down Cut

BRS¢ |@p=0.01mm Pf=0.01mm

SEHA KB IEIERA

Coolant Non-Water Soluble Fluid

B At AR A e VLo b 2

Machine Vertical Machining Center

INITEFR 2FFR55%)

Cutting Time hour  min

CBN-SXB

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

=L 7=HIc

1.8, NIV IERIMEDGHBEEDELVYZESHERTEL.
2. TERFHUEFER/I\RICHZTREL,
3. IV RZ)VEDFFREDOIEDIRNIE. 10umFKiECHIZ TREL,
FIc ARE CHONIIFERAST NS OERESE COEHHRNABE ZCHEER P,
4. BWEEZLICKDAE Y RILDEFEISEELTTEL,

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

5. MOOEREN EHSEVNIETIE. CEDREITEESREEET rotation range.
E}Eﬁ L.3xb Efgﬁ'%ﬁ] BT &L, 3 _j—gggfgﬁb\‘j(i [,\j][] 4.Be cautious of temperature change in the
LTIl EERRE RO REEDICFFTTEL, machine causing spindle expansion and
B.MAQL(FAAIV=RN) FeldIT 7 JO—CERTEL, 5.In cases where the rotational speed of the
ZENIICTR A, £ EIFRHE—EEDEDICULT TS0, 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
(== ol A1) it EIFE load on the corner areas, please reduce the
Surface for Surface for

semi-finishing semi-finishing

’ -~

T EIFE T EIFE

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.

—F BB £ —

Uniformity at corner area

—F BRI —

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

3 BN
wape | omge | EETEmE OO _ .
Work Material Adaptability Ref/loaTenr]iz??l'sgeLOOI CBN IE: & ﬂﬁﬁ@ﬁ 'l‘EE IL1§né}iE\ H@ < X (j-% L‘?*Z T
9, BILtEHIM CTHOTCHRBD DKL ILBEHEEFTOKE
ik O #21#. cBN BHILICEREETT, T EIFRETSERTEL.
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
o Y 7 that place _a_lar_ge burden on the cutting edge such as roughing. Please use this
Ca%Q?jEeB O #Ejféecgnl only as a finishing tool.
TUN—RVH O #B1%, cBN @it
Prehardened Steels Carbide, cBN 'FETELW‘EZ%UM . HUIlCiﬁmch
T B4, 83525 O cBN., ¥&f# WXLO—F12V T2 U—X
Tool Steels, Bearing Steels cBN, Carbide The WXL Coating Series handles a o
wide range of materials and applications. - e
AR O CBN. i8fE MitEA 4, MEEFEEICEBN I ’ |
HSS cBN, Carbide WXZ—) \0_:|_ I\:J Y _X“ ?{ﬁ ;ﬂk #r
o SR The WX S Coating Series h llent i 1 |
ﬁfﬁ? X 9'2__\7%5 r he:t—resist:gg(ra aﬁg xgar—?gseiita?\sc:ﬁgpg:ﬁes. L F | LR ﬁ i
TPAVESZVOR| ¢ g1vEVE @FAVEVR
Fine Ceramics Dremend IAVPEYRI-—F4VI TR, SERIATEYR(PCD)

TR EBJAVEVFNIR BREREIIVEVRIERT
XILETRET I é*ia%itla'ib\ bEREL,

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

S4< | CBN-SXB CBN-LN-SXB CBN-EBD CBN-EBD-SF F2139CS

Tool CBN/ME2FAR—ILIVERE | CBN/ME2FIOV IRy IR—ILI YRR CBN2AR—ILI Y RRZ | CBN2AR—ILIY RRZ | CBNR—ILIY RiEZ
CBN Small Diameter 2 Flutes Super Ball- | CBN Small Diameter 2 Flutes Long Neck Super Ball-end Type | CBN Brazed Ball Nose End Mill | 9044w 4T | AO—=F 9 TAY1T
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

——F - = - e @ r =

R 04V vIYU | p6YVYID (A 2 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
ﬂﬁ% CBN-SXR CBN-LN-SXR CBN-CR-EDS MBOS CBN-EMS
Tool CBN/ME2HT IV —XH CBN/ME2AOY T2y I TV =X CBN2%J—37R | CBN1X CBN4¥
CBN Small Diameter 2 Flutes Super Bull Nose Type | CBN Small Diameter 2 Flutes Long Neck Super Bull ya—ME Y a—ME ya—ME
Nose Type CBN End Mill 2 Flutes CBN Brazed End Mill CBN End Mill
Short with Corner Radius | 1 Flute Short 4 Flutes Short
o Pis)
. . = =% | &5 | =
52 a4y P66 IYIY oa4vo P66V
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 =BREAER

D=%FEt> 52— BEEER

*ENIZFEEELIET,

KERY A LS EBRUFAIEETY . HHEERZTHOADETEL,

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

Sizes marked with * are special order items.

for more information.

