CBN %t 71 & 5

CBN End Mill Series

s 1 B2 b 55

Now stock-standard items

CBN-SXB
CBN-EBD
CBN-CR-EDS

o
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Highly Appealing OSG cBN End Mill Series

- BNEIHE R~ MRO.2FF 14

Now stock-standard items from small diameters (R0.2)!

- REBM IR, TBEERE!

Mirror finish can be achieved without polishing!
- & T SEEN ~ 68HRC!

Can machine hardened steels up to 66HRC!

- LW T TNENKEGESHEEML

Excellent Tool Life & High-Precision!

OSG/NEBK L3I $1 7] A MR HER |

Small Ball Helix Flute.

SRR A

Incorporates a spiral gash.

OSGHICBN
HBINMEFRKEET]
frEZIH!

e oot B 2 ANt gk ST IEROE i T

E‘g tﬂ?ﬁsﬂ? 2u1i?smpitgsrﬁ;la & Sharp Cutting Edge. t}] ﬁlj y] % *IJ I

Hi” REICBNEET]

Cornpetitor CEMN End Mill

Hith REICBNEET

Competitor CBN End Mil

#HRC501 8 A VIR 0. 04 mm iy & it 17 88 1 1B fn !

For 50HRC, 0.04mm depth of cut for high speed machining is possible!

BAIR | CBN-SXB R1x5 010
L - HREMERE &L Coated Carbide Ball Nose End Mill
mIHR © HAf2#ACBNFETIB  Compatitor CBN End Mill B
Work Material SKD61 (50HRC) —_ o008 |-- - RHTRAICBNHETIA Compettor CBNEMIA. ., .-
EEEE : A EE ' —— CBN-SXB ,'
Miling Speed 250m/min (40,000min ) gi F , e
B =3 006 e s . B e
HEE | 2,400mm/min (0.03mm/t) s — 1/ 2 :
=] .
YHIAE | EEyE R oo : —
Milling Method Plane Cutting 86 2
B o
%{t cut | 32=0.04mm  Pf=0.05mm #5 0 e I
ElEA | S8R ¥
Coolant Air Blow ) ) ) ) .
#ERgE |rsinTds 0 50 100 150 200 250 300 350 400
Machi Vertical Machining Center HIHIHE (mm) Miling Length{m)




CBN®k L5t 7] % 51

CBN Ball Nose End Mill Series

ERE CEN-SXB _ CBN-EBD CBN-EED-SF F2138CS
Tool CBN/NZ27I 3RSk $E 7] CBN2713k 5§ 7] CBN27] 3 %57 CBNER L T]
CBN Super Ball Nose End Mill 2 Flutes CBM Bazed Ball Nose End Mill 2 Flutes iRk AR Gk i)
. PArre | s i
m— K ee—m——=% "I'ng el

nﬁ;rm (mm} : fgh ank $?§hank
R 02 @ 8525304 w — — —
R 0.25 O 8525305 = = e o=
R 0.3 ® 8525306 * — - =
R 0.35 O 8525307 = = = ==
R 04 O 8525308 - - — —
R 045 O 8525309 = == == =
R 0.5 ® 8525310 ® 8525210 = — —
R 0.55 = O 8525211 - — —
R 0.6 — O 8525212 = — —
R 0.65 = O 8525213 = = =
R 0.7 — O 8525214 = = -
R 0.75 — O 8525215 = = =
R 0.8 - O 8525216 - o —
R 0.85 = O 8525217 = = =
R 09 = O 8525218 == = =
R 0.95 = O 8525219 = — =
R 1 — ® 8525220 = _— e
R 1.05 = O 8525221 = = =
R+t - O 8525222 —_ - -
R 1.15 = O 8525223 = = =
R 1.2 — O 8525224 — — —
R 1.25 = O 8525225 = = =
R 13 — O 8525226 — — —
R 1.35 = O 8525227 — i =
R 14 - O 8525228 == = =
R 1.45 = O 8525229 = = =
R 15 = @ 8525230 = o —
B2 = = * = =
R 25 o o * — —
R 3 — = O 8525406 = =
R 4 = = O 8525408 = =
R 5 == = O 8525410 * =
R 6 — — O 8525412 * —
R — = * * =
R10 = . * * —
R12.5 = = = = =
R15 - - - - *

® = iREETFR O=EFRMREEFR

* 5 A AFRE T &
ABELBRSTEUSMIZ G, BRE LS,

@ —5tandard stock item. O =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-F &%t 7]

