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Drill & Tap Series for High Hardness Steels and Dies
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Quality cutting tool solutions for all of your die/mold machining needs!

. 7-7@&%3(: Db\t Guide for Icons

n *ZE Tool Materials
GARBIDE JF=:17 7=

Tungsten Carbide

EHRAEARI\A R

High Grade Powder Metallurgy HSS (XPM)

2

ﬁﬁmiﬂ Surface Treatment IE@G)?‘F%?E Tolerance for Drill Diameter
WXZ—/\—3—b RUILBROFEEZRTLET.
WX Super Coating Tolerance for drill diameter.

=
v

VI—5+1 V0 @gazma—5+2)
V (Composite Multi-layered) Coating

@

91’77 Shank

FIT Suitable for the shrink holder system.

nun% Helix Angle

Display helix angle of flute for drills and taps.

SHRINK] - 22 UV 5T 1w b (BEESD) YRFLICHERDULET, RUI. §y TDEBEDRUNEZRRULET.
12~20
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HEEIATES  Hardness of Work Materials

><7F7J<E‘I’EWJEJ|15E§|J'G RULZ E{EEE(D%SIZL EZEWJEFJEEJ: b ZO%TIf—C:"Em-FZ\'Uo When using non-water-soluble oil, reduce cutting speed by 20% of the recommended condition
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Along with our conventional products, these tools provide total support for your die machining needs!
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%ﬁﬁgmmﬂﬁi F U } l/ (~ 55 H RC) Carbide Drill for High Hardness Steel (up to 55HRC)

WH55-5D

—— —e — g ;
DA a—— | S,
R V=Y £
Rthinning

ERDSE
2 G

B :mm Unit:mm

w—JLNo. ‘ ol BE | £F |vnR (S w—JLNo. ‘ & BE | 2F |vr| 518 | Eems
EDP No. Dc 2 L Ds (Yen) EDP No. Dc 2 L Ds Stock (Yen)
3312200 2 18 68 8,070 3312700 7 56 102 12,500
3312250 2.5 23 73 4 8,070 3312750 7.5 60 8 13,200
3312280 2.8 27 8,070 3312780 7.8 64 118 13,900
3312300 3 29 8,070 3312800 8 13,900
3312330 3.3 32 8,690 3312850 8.5 68 14,600
3312350 3.5 78 8,690 3312870 8.7 70 128 15,200
3312380 3.8 36 9,150 3312880 8.8 72 15,200
3312400 4 9,150 3312900 9 10 15,200
3312420 4.2 38 9,760 3312950 9.5 76 B 16,000
3312450 4.5 41 88 6 9,760 3312980 9.8 80 136 16,600
3312480 4.8 45 10,500 3313000 10 16,600
3312500 5 10,500 3313030 10.3 84 17,300
3312510 5.1 42 11,200 3313050 10.5 146 17,300
3312550 5.5 44 92 11,200 3313080 10.8 88 18,100
3312580 5.8 48 11,700 3313100 11 12 18,100
3312600 6 11,700 3313150 11.5 92 18,700
3312650 6.5 52 102 8 11,700 3313180 11.8 % 156 19,300
3312680 6.8 56 12,500 3313200 12 19,300

O Y—UMDEFHMAIEP.1ZSE T,

HHERFTHLSD
Please contact our sales staff for more information.

® See p. 1 for explanation of marks.

B=1E#7EEMm B=Standard stock item

il NI AN SRR BEEVORGROEDET

Custom order with specific requests on diameter, length and accuracy is accepted.

mﬁ“%‘*gﬁi Cutting Conditions

R - T - TU)\— 2§ DAC55, DH31S, SKD61, SKD11, STAVAXZ£&
It ; SKD61 GEEAE)
Work Materil Special Alloy Stee\sskDH;rcéened Steﬁlsa)Prehardened Steels OHRC 0 HRC
Work Material unquenche 45~5 5 ~55
40~45HRC
e 30~50m/min 20~30m/min 20~30m/min
BE e ®oE e ®oE EEERE EbE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate
((alap)] (min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
6,400 0.02 ~ 0.04 4,000 0.02 ~ 0.04 4,000 0.02 ~ 0.04
4,200 0.03 ~ 0.06 2,700 0.03 ~ 0.06 2,700 0.03 ~ 0.06
3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~ 0.08
2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~ 0.1
2,100 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,300 0.06 ~ 0.12
1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~ 0.16
1,300 0.1 ~0.2 800 0.1 ~ 0.2 800 0.1 ~0.2
1,100 0.12 ~ 0.24 700 0.12 ~ 0.24 700 0.12 ~ 0.24

1. COUMHIRHEERE. KB EEIRE ZERAT2B5DHDTI,

2. KB ELIHIEA L. FIRER20EBUTORBEDHDZSHEATEL,

3. TKAMLIHIME K 2 S 201872 #8 X DK B LI HIRE DB (.
tIEBREZ30% MF TTELY.

4. RUILEEBEICEUCE SWENOE NI Y bRV,
RUILOIRNIF0.02mm U TITIMRI TTEL,

5. WEIMDREFEL DD EATEV B, feodr
REIDEISEWVREICLTTEL,

1. The indicated speeds and feeds are for water-soluble oil.

2. Suitable cutting fluid is water-soluble high density oil (less than 20 times dilution).

3. When using non-water-soluble oil or water-soluble oil (over 20 times dilution),
reduce cutting speed by 30%.

4. When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.

5. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.




. DACEE Eﬁi”ul\ bb‘%%ﬁgﬁ ! Stable machining on DAC55 even high performance.

EHTE WH55-5D ¢ 5.1 fleskam ¢ 5.1 MIIT'\& Number of Holes
Tool Conventional
100 200 300 400 500
) \ I I \ I
Work Material DAC55(48HRC)
tEERE 30m/min 18m/min hiEsaT
Cutting Speed in? int _ i
utting Spee (1,872min") (1,123min™") WH55-5D Still Running
EDERE 131Tmm/min 74mm/min
Feed Rate (0.07mm/rev) (0.06mm/rev)
TURE 15mm (2.9DLED)
Depth of Hole Blind
H]HIEE ACEMETHIHE 1R T U — (SHERA85H) fER kS
Coolant Water-Soluble Chlorine-Free (External) Conventional Breakage
{E R IRV =vTt>% (BT30)
Machine Vertical Machining Center

WHBEB-EDIFRZELCTILITETHD. 400U LU THEEIFRSNEh o,
ERBIFBIEDHL < 2007UATF THIE,

WHS55-5D showed a stable drilling, no damage after 400 holes. Conventional tool showed a big
damage and less than 200 holes tool life.