% Sizes not featured above are also available. Please contact our sales staff
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CBN Small Diameter 2 Flutes Super Ball-end Type CBN-SXB

_F-F—...’__ se— — ER—
J————— g _ _ _ _ — A
) && S
z__J‘
Y 7 a= CBNIE 1A
Tool Material cBN Compact L2
U 2 - +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 X2 2XDs L ) Ds Stock (Yen)
8525304 R 02 X 12 X 4 45 0.3 4 C 29,200
8525305 R 025X 15 X 4 45 0.3 4 D 33,200
8525306 R 03 X 18 X 4 45 04 4 C 29,200
8525307 R 035X 2.1 X 4 45 0.5 4 D 33,200
8525308 R 04 X 24 x 4 45 0.5 4 D 33,200
8525309 R 045 X 27 X 4 45 0.6 4 D 33,200
8525310 R 05 X 25 x 4 45 0.6 4 C 25,400
8525210 R 05 X 25 X 6 50 0.6 6 @ 25,400
8525211 R 055X 28 X 6 50 0.7 6 D 30,200
8525212 R 06 X3 X 6 50 0.7 6 D 30,200
8525213 R 065 X 33 X 6 50 0.8 6 D 30,200
8525214 R 07 X 35 X 6 50 0.8 6 D 30,200
8525215 R 075X 38 X 6 50 0.9 6 D 30,200
8525216 R 08 X4 X 6 50 1 6 D 30,200
8525217 R 085X 43 X 6 50 1 6 D 30,200
8525218 R 09 X 45 X 6 50 1.1 6 D 30,200
8525219 R 095 X 48 X 6 50 1.1 6 D 30,200
8525220 R 1 X5 X6 50 1.2 6 C 26,300
8525221 R 1.05X 42 X 6 50 1.3 6 D 38,000
8525222 R 1.1 X 44 X 6 50 1.3 6 D 38,000
8525223 R 1.156X 46 X 6 50 1.4 6 D 38,000
8525224 R 12 X 48 X 6 50 1.4 6 D 38,000
8525225 R 126X 5 X 6 50 1.5 6 D 38,000
8525226 R 1.3 X 52 X 6 50 1.6 6 D 38,000
8525227 R 135X 54 X 6 50 1.6 6 D 38,000
8525228 R 14 X 56 X 6 50 1.7 6 D 38,000
8525229 R 145 X 58 X 6 50 1.7 6 D 38,000
8525230 R 156 X6 X6 50 1.8 6 C 31,800
— 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=R##EER D=fEEt I EEEER C = Standard stock item. D = Inventory center stock item.
*ENSFTEEEEYET, Sizes marked with * are special order items.
M ERRY A AL HBUERIRET Y, N BRESE>THVET, Sizes not featured above are also available. OSG also
LUHEZEFTHVEHDETIL, ?nfzz:;;ifr: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