CBN Sguare End Mill Series

FERA MBOS CBN-EDS CBN-EMS
Tool CBN17]45 &) CBN27T @ # CBN47] 55 T &!
CBN Brazed End Mill 1 Flute Short CBN End Mill 2 Flules Short CBN End Mill 4 Flutes Short
® P11~ P14
] z S T —————
R+
MILL DIA. (mm)
3 * 0O 8525531 ~ 8525534 —
4 %* O 8525541 — 8525545 =
5 * O 8525551 — 8525556 b
6 e 8525060 O 8525561 ~ 8525567 —
8 e 8525080 * —
10 ® 8525100 * *
12 e 8525120 * *
14 * * *
16 * * *
18 * * *
20 % * *
25 = * *
30 = * *
o - iREEFR O=EFfOREETFR @ =Standard stock item. O =Inventory center stock item.
*EhIEGEER Sizes marked with * are special order items.

HEELRRST UMY @, EEELBEAE.

# Sizes not featured above are also available. Please contact our sales

staff for more information.



CBN/MZE27) 3k 5% 7]

CBN Super Ball Nose End Mil 2 Flutes CBN-SXB

L_c L
L1
k
Tool Material CEN Compact
Bfir:mm  Unit:mm

me R x B x 5hF e DIES iz ETF
EDP No. RxL1xd L Le d Stock
8525304 R 02 x 12 x 4 45 0.3 4 .
8525305 R 025x% 15 x 4 | 45 | 03 | 4 | o |
8525306 R 03 = 18 x 4 45 0.4 4 [ ]
8525307 R 035x 21 x 4 | 45 | 05 | 4 | o) |
8525308 R 04 = 24 x 4 45 0.5 4 O
8525309 R 045x 27 x 4 | 45 | 0.6 | 4 | o |
8525310 R 05 x 25 x 4 45 0.6 4 °
8525210 R 05 x 25 x 6 | 50 | 06 | 6 | . |
8525211 R 055x 28 x 6 50 0.7 6 o
8525212 R 06 x3 x6 | 50 | 0.7 | 6 | o |
8525213 R 0B5% 33 x B 50 0.8 6 O
8525214 R 07 x 35 x 6 | 50 | 0.8 | 6 | o |
8525215 R 075 38 x 6 50 0.9 6 o)
8525216 R 08 x4 x6 | 50 | 1 | 6 | o) |
8525217 R 085x 43 x 6 50 1 6 o
8525218 R 09 x 45 x 6 | 50 | 1.1 | 6 | o |
8525219 R 095x 48 = 6 50 1.1 3] o]
8525220 R1 x5 x6 | 50 | 1.2 | 6 | ° |
8525221 R 105x%x 42 = 8 50 1.3 (5] o]
8525222 R 11 x 44 x 6 | 50 | 13 | 6 | o |
8525223 R 1.15x 46 x 6 50 1.4 _ 6 o _
8525224 R 12 x 48 x 8 | 50 | 14 | 8 | o |
8525225 R 125x 5 x 6 50 15 6 o
8525226 R 13 x 52 x 6 | 50 | 16 | 6 | e |
8525227 R 135x%x 54 x 8 a0 1.6 3] @]
8525228 R 14 x 56 x 6 | 50 | 17 | 6 | o |
8525229 R 145x 58 x 6 50 17 6 o
8525230 R15 x6 x6 | 50 | 18 | 6 | ° |

® =iLEET S @ =Standard stock item.
O= EfFdul Rl ERR O =Inventory center stock item.



il &&
. VIEIEIEES Cutting Data
i - FE
II#ER H‘E;ul;ﬁlﬂ) srﬁsﬁ- R VAR AR
WORK PREHARDEND STEELS HARDENED STEELS HARDENED STEELS HARDEMED STEELS
MATERIAL SKT-SKD-NAKED- HPMS0 (45-—-55HRC} (55—B0HRC (60~-8BHRC)
(30— 45HRC)
IS 300m/min 300m/min 250m/min 200m/min
TNRR [l 5 HHGIEE B 5% R PHGIER Bl HHERERE B 6 R
MILL D&, {mm) SPEED (mir') FEED i SPEED (min') FEED {mm/min) SPEED (min") FEED (mm/min) SPEED (min") FEED (mm/min}
R0.2 x 1.2 50,000 2,000 50,000 2,000 50,000 2,000 50,000 2,000
"R0.3 x 1.8 50,000 2,000 50,000 2,000 50,000 2,000 50,000 2,000
RO.5 x 2.5 50,000 3,000 50,000 3,000 50,000 3,000 50,000 3,000
R1 x5 50,000 4,000 50,000 4,000 40,000 3,200 32,000 2,500
R1.5 x 6 32,000 2,550 32,000 2,550 26,500 2,100 21,500 1,700
R i
DEPTH OF CUT
as Pf W sk | 8 aa P
0.015D | 0.04D Z HA////lﬁ 0.01D | 0.03D

1 AR RS E AT TR R

25 ERRSKHAXBAMALERSH,
SHEMEFRERE AN TERTEERRRERERE, HEHGEE.
4N TEGELRY, MEPLEAEIEA, W RDREEMEEE.
STEEERTIE, NBEFHFERFEI0umA.

