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Double-Sided High-Feed Radius Cutter Ser
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Stable High-Feed Machining Powered by Strong Cutting Edges
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Phoenix PHCW

AEHESREYSIOTRAAYEI) =X Phoenix High-Feed Radius Cutter W-Sided
Double-Sided High-Feed Radius Cutter Series

REOMIKRALERETEE

Mold Machining Time Cannot be Reduced

RENBRIB-FvELT MRIEE-WFvETEDEE

Sudden chipping or insert breakage Improved resistance to breakage and chipping

O JHIRDEFHHAKEL O X FEIEE DM £
i* % Large variation in machining allowance *1 % Enhanced cutting edge strength
oMM I. RELORWIIT " o LIl K D (KR
Challenges Intermittent cutting and long overhang machining Solutions Reduced cutting resistance

EYEEZEFShEL =X TEREMT

Unable to increase feed rate Stable machining even at high feed rates

EFIRYGET R T | (KD RIRTEA N LIS E 2 3848 !

Outstanding cutting edge strength delivers superior breakage resistance and shorter machining time!

BSEBLHENL RELORVINIZATHEICY S EHLE T %

Tough cutting edge enables highly efficient intermittent cutting and machining with long overhangs

—— MR EREREBULLES Y- ——

Insert design that combines breakage resistance with low cutting force

Ik%tiﬁﬂiR’C‘iﬁdT\?ﬁﬂb‘rﬁi = AT TEE

Improved breakage resistance with simulated radius (R) High rigidity with low cutting resistance

AELTSVAD
TL—%

Chip breaker with a large rake angle

E#HHS
EEIR2 19—Fb
Simulated R2 I Thick, robust insert

I I

BEHNFRT 1 TILEEHXIEICH.L

Multi-insert cutter body significantly improves machining efficiency

jJ 4 aﬂ&tﬂ;ﬂ@a‘f yj- ‘77 Lineup of cutter diameter and number of teeth
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Economical double-sided,
four-corner inserts
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Side Milling
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Face Milling

lﬂﬂfﬂ'iﬁi Specification

BEEEY T OTABYE AbL—b v 984T

Double-Sided High-Feed Radius Cutter with Straight Shank Q '.

PHCW SS

z

8 8 S

o a
APMX

LH

LF

FANKR—IAFE

with Coolant Holes

BfZ:mm Unit:mm

Y—JVNo. T ‘ hy 25N E SE ‘ Y E RAEMHR
EDP No. Designation DCX DC DCON (Yen)
7804001 PHCWO06R0165516-2S 16 9.9 2 16 100 30 1 0.14 38,200
7804002 PHCWO06R0205520-3S 20 13.8 3 20 130 50 1 0.28 49,700
7804003 PHCWO06R0255525-4S 25 18.7 4 25 140 60 1 0.47 62,100
7804004 PHCWO06R0255525-5S 25 18.7 5 25 140 60 1 0.45 69,300
7804005 PHCWO06R0325532-5S 32 25.7 5 32 150 70 1 0.86 70,900
7804006 PHCWO06R0325532-6S 32 25.7 6 32 150 70 1 0.84 79,100

+ EBEMICDUWVTIEp.3Z ZE T &), See p.3 for available parts.

BEESEY T OTANYE hLrastT

Double-Sided High-Feed Radius Cutter with Screw Fit Type

PHCW SF

CRKS ﬁr‘_ -

e
_ \_h -
FT l .m\
: A

I
L
DCON
DCSFMS

FAIR—IAF&E

with Coolant Holes

BfZ:mm Unit:mm

I=INo. L0 noanE| AE | o# |BEGE | sl | vomz | 28 | sEe g |BAL | memn
o. Designation DCX DC ZEFP DCON CRKS Spanner Size L= DCSFMS Applicabie Shank (Yen)
7804007 | PHCWO6R016SF8-2 16 9.9 2 8.5 M 8 10 25 12.8 1 0.03 (3] 41,800
7804008 | PHCWO06R020SF10-3 20 13.8 3 10.5 M10 14 88} 17.8 1 0.06 (4] 51,900
7804009 | PHCWO6R025SF12-4 25 18.7 4 12.5 M12 17 35 20.8 1 0.1 (5] 60,400
7804010 | PHCWO06R025SF12-5 25 18.7 5 12.5 M12 17 35 20.8 1 0.1 (5] 67,700
7804011 PHCWO06R032SF16-5 32 25.7 5 17 M16 22 40 28.8 1 0.21 (6] 77,800
7804012 | PHCWO06R032SF16-6 32 25.7 6 17 M16 22 40 28.8 1 0.21 (6] 86,100
7804013 | PHCWO6R040SF16-6 40 337 6 17 M16 22 40 28.8 1 0.26 (6] 94,100
7804014 | PHCWO6R040SF16-7 40 33.7 7 17 M16 22 40 28.8 1 0.25 (6] 103,000

- EBERICDUWVTIEp.3Z ZE T E L), See p.3 for available parts.
c YU PRIRIZDNTIEp.4 ~ p.6EZETEL), See p.4-p.6 for shank holders.

HEERPNILTCUREEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 2
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Double-Sided High-Feed Radius Cutter Series

PHCWAL2H—p

Inserts

-ﬁfﬁ‘fy"j’— I‘ Inserts

A 2 — BSFE Insert Size

>

O—7 1 > #4%& Grade of Coated Materials

B :mm  Unit:mm

i ok IR
Designation el LxW1 XC3030 XP3035 XP2040 Wiy
FNEUO06T318SR-GL 4 9.5 x 6.45 3.63 1.8 7813310 1,630
FNEU06T318SR-GM 4 9.5 x 6.45 3.63 1.8 7825311 7814311 7813311 1,630
*EIH IR B B p. 7 T BB TS0,

*Please refer to p.7 for recommended materials by insert type.

IEBEII:II'-I Accessories

i)

o> 7hl

Clamping Screw

7808108

20y BRA Y-

Designation Applicable Inserts

FS25560

(Torx 8) FNEU06---

Y—JVNo.

EDP No.

23] ERA 2 —

Designation Applicable Inserts

TREEMHHS

(Yen)

LoF

Wrench

7808205

T8-D
(Torx 8) FNEUO6--

1,400

LY FIERIEZHATEL,  The wrenches are sold separately from the cutters.

3 ‘ HTEEXRPIETCHREEER)ERYET, Stock are categorized as C (Standard stock item).
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Shank Holder for Screw Fit Type

OP-SFA

. ﬂ?ﬁ#iﬁi Specification

DCONWS

h_ﬂzﬁv:::::: W::::::::::::::u
=" I J
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o
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=
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DCONMS
- —

LF

nl}ibaia‘fjgmz 's L— |‘:/‘\'~/77k)l¢${ Straight Shank Holder for Screw Fit Type

M ¥ Y Steel Shank BfI:mm Unit:mm
Y—JLNo. =30y SRR aE BRI E ‘ =3 ‘ BHTR ‘ IREEATAE
EDP No. Designation DCONMS DCONWS DCB LF LB (Yen)
(3] 7801900 SF-M08S516-15 16 14.5 M 8 8.5 95 13 31,000
o 7801901 SF-M10S520-20 20 18 M10 10.5 120 17.7 32,900
(5] 7801902 SF-M12S525-35 25 23 M12 12.5 135 32.7 35,000
(6] 7801903 SF-M16S532-35 32 28 M16 17 155 321 38,200
e —
' I
F—IVEBHEZ ¥ 7 All Carbide Shank BfT:mm  Unit:mm
O vvom | EE B ‘
Designation DCONMS DCONWS DCB

7801910 SF-M08SS16-55CS 115 53 51,600
(3] 16 14.5 M 8 8.5

7801911 SF-M08SS516-85CS 145 83 61,600

7801912 SF-M10SS20-70CS 140 67.7 73,800
(4] 20 18 M10 10.5

7801913 SF-M10SS20-110CS 180 107.7 88,500

7801914 SF-M125525-90CS 170 87.7 111,000
(5] 25 23 M12 12.5

7801915 SF-M12S5S25-140CS 220 137.7 137,000

7801916 SF-M16S5S32-120CS 220 1171 174,000
(6] 32 28 M16 17

7801917 SF-M16S532-190CS 290 187.1 227,000

EERDNILTCUREEEMR)ERYET, Stock are categorized as C (Standard stock item). ‘ 4
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Holder for Screw Fit Type

OP-SFA

-ﬁ?ﬁﬂ'}.fi Specification

DCONWS
DCB‘(—‘)‘
;‘;