ECBNZ —), r—m“—/
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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. =L H¥BXETRXYPYY 2R A & Y IOE ERES TE TRAE(TA%
EDP No. RX82XDs L 2 Ds D Stock (Yen)
8525622 R 02 X2 X 4 45 0.3 4 0.37 C 24,100
8525623 R 02 X3 X 4 45 0.3 4 0.37 C 24,100
8525633 R 03 X3 X 4 45 04 4 0.55 C 22,700
8525634 R 03 X 45 X 4 45 04 4 0.55 C 22,700
8525654 R 05 x4 x4 45 0.6 4 0.95 C 22,400
8525854 R 05 X4 X 6 50 0.6 6 0.95 C 24,700
8525655 R 05 x5 x4 45 0.6 4 0.95 C 22,400
8525855 R 05 X5 X6 50 0.6 6 0.95 C 24,700
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 24,700
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 C 24,700
8525877 R 075 x 75 X 6 50 0.9 6 1.4 C 27,500
8525903 R 1 X 6 X6 50 1.2 6 1.9 C 26,300
8525904 R 1 X 8 X6 50 1.2 6 1.9 C 27,300
8525905 R 1 X10 X 6 50 1.2 6 [ES) C 28,600
8525956 R 15 X12 X 6 50 1.8 6 2.9 C 30,500
8525957 R 1.5 X15 X 6 50 1.8 6 2.9 C 30,500
C=1R#HEER C = Standard stock item.
X ERY A AN HBYERIRET T, X BHESHE->THIET, Sizes not featured above are also available. OSG also offers re-grinding.
LHEZETHOADETEL, Please contact our sales staff for more information.
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CBN/VZ2AR—JVIT >V RRZ  CBN-SXB
CBN Small Diameter 2 Flutes Super Ball-end Type
I+ A e erts ™ m Bu
WORK PREHARDEND STEELS HARDENED STEELS HARDENED STEELS
MATERIAL SKT- SK(E- QSEE%SHPMSO (50 ~ 60HRC) (60 ~ 68HRC)
N i . 300m/min 250m/min 200m/min
RXETER ElERRE EDIRE ElERRE 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%
YIARE pEPTH OF CUT
RXETE EEE BEXDRE ap Pf ap Pf ap Pf
R X 22 (mm) SPEED(min”) | STANDARD FEED RATE (m/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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50HRCZ ;R VIAH0.04mmCRB SR L ! |

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

RIS CBN-SXB R1X5X6 ot [
WIS SKDB1 (EOHRC) [ —+— O—F«VJBER—IVI RZJL Coated Carbide Ball Nose End Mill
. = fti4tcBNI > R=)UB Competitor cBNEndMilB
Bt (MENEETE] %2 008 —— fiittcBNI > R=)LA COm;:mor BN End Mill A
BIHELERE ; . ms
Miling Speed 250m/min (40,000min™) llbg oo
: gs o
=D 2,400mm/min (0.03mm/t) £s
E @
I FEYH B 5 oos
Milling Method Plane Cutting 5
=
THARE - _
Depth ~Fout ap=0.04mm Pf=0.05mm 002 |t e T
BIHEIHE IrJo—
Coolant Air Blow . . . . . . . ,
L) P s e 0 50 100 150 200 y 250 300 350 400
Machine Vertical Machining Center GIHLRE  Miling Lengtn (m)
— =R
RO.3ICKDS53HRCOEEINT!!
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
YIHLRE i in’ BB e —— CBN-SXB
Milling Speed 75.36m/min (40,000min") 2 ~m— {13t A Competitor A
. Q05| [ = /== ompetitor B~
ZDRE |1 600mm/min (0.04mm/t) T 1B competier®
- 0 00 200 250 300
SNEI73% TELIHI ¢ ° ! IR E Milling Length ° (m)
Milling Method | Plane Cutting
HARSE — — #H & Surf. Rough (B : umRz) (Unit:umRz)
Depth o<f-Cut ap=0.01mm Pf=0.02mm [isip ur acem;;l;;:;mew umRz H
LR 20m 100m 150m 200m
Coolant MaL
{5 Pt At MRV IEVE 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+0.01mm T iro0s
< 8 0.06
=
ZENMTL!
0.01mm depth of cut stable machining of 53HRC material! B
0.02
T{%(TIE CBN-SXB 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.
SIHIRE ; .
Milling Speed 140m/min (45,000min)
EDEE | 2,000mm/min (0.022mm/t)
BIHITEE TELIH
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
fiE AR UMYV
Machine Vertical Machining Center
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B T4

BEEE(C KRS TEZE LI TH I HE

Stable machining is possible regardless of RPM.