W T =4

1. Use a rigid and precise machine and holder.

2. We suggest using air blow or MQL{mist).

3. When using low speed machines, use the maximum speed and adjust the feed rate.
4. During heavy load operations such as corner processing, reduce the speed and feed.
5. The run out of the end mill should be within 10 um after chucking.

g

Cuiting Data

FEBAYLR0.03mMmMHRCAMIE T iHITE B EMT

For 64HRC, 0.03mm depth of cut for high speed machining leads to long tool life.

#EATR . WRE&HEHRLET

Tool CEN-SXB; R1:5%616 CBN-SXB Coated Carbide Ball Nose End Mill
i R mERN 64HRC) ; A ; ins
ﬁﬂfﬂﬁ 1 | Powder Metallurgy HSS ﬂﬁ;ﬁﬁ 170m/min (18,000min-1) 141m/min (15,000min-1)
HIHIH & Nk ; i

T oo EREE 600mm/min (0.017mm/t) 600mm/min (0.02mm/t)
miE= - g

DethofCut | 82=0.03mm  Pf=0.08mm {ﬂﬁﬁm Mgg’l;hl;}g;spcs_ jp’cl“s _

iR T #EINT—4 TR LY T18mpIEHc &,

Coolant Mist For one work piece, 18m had to be machined,

{EMAiEE SEFIN T ARl

Machine Vertical Machining Center

#EAHR0.3TEIMTHRC53

High Speed Machining of 53HRC with an R0.3 Tool!

{EATR

Tool CBN-SXB R0.3x1.8x4

i+

BHIME | SKD61(53HRC)

WAl & EEIHEI
_M_llfﬂg Method Plana Cutting

Eﬁggﬁed 75.36m/min(40,000min™)

;ﬁﬂfﬁﬁ 1,600mm/min(0.04mm/ t)

?ﬁ?dcm aa= 0.01mm(Pf=0.02mm)

IR RS

Coolant Oil Mist

{EREE ST T A s aa=0.01mm
Machine Vertical Machining Center Pi=0.02mm

El
2
=2
=
5

L e o e o
B H sl e e e st RINE e i cuan
W EF
gé 001 {H---m g —#— ®BHA Competitor &
EL —4— ®SHB Competitor B
0008 Y e e R R R R —=— CBN-SXB
0 50 100 150 200 250 300
M E (m)
Milling Length
e fERBEFF Surface Roughness (#4£: ymRz) | UnitumRz )
AN W Milling Length
R 20m 100m 150m | 200m
0.6 1 1 1.6
1.5




| P Cutting Data

YIiR0.01TmmEaE M THRC53 14

For 53HRC,0.01mm depth of cut for stable machining.

Lt CBN-SXB R0.5%2.5x6 o - o
MEHEE Milling Length (m)
ﬁﬂﬁ SKD&1 (53HRC) INI150mE R BRERRA  Wear conditi ill poi illi
EE i ition of drill point after Milling 150m.
LI B . o
Work Material 140m/min  (45,000min )
P 2,000mm/min  (0.022mm/t)
eed
iFE= ” »
Depth of Cut aa=0.01mm Pf=0.02mm
YIHH it
Coalant Air Blow
EREE M I P aa=0.01mm :
Machine Vertical Machining Center Pf=0.02mm kB84 5 T MESRM0.03mm  0.03mm.wear on the Relief of Ball-end

1= 'U] RIS %0.03mm Ej] 14: 1S VOB (m :35Mi|nng Length (m)
m
N THRC65 14!
For 63HRC,0.03mm depth of cut for high speed machining is possible! %
2

#RAIA | CBN-SXB R1x5x6 ]
W H# R
Work Material SKH51(65HRC)
TIHlEE p gous
Miling Speed 250m/min (40,000min™")
MEEE | 6,000mmimin (0.075mmi) gl

B4
iRE = =
i as=0.03mm Pf=0.05mm %g
it 7 &R
Coolant Air Blow
EFia & Sz Tl aa=0.03mm
Machine Vertical Machining Center Pf=0.05mm

ZEETRIZ0.05mmEY & T I

Competitor - - e

M THRC65 14! o s e

E

=

For 63HRC,0.05mm depth of cut for high speed machining is possible !