. STAVAXB&E”"IEE%H‘AD. ! A stable and a long tool life against STAVAX.

'I{%};IH:I:,Eg WH55-5D  ¢5.1 7JI]I7"‘\§51 Number of Holes
100 200 300 400
A \ I \ \
Work Material STAVAX (52HRC)
VIHlRE 17.5m/min (1,092min")
utting Speed .
EDIRE WHSS-SD EEPL Sl ,:Sﬂti'ﬁiﬁjnn'n
: ill Runni
e 76mm/min (0.07mm/rev) 9
ATy T8
Step Feed 3mm (0.6D)
TURE 15mm (2.9D1ED)
Depth of Hole Blind e g
z ra—y
MR KBS S5 T — (SHEBEH) Jemwmm LTS Chipping
Coolant Water-Soluble Chlorine-Free (External)
SEFAREA YRRV =Tt % (BT30)
Machine Vertical Machining Center

=4 4
WH55-6D(3R38##< 3007 U L D#tE I TH TR, BFEDEVZESHER TS,
WH55-5D shows no damage and capable continued operation after 300 holes. Please see
above for the difference of wear.

. ”ﬂI;ﬁHDH31SE§E7mI Stable operation on difficult to machine DH31S.

=
T= H 100 MTI#& A EEE

Effj WH55-5D ¢8.5 After Drilling 100 Holes Durability Performance

Work Material DH31s (53HRC) ¥ 1

EDEIERES . . ?Jl >

Cutting Speed 30m/min (1,123min™) é

EDEE . 0031

e 191mm/min (0.17mm/rev) 5

TURE 25mm (2.9Di&D) k-4 002 eef

Depth of Hole Through =S

SIEHE KBEVIRIHE BRTU— (S1EREH) £ :

Coolant Water-Soluble Chlorine-Free (External) Y 1
0.00 + + + + + |

et RV =5tV % (BT40) 0 20 40 60 80 100 120

Machine Vertical Machining Center N7 Number of Holes

MNIAELWVDH31S%Z 1007 TUTHUNESRE. RIEBFL. IREFDRE M.

After 100 holes, minor wear against tough DH31S. No chipping and excellent stableness.

pocid o



EEE%%EE%EW{#E F U } ll (~ 55 H RC) Carbide Drill with Oil Hole for High Hardness Steel (up to 55HRC)

WHO55-5D

A——— & > . .
SR =1 %
RISy £
Rthinning
L
CARBIDE w SHRINK
12~20°] FIT " .
B :mm Unit:mm
¥—JLNo. ‘ 52 KB —JLNo. ‘ el ER | 2F |vnos| G | s
EDP No. Dc 2 L Ds Stock (Yen) EDP No. Dc 2 L Ds Stock (Yen)

3316330 3.3 14,800 3316570 5.7 46 17,400
3316340 34 32 14,800 3316580 5.8 92 6 17,400
3316349 3.49 14,800 3316590 5.9 48 17,400
3316350 3.5 14,800 3316600 6 17,400
3316360 3.6 34 78 14,900 3316650 6.5 52 17,400
3316370 3.7 14,900 3316680 6.8 56 102 18,700
3316380 3.8 14,900 3316700 7 8 18,700
3316390 3.9 36 14,900 3316750 7.5 60 19,300
3316400 4 14,900 3316780 7.8 64 118 20,400
3316410 4.1 15,200 3316800 8 20,400
3316415 4.15 38 15,200 3316850 8.5 68 21,700
3316420 4.2 15,200 3316858 8.58 70 22,900
3316430 4.3 15,200 3316870 8.7 128 22,900
3316440 4.4 41 6 B 15,200 3316880 8.8 72 B 22,900
3316450 4.5 88 15,200 3316900 9 10 22,900
3316460 4.6 43 15,700 3316950 9.5 76 23,800
3316470 4.7 15,700 3316980 9.8 136 24,100
3316480 4.8 15,700 3316997 9.97 80 24,100
3316490 4.9 45 15,700 3317000 10 24,100
3316500 5 15,700 3317030 10.3 84 25,600
3316510 5.1 42 16,500 3317050 10.5 146 25,600
3316520 5.2 16,500 3317080 10.8 88 26,700
3316530 5.3 16,500 3317100 11 12 26,700
3316540 5.4 44 92 16,500 3317150 11.5 92 27,800
3316550 5.5 16,500 3317156 11.56 94 156 29,500
3316556 5.56 46 17,400 3317180 11.8 9% 28,900
3316560 5. 17,400 3317200 12 28,900

O Y—UMDFHMAIFEpIZTE T,

L ERITHLS

Please contact our sales staff for more information.

m‘ﬁ“ %‘#Eﬁﬁ Cutting Conditions

® Seep. 1for explanation of marks.

B=1Z#7£ER B=Standard stock item

bETZL

Z-RE-BEEVDFFRRBEDT T

Custom order with specific requests on diameter, length and accuracy is accepted.

RS - SHETSE - T U)\— /58 DAC55, DH31S, SKD61, SKD11, STAVAX%5&E
_ SKD61 (FEAE)
Special Alloy Stee\ssl{g&rfgjgggégiﬁta;rehardened Steels 45 SOHRC 50 SSHRC
40~45HRC
IHEE 30~50m/min 20~30m/min 20~30m/min
ER ElERERE EbE ElERERE EbE ElEmRE EbE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate
((alap)] (min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
3,900 0.03 ~ 0.07 2,400 0.03 ~ 0.07 2,400 0.03 ~ 0.07
3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~ 0.08
2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~ 0.1
2,100 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,300 0.06 ~ 0.12
1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~ 0.16
10 1,300 0.1 ~0.2 800 0.1 ~0.2 800 0.1 ~0.2
12 1,100 0.12 ~ 0.24 700 0.12 ~0.24 700 0.12 ~0.24

1. COUIHIREEERE. KB EEIRE ZERT2B5DHDTI,

2. KAMHIMEF, HREE20EUTOREDBDZERA T,

3. KA MVIEIMAF 121F 20182 B X KB IEIEIRE DB .
tIHIREZ30% MFTTEL.

4. RUILEBEICERUTE BWENOENIL Y bRV,
RUILOIRNIF0.02mm U TITIMZ TTEL,

5. WHIMDRFIFL DD 1TV EF. fetodr
REIDEISTEVREICLTTEL,

6. MNDEXDIFITENSTILDRERICIED T,
HHRED IV BBTFREULTTS L,

1. The indicated speeds and feeds are for water-soluble oil.

2. Suitable cutting fluid is water-soluble high density oil (less than 20 times dilution).

3. When using non-water-soluble oil or water-soluble oil (over 20 times dilution), reduce
cutting speed by 30%.

4.When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.

5. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.

6. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil feeder.

s




. ﬁﬂmmﬂ'ﬁﬁg Outstanding durability

EmIR WHO55-5D 8.5

ool

HRHIAE

Work Material DH31S (53HRC)
SIERE : .
Cutting Speed 30m/min (1,123min")
EDEE i

Feod Rate 191mm/min (0.17mm/rev)
TURE 24.5mm (2.9D1ED)

Depth of Hole Blind
IR AGBHELIELRE 18R TU— (AIBBHEIH)
Coolant Water-Soluble Chlorine-Free (Internal)
Edazl MRV =TtV % (BT40)
Machine Vertical Machining Center

W300JHITI# After Drilling 300 Holes

WHO55-5D

ﬂ‘ﬂ*iﬁ': Competitor

lEiﬂE$ Wear Changes
(MM 006 [
f7] 0.0 | ————
;’91 ;ﬁ?é Breakage
BE 0041 e e e
#
§ 003 e
[
3
W 002]
2
g —— WHO55-5D 14 H, 248
O 001l . L2 No.1 No.2
— ittt @ 148, 288
Competitor No.1, No.2
0 : : : : ; ; |
50 100 150 200 250 300 350

(mm) 0.02

0.015

0.01

0.005

-0.005

Oversize Margin il >

-0.01

-0.015

BIII#L Number of Holes

l/"ﬂﬁ{tiﬂ)ﬁ?ﬁ Distribution of Hole Enlargement

[T Hole Entry ‘ ':Pg& Center ‘ 9@ Hole Exit

st RmDIZE. 1ABE3007UNTHRESIFSDENKREL, WHOSS-5DCIFRE LA TH o,
MIREDOILAKEBICH Dttt @& LR, WHOSS-ED TIFIEAZNSINZ DT EMNTES,

The first trial by the competitor tool drilled 300 holes with large variances in cutting wear. The WHO55-5D, on the other hand, exhibited stable durability
throughout the trial. Moreover, the competitor tool exhibited hole enlargement tendency, while the WHO55-5D was able to suppress the amount of oversize
margin to a minimum.

. ﬁﬁ’ﬂgi-ﬂ l:BU'%’EﬁEthE Performance comparison of reground products.

EATE WHO55-5D (4¥5km-BifER) ¢8.5
Tool Special Order Product- Reground
HEHIA

Work Material DH31S (53HRC)

EIREIEE . -

Cutting Speed 30m/min (1,123min"")
EDRE ;

Feod Rate 191mm/min (0.17mm/rev)
TURE 24.5mm (2.9D1ED)

Depth of Hole Blind

SIEHE KBEYIRIHE BRTU— (BRI H)
Coolant Water-Soluble Chlorine-Free (Internal)
EFAREA MR Y=Vt % (BT40)
Machine Vertical Machining Center

| ?(L\EQEE Photo of Rake Face

EPQQ Center ‘

{th#t 5 Competitor

5T Hole Entry ‘ @ Hole Exit

[ | ﬁITEQEE Photo of Flank Face

BERCTHDHI1SZ807 VNI a8, FIHAITEEEL, MiROFEK TBMETEE, S5IC. BO—T«VJCLDbFEHOHALNRIAD D,

It was able to machine 80 holes. There was no initial breakage and only ordinary wear was exhibited. It is possible to extend its tool life by recoating.

&




Eﬁifgfﬁﬁﬁﬂﬁi F U } l/ (~ 70 H RC) Carbide Drill for High Hardness Steel (up to 70HRC)

WH70-DRL
- P %% 2@&

XKoy—vg  WEIYZVJ R+WRYYZVI
X thinning W thinning R+W thinning

120°

(Dc<24) (24=Dc<4) (Dcz4)
L
ERSEE
12°A FIT . )
B :mm  Unit:mm
v—)UNo. ‘ EEI ER | &R VIR EE | 1SS —)UNo. BR | 2R |WwWIR| EE | REME
EDP No. Dc 2 L Ds Stock (Yen) EDP No. 2 L Ds Stock (Yen)
3318200 2 12 42 9,440 3318710 7.1 22,200
3318210 2.1 10,300 3318720 7.2 22,200
3318220 2.2 13 43 10,300 3318730 7.3 45 22,200
3318230 2.3 10,300 3318740 7.4 22,200
3318240 24 10,300 3318750 7.5 94 8 19,700
3318250 25 14 44 3 10,300 3318760 7.6 23,500
3318260 2.6 10,300 3318770 7.7 23,500
3318270 2.7 10,300 3318780 7.8 23,500
3318280 2.8 16 46 10,300 3318790 7.9 23,500
3318290 29 10,300 3318800 8 50 20,800
3318300 3 10,300 3318810 8.1 24,300
3318310 3.1 11,100 3318820 8.2 24,300
3318320 3.2 18 48 11,100 3318830 8.3 24,300
3318330 3.3 11,100 3318840 8.4 24,300
3318340 34 11,100 3318850 8.5 101 9 21,400
3318350 3.5 20 50 4 11,100 3318860 8.6 25,400
3318360 3.6 11,700 3318870 8.7 22,400
3318370 3.7 11,700 3318880 8.8 25,400
3318380 3.8 11,700 3318890 8.9 25,400
3318390 3.9 22 52 11,700 3318900 9 57 22,400
3318400 4 11,700 3318910 9.1 27,300
3318410 4.1 25 13,200 3318920 9.2 27,300
3318420 4.2 13,200 3318930 9.3 27,300
3318430 4.3 13,200 3318940 9.4 27,300
3318440 4.4 13,200 3318950 9.5 106 10 B 24,100
3318450 4.5 28 63 5 B 13,200 3318960 9.6 28,300
3318460 4.6 14,900 3318970 9.7 28,300
3318470 4.7 14,900 3318980 9.8 28,300
3318480 4.8 14,900 3318990 2.9 28,300
3318490 4.9 14,900 3319000 10 25,200
3318500 5 32 14,900 3319010 10.1 63 29,500
3318510 5.1 14,900 3319020 10.2 29,500
3318520 5.2 16,600 3319030 10.3 26,200
3318530 53 16,600 3319040 104 29,500
3318540 5.4 16,600 3319050 10.5 113 1 26,200
3318550 5.5 74 6 16,600 3319060 10.6 30,200
3318560 5.6 17,800 3319070 10.7 30,200
3318570 5.7 35 17,800 3319080 10.8 30,200
3318580 5.8 17,800 3319090 10.9 30,200
3318590 59 17,800 3319100 11 26,800
3318600 6 17,800 3319110 11.1 31,600
3318610 6.1 20,100 3319120 11.2 71 31,600
3318620 6.2 20,100 3319130 113 31,600
3318630 6.3 20,100 3319140 11.4 31,600
3318640 6.4 40 20,100 3319150 115 120 12 28,100
3318650 6.5 83 7 17,800 3319160 11.6 32,900
3318660 6.6 21,100 3319170 11.7 32,900
3318670 6.7 21,100 3319180 11.8 32,900
3318680 6.8 18,800 3319190 11.9 76 32,900
3318690 6.9 45 21,100 3319200 12 29,200
3318700 7 18,800 B=1Z#7£ER B=Standard stock item