TE (mm) 0.09
L CBN-SXB R1X5X6 ool ——S20000mnt
?ﬁﬁu*ﬁg . F 1,600mm/min
Work Material | SKD11 (BOHRC) 007 -+ —+— 8 80000min1 <<
tIHLRE 125~250m/min x, 008 6 40,000mit ST
Milling Speed (20,000~40,000min™") 78 005 F3.200mm/min
DR 1,600 ~3,200mm/min B
Feed (0.04mm/t) gf 0.04
BIHEIGE Ry MIT 0.03
Milling Method Pocket Milling 002
PhHARE — _
Bopth of Cut ap=0.03mm Pf=0.08mm 001
BIHIHE IrJo— -
Coolant Air Blow 0 100 200
{55 A AR MYy —VItEvy EIMIRE  Miling Length (m)
Machine Horizontal Machining Center

t ‘E'u E -%ﬁ ‘\‘E 7- EI#IRE (M) Milling Length (m)
JHIERED = <1&0TH -

EE S F R

Maintains a good surface finish even after a long milling. m
2

AT | CBN-SXB RIX5X6 &
(&)

RHIAE

Work Material SKH51 (65HRC)

IHLERE : .

Niiling Speed | 220mM/min (40,000minT)

. 8=

EDRE : s

= 6,000mm/min (0.075mm/t) ﬁgg

GIEAE | TELHE ES

Milling Method | Plane Cutting IT/S

TBARE & |ap=0.03mm Pf=0.05mm

SIHEIHA IrJo— ap=0.03mm

Coolant Air Blow P¢=0.05mm

B AR YR ZUIEIE

Machine Vertical Machining Center

O65HRCZEFBRVNIAH 0.05mmT ™| o consxe

E— 008717~ gmar oo
fﬂ,%ﬁﬁj]l]:[ |1 N et
0.05mm depth of cut high speed machining of 65HRC material! %g

004 | L
= i —
BAI] | CBN-SXB R1X5X6 oee
| | |
RHIE
Work Material SKH51 (65HRC)
SIHIEE ; .
Niiling Speed | 220mM/min (40,000minT)
XDEE | 6,000mm/min (0.075mm/t)
BIHITEE TELHI
Milling Method | Plane Cutting
ThARS — _
Depth “fout | @=0.05mm Pf=0.02mm
- 2.8umRz
SIHRE I7ZJO—
Coolant Air Blow Pt=0.02mm
B R ARV IEVS
Machine Vertical Machining Center
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. I T4 Cutting Data

CBN-LN-SXBIC K2 52HRCOINIL

CBN-LN-SXB Milling in 52HRC

EHATE THARE — _
el CBN-LN-SXB RO.5X5x4  FWOAS, | ap=0.02mm Pf=0.02mm g
HHEIHE SHEHE] N
Work Material STAVAX (52HHC) Coolant MaL HETER I'_
LIHIEERE i ina {58 PR MRV ZUTEUY ;
Milling Speed 125m/min (40,000min") Machine Vert/ical Machining Center ::Jlftltrilrg\g‘:ed;:ter g
EDEE | 1,600mm/min(0.02mm/t) X
EXNER =]
Using the bottom
cutting edge
ﬂﬂ‘ﬁgﬁlﬂ‘ﬁa ! @ The flank wear amount is different!
(M) 008 i e (MM)O06 posimicisiricmimmimimisiss it aeisioie o oie i om0y, 01005 S S0
—— CBN-LN-SXB —— CBN-LN-SXB RO.5¢(
—— fth#tA Competitor A Jhe botlom cutting edge —+— fth#A Competitor A The outer c
005 |- 005 |--
——s— {th13+B Competitor B ~——=— {th#tB Competitor B
e {14+ C Competitor C st {th$tC Competitor C
% 0.04 | oo % 0.04 | oo
i3 i3
'S &=
BE 0.03 [ oo T T BE 2 003 L nm e e
%5 %5
gL g
002 [-emnee e T -
001 Lo T il
0 . . . . .
0 50 100 150 0 50 100 150
YIMIRE  Milling Length (m) VIR  Milling Length (m)
ﬁﬂfﬁﬁﬁiﬂ‘ﬁ5 ! @ The flank wear amount is different! bﬂIﬁﬂ‘c’.‘fJ‘!’E5 ! The machined surface finish is different!