CEtc i
Flank Wear

M e e T e e o e g g e e o g e i e e
ﬁf’ll CBN-SXB R1x5x6 o
&ﬁ“ﬂ-ﬁ 0 12 38 a6 192 B4 576 96 1344 1728 2112 2406 288 3264
Work Material SKH51(65HRC) &l E Milling Length (m)
| .. .
m:ﬂgi , | 250mimin (40,000min”) _CBN-SXB HipAE Compeiior
G R 6,000mm/min €0.075mm/t)
Feed
1liFE= _ i
Dehotcu | 22 0.05mm  Pf=0.02mm
10 7 &g
Coolant Air Blow e =4
ERIEE ST EC T : -
Machine Vertical Machining Center Pr=0.02mm SellhnT288m/E  After milling 288m




CBN 273k 8t 71 R 3

CEN Bazed Ball Nose End Mill 2 Flutes

CBN-EBD

Dimensions
Ly ) RN 1 = | N | -7 -1 1. - fi:mm Unitmm
ool et CBN Compact TN ek [0k [ @k (6 | B
| 8525406 | R3x 6 | 90 | 4 | 20| 6 O
8525408 | R4x 8 | 100 | 5 | 20 8| o
% q-&———-—F3 8525410 | R5x 10 | 100 | 6 | 20 | 10 | ©
i _J 8525412 | R6x 12 [ 110 | 7 | 20| 12| o
= O=EFRUFERERER O =Inventory center stock item.
L1
L #EME ER RSN RS EWE, EaE LA

Sizes not featured above are also available. OSG also offers re-grinding.
Please contact our sales staff for more information.

Cutting Conditions

CWEIESEES

i * TREE

WIHE mggm STEEE- Vol i E R %

WORK PREHARDEND STEELS HARDEMED STEELS HARDEMNED STEELS CAST IRON

MATERIAL SKT-SKD-NAKED - HPMS0 (45--55HRC) {55—60HRC » FC

(30—45HRC)

10 A MILLING 300~1,500m/min 250~1,200m/min 200~1,000m/min 500~2,000m/min

TR~ BIHl%E prigpi s LI i3 prigdu g I R LI prig—pud=y

MILL D&, {mm) SPEED (mirr) FEED i SPEED (mirr) FEED (mm/min} | SPEED (mirr!) FEED i SPEED (mirr!) 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
R4 x 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
R5 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
R6 x12 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

MiRE

DEPTH OF CUT 3 Bf

0.01D | 0.02D
1S BRI S RaEmER, 1. Use a rigid and precise machine and holder.
2RSS A RBEMALE RS, 2. We suggest using air blow or MQL{mist).

3. When using low speed machines, use the maximum speed and adjust the feed rate.
4. During heavy load operations such as corner processing, reduce the speed and feed.
5. The run out of the end mill should be within 10 um after chucking.

3HEMERERE RN THERERSSORERE, REHEEE,
4. MTEELAY, wNERLERAERIEA, R &R S
S5FEEERIIM, TERINFEFFEIOumA.

IHHI$1§U

HAEEIRF2.81F FaikF| 1145

Feed is 2.8 times. Criterion is 11 times.

Cutting Data

ERIR CBN-EBD R5x10
T #ER Yl SR
Work Material FC250 Coolant Air Blow
bephorcu | 22=0-6mm P=0.5mm e e Mo Doy (BTS0)

[EISEE Speed & H I Feed i 4| 2E B (m) ZMung Length (m} s

i g i

CBN-EBD 32,000min-t 6,400mm/min |
HRENEREERIIRT s i o F 02k 7] E E RS FE R 0.1mm
Coated Carbide Ball Nose End Mill 4, tdnn AT : Criterion:0.1mm.wear on the Relief of Ball-end




CBN 2713kt 7]

ik E AE

CBN Bazed Ball Nose End Mill for the Shrink Fit System

CBN-EBD-SF

g )