O Y—UMDEHAIFP.1ZCE T, ®See p. 1forexplanation of marks.
UHESEFITHUVSDETEIV R e CEE)

Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.

s




Wﬁu%#giﬁﬁ Cutting Conditions

1. KB MEYIRIHAF FHIRERS~10E0RE

KB BEE- (WYY M) A7 VUAE AR TR % - HEA ST
ikt SKD11- SKT- SUS440 SKH - SKD11- SKS DopECERTCL. o
Sl  Special Alloy Steels- Hardened Steels - (Martensitic) Stainless Steel High-Speed Steel - Special Alloy Steels - Hardened Steels 2. g‘gggﬁg&?j\?g R BEDORES
i Uil 3. RRXHBEDISEBIDHAI.
YIHIRE ~ ; - ; AFYITEDETOT TS,
Cutng‘yeed 10~16m/min 8~13m/min 4. G0 <FHRUILITH SBDL & Sl
Bl RE EbhE BRI RE b MDBEREFRATYTEDZETOTTFEL,
Drill Dia. Speed Feed Rate Speed Feed Rate
() (min-1) (mm/rev) (min) (mm/rev) 1. Use a water-soluble oil with high density
2,000 ~0.04 1,900 ~0.04 (5- 10 times dilution).
o — 2. Tight clamping is critical.
1,330 0.04 1,250 92, 3. For drilling depth > 3D, use a step feed.
1,000 ~0.04 950 ~0.04 4. For materials susceptible to chip
800 ~0.04 750 ~0.04 packing in the flute, apply a step feed.
670 ~0.04 630 ~0.04
500 ~0.04 480 ~0.04
400 ~0.04 380 ~0.04
330 ~0.04 320 ~0.04

Bl 60HRCTB0I o noeoncoric

-ETI’E‘ WH70-DRL ¢5.1 INIIEL Number of Holes
70
HEHIA |
Work Material SKD11 (60HRC)
tUﬁUiEE . P WH70'DRL 60}"{ Holes
Cutting Speed 10m/min (624min")
XD =R . . .
e djﬁf 25mm/min (0.04mm/rev) IE%EE%EEL% 2077 Holes
TURE 19mm (3.7D3i&D)
Depth of Hole Through
A Aateosag wxoU—omcimen M B0TUAIIER After rilling 60 Holes
Coolant Water-Soluble Chlorin“e»Free 10% (External) WH70-DRL
fEFAREA MRV =€t % (BT40)
Machine Vertical Machining Center
WH70-DRLIFERGRIC R SEDMAMRE THole.
WH70-DRL showed 3 times better tool life than
conventional tool.
(Y =

. 1@*1@#&3@@%5 A half of wear amount against the competition.
EATE
Tool WH70-DRL  ¢8 B . " e WH70-DRL
Pr—— N ——— (1%HE) Nol

) SKD11 (60HRC) = e - e WH70-DRL
Work Material E 0,08 [+ (2&H) No.2 ...
YIBIEE ; . £ S —_— — T e fEREEA
Cutting Speed 12.6m/min (501min) f:; 004l S B Com:eutitor
NV g ftirt @B
Eeaﬁf 20mm/min (0.04mm/rev) 0 e Competitor
e 4 GDLED) 0 20 40 60 80 100 120 140
VAV, Y3 mm oo
Depth of Hole Blind NIV Number of Holes
SIEHE KBHYIRIRA 15RTU— 10 (518845 H) VI illi
Coola,nt Water—SquéIe Chrzl;rine-Free 10;: (E;Iterr:al) . 130/\”"1& After Drilling 130 Holes

- = "

e TRRY =524 (BT40) WH70-DRL fth#t&R  Competitor
Machine Vertical Machining Center i — _

Bttt mICHERFE D ER,
WH70-DRLI[&2207VE TINTARETH o,

WH70-DRL showed a half amount of wear against a
competition. Completed 220 holes.




