G2 - General purpose - Square OSAWA

GB205 oonn | [0 e 1o | 7] 4 ][ B
NORM BR HRC v
) ) 30° SQUARE 2
cylindrical shank, 2 flutes
x| w [ % | %
% 1stchoice ¥ suitable
o, | =
SLOTTING | |SIDEMILLING| | DRILLING ‘ L — 'H‘
I |
D D Tol. (o CTol. d(h6) 1 11 L z EDP No. Stock
1 0/-0.020 4 3 50 2 GB205010 ([ ]
1.5 0/-0.020 4 4.5 50 2 GB205015 [ ]
2 0/-0.020 4 6 50 2 GB205020 [ ]
3 0/-0.020 4 8 50 2 GB205030 [ ]
4 0/-0.020 4 " 50 2 GB205040 [ ]
5 0/-0.020 6 13 50 2 GB205050 [ ]
6 0/-0.020 6 15 50 2 GB205060 [ ]
8 0/-0.025 8 20 60 2 GB205080 [ ]
10 0/-0.025 10 30 75 2 GB205100 [ ]
12 0/-0.025 12 30 75 2 GB205120 [ ]

CARBIDE
END-MILLS

@ stock standard O non-standard stock  V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

Material Group
150 513 EE R BREw-R & v 3 &l 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.5D x D 0.5D xD 0.3DxD 0.5D xD
Vc (m/min) 50+60 30+50 20+40 70+90
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.004 0.003 0.003 0.005
2 0.007 0.006 0.005 0.009
3 0.010 0.009 0.008 0.013
4 0.014 0.012 0.011 0.018
5 0.018 0.015 0.014 0.023
6 0.023 0.020 0.017 0.030
8 0.030 0.026 0.023 0.039
10 0.038 0.032 0.029 0.049
12 0.045 0.038 0.034 0.059

<D3 mm:ap=0.2D

iy el El = EREw-& [Ps Iy | £ 03 3

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.2D 1.5D x 0.3D
Vc (m/min) 50+60 30+50 20+40 70+90
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.004 0.004 0.003 0.006
2 0.009 0.007 0.007 0.011
3 0.013 0.011 0.009 0.016
4 0.018 0.015 0.013 0.023
5 0.023 0.019 0.017 0.029
6 0.029 0.024 0.022 0.037
8 0.038 0.032 0.028 0.049
10 0.048 0.040 0.036 0.062
12 0.056 0.048 0.042 0.073
<D3 mm: ae =0.2D
CARBIDE
Material Group END-MILLS
50513 EEA BREEwE (s N 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae DxD DxD DxD DxD
Vc (m/min) 40+50 30+40 20+30 60+80
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
T 1 0.002 0.002 0.002 0.003
2 0.004 0.004 0.003 0.006
3 0.006 0.005 0.005 0.008
4 0.009 0.007 0.007 0.011
5 0.011 0.010 0.008 0.015
6 0.014 0.012 0.011 0.019
8 0.019 0.016 0.014 0.024
10 0.024 0.020 0.018 0.031
12 0.028 0.024 0.021 0.037

<D3 mm:ap=0.5D
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G2 - General purpose - Square OSAWA

L4

G2CS2 =gy 2] 2] 4

cylindrical shank, 2 flutes

————

%

2

x| w [ % | %
% 1stchoice ¥ suitable

swof | =3 b

SLOTTING | |SIDE MILLING| | DRILLING ! L }‘7 |4>!
D D Tol. c CTol. | d(hé) I I L - EDP No. Stock
1 0/-0.020 4 3 50 2 G2CS2010 °
15 0/-0.020 4 45 50 2 G2CS2015 °
2 0/-0.020 4 6 50 2 G2CS2020 °
2.5 0/-0.020 4 7 50 2 G2CS2025 °
3 0/-0.020 4 8 50 2 G2CS2030 °
35 0/-0.020 4 10 50 2 G2CS2035 °
4 0/-0.020 4 1 50 2 G2CS2040 °
45 0/-0.020 6 13 50 2 62CS2045 °
5 0/-0.020 6 13 50 2 G2CS2050 °
5.5 0/-0.020 6 13 50 2 G2CS2055 °
6 0/-0.020 6 15 50 2 G2CS2060 °
6.5 0/-0.025 8 17 60 2 G2CS2065 °
7 0/-0.025 8 17 60 2 G2CS2070 °
7.5 0/-0.025 8 17 60 2 G2CS2075 °
8 0/-0.025 8 20 60 2 G2CS2080 °
CARBIDE 8.5 0/-0.025 10 23 75 2 G2CS2085 °
END-MILLS 9 0/-0.025 10 23 75 2 G2CS2090 °
10 0/-0.025 10 30 75 2 G2CS2100 °
62 10.5 0/-0.025 12 25 75 2 G2CS2105 °
1 0/-0.025 12 28 75 2 G2CS2110 °
12 0/-0.025 12 30 75 2 G2CS2120 °
13 0/-0.030 16 33 100 2 G2CS2130 °
14 0/-0.030 14 26 83 2 G2CS2140 °
15 0/-0.030 16 40 100 2 G2CS2150 °
16 0/-0.030 16 32 92 2 G2CS2160 °
17 0/-0.030 20 40 100 2 G2CS2170 °
18 0/-0.030 20 40 100 2 G2CS2180 °
20 0/-0.030 20 40 100 2 G2CS2200 °

@ stock standard O non-standard stock  V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

G2CS2
Romslens: 72 DRE+E D=E  CODE0
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.5D x D 0.5D xD 0.5D xD 0.5D xD
Ve (m/min) 80+100 50+70 30+50 100+120

D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.004 0.003 0.003 0.005
2 0.008 0.007 0.006 0.010
sLaTiNG 3 0.012 0.010 0.009 0.016
4 0.016 0.014 0.012 0.021
5 0.020 0.017 0.015 0.026
6 0.025 0.021 0.019 0.033
8 0.032 0.027 0.024 0.042
10 0.038 0.032 0.029 0.049
12 0.045 0.038 0.034 0.059
14 0.052 0.044 0.039 0.068
16 0.060 0.051 0.045 0.078
18 0.070 0.060 0.053 0.091
20 0.080 0.068 0.060 0.104

<D3 mm:ap=0.2D

iy 2l EREw-& [Ps I s | £ 3 03

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.5D
Vc (m/min) 80+100 50+70 30+50 100+120

D fz fz fz fz

(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.005 0.004 0.004 0.006
2 0.010 0.008 0.007 0.012
3 0.014 0.012 0.011 0.019
4 0.019 0.016 0.014 0.025
5 0.024 0.020 0.018 0.031
6 0.030 0.026 0.023 0.039
8 0.038 0.033 0.029 0.050 CARBIDE
10 0.046 0.039 0.034 0.059 END-MILLS
12 0.054 0.046 0.041 0.070
14 0.062 0.053 0.047 0.081
16 0.072 0.061 0.054 0.094
18 0.084 0.071 0.063 0.109
20 0.096 0.082 0.072 0.125

< D3 mm:ae=0.2D

wesicos | QEDE  EE@EWE | @0 2 OODOD

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae DxD DxD DxD DxD
Vc (m/min) 70+90 40+60 25+35 80+100

D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.002 0.002 0.002 0.003
@ 2 0.005 0.004 0.004 0.006
— 3 0.007 0.006 0.005 0.009
4 0.010 0.008 0.007 0.012
5 0.012 0.010 0.009 0.016
6 0.015 0.013 0.011 0.020
8 0.019 0.016 0.014 0.025
10 0.023 0.019 0.017 0.030
12 0.027 0.023 0.020 0.035
14 0.031 0.027 0.023 0.041
16 0.036 0.031 0.027 0.047
18 0.042 0.036 0.032 0.055
20 0.048 0.041 0.036 0.062