Dimensions
Hfizzmm Unitmm
L 1 RSN 1 = | NJ -2 -7,
Tool Material CBN Compact jgc-[ﬁ *ﬁd& ﬁ:_"b'c
— —_ R 5x 10 32 6 6 10
A = - R6x 12| 34 | 7 6 12
o - - T e — R 8x 16 49 10 10 16
= —_ R10x 20 58 I 12 12 20
Lc #BIME Lk R~F UM M E R, i5mE I ElEia.
L1 Sizes not featured above are also available. OSG also offers re-grinding.
L Please contact our sales staff for more information.
t * J‘I a 5 BT 24
. ] lé] J == ﬁ:ie Cutting Conditions
VRS - FRER N .
T #E HARDENED STEELS- ol BEE Sk
WORK PREHARDEND STEELS HARDENED STEELS HARDENED STEELS CAST IRON
MATERIAL SKT-SKD-NAKED - HPMS0 (45--55HRC) (55—B0HRC ) FC
(30~45HRC}
Y e IAG 300~1,500m/min 250~1,200m/min 200~1,000m/min 500~2,000m/min
AR TR piidptdig IH|#E igEE H R pris 3 di 4 AR prid Pty
MILL DIA, (mm) SPEED (mirr') FEED i) SPEED (mirr) FEED (mm/min) SPEED (mirr') FEED i SPEED (mirr') FEED (mm/min)
R 5x 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
R 6x 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
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 20 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
tDnElﬂEEOF Cl i
TH uT ,
da Pf . / 8a
0.01D | 0.02D /@/

1IFERRIEFRESMLEMER.
2IEERWSEHAXAMALE RS,

3HURR B E R A LIARIER T R ERE M=, RS GERE,
AN TEE, mERLEGEREA, B ROEEE e,
SFEEERIN, TERFFEFFEI0pmA.

1. Use a rigid and precise machine and halder

2. We suggest using air blow or MQL{mist).

3. When using low speed machines, use the maximum speed and adjust the feed rate.
4. During heavy load operations such as corner processing, reduce the speed and feed.
&. The run out of the end mill should be within 10 pm after chucking.

W T =5

OSGHM MK E HE, BLABFE,

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

Cutting Data

SHEMI

i CBN-EBD-SF R15x30

MIH R MiRE = - B
Wk Mabaidl FC250 = as=0.2mm Pf=0.4mm

1551 & in- R St

Speed 20,00 0man-1 Coolant Air Blow ﬂ%‘ﬁ%

ﬁ ﬁ ) {!Eﬂ i T " Salid H_ul:ler -

Ffijﬁ 30m/min (0.5mm/t) Mad'll'l‘lf Fﬁgjl?si\ptsi%i;ggsr I\.l;':c*ll'l.ining Center (‘ij::-\l‘gfd}er) 3Gy.
HESLIHEIE 5 30,0008, iR EEXE0M/minfEBEHEMI, FEM, MImEEESRIAZ3.TumRzMYRIFRRL,

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




nOow=mnmT

CBNEk3$£7] TAIEEHIT] R EY

CBN Ball Nose End Mill (Indexable Type Cutter) F21 SQCS

e —s

Tool Material CEN Compact
R

L Ls EDP No.

Bfimm Unitmm
Hms RT(#48)
R

bz
od

@0

L = R15

. mIZES5) Cutting Data
MR TIENE TR, FEEKSL AL TRt AT ER

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

ERTIR F2139-CSR15 R E 5,000mm/min (0.42mm/t)
Tool R15x5532x%120 Feed

nI# HiRE

ikl P3202-D30 CBN T e 02 PIS0
mIHE FEEEFCD50048 PR SR

Work Material Equivalent Ductile cast iron Coolant Air Blow

ElFi% 1 & AL I T

Speed 6,000min Machi Planer Machining Center
FHEAMITREL, BRIFOMGMIE, FHEMI5040 /M,

Even after 50 hours of milling the flat surfaces of the work piece without any pitting.




CBN 171 @71 F28E 70

CBN Brazed End Mill 1 Flute Short

N\

Dimensions
Tool Material CBN Compact T NAEITAN -
NI TN :
-
Le
L1
]
HHemm Unitmm
i ENo. 5 £ T e Hik itz RER BT
EDP No. D L Lc d L1 dz R Stock
8525060 6 50 3 6 12 | 57 R0.6 [ ]
8525080 8 60 4 8 6 | 17 R0.6 D
8525100 10 70 5 10 20 ' 9.6 RO.6 °
8525120 12 75 6 12 24 116 R0.6 °
® = TEEES @ = Standard stock item.
-t X 'I . -
. J] é J %ﬁ: i% Cutting Conditions
| )] SIDE MILLING 108l SLOTTING
IHE AER AR AR BER AR AEA
WORK HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDEMED STEELS HARDEMNED STEELS HARDENED STEELS
MATERIAL (45~55HRC) (55--60HRC ) (60~B5HRC) (45—55HRC) (55—B0HRC) (60~—B5HRC)
SRR EbRE | HARE | DitaE | HARE | DREE | BARE | OREE | BARE | OREE | BARE | DEEE | HARE
MILL DIA. {mm) SPEED (min') |FEED imin)| SPEED (min') [FEED SPEED (min') |FEED imin}| SPEED (min'} |FEED SPEED (min} |FEED SPEED (min'} |FEED
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
T 5,300 210 3,950 115 2,450 25 5,300 210 3,950 115 2,450 25
MERE iz
DEPTH OF CUT = 3 a,! T T
0.3D 0.02D + = 0.05D A
—:L-—,: Ll -