Eﬁﬁfgﬁlﬁﬁa/ \y I< 9 v 7° (42 -~ 5 2 H RC) Straight Fluted Tap for Hardened Steels (42~52HRC)

V-XPM-HT
E—— | @Q

£n 2k
} L
' B :mm  Unit:mm
Y—JLNo. 1224y Bt BEXG| BE | 2R |QUR | BTR | Vr/IR | B (Rl (HETRR 7E | SES
EDP No. Thread Size Lc Grade TAP Limit L 2 2n Ds Flutes | External Center |feommendedDiltoeDa| ~ Stock (Yen)
8330255 5P 5,050
M 3 X 0.5 STD | OH3 46 11 19 4 4 O 2.5 D
8330256 2.5P 5,050
8330261 5P 4,890
M 4 X 0.7 STD | OH3 52 13 21 5 4 O 33 D
8330262 2.5P 4,890
8330267 5P 4,980
M 5 X 0.8 STD | OH3 60 16 24 5.5 4 O 4.2 D
8330268 2.5P 4,980
8330273 5P 5,120
M 6 X 1 STD | OH3 62 19 29 6 4 O 5 D
8330274 2.5P 5,120
8330285 5P 6,570
M 8 X 1.25 STD | OH3 70 22 37 6.2 5 - 6.8 D
8330286 2.5P 6,570
8330291 5P 8,250
M 8 X 1 STD | OH3 70 22 37 6.2 5 - 7 D
8330292 2.5P 8,250
8330297 5P 7,960
M10 X 1.5 STD | OH3 75 24 41 7 5 - 8.5 D
8330298 2.5P 7,960
8330303 5P 7,960
M10 X 1.25 STD | OH3 75 24 41 7 5 - 8.8 D
8330304 2.5P 7,960
8330309 5P 9,950
M10 X 1 STD | OH3 75 24 41 7 5 - 9 D
8330310 2.5P 9,950
8330315 5P 10,600
M12 X 1.75 STD | OH3 82 29 48 8.5 5 - 10.3 D
8330316 2.5P 10,600
8330321 5P 10,600
M12 X 1.5 STD | OH3 82 29 48 8.5 5 - 10.5 D
8330322 2.5P 10,600
8330327 5P 10,600
M12 X 1.25 STD | OH4 82 29 48 8.5 5 - 10.8 D
8330328 2.5P 10,600
D=fEBEtV5—Z#%#EER D=Inventory center stock item O=Yes
O V—UMDEMAIEP. 1 ZZE T, ® See p. 1 for explanation of marks.

1.REW  (F2RDRUEIBERDY Y THEEE T, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.

2. 9V TREGHRUBEZRIETDHDTIFHOEEA. 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.

3. VvV OMANE. k. KIFHEAFYOJ [TUIT - AL 3.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k
MITE]ZSRTEL. and K of the square shank.

Wﬁ“%ﬁ:giﬁﬁ Cutting Conditions

" =EEH (G- 5 A - TEHH &)
A Hardened Steels (Alloy Steels, Die Steels, Tool Steels, etc. )
Work Material
42~52HRC
il X
Cﬂﬁjg%gd 1~3m/min
EDEHFE KB MEIERF
Coolant Non-Water-Soluble
EFRE IIZVFtEVS
Machine Machining Center




Eﬁﬁfi‘ﬁﬁ m %Fﬁ 7_- _, \09 v 70 (45 ~5 0 HR C) Taper Pipe Thread Tap for Hardened Steels (45~50HRC)

V-XPM-TPT
8

£G

RUDER : PT (Ro)

©
N/
2k S

B :mm Unit:mm

Y—IUNo. ‘ 220 R Bt =R RUR | BERE | Yy OB | BH TE | RS
EDP No. Thread Size TAP Limit Dc L 2 Dg Ds Flutes Stock (Yen)
8313801 PT Y8 - 28 JIS2 3P 59 19 13 8 5 D 8,800
8313802 PT Ya - 19 JIS2 3P 67 28 21 11 5 D 11,300
8313803 PT 3 - 19 JIS2 3P 75 28 21 14 5 D 17,600
8313804 PT %2 - 14 JIS2 3P 87 35 25 18 5 D 26,700
8313806 PT 3% - 14 JIS2 3P 96 35 25 23 5 D 40,700
8313808 PT1 - 11 JIS2 3P 109 45 32 26 5 D 73,000

O Y—UMDFHAEP.1ZTETEL,

1.5y TRERDRUBEZRIETDEDTIEHOE A,

2. VvV OMARE. 8k KIFEEH5OJ [7UILI - _U
MITE|ZSERTEL,

ﬂ]‘ﬁ“%#giﬁf Cutting Conditions

SEE#H (S&H- Y, A -TEH &)

*EEHM Hardened Steels (Alloy Steels, Die Steels, Tool Steels, etc.)

Work Material
45~50HRC
I3 .

Cﬂﬁé’%{i 1~3m/min
EDEHE KB LD HIRE

Coolant Non-Water-Soluble
B FAtEt RIZVItVH

Machine Machining Center

D=ty —1Z#EER D=Inventory center stock item

@ See p. 1 for explanation of marks.

1. TAP Limit does not guarantee thread limit for the internal thread after tapping.

2.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k
and K of the square shank.

19824, ISOBAICKDIISOERARURBHESTN. QUOHFURESHEESNE L
. RUBEDOEERILEV, ¥y TRFIHEESZELE I DT ENTRETT,

The JIS pipe thread standard was revised in 1982 to meet ISO standards. Although thread symbols changed,
the limits were not changed. Therefore, it is still acceptable to use taps with both new and old symbols.

- == == JIS B 0202-1982
L] |RECS s (JIS B 0203-1982)
Type Old Symbol New Symbol
M&ZEAT—/ (L
Taper pipe threads for pressure-tight joints PT Rc
MEAFITHRU
Parallel pipe threads for pressure-tight joints PS Rp
BHAEERTIHERL PE G
Parallel pipe threads for mechanical joints

RERDINAATRIMTDHUD OI-45HRC ZB A5 EEEIICHIRTH D UIHITERE

It exhibited outstanding cutting performance on hardened materials exceeding 45HRC, which could not be worked easily with conventional high speed steel taps.

EATER

L34 V-XPM-TPT PT1/4-19
1R

Work Material SKD61(45HRC)
TR

Drill Hole Size 10.9mm
RUITRE 21mm (BEEIEET)
Tapping Length Till Position of Gauge Diameter
YIHEE ; .
Cutting Speed 2.9m/min (70min-")
SHHE KR LT
Coolant Non-Water-Soluble
(SRR IMRY=VItEIY
Machine Vertical Machining Center

HDI/"@SI Number of Holes

i 1y EToTEE
V-XPM-TPT 1007XRLE Holes still Running
CPM-TPT =
BRI\ 2 217X Holes e
Powder Metallurgy Breakage
HSS 267X Holes

&

=
x
=
o
Q
>




Eﬁﬁfgﬁﬁﬁq#ﬁﬁi/ \y Fg v 70 (42 ~55H RC) Straight Fluted Tap for Hardened Steels (42~55HRC)