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

Using the bottom cutting edge outer cutting edge

165m I T#

After milling 165m

WXN-Zr-Zmo
WXN-Zr-Z2mo

b
Competitor A

o o
fb s fh 5
#3 #3
B 2 B2

S S

OR@
Competitor C
oR@
Competitor C

12



CBN/ME2HTIL/—XH2

CBN Small Diameter 2 Flutes Super Bull Nose Type CBN'SXR
a a
QME s cBNiE#EE - - - S — - 3
Tool Material cBN Compact < v_J
@ r s 2
E‘_: E O FEEHEE - +5um A
Tolerance for r 2 L

B :mm  Unit:mm

SISk = =i S D INON OMEXDI =SS 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 22,200 8526241| 2 XRO0.1 X5 50 1.2 6 C [25,600
8526211| 0.5 XR0O.1 X165 | 45 | 0.3 4 C [22,200 8526242 2 XR0.2 X5 50 | 1.2 6 C 25,600
8526220 1 XR0.05X25 | 45 | 0.6 4 C |20.400 8526243| 2 XR0.3 X5 50 | 1.2 6 C [25,600
8526221 1 XRO.1 X25 | 45 | 0.6 4 C |[20,400 8526245| 2 XR0.5 X5 50 | 1.2 6 C |25,600
C 8526222 1 XR02 X25 | 45 | 0.6 4 C |20.400 8526261| 3 XR0O.1 X6 50 | 1.8 6 C 32,600
=] C 8526223| 1 XR03 X25 | 45 | 0.6 4 C |20.400 8526262 3 XR0.2 X6 50 | 1.8 6 C 32,600
NB 8526231| 1.5 XR0O.1 X38 | 50 | 0.9 6 C 24,300 8526263 | 3 XR0.3 X6 50 | 1.8 6 C 132,600
|I_ N 8526232| 1.5 XR0.2 X38 | 50 | 0.9 6 C 24,300 8526265| 3 XR05 X6 50 | 1.8 6 C 32,600
|4 8526233 15xR03 x38 |50 (098] 6 C [24,300 C—fE#ZES C=Standard stock item.
1
S )Fg X ERY A ZALUSHBUEFRE T, LHERETRHVEHE TS, Sizes not featured above are also available. Please contact our sales staff for more information.
X
]

B R

Cutting Conditions

CBNNZE2H 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@ ~JPREHAR|BEJN§ETEELS HARDENED STEELS HARDENED STEELS

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

dp de SPEEEDi?ngn ) FEE%(Dmifﬁgmin) splgl%%r}gn* ) 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/ME2H0OV IRy IT IV —XF

CBN Small Diameter 2 Flutes Long Neck Super Bull Nose Type

!: CBNZ:/l—?/b/—Z

CBN-LN-SXR

e [ 3 1 G — CBNEEfEE 8’: 7777#4%’1
T C— B | Tool Material ¢BN Compact s L A
- - O —FEEHEE o +5um LRI
Tolerance for r L
B{if :mm  Unit:mm
Y—J)UNo. S&XI-FT+EXETR 3 E A R | Vv 7E B RS Y—JUNo. AEXI-FT+EXETR S E A R | Vv iR | B | RESE
EDP No. Dc XrX @2 0 Ds Stock (Yen) EDP No. Dc XrX 82 2 Ds Stock (Yen)

8526410| 0.5 XR0.05 X2.5 45 0.3 4 C 24,300 8526441 | 2 XR0O.1 X10 50 1.2 6 C |29,200
8526411| 05 XR0O.1 X25 | 45 | 0.3 4 C |24,300 8526442 2 XR0.2 X10 50 | 1.2 6 C 29,200
8526420| 1 XR0.05Xx5 45 | 0.6 4 C 23,300 8526443 | 2 XR0.3 X10 50 | 1.2 6 C |29,200
8526421| 1 XR0O.1 X5 45 | 0.6 4 C 23,300 8526445 2 XR0O5 X10 50 | 1.2 6 C |29,200
8526422 1 XR0.2 X5 45 | 0.6 4 C 23,300 8526461 | 3 XR0.1 X12 50 | 1.8 6 C 136,400
8526423| 1 XR0.3 X5 45 | 0.6 4 C 23,300 8526462 3 XR0.2 XI12 50 | 1.8 6 C 136,400
8526431| 15 XR0.1 X75 | 650 | 0.9 6 C 27,300 8526463 | 3 XR0.3 X12 50 | 1.8 6 C 136,400
8526432| 1.5 XR0.2 X75 | 50 | 0.9 6 C |27.300 8526465 3 XR0O5 X12 50 | 1.8 6 C 136,400
8526433| 1.5 XR0.3 X75 | 650 | 0.9 6 C 27,300 C=##7%&ESH C=Standard stock item.