1 ERRIE T RERNRENER.

2 EERR SIS A XNEMOLERITH,
3 HLUERI Bl B A e LR AR TS F T AR & Bl A, S,
AMTEGLR, MELESAREEA, R DR s e,
S5FEEERTIM, TLRFHEFFEIOumA.

1. Use a rigid and precise machine and holder.
2. We suggest using air blow or MQL{mist).

3. When using low speed machines, use the maximum speed and adjust the feed rate.
4. During heavy load operations such as corner processing, reduce the speed and feed,
5. The run out of the end mill should be within 10 pm after chucking.



CBN 27133 7185t 7]

CBN End Mill 2 Flutes Short CBN-CR-EDS

L |

P - O CBNKE &5

Tool Material CBN Compact

EETEm

HL0E cmm- Unit:mm

Bms R x 4pZ ESS pIES iz ETF
EDP No RxD L Lc d Stock
8525531 3 x RO2 ‘ 45 3 6 O
8525532 3 x RO03 | 45 3 6 (0]
8525533 3 x ROS5 45 3 6 e}
8525534 3 x RO75 | 45 3 6 o
8525541 4 x RO2 45 4 6 o)
8525542 4 x RO3 | 45 4 6 o
8525543 4 x ROS5 45 4 6 o
8525545 4 x R1 | 45 4 6 9]
8525551 5 x RO0.2 50 5 6 &}
8525552 5 x RO3 | 50 5 6 o
8525553 5 x ROS5 50 5 6 (o]
8525554 5 x RO75 | 50 5 6 o
8525555 5 x RA1 50 5 6 o
8525556 5 x R15 | 50 5 6 9]
8525561 6 x RO.2 50 6 6 O
8525562 6 x RO3 | 50 6 6 (0]
8525563 6 x ROS5 50 6 6 o
8525564 6 x RO75 | 50 6 6 o]
8525565 6 x R1 50 6 6 o
8525566 6 x R15 | 50 6 6 o
8525567 6 x R2 50 6 6 O

O=EfFhbiFREERER O =Inventory center stock item.

C
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CBN 27135 71845k 7]

CBN End Mill 2 Flutes Short CBN-CR-EDS

ISpecialforder product,

HEﬁIJ:FII FEf:mm  Unit:mm

[ELER R x 4hiz &K DIE:S LT
EDP No, RxD & Le d
- 3 x RO1 ~ ROS 60 3 6
= | 4 x ROA ~ ROS5 60 4 6
- 5 x R0O1 ~ ROS 60 5 6
= | 8 x RO1 ~ RO5 60 6 6
= 8 x R0O3 ~ R2 70 8 8
= | 10 x RO.3 ~ R3 80 10 10
- 12 x R0O3 ~ R3 90 12 12
_ | 14 x R03 ~ R3 100 12 16
- 16 x R0.3 ~ R3 105 12 16
- | 18 x RO3 ~ R3 110 12 20
- 20 x RO3 ~ R3 110 12 20
- | 25 x R03 ~ R3 125 12 25
. 30 x RO3 ~ R3 140 12 32
HTBIEAT], CBNELEETIEFEBMRA We recommend adding a corner radius to the CBN Square End Mills to
help prevent damage, chipping,etc.
% EIE B R~F UMY = e S, il E EEEiA. Sizes not featured above are also available. OSG also offers re-grinding.

Please contact our sales staff for more information.