<D3 mm:ap=0.5D
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G2 - General purpose - Square OSAWA

<45
HRC

¢

2

L4

SQUARE

7

30°

G2WS2 umw

weldon shank, 2 flutes

e —=%

x| w [ % | %
% 1stchoice ¥ suitable

sl (O Y b

SLOTTING | |SIDEMILLING| | DRILLING ! L — lal

D D Tol. [of CTol. d(hé) | 11 L z EDP No. Stock

3 0/-0.020 6 8 57 2 G2WS2030 [ )

4 0/-0.020 6 11 57 2 G2WS2040 o

5 0/-0.020 6 13 57 2 G2WS2050 o

6 0/-0.020 6 13 57 2 G2WS2060 o

8 0/-0.025 8 19 63 2 G2WS2080 [}

10 0/-0.025 10 22 72 2 G2WS2100 [ ]

12 0/-0.025 12 26 83 2 G2WS2120 o

14 0/-0.030 14 26 83 2 G2WS2140 o

16 0/-0.030 16 32 92 2 G2WS2160 [ )

20 0/-0.030 20 38 104 2 G2WS2200 [ ]

CARBIDE
END-MILLS

@ stock standard O non-standard stock  V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

G2WS2
Romslens: 72 DRE+E D=E  CODE0
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.5D x D 0.5D xD 0.5D xD 0.5D xD
Ve (m/min) 80+100 50+70 30+50 100+120
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.012 0.010 0.009 0.016
4 0.016 0.014 0.012 0.021
5 0.020 0.017 0.015 0.026
6 0.025 0.021 0.019 0.033
8 0.032 0.027 0.024 0.042
10 0.038 0.032 0.029 0.049
12 0.045 0.038 0.034 0.059
14 0.052 0.044 0.039 0.068
16 0.060 0.051 0.045 0.078
18 0.070 0.060 0.053 0.091
20 0.080 0.068 0.060 0.104

<D3 mm:ap=0.2D

wesicos | QEDE  EE@EWE | @@ 2 OODOD

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.5D
Vc (m/min) 80+100 50+70 30+50 100+120

D fz fz fz fz

(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.014 0.012 0.011 0.019
4 0.019 0.016 0.014 0.025
5 0.024 0.020 0.018 0.031
6 0.030 0.026 0.023 0.039
8 0.038 0.033 0.029 0.050
10 0.046 0.039 0.034 0.059
12 0.054 0.046 0.041 0.070
14 0.062 0.053 0.047 0.081
16 0.072 0.061 0.054 0.094 CARBIDE
18 0.084 0.071 0.063 0.109 END-MILLS
20 0.096 0.082 0.072 0.125

< D3 mm:ae=0.2D

iy 2l EREw-& [Ps Iy | £ 3 03

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae DxD DxD DxD DxD
Vc (m/min) 70+90 40+60 25+35 80+100

D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
@ 3 0.007 0.006 0.005 0.009
DRILLING 4 0.010 0.008 0.007 0.012
5 0.012 0.010 0.009 0.016
6 0.015 0.013 0.011 0.020
8 0.019 0.016 0.014 0.025
10 0.023 0.019 0.017 0.030
12 0.027 0.023 0.020 0.035
14 0.031 0.027 0.023 0.041
16 0.036 0.031 0.027 0.047
18 0.042 0.036 0.032 0.055
20 0.048 0.041 0.036 0.062

<D3 mm:ap=0.5D
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G2 - General purpose - Square OSAWA

G2210-11-12 umw w | 7 )P

30° SQUARE 2

cylindrical shank, 2 flutes, long

— <o G2210

x| w [ % | %
% 1stchoice ¥ suitable

swof | =%

SLOTTING | |SIDEMILLING| | DRILLING ‘ L — 'H‘
I |
D D Tol. [ CTol. d(hé) | 1 L z EDP No. Stock
2 0/-0.030 4 9 75 2 G2210020 [
3 0/-0.030 4 15 75 2 G2210030 (]
4 0/-0.030 4 20 75 2 G2210040 [}
5 0/-0.030 6 25 75 2 G2210050 °
[) 0/-0.030 6 25 75 2 G2210060 [}
5 0/-0.030 6 30 100 2 G2211050 [}
6 0/-0.030 6 30 100 2 G2211060 °
8 0/-0.035 8 85 100 2 G2211080 ®
10 0/-0.035 10 40 100 2 G2211100 (]
12 0/-0.035 12 45 100 2 G2211120 [}
8 0/-0.035 8 40 150 2 G2212080 [}
10 0/-0.035 10 50 150 2 G2212100 (]
12 0/-0.035 12 50 150 2 G2212120 [}
CARBIDE 16 0/-0.040 16 70 150 2 G2212160 °

END-MILLS

@ stock standard O non-standard stock  V stock exhaustion

304



G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.5D x D 0.5D xD 0.5D xD 0.5D xD
Ve (m/min) 70+90 45+65 30+50 80+120
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
SLOTTING 2 0.007 0.006 0.005 0.009
3 0.010 0.009 0.008 0.013
4 0.014 0.012 0.011 0.018
5 0.018 0.015 0.014 0.023
6 0.023 0.019 0.017 0.029
8 0.030 0.026 0.023 0.039
10 0.035 0.030 0.026 0.046
12 0.041 0.035 0.031 0.053

<D3 mm:ap =

0.2D

Material Group

ERE-E

& = [

1ISO 513
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.5D
Vc (m/min) 70+90 45+65 30+50 80+120
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)

2 0.008 0.007 0.006 0.011
3 0.012 0.010 0.009 0.016
4 0.017 0.014 0.013 0.022
5 0.022 0.018 0.016 0.028
6 0.027 0.023 0.020 0.035
8 0.036 0.031 0.027 0.047
10 0.042 0.036 0.032 0.055
12 0.049 0.042 0.037 0.064

<D3 mm: ae =

0.2D

Material Group

R

e Jea e I 2|

[Ps Iy s |

<D3mm:ap =

0.5D

ISO 513 CARBIDE
END-MILLS
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae DxD DxD DxD DxD
Ve (m/min) 60+80 40+60 25+35 70+100
@ D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
DRILLING 2 0.004 0.004 0.003 0.005
3 0.006 0.005 0.005 0.008
4 0.008 0.007 0.006 0.011
5 0.011 0.009 0.008 0.014
6 0.014 0.011 0.010 0.018
8 0.018 0.015 0.014 0.023
10 0.021 0.018 0.016 0.027
12 0.025 0.021 0.018 0.032
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

Material Group
150 513 EEA BREEwE (s N 3 (v 2 fnafine
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.3DxD 0.3DxD 0.3DxD 0.3DxD
Vc (m/min) 55+75 40+60 20+40 70+90
D fz fz fz fz
SLOTIG (mm) (mm/z) (mm/z) (mm/z) (mm/z)
8 0.026 0.022 0.020 0.034
10 0.032 0.027 0.024 0.042
12 0.036 0.031 0.027 0.047
14 0.042 0.036 0.032 0.055
16 0.048 0.041 0.036 0.062
Material Group
R (Pt P2l 1 BEE w3 (s N (1 2 s fine
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D
Vc (m/min) 55+75 40+60 20+40 70+90
D fz fz fz fz
SDEMRLHE (mm) (mm/z) (mm/z) (mm/z) (mm/z)
8 0.031 0.027 0.023 0.041
10 0.038 0.033 0.029 0.050
12 0.043 0.037 0.032 0.056
14 0.050 0.043 0.038 0.066
16 0.058 0.049 0.043 0.075
Material Group
GO EER BREEwE (s LN s (v e fnafine
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae DxD DxD DxD DxD
@ Vc (m/min) 50:70 35:55 20:30 60+80
D fz fz fz fz
CARBIDE DHELING (mm) (mm/z) (mm/z) (mm/z) (mm/z)
ENDMIELS 8 0.016 0.013 0.012 0.020
10 0.019 0.016 0.014 0.025
12 0.022 0.018 0.016 0.028
14 0.025 0.021 0.019 0.033
16 0.029 0.024 0.022 0.037
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G2 - General purpose - Square OSAWA