¥ EERY A XL S BUEFTRET Y, HEEZ TRV EhE T &L, Sizes not featured above are also available. Please contact our sales staff for more information.

B EIRR

Cutting Conditions

/ ~ RNy Y Wr
CBN/NZE2XOV 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/\—FVE AEN AEN
ap=100% de=100% adp=60% de=60% ap=40% ade=40%
EIE5EE EDEE EIEREE 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
BNfccBN R =i

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

FRTE CBN-SXR ¢2XR0.1X5

Tool

HWHIME | 5KKD11 (BOHRC)

Work Material

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

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

BIEI7% EEEIEI
Milling Method | Plane Cutting
&%FO?C“ ap=0.Tmm ae=0.01mm
SR MaL

Coolant

fE Pt ARV

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)
MIFDFTFEIRE Cutting edge condition after machining
CBN-SXR % B competitor

BERRZIRIC KD O—FRODBE v S |

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

EMI8  cBN-SXR ¢2xR0.1X5

Tool

HWHIME | 5KpE1 (52HRC)

Work Material

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

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

)] llaps 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 &R 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)

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

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

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

PEEE | aL

ap=1.2mm ae=0.02mm

Coolant
{5 AR NERYVZVIEUE
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
¥R & Milling Length (m)

INIHEDFSIREE Cutting edge condition after machining

CBN-SXR AL R competitor
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CBN2AR—ILI Y <z

CBN Brazed Ball Nose End Mill 2 Flutes

CBN-EBD

B :mm  Unit:mm

.¢£:|£Matena| .............................................. gBBNNgrﬁﬁ gLE EZE E-EFEE "71’387@ EOE Efﬂﬁ)ﬁ

8525406 | R3 X 6 90 4 20 6 D |47,700

| éE& _______ él 8525408 | R4 X 8 | 100 5 20 8 D |52400

3 8525410 | R5 x10 | 100 6 20 10 D |56,800

—@ 1‘ 8525412 | R6 X12 | 110 7 20 12 D |65,300
2.

i D=#Et - REEER

¥ ERY A ZXLUANSBEFRET T, X BHELE-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 = =

I HARD%EAJ%%@EEL? gF{E}—iAHEI:EmJ%EEELS = E 5 SR Ptk

WORK e ) N IS HARDENED STEELS HARDENED STEELS CAST IRON

MATERIAL (30 ~45HRC) (45 ~55HRC) (55 ~B60HRC) FC

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

244 EIE5EE EDRE EERE EDRE ElEREE EDRE EERE EDERE
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 EHIRE (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—ILEkTE BEFER0Imm
Coated Carbide Ball Nose End Mill 11.200min 2,240mm/min il Criterion:0.1mm.wear on the Relief of Ball-end
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CBN2AN—=ILIV KRR 22UV ITavb5(4T

CBN Brazed Ball Nose End Mill for the Shrink Fit System

CBN-EBD-SF

B :mm  Unit:mm

t iy Az 4 N ~
og ... . 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‘ M ERY 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 = =
I HAHD;E’?J%gEEELz gF{E}—iAHEI;Em)s&E'EELS o E3 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 BERRE EDRE ElEnRE EOEE EIg5EE EDERE Skt 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 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
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
TARE 1
DEPTH OF
a3 Pt Z_ | &
et 0.01D | 0.02D iz

W =E]

Cutting Data

OSGHBEDY 21UV I AT ClEEREEDINI!

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

[EHTS CBN-EBD-SF R15X30

HRHIME THARS — -

Work Material FC250 Depth o 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/minEVVSBER. XD INIHNKRIRTEc, COROEESIE3.7TumRzERIFCTH T,

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 KR AO—79IIA947

CBN Ball Nose End Mill (Indexable Type Cutter)

Tool Material

¢Dc |

@,

|
¢Ds

B TR

F2139CS

B :mm  Unit:mm

R15

Cutting Data

HBEHNEDMRTHR—ILFRIMHEDRIEBIEL

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

EATE EDRE ;
Tool 51251%?9?2%535 Feed 5.000mm/min (0.42mm/t)
Fw S ARSE _ _

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

L [ KR TdtEY
S@pz?(?g 6.000min" ﬁa@hﬁ? IFD?:Ler ljachining Cenﬁar

TESROMNI®LYUNE RIFEME EOE CES0REMBOIMINTE TS,

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




CBN1X Y 3—bR

CBN Brazed End Mill 1 Flute Short

¢D1

E— b

2
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 30,500
8525080 8 60 4 8 16 7.7 RO.6 C 34,800
8525100 10 70 5 10 20 9.6 RO.6 C 40,100
8525120 12 75 6 12 24 11.6 RO.6 (0] 43,100