BT :/‘\"77'1Ub§ BT Shank Holder BT :mm Unit:mm
L3 0) ‘ BHiE RBLHIX ‘ BfFFE HEERE ‘ BHTR ‘ BtE 1EE IR
Designation DCONWS CRKS DCB LF LB Ds Stock (Yen)
7802500 BT30-SFA8-45 45 23 16 R 32,400
(3} 14.5 M 8 8.5
7802501 BT30-SFA8-85 85 63 21.1 % 35,400
7802502 BT30-SFA10-45 45 23 20 X 32,400
(4] 18.5 M10 10.5
7802503 BT30-SFA10-85 85 63 25.1 % 35,400
7802504 BT30-SFA12-45 45 23 25 * 32,400
(5] 23.5 M12 12.5
7802505 BT30-SFA12-85 85 63 30.1 * 35,400
7802506 BT30-SFA16-45 45 23 32 % 32,400
(6] 29 M16 17
7802507 BT30-SFA16-85 85 63 32 % 35,400
7802508 BT40-SFA8-45 45 18 16 * 35,400
(3] 14.5 M 8 8.5
7802509 BT40-SFA8-85 85 58 20.5 % 38,600
7802510 BT40-SFA10-45 45 18 20 % 35,400
(4] 18.5 M10 10.5
7802511 BT40-SFA10-85 85 58 24.5 X 38,600
7802512 BT40-SFA12-45 45 18 25 * 35,400
(5) 7802513 BT40-SFA12-85 23.5 M12 12.5 85 58 29.5 S 38,600
7802514 BT40-SFA12-135 135 108 34.8 * 43,600
7802515 BT40-SFA16-45 45 18 32 x% 35,400
(6] 7802516 BT40-SFA16-85 29 M16 17 85 58 35 % 38,600
7802517 BT40-SFA16-135 135 108 40.3 x 43,600
7802518 BT50-SFA8-85 85 47 19.4 R 42,000
(3} 14.5 M 8 8.5
7802519 BT50-SFA8-135 135 97 24.6 * 45,400
7802520 BT50-SFA10-85 85 47 20 % 42,000
(4] 18.5 M10 10.5
7802521 BT50-SFA10-135 135 97 28.6 x 45,400
7802522 BT50-SFA12-85 85 47 25 % 42,000
7802523 BT50-SFA12-135 135 97 33.6 x 45,400
(5] 7802524 BT50-SFA12-185 23.5 M12 12.5 185 147 38.9 * 53,000
7802525 BT50-SFA12-250 250 212 45.7 * 60,900
7802526 BT50-SFA12-300 300 262 50.9 % 72,700
7802527 BT50-SFA16-85 85 47 32 x 42,000
7802528 BT50-SFA16-135 135 97 39.1 * 45,400
(6] 7802529 BT50-SFA16-185 29 M16 17 185 147 44.4 % 53,000
7802530 BT50-SFA16-250 250 212 51.2 % 60,900
7802531 BT50-SFA16-300 300 262 56.4 % 72,700

5 ‘ M=MEAIE L EEETHAEETE), %=Please contact our sales department for lead time




. ﬂ?ﬁ#iﬁi Specification

CRKS 4

Zz| = — [

8@&{@ -

n o

8 -
e | ‘
LF |
HSK :/'\'"/7'1‘"'9 HSK Shank Holder Bfi7:mm  Unit:mm
530 ‘ BE ‘ hLY1X ‘ AT & HHeRE ‘ BTE ‘ BE 1EE ek i
Designation DCONWS CRKS DCB LF LB Ds Stock (Yen)