GB305 oo | ) | 71 (R
NORM BR HRC v
. . 45° SQUARE 3
cylindrical shank, 3 flutes
* | % | x| %
* st choice  ¥¢ suitable
o] | NN
| ]
I L |
D D Tol. c CTol. | d(hé) I I L z EDP No. Stock
1 0/-0.020 4 3 50 3 GB305010 °
1.5 0/-0.020 4 45 50 3 GB305015 °
2 0/-0.020 4 6 50 3 GB305020 °
3 0/-0.020 4 8 50 3 GB305030 °
a 0/-0.020 4 1 50 3 GB305040 °
5 0/-0.020 6 13 50 3 GB305050 °
6 0/-0.020 6 15 50 3 GB305060 °
8 0/-0.025 8 20 60 3 GB305080 °
10 0/-0.025 10 30 75 3 GB305100 °
12 0/-0.025 12 30 75 3 GB305120 °

CARBIDE
END-MILLS

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.5D x D 0.5D xD 0.5D xD 0.5D xD
Ve (m/min) 50+60 30+50 20+40 70+90
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.003 0.003 0.002 0.004
2 0.006 0.005 0.004 0.008
3 0.009 0.007 0.006 0.011
4 0.012 0.010 0.009 0.016
5 0.015 0.013 0.012 0.020
6 0.020 0.017 0.015 0.026
8 0.026 0.022 0.019 0.033
10 0.032 0.028 0.024 0.042
12 0.038 0.033 0.029 0.050

<D3 mm:ap=0.2D

iy e El = EEEw-R [Ps Iy | £ 03 3

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D
Vc (m/min) 50+70 40+60 20+40 80+100

D fz fz fz fz

(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.004 0.003 0.003 0.005
2 0.007 0.006 0.005 0.009
3 0.010 0.009 0.008 0.013
4 0.014 0.012 0.011 0.019
5 0.018 0.016 0.014 0.024
6 0.024 0.020 0.018 0.031
8 0.031 0.026 0.023 0.040
10 0.039 0.033 0.029 0.051
12 0.046 0.039 0.035 0.060

<D3 mm:ae=0.1D

CARBIDE
END-MILLS
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G2 - General purpose - Square OSAWA

R

G2CSH3 BB NE

cylindrical shank, 3 flutes

- |

SQUARE

x| w [ % | %
% 1stchoice ¥ suitable

o] | SN

| ==
I I— |

D D Tol. c CTol. | d(hé) I I L z EDP No. Stock
1 0/-0.020 4 3 50 3 G2CSH3010 )
1.5 0/-0.020 4 45 50 3 G2CSH3015 °
2 0/-0.020 4 6 50 3 G2CSH3020 °
2.5 0/-0.020 4 7 50 3 G2CSH3025 °

3 0/-0.020 4 8 50 3 G2CSH3030 )
3.5 0/-0.020 4 10 50 3 G2CSH3035 °
4 0/-0.020 4 11 50 3 G2CSH3040 °
a5 0/-0.020 6 13 50 3 G2CSH3045 °
5 0/-0.020 6 13 50 3 G2CSH3050 °
5.5 0/-0.020 6 13 50 3 G2CSH3055 °
6 0/-0.020 6 15 50 3 G2CSH3060 °
6.5 0/-0.025 8 17 60 3 G2CSH3065 °
7 0/-0.025 8 17 60 3 G2CSH3070 °
7.5 0/-0.025 8 17 60 3 G2CSH3075 °
8 0/-0.025 8 20 60 3 G2CSH3080 °
8.5 0/-0.025 10 23 75 3 G2CSH3085 ° CATRIE
9 0/-0.025 10 23 75 3 G2CSH3090 ° END-MILLS
10 0/-0.025 10 30 75 3 G2CSH3100 °
1 0/-0.025 12 28 75 3 G2CSH3110 °
12 0/-0.025 12 30 75 3 G2CSH3120 °
14 0/-0.030 14 26 83 3 G2CSH3140 °
16 0/-0.030 16 32 92 3 G2CSH3160 °
18 0/-0.030 20 40 100 3 G2CSH3180 °
20 0/-0.030 20 40 100 3 G2CSH3200 °

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

G2CSH3
MeeislGow | Q[ DRE+E D=E  CODE0
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.5D x D 0.5D xD 0.5D xD 0.5D xD
Ve (m/min) 80+100 50+70 30+50 80+120

D fz fz fz fz

(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.003 0.003 0.002 0.004
2 0.006 0.005 0.005 0.008
3 0.009 0.008 0.007 0.012
4 0.013 0.011 0.009 0.016
5 0.016 0.013 0.012 0.020
6 0.019 0.016 0.014 0.024
8 0.025 0.021 0.019 0.033
10 0.031 0.027 0.023 0.041
12 0.040 0.034 0.030 0.052
14 0.046 0.039 0.035 0.060
16 0.056 0.048 0.042 0.073
18 0.065 0.055 0.049 0.085
20 0.075 0.064 0.056 0.098

<D3 mm:ap = 0.2D

iy 2l EREw-& [Ps I s | £ 3 03

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D
Vc (m/min) 90+110 60+80 40+60 110+130

D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.004 0.003 0.003 0.005
2 0.008 0.006 0.006 0.010
3 0.011 0.010 0.008 0.015
4 0.015 0.013 0.011 0.020
5 0.019 0.016 0.014 0.024
6 0.023 0.019 0.017 0.029
CARBIDE 8 0.030 0.026 0.023 0.039
END-MILLS 10 0.038 0.032 0.028 0.049
12 0.048 0.041 0.036 0.062
14 0.056 0.047 0.042 0.072
16 0.068 0.057 0.051 0.088
18 0.078 0.066 0.059 0.101
20 0.090 0.077 0.068 0.117

<D3mm:ae=0.1D
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G2 - General purpose - Square OSAWA

<45
HRC

L4

SQUARE

7

45°

G2WSH3 =N

weldon shank, 3 flutes

- —-—. |

3

x| w [ % | %
% 1stchoice ¥ suitable

wol [ O NN b
|

e—1—
f L |

D D Tol. [of C Tol. d(hé) | 11 L z EDP No. Stock
3 0/-0.020 6 8 57 3 G2WSH3030 [
4 0/-0.020 6 11 57 3 G2WSH3040 [
5 0/-0.020 6 13 57 3 G2WSH3050 [
6 0/-0.020 ) 13 57 3 G2WSH3060 [
8 0/-0.025 8 19 63 3 G2WSH3080 [
10 0/-0.025 10 22 72 3 G2WSH3100 [
12 0/-0.025 12 26 83 3 G2WSH3120 [
14 0/-0.030 14 26 83 3 G2WSH3140 [
16 0/-0.030 16 32 92 3 G2WSH3160 [
20 0/-0.030 20 38 104 3 G2WSH3200 [