WH55-0T k
——____8 .. — | E— = - @
N

£ 2k

B :mm Unit:mm

—JUNo. 1220) Bt |BEXE| $8E | 2R |RQUR | BTR|VrVI8| B RLEYy | #EETRR | 7E | SES
EDP No. Thread Size 2c Grade TAP Limit L 2 2n Ds Flutes | External Center |RecommendedDillHoleDa| ~ Stock (Yen)
3901010 5P 13,900
M 3 X 05 STD OH3 46 11 19 4 4 O 25 B
3901011 2.5P 13,900
3901014 5P 14,400
M 4 X 0.7 STD OH3 52 13 21 5 4 O 3.3 B
3901015 2.5P 14,400
3901018 5P 15,000
M 5 X 0.8 STD OH3 60 16 24 55 4 O 4.2 B
3901019 2.5P 15,000
3901022 5P 16,300
M 6 X1 STD | OH3 62 19 29 6 4 O 5 B
3901023 2.5P 16,300
3901026 5P 20,100
M 8 X 1.25 STD OH3 70 22 - 6.2 5 - 6.8 B
3901027 2.5P 20,100
3901030 5P 27,200
M10 X 1.5 STD OH3 75 24 - 7 5 — 8.5 B
3901031 2.5P 27,200
3901034 5P 35,000
M12 X 1.75 STD OH3 82 29 - 8.5 5 - 10.3 B
3901035 2.5P 35,000

B B=1Z# £ B=Standard stock item O=Yes
O —UDFHMBIFP.1ZTE T, @ See p. 1 for explanation of marks.
1./85ER (2RO RUEREROSY v THREBE T, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.
2. YV TREIDRUBEZRIIT DD TIEHOIEA. 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. VvV OMAEETE. ek KIFREHFOI [7UILT-fab  3.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k

MITE|ZZSETEL, and K of the square shank.
- tan—t +3q(AY-To)cl SO AW L\ iEI#RIC WHE2-OT (55 ) ©&DF T
Please contact our sales staff for more information. We take orders of WH62-OT for higher hardness materials.

ﬂ]'ﬁ“%ﬁgﬁﬁ Cutting Conditions
— e o : 1. WH55-OTIZ EIHIRE < MBI DR EICERL T T AL, N— NIHEERUE .
N— SREH (S#- AWM TRME) | o ) oppuimal zERT 258, ABHEIEEEIDH TS & D EEIECEN /S

Hardened Steels (Alloy Steels, Die Steels, Tool Steels, etc.)

Work Material ZCERATEL,
42~50HRC 50~55HRC 3. FIUTCICKDYvEVIF DL FDMEIHFHAHDED, ¥ v TORIIHBFRENETITD
IR TOBIFTTEL,
Cutting Speed 2~4m/min 1~3m/min 1. Make sure to select the correct cutting speed and cutting fluids. Tapping paste is
not recommended.

YEI;mE] AGEMELEIRE FAGEHEEDEHE 2. When using a water-soluble oil, use one with the highest lubricity level.
Coolant Water-Soluble, Non-Water-Soluble 3. The WH55-OT is designed for machine use only. Tapping by hand will cause chips to
(B IV=UHEYS get stuck between the tool and the work material, and result in chipping of the taps.
Machine Machining Center




. DA055 Eﬁiuul Stable machining on DAC55

ERIR WH55-0T M6X1 5P ANTXEL Number of Holes
50 100 150 200 250 300 350
) \ \ \ I I \ \
Work Material DAC55 (48HRC)
. 281X Holes =
A #5.1X21mm (&b) TR
Drill Hole Size Through WH SS-OT 3007% Breakage
/\ Holes

RUITRS 12mm (2D LtD)
Tapping Length Blind =1
IR w257 g

52 H in-
Cutting Speed 3m/min (159min-') Conventional - Breakage

g o e (Powder Metallurgy HSS) 17X Hole
BDRELmA AKBEELMA IBRTU— 105
Coolant Water-Soluble Chlorine-Free 10% =
) . . 1&*:':!:"1 17X Hole =
Edazl IRV ZUIEY Y (AEED#EME) (7€) 8
Machine Vertical Synchronized Machining Center Competitor 19% Hole Breakage
(Carbide)

RSy TMR/IN\AR) D10 BELLEOMAMERE M ZRIER | L@ GBEE) DN
NEEDIIHY 3007 GEK X CTHIATAEIC !

WH55-0T achieved more than 10 times the durability and stability versus the conventional tap
(Powder Metallurgy HSS). Moreover, WH55-OT was able to machine close to 300 holes, while
the competitor's carbide drill broke in less than 30 holes.

. STAVAXEEE”"I ! bb‘%\ 7ki§'ﬁmﬁ“;mﬁj ! Stable machining on STAVAX, even with water-soluble coolant.

-{SSFI’E‘ WH55-0T M6X1 5P INIIEL Number of Holes
200 400 600 800 1,000

) \ \ I \ |
Work Material STAVAX (52HRC)
LA #5.1x17.5mm (1tb) o
Drill Hole Size Blind WH55_OT 98475 Holes Brefkage
RUITRS 9mm (1.5DLED)
Tapping Length Blind
YIHLER : .
i Szpeed 3m/min (159min) RS
IR KM EEEE EETU— 1063 FA2) W07 oes T
Coolant Water-Soluble Chlorine-Free 10% Conventional reakage

(Powder Metallurgy HSS)
et UHRY=V VS (RERDEIEMNE)
Machine Vertical Synchronized Machining Center

RS v T (#RI\A R)TIF10TEEE TIEL TLIIEB DD,
1,0007GES T EgEE DTz,

Conventional tap (Powder Metallurgy HSS) broke after 10 holes while WH55-OT has completed
almost 1,000 holes.