7802550 A63-SFA8-45 45 19 16 X 48,400
(3] 14.5 M 8 8.5

7802551 A63-SFA8-85 85 59 20.6 * 51,600

7802552 A63-SFA10-60 60 34 20 * 48,400
(4] 18.5 M10 10.5

7802553 A63-SFA10-85 85 59 24.6 P 51,600

7802554 A63-SFA12-60 60 34 25 P 48,400
(5} 7802555 A63-SFA12-85 23.5 M12 12.5 85 59 29.6 * 51,600

7802556 Ab63-SFA12-135 135 109 34.9 b 60,900

7802557 A63-SFA16-60 60 34 32 % 48,400
(6] 7802558 A63-SFA16-85 29 M16 17 85 59 32 % 51,600

7802559 A63-SFA16-135 135 109 40.4 B 60,900

7802560 A100-SFA8-85 85 50 19.7 b 60,900
(3] 14.5 M 8 8.5

7802561 A100-SFA8-135 135 100 24.9 P 67,700

7802562 A100-SFA10-85 85 50 23.7 % 60,900
(4] 18.5 M10 10.5

7802563 A100-SFA10-135 135 100 28.9 bY 67,700

7802564 A100-SFA12-85 85 50 28.7 % 60,900

7802565 A100-SFA12-135 135 100 33.9 B 67,700
(5] 7802566 A100-SFA12-185 23.5 M12 12.5 185 150 39.2 P 77,100

7802567 A100-SFA12-250 250 221 46.6 P 83,700

7802568 A100-SFA12-300 300 271 51.9 P 96,300

7802569 A100-SFA16-85 85 50 34.2 % 60,900

7802570 A100-SFA16-135 135 106 40.1 X 67,700
(6) 7802571 A100-SFA16-185 29 M16 17 185 156 45.3 * 77,100

7802572 A100-SFA16-250 250 221 52.1 * 83,700

7802573 A100-SFA16-300 300 271 57.4 % 96,300

M= iMEAIS LM EEETHAETE). ¥=Please contact our sales department for lead time ‘ 6
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Double-Sided High-Feed Radius Cutter Series

PHCW

WEHIA BRI E

Recommended Materials by Insert Type

OF—HIZMH Best
DEZHEIRME Good

AY—h#7E | TL—7 | LIHlhH ’

Insert Grades Insert Breaker Coolant
XC3030 GM & Dry O O
& Dry
XP3035 GM o (@)
B Wet
% D a)
GL #& Dry Q
XP2040 O O
GM B Wet O O

GL:EZ{JHIA  GM:=h{HIA
GL:Light Cutting GM:Middle Cutting

-m§|1%1¢§$§ Cutting Conditions

A Y — YA X insert Size

o FNEUO06---
. Al
B BIEME S TR Ve —
Work Material Tensile Strength* Hardness Cutting Speed —TL) D% B tﬂ%ﬁ(?g?gﬂnm)
fz (mm/t)
Feed per Tooth
[N &3]
Mild Steel, Low Carbon Steel ~180HB 180 ( 60~250) 0.7(0.3~1.5) 1 0.8 0.5
(55400, S10C)
R&EH. A2
P Carbon Steel, Alloy Steel ~280HB 180 ( 60~250) 0.7(0.3~1.3) 1 0.8 0.5
(S50C, SCM440)
54 A5
Die Steel ~280HB 180 ( 60~250) 0.7(0.3~1.3) 0.8 0.6 0.4
(SKD11, SKDé1)
A7V LA (FR)
Stainless Steel (Dry) ~250HB 160 ( 80~200) 0.4(0.3~1.2) 0.8 0.6 0.4
(SUS304, SUS420)
M
A7V LA GER)
Stainless Steel (Wet) ~250HB 120( 60~180) 0.4(0.3~1.2) 0.8 0.6 0.4
(SUS304, SUS420)
f273
Cast Iron ~350N/mm? 200(100~300) 0.8(0.4~1.5) 1 0.8 0.5
(FC250)
K -
S 81k
Ductile Cast Iron ~800N/mm?2 180(100~250) 0.7(0.3~1.3) 1 0.8 0.5
(FCD400)
e 2 ()
Superalloy (Wet) = 30( 25~ 60) 0.3(0.2~0.7) 0.5 0.5 0.4
(Inconel 718)
S
FEAE(GER)
Titanium Alloy (Wet) - 80( 50~120) 0.4(0.3~0.8) 0.5 0.5 0.3
(Ti-6Al-4V)
TUN—K
Pre-hardened Steel 40~43HRC 120( 40~150) 0.4(0.2~0.8) 0.5 0.5 0.3
(NAK80)
H -
HAHA N
Steel for Die Casting 43~48HRC 90( 40~120) 0.3(0.2~0.6) 0.5 0.5 0.3
(DAC-MAGIC, DH31)

- LEREOBEEIREREICETE—REOGEEZRLALEOTY. MIRRICEDETEERELTTE,

The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual cutting condition.

7




DCX

Do Min./Max.

B IMIRFORXIENA (E°)EAD DIVIITREOZRAIERNA(P°)

Maximum Ramping (E) and Helical (P) Angle

LR it B FNEU06---
nsert Size
AUBIVRBF (mm)
hy asE SUEVIRE neliteel| Mg AUhIAEE
(mm) Ramping Angle Helical Angle
DCX E° RNME P*
Do Min.

20 1.4 33 39 1.2

25 1 43 49 0.9

32 0.6 57 63 0.6

40 0.5 73 79 0.5
B7073 LK EORNEMIKESR

Cutting edge geometry definition for program creation B :mm  Unit:mm

Insert Size ap Max.