CARBIDE
END-MILLS

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

G2WSH3
MeeislGow | Q[ DRE+E D=E  CODE0
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.5D x D 0.5D xD 0.5D xD 0.5D xD
Ve (m/min) 80+100 50+70 30+50 80+120
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.009 0.008 0.007 0.012
4 0.013 0.011 0.009 0.016
5 0.016 0.013 0.012 0.020
6 0.019 0.016 0.014 0.024
8 0.025 0.021 0.019 0.033
10 0.031 0.027 0.023 0.041
12 0.040 0.034 0.030 0.052
14 0.046 0.039 0.035 0.060
16 0.056 0.048 0.042 0.073
18 0.065 0.055 0.049 0.085
20 0.075 0.064 0.056 0.098

<D3 mm:ap=0.2D

wesicos | QEDE  EE@EWE | @@ 2 OODOD

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D
Vc (m/min) 90+110 60+80 40+60 110+130

D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.011 0.010 0.008 0.015
4 0.015 0.013 0.011 0.020
5 0.019 0.016 0.014 0.024
6 0.023 0.019 0.017 0.029
8 0.030 0.026 0.023 0.039
10 0.038 0.032 0.028 0.049
12 0.048 0.041 0.036 0.062
14 0.056 0.047 0.042 0.072
CARBIDE 16 0.068 0.057 0.051 0.088
END-MILLS 18 0.078 0.066 0.059 0.101
20 0.090 0.077 0.068 0.117

G2 <D3mm:ae=0.1D
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G2 - General purpose - Square OSAWA

G2310-11-12 MMW w | 7 4| R

45° SQUARE 3

cylindrical shank, 3 flutes, long

x| w [ % | %
% 1stchoice ¥ suitable

ol | S\

| —

I L |
D D Tol. C CTol. d(hé) | 1 L z EDP No. Stock
2 0/-0.030 4 9 75 3 G2310020 (]
3 0/-0.030 4 15 75 3 G2310030 ®
4 0/-0.030 4 20 75 3 G2310040 [}
5 0/-0.030 6 25 75 3 G2310050 [}
6 0/-0.030 6 25 75 3 G2310060 (]
4 0/-0.030 6 25 100 3 G2311040 [}
5 0/-0.030 6 30 100 3 G2311050 (]
6 0/-0.030 6 30 100 3 G2311060 (]
7 0/-0.030 8 35 100 3 G2311070 ®
8 0/-0.035 8 35 100 S G2311080 (]
9 0/-0.035 10 40 100 3 G2311090 [}
10 0/-0.035 10 40 100 3 G2311100 [}
11 0/-0.035 12 45 100 3 G2311110 (]
12 0/-0.035 12 45 100 3 G2311120 (]

CARBIDE

8 0/-0.035 8 40 150 3 G2312080 [} END-MILLS
10 0/-0.035 10 50 150 3 G2312100 ®
12 0/-0.035 12 50 150 S G2312120 [}
16 0/-0.040 16 70 150 3 G2312160 (]
20 0/-0.040 20 80 150 3 G2312200 [}

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.5D x D 0.5D xD 0.5D xD 0.5D xD
Ve (m/min) 60+80 35+55 25+35 80+100
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
SLOTTING 2 0.006 0.005 0.004 0.007
3 0.008 0.007 0.006 0.011
4 0.011 0.010 0.008 0.015
5 0.014 0.012 0.011 0.018
6 0.017 0.014 0.013 0.022
8 0.023 0.019 0.017 0.029
10 0.028 0.024 0.021 0.037
12 0.036 0.031 0.027 0.047

<D3 mm:ap =

0.2D

Material Group

ERE-E

& = [

1ISO 513
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D
Vc (m/min) 70+90 45+65 30+50 80+120
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)

2 0.007 0.006 0.005 0.009
3 0.011 0.009 0.008 0.014
4 0.014 0.012 0.011 0.018
5 0.018 0.015 0.013 0.023
6 0.021 0.018 0.016 0.027
8 0.028 0.024 0.021 0.037
10 0.035 0.030 0.026 0.046
12 0.045 0.038 0.034 0.059

<D3 mm:ae=0.1D

CARBIDE
END-MILLS . 1=
aterial Group
150 513 EER BREw-R & v 3 Bl B B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D
Vc (m/min) 55:75 40+60 20+40 70+90
D fz fz fz fz
Si0E MRLHE (mm) (mm/z) (mm/z) (mm/z) (mm/z)
8 0.020 0.017 0.015 0.026
10 0.025 0.021 0.019 0.033
12 0.032 0.027 0.024 0.042
14 0.037 0.031 0.028 0.048
16 0.045 0.038 0.034 0.059
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G2 - General purpose - Square OSAWA

GB405

N me <45 Z Z
BR HRC v
30° SQUARE r2]

cylindrical shank, 4 flutes

C—

x| w [ % | %
% 1stchoice ¥ suitable

d(hé)z S :\j § jD

| ML
| L ‘

D D Tol. C CTol. d(hé) | 1 L z EDP No. Stock
1 0/-0.020 4 3 50 4 GB405010 (]
1.5 0/-0.020 4 4.5 50 4 GB405015 ®
2 0/-0.020 4 6 50 4 GB405020 [}
3 0/-0.020 4 8 50 4 GB405030 [}
4 0/-0.020 4 11 50 4 GB405040 (]
5 0/-0.020 6 13 50 4 GB405050 ®
[) 0/-0.020 6 15 50 4 GB405060 [}
8 0/-0.025 8 20 60 4 GB405080 [}
10 0/-0.025 10 30 75 4 GB405100 (]
12 0/-0.025 12 30 75 4 GB405120 (]

CARBIDE
END-MILLS

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.2D 1.5D x 0.2D 1.5D x 0.2D 1.5D x 0.2D
Ve (m/min) 50+70 40+50 20+40 80+100
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.003 0.003 0.002 0.004
2 0.006 0.006 0.005 0.008
3 0.010 0.008 0.007 0.013
4 0.013 0.011 0.010 0.017
5 0.016 0.014 0.012 0.021
6 0.020 0.017 0.015 0.026
8 0.026 0.022 0.019 0.034
10 0.031 0.026 0.023 0.040
12 0.036 0.031 0.027 0.047

<D3 mm:ae=0.1D

CARBIDE
END-MILLS
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G2 - General purpose - Square OSAWA

L4

G2CSs4 =gy 2] 2] 4

cylindrical shank, 4 flutes

——

i

2

x| w [ % | %
% 1stchoice ¥ suitable

d(hé)z g g ﬂjD

| A
‘ L |
D D Tol. c CTol. | d(hé) I I L z EDP No. Stock
1 0/-0.020 4 3 50 4 G2CS4010 °
1.5 0/-0.020 4 45 50 4 G2CS4015 °
2 0/-0.020 4 6 50 4 G2CS4020 °
2.5 0/-0.020 4 7 50 4 G2CS4025 °
3 0/-0.020 4 8 50 4 G2CS4030 )
3.5 0/-0.020 4 10 50 4 G2CS4035 °
4 0/-0.020 4 11 50 4 G2CS4040 °
a5 0/-0.020 6 13 50 4 G2CS4045 °
5 0/-0.020 6 13 50 4 G2CS4050 )
5.5 0/-0.020 6 13 50 4 G2CS4055 °
6 0/-0.020 6 15 50 4 G2CS4060 °
6.5 0/-0.025 8 17 60 4 G2CS4065 °
7 0/-0.025 8 17 60 4 G2CS4070 °
7.5 0/-0.025 8 17 60 4 G2CS4075 °
8 0/-0.025 8 20 60 4 G2CS4080 °
8.5 0/-0.025 10 23 75 4 G2CS4085 ° CATRIE
9 0/-0.025 10 23 75 4 G2CS4090 ° END-MILLS
9.5 0/-0.025 10 25 75 4 G2CS4095 °
10 0/-0.025 10 30 75 4 G2CS4100 °
10.5 0/-0.025 12 25 75 4 G2CS4105 °
11 0/-0.025 12 30 75 4 G2CS4110 °
115 0/-0.025 12 28 75 4 G2CS4115 °
12 0/-0.025 12 30 75 4 G2CS4120 °
12.5 0/-0.030 14 26 83 4 G2CS4125 °
13 0/-0.030 14 26 83 4 G2CS4130 °
13.5 0/-0.030 14 26 83 4 G2CS4135 °
14 0/-0.030 14 26 83 4 G2CS4140 °
14.5 0/-0.030 16 32 92 4 G2CS4145 °
15 0/-0.030 16 32 92 4 G2CS4150 °
15.5 0/-0.030 16 32 92 4 G2CS4155 °
16 0/-0.030 16 32 92 4 G2CS4160 °
17 0/-0.030 20 40 100 4 G2CS4170 °
18 0/-0.030 20 40 100 4 G2CS4180 °
19 0/-0.030 20 40 100 4 G2CS4190 °
20 0/-0.030 20 40 100 4 G2CS4200 °
22 0/-0.030 25 40 100 4 G2CS4220 °
25 0/-0.030 25 40 100 4 G2CS4250 °