=
J N (]
. 58HRC -E'm*iw 1 51El'l-t Over 15 times better tool life on 58HRC against a competition. Ill'}
n
EEFIE WH62-0T (!’S?EEE) Méx1 5P ﬂﬂIT‘\ﬁ Number of Holes é
20 40 60 80 100 120
A \ I | \ \ I \
Work Material SKD11 (58HRC)
- -y
TR #5.1x21mm (G&b) WH62=OT EESIS RIEA
Drill Hole Size Through (4&?*“!) Extensive Wear
- (Special) 757X Holes
RAUITRE 12mm (2DLED)
Tapping Length Blind 4
b s 157 Holes g
Cutting Speed 2m/min (106min) Conventional - Breakage
it . ot (Carbide) 187X Holes
HDELRE KBELIEIME \ERTU—101%
Coolant Water-Soluble Chlorine-Free 10% =
[, N N ﬁﬂ*iuu 37T Holes
fE R IWRYZVI€V5 (AEEDEEMNE) (85E) 8
Machine Vertical Synchronized Machining Center Competitor . Breakage
(Carbide) 57X Holes

WXSO—F 1 VI % UT 4554 v T T R AIRECH ol
[G5HRCZB A DEEEMDKBEYVEIERICOY vEY T Z#FRE,
The WH62-0OT (special) with WXS coating made the tapping of over 55HRC tough steel with

water-soluble oil possible, which is a process that cannot be achieved by the conventional tap
and competitor tool.

posid ®



#ﬁ%ﬁifgﬁlﬁﬁﬁ EEE, \ y I< 9 v 70 (5 0 -~ 6 2 H R C) Carbide Straight Fluted Tap for Hardened Steels (50~62HRC)

VX-OT

CARBIDE H

A =

£c

B :mm Unit:mm

¥Y—JUNo. E30) Bft RBEXREL| BE | 2R | RQUR BTR | Vg | B8 |Rlty | #ETRR | £E | REMmS
EDP No. Thread Size Rc Grade TAP Limit L 2 2n Ds Flutes | Exteral Center |femmendedDilteDa | Stock (Yen)
8330029 | M 2 X 04 3P STD | OH3 40 12 - 3 3 O 1.6 D 15,000
8330039 M 23 X 04 3P STD | OH3 42 13 - 3 4 O 1.9 D 16,100
8330045 | M 2.5 X 045 3P STD | OH3 44 14 - 3 4 O 2.05 D 15,800
8330049 M 2.6 X 0.45 3P STD | OH3 44 14 - 3 4 O 2.15 D 14,600
8330055 M 3 X 0.5 3P STD | OH3 46 11 19 4 4 O 2.5 B 13,900
8330061 M 4 X 0.7 3P STD | OH3 52 13 21 5 4 O 33 B 14,400
8330067 M 5 X 0.8 3P STD | OH3 60 16 24 55 4 O 4.2 B 15,000
8330073 M 6 X 1 3P STD | OH3 62 19 29 6 5 O 5 B 16,300
8330085 | M 8 X 1.25 3P STD | OH3 70 22 - 6.2 5 - 6.8 B 20,100
8330087 | M 8 X 1 3P STD | OH3 70 22 - 6.2 5 - 7 B 20,100
8330097 | M 10 X 1.5 3P STD | OH3 75 24 - 7 5 - 8.5 B 27,200
8330099 M 10 X 1.25 3P STD | OH3 75 24 - 7 5 - 8.8 B 27,200
8330101 | M 10 X 1 3P STD | OH3 75 24 - 7 5 - 9 B 27,200
8330115 | M 12 X 1.75 3P STD | OH3 82 29 - 8.5 5 - 10.3 B 35,000
8330117 | M 12 X 1.5 3P STD | OH3 82 29 = 8.5 5 - 10.5 B 35,000
8330119 | M 12 X 1.25 3P STD | OH4 82 29 - 8.5 5 - 10.8 B 35,000
8330121 | M 12 X 1 3P STD | OH3 82 29 - 8.5 5 - 11 B 35,000
8330123 | M 14 X 2 3P STD | OH4 88 30 - 10.5 6 - 12 D 53,800
8330125 | M 14 X 1.5 3P STD | OH3 88 30 - 10.5 6 - 125 D 53,800
8330131 | M16 X 2 3P STD | OH4 95 32 - 12.5 6 - 14 D 64,800
8330133 | M16 X 1.5 3P STD | OH3 95 32 - 12.5 6 - 14.5 D 64,800
8330139 | M 18 X 25 3P STD | OH4 | 100 37 - 14 6 - 15.5 D 78,100
8330141 | M 18 X 1.5 3P STD | OH4 | 100 37 = 14 6 - 16.5 D 78,100
8330147 | M 20 X 25 3P STD | OH4 | 105 37 - 15 6 - 17.5 D 90,700
8330149 | M 20 X 1.5 3P STD | OH4 | 105 37 - 15 6 - 18.5 D 90,700

B=1F#7EEm B=Standard stock item D=#EE V5 —1R#EER D=Inventory center stock item O=Yes

OY—UDFHAIFP1ZTE T,

1.1EEHW  F2RHRUEKRERDSY Y THEEETT,
2. Yy TBERIYRUBEZRITD2EDTIEHDOFEEA.
3. Vv U OMEESTE, 0k KIEEEAYOS T9UNT - [ U

MITE|ZSRTE0.

Mﬁ“%ﬂtgiﬁﬁ Cutting Conditions

" =EEH (S5 - 51 A - TEH F)

*ﬁﬁuﬁ Hardened Steels (Alloy Steels, Die Steels, Tool Steels, etc.)

Work Material
50~62HRC

CIHERRE ~ i
Cutting Spe?d 1~3m/min
SIHHA] KA MR

Coolant Non-Water-Soluble
ek RI=ZvTteVH

Machine Machining Center

® See p. 1 for explanation of marks.

1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.

2. TAP Limit does not guarantee thread limit for the internal thread after tapping.

3.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k
and K of the square shank.

1. VX-OT IR YIEIRE L IEIBEIORBEISEFRLTCTEV. R—ZAMIHEEH LI BA.

2. FIUTICKDIvEV TR UMD LKFDMIHAHFDGHD, v ITDORIFHF/ENETT
DT, #IFTTEL,

1. Make sure to select the correct cutting speed and cutting fluids. Tapping paste is
not recommended.

2.The VX-OT is designed for machine use only. Tapping by hand would cause chips to
get stucked between the tool and the work material, and result in chipping of the taps.

Ete=t a5 AT telcll alAY kEH AR OIS VHE2-OT () bRDFT
ARSI E R AN  For water-soluble oil, use VH62-OT by special order.