. VIEI & 43R Cutting Conditions

nzen A AR BER i
wou | eesweeemms | woSeerms | mgpeoiems | weoseers Gk
(30—45HRC)
I 600m/min 300m/min 250m/min 200m/min 500~2,000m/min
MILLING SPEED ] ) )
JIERY UIHIGEE | BAIEEE | UONIEEE | dRASEEr | UMV | BRAAGEEE | IAIEEE | A IHIEE R i
MILL DIA (mm) | SPEED (min!) |FEED (mmmin)| SPEED (min)| FEED {mmimin)| SPEED (min")| FEED (mm/min)| SPEED (min')| FEED (mmmin)|  SPEED (mirr") FEED (mmimin)
3 50,000 1,000 32,000 500 26,500 500 21,000 400 50,000 -
4 | 48000 1900 | 24,000 1,000 20,000 800 18000 | 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 | 32000 2500 | 16,000 1,300 18,500 1.100 1050 | s 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 1900 | 9600 1,000 8,000 600 6400 | 500 16000 ~ 50,000 | 2,400 ~7,500
12 16,000 1,600 8,000 800 6,600 500 5,300 400 13500 ~50,000 | 2,000 ~7,500
14 | 13500 1400 | 5800 700 5,700 600 4500 | s00 11500 ~45500 | 2300 ~9100
16 12,000 1,200 6,000 600 5,000 500 4,000 400 10,000 ~40,000 | 2,000 ~ 8,000
18 | 10500 1100 | 5300 500 4,400 400 3500 | 400 8800 ~35500 | 2,600 ~ 10,500
20 9,600 1,200 4,800 600 4,000 500 3,200 400 8OO0 ~32000 | 3200 ~ 12,500
25 | 7600 90 | 3800 500 3,200 400 2500 | 300 6400 ~25500 | 3800 ~ 15,500
30 5,400 1,000 3,200 500 2,700 300 2,100 300 5300 ~21000 | 4200 ~ 17,000 (B:
PiRE N
DEPTH OF CUT | ER ar da as ar 1
0.10_| 0.01D <1D_|<0.02 5
1
1SRRI TS E S e EmER, 1. Use a rigid and precise machine and holder. E
o EEARSA A BMQLE R &5, 2 We sugg_es't using air blow of_MQL(misl). . ! s
3 MM B E R AR TSR R e B, s EE, 3. When using low speed machines, use the maximum speed and adj
AMTERLE, BTSRRI, SR B ANt 4. During heavy load operations such as corner processing, redu
5 EERGTIR, TkREEHEIOumA. 5. The run out of the end mill should be within 10 um after chu

12
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B T EH5
YIHIE B RTIA27 /B, B FERE & 5T

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

Cutting Data

(M) D036 |- === == mm o mm s
EHIR CBN-CR-EDS 4xR0.2
o6 —a— CEN: air
WMIMR o | NAKBO4OHRC) o Siato
okl L) N T e Camaa M ...
Milling Method Side Milling : —— REEREEHT: wet
EitEE STk leB Bk IJEJ = Coated Carbide End Mill
Milling Speed ' WE U Ceref oo e s s e e s
R 1,200mm/min(0.02mmit) fg €
Feed B D 0018 [T
YR E = =
Depth of Git aa=0.4mm, ar=0.04mm
[ Bl 7 e S e o e e e e
R &R
Coolant Air Blow or Wet
{ERiIEE M AL L |
Machine ‘“Vertical Machining Center
o 1 1 1 1 1 1 1 1 ]
4] 250 500 750 1,000 1.250 1,500 1,750 2,000 2250
EHEE (m)
Milling Length
S&3 AirBlow B wet
REWEEEET] REERE &R
CBN-CR-EDS Coated Carbide End Mil CBN-CR-EDS Coated Carbide End Mill
0.4mm
AR FEEHR
Minimal wear Intermediate Minimal wear Intermediate
- - wear N wear
0.04rmm

$eilin L2,000mE

After milling 2,000m

Rl T700m/E
After milling 700m

$EHln T420miE $EHlm T420miE

After milling 420m

After milling 420m

iE711 umATS! fBREE0.5 u mRzEL T

Amount of inclination is less than 1 u m. Surface roughness is less than 0.5 y mRz.

-_— m—
£lh CBN-CR-EDS 4xR0.5
MI#R RESH ( 30HRC )
‘Work Material Prehardened Steels
Eﬁ%plfed 600m/min(48,000min™") e o
S 1,920mm/min e
4mm
B
Qverhang Length 28mi
it7]
g]e;ﬁffcm 8a=0.5mm ar=0.01mm }ﬁ'mugn::fl‘:mgaﬁon @
K S SRR (umRz ) ot
Coolant Air Blow Surface Roughness A0
8 PG BhstmT ey ( BT30) B
Machine Horizontal Machining Center(BT30) Number of Steps




. T EH Cutting Data
=iEE. BUERNIEBLES!

Ideal combination of high precision and high efficiency.