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

G2CS4
MeeislGow | Q[ DRE+E D=E  CODE0
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 1.5D x 0.2D 1.5D x 0.2D 1.5D x 0.2D 1.5D x 0.2D
Ve (m/min) 80+100 50+70 30+50 100+120

D fz fz fz fz

(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.004 0.003 0.003 0.005
2 0.007 0.006 0.005 0.009
3 0.010 0.009 0.008 0.013
4 0.013 0.011 0.010 0.017
5 0.016 0.014 0.012 0.021
6 0.019 0.016 0.014 0.025
8 0.025 0.021 0.019 0.033
10 0.032 0.027 0.024 0.042
12 0.040 0.034 0.030 0.052
14 0.047 0.040 0.035 0.061
16 0.054 0.046 0.041 0.070
18 0.060 0.051 0.045 0.078
20 0.065 0.055 0.049 0.085
22 0.073 0.062 0.055 0.095
25 0.083 0.071 0.062 0.108

<D3 mm:ae=0.1D

CARBIDE
END-MILLS
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G2 - General purpose - Square OSAWA

G2Ws4 gy =] 7 Y

30° SQUARE

2

weldon shank, 4 flutes

- ——

x| w [ % | %
% 1stchoice ¥ suitable

d(hé)z | O S Sﬁjo

‘<—|—>‘
| L ‘

D D Tol. C CTol. d(hé) | )| L z EDP No. Stock
3 0/-0.020 6 8 57 4 G2WS4030 (]
4 0/-0.020 6 1" 57 4 G2WS4040 ®
5 0/-0.020 6 13 57 4 G2WS4050 [}
[ 0/-0.020 6 13 57 4 G2WS4060 [}
8 0/-0.025 8 19 63 4 G2WsS4080 (]
10 0/-0.025 10 22 72 4 G2WS4100 [ ]
12 0/-0.025 12 26 83 4 G2WS4120 [}
14 0/-0.030 14 26 83 4 G2WS4140 (]
16 0/-0.030 16 32 92 4 G2WS4160 (]
20 0/-0.030 20 38 104 4 G2WS4200 ®

CARBIDE
END-MILLS

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

G2WS4
Mo | ] EREwE @Eed @@ o
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.2D 1.5D x 0.2D 1.5D x 0.2D 1.5D x 0.2D
Ve (m/min) 80+100 50+70 30+50 100+120
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)

3 0.010 0.009 0.008 0.013
4 0.013 0.011 0.010 0.017
5 0.016 0.014 0.012 0.021
6 0.019 0.016 0.014 0.025
8 0.025 0.021 0.019 0.033
10 0.032 0.027 0.024 0.042
12 0.040 0.034 0.030 0.052
14 0.047 0.040 0.035 0.061
16 0.054 0.046 0.041 0.070
18 0.060 0.051 0.045 0.078
20 0.065 0.055 0.049 0.085

CARBIDE
END-MILLS
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G2 - General purpose - Square OSAWA

e

2

—
74 |
30°

L4

HRC
SQUARE

G2410-11-12-13 E=E

cylindrical shank, 4 flutes, long

:m G2411-G2412-G2413

x| w [ % | %
% 1stchoice ¥ suitable

d(hé)z | O S Sﬁjp

[+t
‘ L |
D D Tol. c CTol. | d(hé) I g L z EDP No. Stock
0/-0.030 4 9 75 4 G2410020 °
2.5 0/-0.030 4 10 75 4 G2410025 °
3 0/-0.030 4 15 75 4 G2410030 °
3.5 0/-0.030 4 15 75 4 G2410035 °
4 0/-0.030 4 20 75 4 G2410040 °
4.5 0/-0.030 6 20 75 4 G2410045 °
5 0/-0.030 6 25 75 4 G2410050 °
6 0/-0.030 6 25 75 4 G2410060 °
3 0/-0.030 6 15 100 4 G2411030 °
4 0/-0.030 6 25 100 4 G2411040 °
5 0/-0.030 6 30 100 4 G2411050 °
6 0/-0.030 6 30 100 4 G2411060 °
7 0/-0.030 8 35 100 4 G2411070 °
8 0/-0.035 8 35 100 4 G2411080 °
9 0/-0.035 10 40 100 4 G2411090 ° CARBIDE
10 0/-0.035 10 40 100 4 G2411100 ° END-MILLS
11 0/-0.035 12 45 100 4 G2411110 °
12 0/-0.035 12 45 100 4 G2411120 °
8 0/-0.035 8 40 150 4 G2412080 °
10 0/-0.035 10 50 150 4 G2412100 °
12 0/-0.035 12 50 150 4 G2412120 °
16 0/-0.040 16 70 150 4 G2412160 °
18 0/-0.040 20 80 150 4 G2412180 °
20 0/-0.040 20 80 150 4 G2412200 °
16 0/-0.040 16 40 200 4 G2413160 °
20 0/-0.040 20 40 200 4 G2413200 °

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 1.5D x 0.1D 1.5D x 0.1D 1.5D x 0.1D 1.5D x0.1D
Ve (m/min) 70+90 45+65 30+50 80+120
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
SIDE MILLING 2 0.006 0.005 0.005 0.008
3 0.009 0.008 0.007 0.012
4 0.012 0.010 0.009 0.015
5 0.014 0.012 0.011 0.019
6 0.017 0.015 0.013 0.022
8 0.023 0.019 0.017 0.029
10 0.029 0.024 0.022 0.037
12 0.036 0.031 0.027 0.047
<D3mm:ae=0.1D
Material Group
FoETs EE R BREw-R& & v 3 iz f v e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.1D 1.5D x0.1D 1.5D x0.1D 1.5D x0.1D
Vc (m/min) 55+75 40+60 20+40 70+90
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
8 0.020 0.017 0.015 0.026
10 0.026 0.022 0.019 0.033
12 0.032 0.027 0.024 0.042
14 0.038 0.032 0.028 0.049
16 0.043 0.037 0.032 0.056
20 0.065 0.055 0.049 0.085

CARBIDE
END-MILLS
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G2 - General purpose - Square OSAWA

G2CSHM T I
norm || N w HRC ‘ (/
o ) 45° || SQUARE 6
cylindrical shank, multi flute
x| w [ % | %
% 1stchoice ¥ suitable
ara] | I
v P
| L
D D Tol. c CTol. | d(h6) I I L z EDP No. Stock
0/-0.020 6 15 50 6 G2CSHMO060 )
8 0/-0.025 8 20 60 6 G2CSHMO080 °
10 0/-0.025 10 30 75 6 G2CSHM100 )
12 0/-0.025 12 30 75 6 G2CSHM120 )
14 0/-0.030 14 30 83 6 G2CSHM140 )
16 0/-0.030 16 35 92 6 G2CSHM160 °
20 0/-0.030 20 40 100 6 G2CSHM200 )