Eﬁﬁgﬁﬁmﬂﬁ%ﬁq 7_- _, \09 ) 7 (5 O -~ 6 2 H R C) Carbide Taper Pipe Thread Tap for Hardened Steels (50~62HRC)

VX-TPT

1 *' : »*rﬁ,f,ﬂz%k ( )
CARBIDE n

ﬁU@Eﬁﬁ . pT (RC) Bfi:mm  Unit:mm

S
o
¢Ds

Y—JLNo. 2205 HE B =R RUR | BERME | yr/oR | B8 R TR
EDP No. Thread Size TAP Limit B¢ L 2 Rg Ds Flutes Stock (Yen)
8330692 PT % - 28 JIS2 3P 59 19 13 8 5 D 37,500
8330693 PT Y2 -19 JIS2 3P 67 28 21 11 5 D 53,800
8330694 PT 3% - 19 JIS2 3P 75 28 21 14 6 D 60,700
8330695 PT %2 - 14 JIS2 3P 87 35 25 18 6 D 82,400

D=fEEt V5 —1Z#EER D=Inventory center stock item
OY—JUDERMAIFPIETE T, ® See p. 1 for explanation of marks.

1.9y TRERDRUIBEZRIETDEDTIFHOEEA. 1. TAP Limit does not guarantee thread limit for the internal thread after tapping.
2. VvV OMAEETE. ek KIFHEEAYOI[7UIL -1l 2.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k
MITE]ZSETEL, and K of the square shank.

Wﬁ']%ﬁgiﬁf Cutting Conditions

- : 19824, ISOBAICKDISOERRUFBHIWESN. RUOHFURSHEESINI L
" SEEH (G2 - 51 A -TEH %) § |y iy ) s
*&EHH Hardened Steels (Alloy Steels, Die Steels, Tool Steels, etc.) b QUBEDORE[EVH. ¥ TS ZHE TSI LDEHETT,
Work Material The JIS pipe thread standard was revised in 1982 to meet ISO standards. Although thread symbols changed,
50~62HRC the limits were not changed. Therefore, it is still acceptable to use taps with both new and old symbols.
- == == JIS B 0202-1982
s . EEL] |BECS LS (28 05031983)
Ctﬂﬁjggagd 1~3m/min Type Old Symbol New Symbol
EDEIHRE A LD EIHRE Taper pipe threads for pressure-tight joints
Coolant Non-Water-Soluble MZRETHRL
N PS Rp
- N arallel pipe threads for pressure-tight joints
[t NY=YTEYY RRRBERTAHEU oF G
B3 Machining Center Parallel pipe threads for mechanical joints

1. VX-TPTIXETHLRE L YIRNERIDOREISERELTTEL,
N—ZAMIERH LI A

2. FIUTICKDIvEV TR DL FDMEIHAFDGD.
T ITDRIIHFEENTIDT, #IFTFE,

1. Make sure to select the correct cutting speed and cutting
fluids. Tapping paste is not recommended.

2.The VX-TPT is designed for machine use only. Tapping by
hand will cause chips to get stuck between the tool and the
work material, and result in chipping of the taps.

54H RC I:*‘j LI-C 507{1—:{J:0)mz VX-TPT tapped more than 50 holes in 54HRC.

E(TIE VX-TPT PT1/8-28 7."]171\& Number of Holes
10 20 30 40 50
) ! \ ! \ .
Work Material SKD11(54HRC)
TR $8.22x20mm (&b) L #ige T BE
Drill Hole Size Through VX-TPT SOFRRLE Holes still Running
RUITRSE 13mm (BERUBF T)
Tapping Length Till Position of Gauge Diameter OT-TPT
TR o BAARK
HIEERE ; . —i% FRBEE 27X Hol S
Cutting Speed 2.1m/min (70min-") Carbid:for General o Large Chipping on &c
N ~ N Applicati
e KB i
Coolant Non-Water-Soluble CPM-TPT
{E R uMRY=vIEYY BFRI\A X 17 Hole  TTHE
Machine Vertical Machining Center Powder Metallurgy Breakage
HSS

pocid ®



shaping your dreams

Z:N 1t

T442-8543 BHIRE) | |MAES E=T B22&i#th TEL(0533)82-1111
E-mail : cs-info@osg.co.jp Web : https://www.osg.co.jp/

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

EREBESRED
T 140-0002 RR#EBmIIIXFRm/14-12-6
@ —P4 RF+rFILFT— 190 TEL(03)5715-2966

FHERESEER
T465-0058 EXIREHEMRRXEM1-9 TEL(052)703-6131
FEERESRED

T550-0013 ABRFIABRTARSEI2-4-2 4052 TEL(06)6538-3880
(TEo&ifMmESERIE - >: 1=5—vavdLriL
tH#%A.

0120-41 5981

[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.cojp
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H

oo

s
3

it fig

M M & H 3 E b

o
=~

TEL (022) 390-9701
TEL (024) 991-7485
TEL (025) 288-3888
TEL (0268) 28-7381
TEL (0266) 58-0152
TEL (0270) 40-5855
TEL (028) 651-2720
TEL (042) 645-5406
TEL (029) 354-7017
TEL (03) 5715-2966
TEL (046) 230-5030
TEL (054) 283-6651
TEL (053) 461-1121
TEL (0533) 82-1145
TEL (0566) 77-2366

2HE

T &
T LU
B\ im

FR

g 3 > A H I

TEL (052) 703-6131
TEL (058) 259-6055
TEL (0533) 82-1145
TEL (0594) 26-0416
TEL (076) 268-0830
TEL (077) 553-2012
TEL (0B) 4308-3411
TEL (078) 927-8212
TEL (086) 241-0411
TEL (087) 868-4003
TEL (082) 507-1227
TEL (092) 504-1211
TEL (093) 922-8190
TEL (096) 386-5120

/N BECBENWERE L DIT

« TEZSEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEEALTTEL,
 UINFTBRFTRSIENT FEL.

+ 51D K FIFFRFTHSIENTTEL,

* TEOYINKEDEL Eo e SERZEHRIELTREL,

« BEE - RERBHNRELLS, BSICERZHRLELTREL.

* TEICEFZMRIFNTFEL.

« MIFIICTEDTERRET> T RS,

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

BEIIHEHHDET,
« AEBBABORETER - BRZRCIT T,

OSGRERE

Copyright ©2016 OSG Corporation. All rights reserved.
« BRBICDOVTIE, BICHR - MRZIT>THDEIDT. FELFLANYOJBHETIRE

Tool specifications are subject to change without notice.

C-91.web(DN)
2211

A-LASi—-H%n=4t
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