FEHIN CBN-CR-EDS ¢ 10 (2A) THEERSEW®T 610 (677 )

Tool 2 Flutes Coated Carbide End Mill & Flutes

IR

i i SKD11 60HRC

,ﬁﬁfw 400m/min (12,740min"") 20m/min (840min’")

;ﬁﬁiﬁf 1,270mm/min(0.05 mm#) 190mm/min(0.05 mm/t) et
ﬂ‘& :‘-.
Overhang Length 50mm -

P ~ 40mm
Eﬁ%m ar=0.02mm aa=5mmx8[El aa=40mm ar=0.01mm ::
‘iJ:J']'l'lum] 2~ 6um 10 um ELE "~
Amount of Inclination Morethan10y m o |
01 77 e
Coolant Air Blow : /0?'(0((\
ERiEE SR A o
Machine ‘Vertical Machining Center

CBN 47]38 71253 7]

CBN End Mill 4 Flutes Short CBN-EMS

. fin =41 Cutting Data
FEXRSEEMIEE T, N THEEd H L% =

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

FEAIR CBN-EMS ¢ 17 [ ¢ 164012 ) (MEEMIR )
Tool [ 4 16shank | MR B TEAL (B TR S T RO G)
mIH‘E ‘W‘E. (umRz) Effect of milling speed and feed rate on surface finish
= — 25

Work Material NAKBO(40HRC) Depth of Cut aa=0.1mm ar=12mm i S
St 534m/min(10,000min™) B Hgt B2 Milling Speed
Milling Speed 96 1m/min(18,000min") Coolant Air Blow R R —e— Sdmmin
s E 0.05mm/t 0.075mmit ERIEE UM A (BT40) E:é 4 e LD S e
Feed 0.1mm/t Machine Vartical Machining Center(BT40) =

B o] e ————
EMEREEMEMT, haEXEEmMAE0.S u mTREmMT o ! -
A high speed tool capable of mirror surface finishing to a surface accuracy of 0.8umRz or less. 0.05 0075 01 gfe?dﬂmmm"l
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» TREMMERENEE, BEHERRPR, ® S0 SR R AL

RIPE. BERE. o FRARMABUTR,
o FAEEERIT. * I THASATRR T,
o FARERFEMNE.

® JIRM 7 7IR RS E,

TOOL COMMUNICATION

8 0SG CORPORATION
BREHl (ki) K% TRAMAE

| Safe use of cutting tools

® Use safety cover, safety glasses and safely e Stop culting operation immediately If you
shoes during ope: 3 . hear any strange cutting sounds,

® Do not touch cutfing edges with bare hands. & Do not modify tools,

® Do nat touch cutting chips with bare hands. & Please use correct tools for the operation.
Chips will be hot after cutting. Check dimensions to ensure proper selection

® Stop culting when the lool becomes dull.

Http://www.chinaosg.com
E-mail:business @ shanghaiosg.com

BRI L RS
ik EBTHE R EERERI60S i LR K E1THDE

#3%. 021-58886600 f£H. 021-58883300 HE4%. 200120
B ( E8) i aas

Mk T ERRREIETERSE AE1808-1809 =

#83%. 020-38210423 f£H. 020-38210425 p4s. 510600
B ( Ei) RiEHAT

it RETATARKBNETZEECHEIIINNE

#3%. 022-28015566 £ K. 022-28014222 4. 300203
BRE4 (B ) KESRT]

Mik. KEHFEROH/NXE6E#2% 5061

#3%. 0411-87655185 £ H. 0411-87655186 B4 116600
Bt (L) EXRSAT

it ERTH R EFT H2E#ERES20F165

8i%. 023-65408090 £ H. 023-65402088 B4 . 400030
B (LE)ERSAS

ik EHTHREAEREIGSAEF S LES#2303E

#3%. 0532-85022586 t£H. 0532-85022583  HR4%. 266071

Bok A (L) RINEH

ik Rl EBXERBETHERBF1803

3%, 0765-83566532 f£3. 0755-83558854 W45, 518048
Bekdl (L&) TEE SR

Hhlit: THTH MR ERBRIITI8S1902%

3%, 0510-2739271 f£H. 0510-2739220
B4l (L) L REEMR

itk ERHERERITNREF19SHEABEAEI2IEAE

mB4%. 214007

#iE. 010-85261018 £ K. 010-85261016 #348. 100004
A (L&) Bl

ik RTINS RFRRERIEEIS15S E5EBER

#iT. 021-50462266 #£¥. 021-50462626 Bp4s. 200131
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