CARBIDE
END-MILLS

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.1D 1.5D x 0.1D 1.5D x 0.1D
Ve (m/min) 100+120 70+90 50+70
D fz fz fz
(mm) (mm/z) (mm/z) (mm/z)
6 0.016 0.014 0.012
8 0.020 0.017 0.015
10 0.025 0.021 0.019
12 0.030 0.026 0.023
14 0.035 0.030 0.026
16 0.040 0.034 0.030
20 0.050 0.043 0.038

CARBIDE
END-MILLS
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G2 - General purpose - 45° chamfer OSAWA

G 2( :S F R OSAWA | | g me || «s || [7]7 Z z [ %
NORM HRC 2 HR
. . . 30° C45° FINE 23~24
cylindrical shank, roughing HR
c45°
/
et
x| w [ % | % case
% 1stchoice ¥ suitable /
oo | =9 b
| i
< L |
D D Tol. c45° | C45°Tol. | d(hé6) I I L z EDP No. Stock
4 0/-0.070 028 | +/-0.020 6 11 50 3 G2CSFR040 )
5 0/-0.070 035 | +/-0.020 6 13 50 3 G2CSFRO50 )
6 0/-0.070 042 | +/:0.020 6 15 50 3 G2CSFR060 °
7 0/-0.070 049 | +/-0.020 8 20 60 3 G2CSFR070 °
8 0/-0.070 0.56 | +/-0.020 8 20 60 3 G2CSFR080 )
9 0/-0.070 063 | +-0.020 | 10 25 75 3 G2CSFR090 )
10 0/-0.070 070 | +-0.020 | 10 30 75 4 G2CSFR100 °
11 0/-0.070 077 | +-0.020 | 12 30 75 4 G2CSFR110 °
12 0/-0.070 084 | +-0.020 | 12 30 75 4 G2CSFR120 )
13 0/-0.070 091 | +-0.020 | 14 30 83 4 G2CSFR130 )
14 0/-0.070 098 | +-0.020 | 14 30 83 4 G2CSFR140 °
15 0/-0.070 105 | +/0020 | 16 30 92 4 G2CSFR150 °
16 0/-0.070 112 | +/-0020 | 16 35 92 4 G2CSFR160 )
20 0/-0.070 140 | +/0020 | 20 40 100 4 G2CSFR200 )

CARBIDE
END-MILLS

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - 45° chamfer OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D
Ve (m/min) 70+90 50+70 30+50
D fz fz fz
(mm) (mm/z) (mm/z) (mm/z)
6 0.030 0.026 0.023
8 0.045 0.038 0.034
10 0.060 0.051 0.045
12 0.072 0.061 0.054
14 0.085 0.072 0.064
16 0.096 0.082 0.072
20 0.120 0.102 0.090
D6-8:73
D10-20: 74

CARBIDE
END-MILLS
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G2 - General purpose - 45° chamfer OSAWA

G2WSFR oo | g | s || 77 /[ [ ok
NORM HRC Vi H
) 30° ca5° FINE -74
weldon shank, roughing HR
ca5°
/
x| w [ % | % Case
% 1stchoice ¥ suitable 4
anef [ O PP
| -
L
D D Tol. Ca5° | C45°Tol. | d(hé) | 1 L z EDP No. Stock
0/-0.070 0.42 | +/-0.020 6 13 57 3 G2WSFR060 °
8 0/-0.070 0.56 | +/-0.020 8 19 63 3 G2WSFR080 °
10 0/-0.070 0.70 | +/-0.020 10 22 72 4 G2WSFR100 °
12 0/-0.070 0.84 | +/-0.020 12 26 83 4 G2WSFR120 °
14 0/-0.070 0.98 | +/-0.020 14 26 83 4 G2WSFR140 °
16 0/-0.070 112 | +/-0.020 16 32 92 4 G2WSFR160 °
20 0/-0.070 1.40 | +/-0.020 20 38 104 4 G2WSFR200 °

CARBIDE
END-MILLS

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - 45° chamfer OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D
Ve (m/min) 70+90 50+70 30+50
D fz fz fz
(mm) (mm/z) (mm/z) (mm/z)
6 0.030 0.026 0.023
8 0.045 0.038 0.034
10 0.060 0.051 0.045
12 0.072 0.061 0.054
14 0.085 0.072 0.064
16 0.096 0.082 0.072
20 0.120 0.102 0.090
D6-8:73
D10-20: 74

CARBIDE
END-MILLS
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G2 - General purpose - Corner radius OSAWA

L4

B = (a7

zz

RADIUS
cylindrical shank, 2 flutes, corner radius
CR
———
x| w [ % | % x
% 1stchoice ¥ suitable /
o] | =<3 b
SLOTTING | (SIDE MILLING| | DRILLING L L Fﬁl;j
D D Tol. CR CRTol. | d(h6) | 1] L z EDP No. Stock
1 0/-0.020 0.20 | +/-0.010 4 2 50 2 G2CS2R02010 °
1.5 0/-0.020 0.20 | +/-0.010 4 3 50 2 G2CS2R02015 °
1.5 0/-0.020 0.50 | +/-0.010 4 3 50 2 G2CS2R05015 °
2 0/-0.020 0.20 | +/-0.010 4 4 50 2 G2CS2R02020 °
2 0/-0.020 0.50 | +/-0.010 4 4 50 2 G2CS2R05020 °
2.5 0/-0.020 0.20 | +/-0.010 4 5 50 2 G2CS2R02025 °
2.5 0/-0.020 0.50 | +/-0.010 4 5 50 2 G2CS2R05025 °
3 0/-0.020 0.20 | +/-0.010 4 6 50 2 G2CS2R02030 °
3 0/-0.020 0.50 | +/-0.010 4 6 50 2 G2CS2R05030 °
3 0/-0.020 1.00 | +/-0.010 4 6 50 2 G2CS2R10030 °
4 0/-0.020 0.20 | +/-0.010 4 8 50 2 G2CS2R02040 °
4 0/-0.020 0.50 | +/-0.010 4 8 50 2 G2CS2R05040 °
4 0/-0.020 1.00 | +/-0.010 4 8 50 2 G2CS2R10040 °
5 0/-0.020 0.50 | +/-0.010 6 10 50 2 G2CS2R05050 °
5 0/-0.020 1.00 | +/-0.010 6 10 50 2 G2CS2R10050 °
6 0/-0.020 0.20 | +/-0.010 6 12 50 2 G2CS2R02060 ° CATRIEE
6 0/-0.020 0.50 | +/-0.010 6 12 50 2 G2CS2R05060 ° END-MILLS
6 0/-0.020 1.00 | +/-0.010 6 12 50 2 G2CS2R10060 °
6 0/-0.020 1.50 | +/-0.010 6 12 50 2 G2CS2R15060 °
6 0/-0.020 2.00 | +/-0.010 6 12 50 2 G2CS2R20060 °
8 0/-0.025 0.50 | +/-0.010 8 16 60 2 G2CS2R05080 °
8 0/-0.025 1.00 | +/-0.010 8 16 60 2 G2CS2R10080 °
8 0/-0.025 1.50 | +/-0.010 8 16 60 2 G2CS2R15080 °
8 0/-0.025 2.00 | +/-0.010 8 16 60 2 G2CS2R20080 °
10 0/-0.025 0.50 | +/-0.010 10 20 75 2 G2CS2R05100 °
10 0/-0.025 1.00 | +/-0.010 10 20 75 2 G2CS2R10100 °
10 0/-0.025 1.50 | +/-0.010 10 20 75 2 G2CS2R15100 °
10 0/-0.025 2.00 | +/-0.010 10 20 75 2 G2CS2R20100 °
12 0/-0.025 0.50 | +/-0.010 12 24 75 2 G2CS2R05120 °
12 0/-0.025 1.00 | +/-0.010 12 24 75 2 G2CS2R10120 °
12 0/-0.025 1.50 | +/-0.010 12 24 75 2 G2CS2R15120 °
12 0/-0.025 2.00 | +/-0.010 12 24 75 2 G2CS2R20120 °