LY — MK f‘ikfﬂﬁ&| IR | By {5
rt

FNEUOQ6-- 1.8 1 2 0.36

MIICELTIE. ZhZhBEROTIFAAYEZELTMI 7O L& ER TN,
During machining, please program the milling paths according to the
recommended simulated R (rt) respective to the individual cutter diameter.

RE

rt

ap Max.




.’JDI?_ 57 Cutting Data

AY K PHCWO06R032SF16-5 (¢32X5X])

Flutes

Head

HRILA : SF-M165532-120CS

Holder

Tool

fERA >4 — b (#78)

Insert (grade)

)

FNEUO6T318SR-GM (XP2040)

Work Material NAK80 (40HRC)
YK E . .
Cutting Speed 150m/min (1,492min"")
;E:r}iﬁj‘; 6,000mm/min (0.8mm/t)
PIHARE _ _

De;ﬁ, e ap=0.3mm ae=20mm
I KRL(T770-)
Coolant Air-blow
ZHLRE 165mm

Overhang Length

W~ =2+ %(BT50)

Horizontal Machining Center

fE Rt

Machine

PHCW

Fx:F¥4HHhH

Radial Force [
Main Cutting Force
Fy:xW57)
o Feed Force

%*E‘I:IIJ Conventional

1000

1000
800

(N)

—

(N)

600
400
200

IEEHIY

Face Milling

il ikt
Ll il

(hb A AAR S LA AARLLLARLLAARSSL AL
Pttt

Lt bn T b

— Fy

— [z

!"“"[" PR R T Y A Y ET ey

Loy Anibbadeubeubiulibinkaheddnt

L UL U A R R LAY

Cutting Resistance SfprIxgy

Cutting Resistance SfErIxgy

0
-200
-400
1.5 2.0 2.5 3.0 3.5 4.0 4.5 5.0 5.5 6.0 1.5 2.0 2.5 3.0 3.5 4.0 4.5 5.0 5.5 6.0
BERE Time ) BERE Time )
(N) 1000 (N) 1000
5 “ n 5
W) e g g kil M U‘ o
IEmHIY) it . . J :
- o _ 5 i www W i“ q i g
Intermittent Face Milling ket h \ o
2 1L " [ i 2
o «
2 2
3 1.5 20 25 30 35 40 45 50 55 6.0 3 1.5 20 25 30 35 40 45 50 55 6.0
BERE Time ) BERE Time )

PHCWIEL/D-5DDMM I THRE LLEVIIEIEADEEEOS VI T ZRE

PHCW delivers consistently low cutting resistance, even at L/D = 5D machining, enabling highly reliable operations.

7J|]I Long tool life with a 5D overhang

’\ / l\ PHCWO6R0325F16-5 (932X 53))

Flutes

fthttedh
Competitor

7]')1/& ' SF-M16S5S32-120CS

Holder

BEI-—T4V I F—h

Coated Carbide Insert

fERA >4 — b (#78)

Insert (grade)

WHI1

Work Material

FNEUO6T318SR-GM (XP2040)

S50C

tJJ ﬁ"] E é (m) Milling Length

100 200 300 400 500 600 700

juks .

Competitor

YHIEE . .
cjaij,ts,ied 150m/min (1,492min"")
XRE 6,000mm/min (0.8mm/t)
TARE - -
DC:;;:O‘CM ap=0.75mm ae=20mm
N1 #L(T778-)
Coolant Air-blow
Slale 125mm

Overhang Length

W~ =2+ %2 (BT50)

Horizontal Machining Center

fE At

Machine




™ N
EE@’JH /J‘E]'ﬁrz‘ High-efficiency machining is possible even in intermittent profile cutting

PHCWO06R025SS25-5S
(925%53%))

Flutes

{EFRATHR

Tool

LLRRANCE N N\ EU06T318SR-GM (XP2040)

Insert (grade)

WHI NAKS80 (40HRC)

Work Material

ElH®EE
Cutting Speed

bES ‘3&)‘;
Feed

PHARE
Depth of Cut
N ZL(TF770-)
Coolant Air-blow

B EE 20mm

Overhang Length

{38 AT M =0T A (HSK-A63)

Machine Vertical Machining Center

LR #1853

Machining Time Approx. 1 hour

YIHIE #91,700cm?
Cutting Amount Approx.