% R=Radius chamfering C=1Z#7fEMR C=Standard stock item.
7
. t)J ﬁ“?%ﬁ:ﬁ Cutting Conditions
{BIEENEY sipE miLLING BYIE sLotTing
izl SRE I SRE S SAE HREH
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)
224 BEiGERE | XDEE | @IHEE | EDEE | BEEE | EDEE | BIRERE | XDEE | OEEE | EXDEE | BImERE | 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 -
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CBN2A1—7RYa—hMi

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 44,900
8525532 3 X RO03 45 3 6 D 44,900
8525533 3 X RO05 45 3 6 D 44,900
8525534 3 X R 075 45 3 6 D 44,900
8525541 4 X RO0Z2 45 4 6 D 39,900
8525542 4 X RO03 45 4 6 D 39,900
8525543 4 X RO5 45 4 6 D 39,900
8525545 4 X R1 45 4 6 D 39,900
8525551 5 X RO02 50 5 6 D 38,000
8525552 5 X RO03 50 5 6 D 38,000
8525553 5 X RO05 50 5 6 D 38,000
8525554 5 X R 075 50 5 6 D 38,000
8525555 5 X RI1 50 5 6 D 38,000
8525556 5 X R15 50 5 6 D 38,000
8525561 6 X RO02 50 6 6 D 43,100
8525562 6 X RO03 50 6 6 D 43,100
8525563 6 X RO5 50 6 6 D 43,100
8525564 6 X R 075 50 6 6 D 43,100
8525565 6 X R1 50 6 6 D 43,100
8525566 6 X R15 50 6 6 D 43,100
8525567 6 X RZ2 50 6 6 D 43,100
g D= B+ 24—1Z%#EES 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 RO3~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

u HEH-TUN—R8H - - .
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 ~ B0HRC) (60 ~ 68HRC) FC
(30 ~ 45HRC)
N i g - 600m/min 300m/min 250m/min 200m/min 500 ~2,000m/min
2aéy EIERRE EDEE EIEREE RDEE [EIE5iEE EDIRE BI85 EE EDEE [EIE5EE 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
AR
DEPTH OF CUT & = an = %
0.1D | 0.01D "//,’a <1D |<0.02D
B nI=Es
\
BN um U | c
Ay \ e \
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)
DHIZE | 600m/min(48,000min’) an N o
InLcIination ‘R\:\\ 06
=0k 1,920mm/min(0.02mm/t) D NN
;:‘\\\_\‘ {_ 4mm
REHURE N
gf/erhang Leﬁgth 28mm \‘\:\‘\i\‘
AR _ _ EBENE >
tD)lﬁtt‘TO(f‘Cut ap=0.5mm ae=0.01mm Amounigﬁgﬂ%ation 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« VUL Y RSV EE I 927 FEDRZEVIHIDEIEE,

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) 008 |- oS — s e

Coated Carbide End Mill

Work Material

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

Wk =
SRR ; . T3
Milling Speed 377m/min(30,000min) % é’ 002
> X
= D 1,200mm/min(0.02mm/t) Bt

2L 0015
ThARE - _
Depth . ap=0.4mm ae=0.04mm
LB I7JO0— 00"
Coolant Air Blow
BRIk RIS 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
EEFEIN EEFEH
Minimal wear Intermediate
wear
0.04mm |
2,000miNIh¥ 700mNTHF
After milling 2,000m After milling 700m

c
B
]
C
i
E
D
S

EfEECEiEERZFXRIT CiL !

Ideal combination of high precision and high efficiency. a

EHIE CBN-CR-EDS ¢ 1 0(23{]) =T« VJBEIY RZ)Le 10(67N)

Tool Flutes Coated Carbide End Mill 6 Flutes

RHEIE

Work Material SKDT11 (GOHRC)

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

=0 R 1,270mm/min (0.05 mm/t) 190mm/min (0.05 mm/t) A N
~NY . .