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Corner radius OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.5D x D 0.5D xD 0.5D xD 0.5D xD
Ve (m/min) 80+100 50+70 30+50 100+120
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.004 0.003 0.003 0.005
2 0.008 0.007 0.006 0.010
3 0.012 0.010 0.009 0.016
4 0.016 0.014 0.012 0.021
5 0.020 0.017 0.015 0.026
6 0.025 0.021 0.019 0.033
8 0.032 0.027 0.024 0.042
10 0.038 0.032 0.029 0.049
12 0.045 0.038 0.034 0.059

<D3 mm:ap=0.2D

iy e = EEEw-R [Ps Iy | £ 03 3

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.5D
Vc (m/min) 80+100 50+70 30+50 100+120
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.005 0.004 0.004 0.006
2 0.010 0.008 0.007 0.012
3 0.014 0.012 0.011 0.019
4 0.019 0.016 0.014 0.025
5 0.024 0.020 0.018 0.031
6 0.030 0.026 0.023 0.039
8 0.038 0.033 0.029 0.050
10 0.046 0.039 0.034 0.059
12 0.054 0.046 0.041 0.070
<D3 mm: ae =0.2D
CARBIDE
END-MILLS Material Group
50 513 EEA BREwE (S N 3 Bl B B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae DxD DxD DxD DxD
Vc (m/min) 70+90 40+60 25+35 80+100
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
T 1 0.002 0.002 0.002 0.003
2 0.005 0.004 0.004 0.006
3 0.007 0.006 0.005 0.009
4 0.010 0.008 0.007 0.012
5 0.012 0.010 0.009 0.016
6 0.015 0.013 0.011 0.020
8 0.019 0.016 0.014 0.025
10 0.023 0.019 0.017 0.030
12 0.027 0.023 0.020 0.035

<D3 mm:ap=0.5D
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G2 - General purpose - Corner radius OSAWA

G2CS4R =g =7]L

u

30° RADIUS
cylindrical shank, 4 flutes, corner radius
CR
/
[ *x [ =[x [ = CR
% 1stchoice ¥ suitable - 4
dihé)] < g 3 Io
| =
‘ L |
D D Tol. CR CRTol. | d(h6) | 1] L z EDP No. Stock
1 0/-0.020 0.20 | +/-0.010 4 2 50 4 G2CS4R02010 °
1.5 0/-0.020 0.20 | +/-0.010 4 3 50 4 G2CS4R02015 °
1.5 0/-0.020 0.50 | +/-0.010 4 3 50 4 G2CS4R05015 °
2 0/-0.020 0.20 | +/-0.010 4 4 50 4 G2CS4R02020 °
2 0/-0.020 0.50 | +/-0.010 4 4 50 4 G2CS4R05020 °
2.5 0/-0.020 0.20 | +/-0.010 4 5 50 4 G2CS4R02025 °
2.5 0/-0.020 0.50 | +/-0.010 4 5 50 4 G2CS4R05025 °
3 0/-0.020 0.20 | +/-0.010 4 6 50 4 G2CS4R02030 °
3 0/-0.020 0.50 | +/-0.010 4 6 50 4 G2CS4R05030 °
3 0/-0.020 1.00 | +/-0.010 4 6 50 4 G2CS4R10030 °
4 0/-0.020 0.20 | +/-0.010 4 8 50 4 G2CS4R02040 °
4 0/-0.020 0.50 | +/-0.010 4 8 50 4 G2CS4R05040 °
4 0/-0.020 1.00 | +/-0.010 4 8 50 4 G2CS4R10040 °
5 0/-0.020 0.50 | +/-0.010 6 10 50 4 G2CS4R05050 °
5 0/-0.020 1.00 | +/-0.010 6 10 50 4 G2CS4R10050 °
6 0/-0.020 0.20 | +/-0.010 6 12 50 4 G2CS4R02060 ° CARBIDE
6 0/-0.020 0.50 | +/-0.010 6 12 50 4 G2CS4R05060 ° END-MILLS
6 0/-0.020 1.00 | +/-0.010 6 12 50 4 G2CS4R10060 °
6 0/-0.020 150 | +/-0.010 6 12 50 4 G2CS4R15060 °
6 0/-0.020 2.00 | +/-0.010 6 12 50 4 G2CS4R20060 °
8 0/-0.025 0.50 | +/-0.010 8 16 60 4 G2CS4R05080 °
8 0/-0.025 1.00 | +/-0.010 8 16 60 4 G2CS4R10080 °
8 0/-0.025 150 | +/-0.010 8 16 60 4 G2CS4R15080 °
8 0/-0.025 2.00 | +/-0.010 8 16 60 4 G2CS4R20080 °
10 0/-0.025 0.50 | +/-0.010 10 20 75 4 G2CS4R05100 °
10 0/-0.025 1.00 | +/-0.010 10 20 75 4 G2CS4R10100 °
10 0/-0.025 150 | +/-0.010 10 20 75 4 G2CS4R15100 °
10 0/-0.025 2.00 | +/-0.010 10 20 75 4 G2CS4R20100 °
10 0/-0.025 250 | +/-0.010 10 20 75 4 G2CS4R25100 °
10 0/-0.025 3.00 | +/-0.010 10 20 75 4 G2CS4R30100 °
12 0/-0.025 0.50 | +/-0.010 12 24 75 4 G2CS4R05120 °
12 0/-0.025 1.00 | +/-0.010 12 24 75 4 G2CS4R10120 °
12 0/-0.025 150 | +/-0.010 12 24 75 4 G2CS4R15120 °
12 0/-0.025 2.00 | +/-0.010 12 24 75 4 G2CS4R20120 °
12 0/-0.025 2.50 | +/-0.010 12 24 75 4 G2CS4R25120 °
12 0/-0.025 3.00 | +/-0.010 12 24 75 4 G2CS4R30120 °

@ stock standard O non-standard stock  V stock exhaustion
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G2 - General purpose - Corner radius OSAWA

CUTTING PARAMETERS

Material Group
150 513 EEQ BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.2D 1.5D x 0.2D 1.5D x 0.2D 1.5D x 0.2D
Ve (m/min) 80+100 50+70 30+50 100+120
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.004 0.003 0.003 0.005
2 0.007 0.006 0.005 0.009
3 0.010 0.009 0.008 0.013
4 0.013 0.011 0.010 0.017
5 0.016 0.014 0.012 0.021
6 0.019 0.016 0.014 0.025
8 0.025 0.021 0.019 0.033
10 0.032 0.027 0.024 0.042
12 0.040 0.034 0.030 0.052

<D3 mm:ae=0.1D

CARBIDE
END-MILLS
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G2 - General purpose - Corner radius OSAWA