150m/min (1,910min"")

7,640mm/min (0.8mm/t)

ap=0.5mm ae=20mm

S TEER G >Y— MIKY, Bl TABGLIC
BOTHRYEEETIFHT LA BRELRANLY
AlEETH 27,
High-rigidity, low-cutting-force inserts allow high-efficiency
roughing without reducing feed rates, even in intermittent
machining zones.

SKD1 1 @ﬂ?ﬁ’]ﬂl'&f}i’”@%ﬂiﬁﬁ(ﬁ%ﬁ No chipping and long tool life, even in SKD11 profile machining

BEd
Z55H5

Scan for video

B{I:mm Unit:mm

AY R : PHCWO06R0255F12-4 (25X 4))
Head Flutes

fthkt &

Competitor

{EFRATHR N
Tool FRIV4: SF-M125525-35
Holder

BEI—TA> I —h

Coated Carbide Insert

LLNERIRICE M NEUOST318SR-GM (XP2040)

Insert (grade)

HHI1 SKD11 (%£#)

Work Material (Raw Material)

YOI E

Cutting Speed 160m/min (2,038min")

X RE

Feed

8,153mm/min (Tmm/t)

PHARE

Depth of Cut ap=0.6mm ae=10mm

LI “UL(T778-)

Coolant Air-blow

Overhang Length

{3 AT AR YWY =T R (HSK-A63)

Machine Vertical Machining Center

PHCW (925X 43)) fthtd

Competitor

Flutes

TROBBHR o
MIAE Process (D Contour Milling TROWmBHIK TR i
. oo e ch o dinP ®
Machining Details IRQAKS Y MIT PP ontour Milling
Process @ Pocket Milling
PN TEFRS #028FfE #9185
Machining Time Approx. 2 hours Approx. 1 hour

PHCWIE2DDIREA Y- NORIEBRIMNITHIENTE .

PHCW completed both processes without having to replace the insert.

IO
Process (D

IO

Process @

BfI:mm Unit:mm

10


https://www.osg.co.jp/products/indexable/spec/phcw.html?utm_source=qrcode&utm_medium=o_19&utm_campaign=phcw#anchor08

A-LASi—H=4l
T442-8543 EHRS/IMAEHTRER=T B228&it:
2 (0533)82-1111 FAX(0533)82-1131

REAAREZES
T140-0002 SRR/ IXEHR)114-12-6
@Y —YA RFvFILET— 198
FAEAEZES
T550-0013 AKBRATAFRMIFERHTET2-18-2
F—IRAI—tr5—E)L 8F
FITUT—2 3V EFESR
T451-0051 EHRREEMHIEXAIEKHEI3-1-17
BIZriumBEE 455
2(022)390-9701
@(024)991-7485

2(03)5715-2966 FAX(03)5460-2966
B(06)6538-3880 FAX(06)6538-3879

2(052)589-8320 FAX(052)561-8310

( B(0266)58-0152 R # B(077)553-2012
( 7(0268)28-7381 B 2(06)4308-3411
[ 7(029)354-7017 B (054)283-6651 7(078)927-8212
T(0270)40-5855 T(053)461-1121 > R B(076)268-0830
B(028)651-2720 B (0533)82-1145 Il 2(086)241-0411
7(025)288-3888 T(0566)62-8286 £ B(082)532-6808
(03)5715-2966 2(052)589-8320 M B(092)504-1211
5| T (042)704-9953 T(058)259-6055 A& 7N T(096)386-5120

K W T e -3

0120-41-5981

TR#fH. KRBZH

[G22=r-v3vrAx|0533-82-1134 (12227 —57E mail hp-info@osg.co.j
(CElN o Nl [ https://www.osg.co.jp/

(IRO#ifiHETHEHE-)
Saz5—-vavi4viv

0OSG Corporation

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

Aaéuﬁmmn 2L feblIT

/\ Safe use of cutting tools

@ Use safety cover, safety glasses and safety
shoes during operation.
@Do not touch cutting edges with bare hands.
@Do not touch cutting chips with bare hands.
Chips will be hot after cutting.
\_@Stop cutting when the tool becomes dull.

QRBICOVTIL, BICHIR - WRZTOTHBODRIDC, FEFELFHYOYT
BRI ZEEIDHENHDEI,

@ Tool specifications are subject to change without notice.

OSG RIS

@Stop cutting operation immediately if you hear any
strange cutting sounds.

@Do not modify tools.

@Please use correct tools for the operation.
Check dimensions to ensure proper selection.
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