EEH RS RO

Sf/;hang Le:gth 50mm \;K:\: 0
S mm

. ae=0.02mm  (ap=5mm X 8) ap=40mm @e=0.01mm NN

feBNE (um) _ 10umilE S

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

DI I770— 150mm

Coolant Air Blow \ /0%(\«\

(SRR MRV VHEYS ~TIo:

Machine Vertical Machining Center
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CBN4X Y 3—bR
CBN End Mill 4 Flutes Short CBN-EMS

LY 5 OO 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 ZUSN S BETRTT, X BHEGR-THIET,
_ 10 100 5 10 LHERETHOADETEL,
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

. BDIEWU Cutting Data

BILAVWIIIRETHIREFDOEBFE !

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

EATE = e
= CBN-EMS @17 (58t EIFia) B OB (DHEE, E)OVE)
WIS (umRz)  Effect of milling speed and feed rate on surface finish
Work Material NAK80 (40HRC) 25
MR . . . — 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 F R AR MBI 0 : : :
Machine Vartical Machining Center 0.05 0.075 0.1
%Y E (mm/1)
Feed

BERICHEASTEESTIX0.8umRZUTEVWSHEAENIZRIRT DI LN 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=-IASi—innE4 OSG Corporation

T442-8543 BHIBEZ)||mAFSE=TH22&M 3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN

2(0533)82-1111 FAX (0533)82-1131 TEL. +81-533-82-1118 FAX.+81-533-82-1136
N [ | —_— - 4= - —_—
s f&;@(ﬁﬁmmn E<TeIC
T143-0025 FRFHEAHXFERFA3-25-4 78(03)5709-4501 FAX(03)5709-4515 O T EREAIT B HIRT 2ERIBEDT, .IE'@t}]ﬂﬂib‘%<%m7‘:51iﬁﬁEEPJMJ("F‘JL\D
RFCEDSHENT R, Eg FNTTFEN,
T460-0012 EFHELEEMHPXF(LHA-1-11 B(052)339-1380 FAX(052)331-0843 \ @ID<TURFCEDSBUTFEN, .UDIEWCIE@%EG&E@’EHD’CT&L\n Y,
FEEREZEER

T550-0013  ABRFIABRMAXHEI2-4-2 4055 B(06)6538-3880 FAX(06)6538-3879 — &Safe use Of cutting tools

il & o(022)390-9701 [E K T(046)296-1380 = R T(076)268-0830 .LJﬁs::Zerfisgvoe‘;,esr:f;;)r']-glassesandsafety .?ttg;:];:t:m%i:giroa‘:in%limmediatelyifyouhearany

2B 1L (024)991-7485 E% [@ 2(054)283-6651 I ¥k B(077)553-2012 @Do not touch cutting edges with bare hands. @Do not modify tools. _

B (0252869503 R K T(053)461-1121 K BR TR(06)6747-7081 | S mimem e e e e e b aion.

T M B(0268)28-7381 £ JI| ©(0533)92-1501 B3 7 23(078)927-8212  \@Stopcutting when the tool becomes dull /
# 55 B(0266)58-0152 % 3 T(0566)77-2366 [E |l 7(086)241-0411 @HBICDVTIE, BICHTE HBETO>THNEIDT. FTERFELLEHYOT
M £ B(0270)40-5855 RHE #(052)703-6131 [ 7(087)868-4003 BEAREEE I DIEANDDEFT,

FHE B(028)651-2720 Ik B B(058)259-6055 L B 7(082)507-1227 4 Tool specifications are subject to change without notice.

J\ETF B(042)645-5406 ~3I% B(0533)92-1501 J1 N 2(092)504-1211

R OW B(029)354-7017 = E B(0594)26-0416 JLFUN B(093)435-3655 OSGHREERS

B R ©(03)5709-4501 I B T (052)703-6131 HE A B(096)386-5120

T £ I BB -8B
e 0120-41-5981

9:00~12:00,/13:00~19:00 +ERE=R<

[33229-v2FAX|0533-82-1134 hp-info@osg.co.jp
(ZDOBRELEHLEIE ) E-mail:cs-info@osg.co.jp

(CEl el [ 3 https://www.osg.co.jp/ N-65.814.AC.BBJ(DN)

18.06
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