G2CL4R BRI AL

cylindrical shank, 4 flutes, long, corner radius

CR
ey
x| w [ % | % R
% 1stchoice ¥ suitable o 4
dih6)] g g 3 Io
| =
‘ L |
D D Tol. CR CRTol. | d(h6) I I L z EDP No. Stock
2 0/-0.030 020 | +/-0.010 4 4 75 4 G2CL4R02020 °
2 0/-0.030 050 | +/-0.010 4 4 75 4 G2CL4R05020 °
3 0/-0.030 020 | +/:0.010 4 6 75 4 G2CL4R02030 °
3 0/-0.030 050 | +/-0.010 4 6 75 4 G2CL4R05030 °
3 0/-0.030 1.00 | +/-0.010 4 6 75 4 G2CL4R10030 °
4 0/-0.030 020 | +/-0.010 4 8 75 4 G2CL4R02040 °
4 0/-0.030 050 | +/-0.010 4 8 75 4 G2CL4R05040 °
4 0/-0.030 100 | +-0.010 4 8 75 4 G2CL4R10040 °
5 0/-0.030 050 | +/-0.010 6 10 75 4 G2CL4R05050 °
5 0/-0.030 1.00 | +/-0.010 6 10 75 4 G2CL4R10050 °
6 0/-0.030 050 | +/-0.010 6 12 75 4 G2CL4R05060 °
6 0/-0.030 100 | +/-0.010 6 12 75 4 G2CL4R10060 °
8 0/-0.035 050 | +/-0.010 8 16 100 4 G2CL4R05080 °
8 0/-0.035 1.00 | +-0.010 8 16 100 4 G2CL4R10080 °
8 0/-0.035 200 | +/-0.010 8 16 100 4 G2CL4R20080 °
10 0/-0.035 050 | +/0010 10 20 100 4 G2CL4R05100 ° CARBIDE
10 0/-0.035 100 | +-0010 | 10 20 100 4 G2CL4R10100 ° END-MILLS
10 0/-0.035 200 | +/0010 10 20 100 4 G2CL4R20100 °
12 0/-0.035 050 | +/0.010 | 12 24 100 4 G2CL4R05120 °
12 0/-0.035 100 | +-0010 | 12 24 100 4 G2CL4R10120 °
12 0/-0.035 200 | +/0010 | 12 24 100 4 G2CL4R20120 °

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Corner radius OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5D x 0.2D 1.5D x 0.2D 1.5D x 0.2D 1.5D x 0.2D
Ve (m/min) 55:75 40+60 20+40 70+90
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.004 0.003 0.003 0.004
2 0.006 0.005 0.005 0.007
3 0.009 0.008 0.007 0.010
4 0.012 0.010 0.009 0.013
5 0.015 0.013 0.011 0.017
6 0.017 0.014 0.013 0.019
8 0.023 0.020 0.017 0.030
10 0.029 0.025 0.022 0.038
12 0.036 0.031 0.027 0.047

<D3 mm:ae=0.1D

CARBIDE
END-MILLS
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G2 - General purpose - Ball nose OSAWA

GB255

P

22 BALL

=AY

BR BALL NOSE

cylindrical shank, 2 flutes ball nose

———

x| w [ % | %
% 1stchoice ¥ suitable

= b

d(hé) f [I

| ]
| L |

D D Tol. R RTol. | d(hé) I I L - EDP No. Stock
1 0/-0.020 050 | +-0015 | 4 2 50 2 GB255010 °
15 0/-0.020 075 | +/-0015 | 4 3 50 2 GB255015 °
2 0/-0.020 100 | +-0015 | 4 4 50 2 GB255020 °
3 0/-0.020 150 | +/-0015 4 6 50 2 GB255030 °
a 0/-0.020 200 | +-0015| 4 8 50 2 GB255040 °
5 0/-0.020 250 | +/-0.015 6 10 50 2 GB255050 °
6 0/-0.020 300 | +/-0015 6 12 50 2 GB255060 °
8 0/-0.025 400 | +/-0.015 8 16 60 2 GB255080 °
10 0/-0.025 500 | +/0015 | 10 20 75 2 GB255100 °
12 0/-0.025 600 | 40015 | 12 24 75 2 GB255120 °

CARBIDE
END-MILLS

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Ball nose OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.1D x0.1D 0.1D x 0.1D 0.1D x 0.1D 0.1D x0.1D
Ve (m/min) 50+70 35+55 20+40 80+120
D D(eff.) fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.60 0.030 0.023 0.021 0.036
2 1.20 0.040 0.030 0.028 0.048
3 1.80 0.050 0.038 0.035 0.060
4 2.40 0.060 0.045 0.042 0.072
5 3.00 0.070 0.053 0.049 0.084
6 3.60 0.080 0.060 0.056 0.096
8 4.80 0.090 0.068 0.063 0.108
10 6.00 0.105 0.079 0.074 0.126
12 7.20 0.120 0.090 0.084 0.144

CARBIDE
END-MILLS
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G2 - General purpose - Ball nose OSAWA

G2CSB2 gy = 25

cylindrical shank, 2 flutes ball nose

.

g

22 BALL

x| w [ % | %
% 1stchoice ¥ suitable

= b

d(hé)

P

COPYING | L |
D D Tol. R R Tol. d(hé) | 1 L z EDP No. Stock
1 0/-0.020 0.50 +/-0.015 4 2 50 2 G2CSB2010 (]

1.5 0/-0.020 0.75 +/-0.015 4 3 50 2 G2CSB2015 (]

2 0/-0.020 1.00 +/-0.015 4 4 50 2 G2CsB2020 (]
25 0/-0.020 1.25 +/-0.015 4 5 50 2 G2CsB2025 ®

3 0/-0.020 1.50 +/-0.015 4 6 50 2 G2CSB2030 (]
3.5 0/-0.020 1.75 +/-0.015 4 7 50 2 G2CSB2035 ®

4 0/-0.020 2.00 +/-0.015 4 8 50 2 G2CsSB2040 (]

4.5 0/-0.020 2.25 +/-0.015 6 9 50 2 G2CsSB2045 ®

5 0/-0.020 2.50 +/-0.015 6 10 50 2 G2CSB2050 (]

55 0/-0.020 2.75 +/-0.015 6 11 50 2 G2CSB2055 ®

[ 0/-0.020 3.00 +/-0.015 6 12 50 2 G2CSB2060 [ J

6.5 0/-0.025 3.25 +/-0.015 8 13 60 2 G2CSB2065 ®

7 0/-0.025 3.50 +/-0.015 8 14 60 2 G2CsB2070 ([ ]

8 0/-0.025 4.00 +/-0.015 8 16 60 2 G2CsB2080 ®

9 0/-0.025 4.50 +/-0.015 10 18 75 2 G2CsSB2090 (]

10 0/-0.025 500 | +/-0.015 10 20 75 2 G2CSB2100 ° CATRIEE
12 0/-0.025 6.00 +/-0.015 12 24 75 2 G2CsB2120 ([ ] END-MILLS
16 0/-0.030 8.00 +/-0.015 16 30 92 2 G2CSB2160 ®

20 0/-0.030 10.00 +/-0.015 20 30 100 2 G2CSB2200 [}

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Ball nose OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.1D x0.1D 0.1D x 0.1D 0.1D x 0.1D 0.1D x 0.1D
Ve (m/min) 80+100 60+80 40+60 110+130
D D(eff.) fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.60 0.030 0.023 0.021 0.036
2 1.20 0.040 0.030 0.028 0.048
3 1.80 0.050 0.038 0.035 0.060
4 2.40 0.060 0.045 0.042 0.072
5 3.00 0.070 0.053 0.049 0.084
6 3.60 0.080 0.060 0.056 0.096
8 4.80 0.090 0.068 0.063 0.108
10 6.00 0.105 0.079 0.074 0.126
12 7.20 0.120 0.090 0.084 0.144
16 9.60 0.150 0.113 0.105 0.180
20 12.00 0.180 0.135 0.126 0.216

CARBIDE
END-MILLS
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G2 - General purpose - Ball nose OSAWA

G2250-51 MMW = 7] P

30° BALL NOSE| | Z2 BALL

cylindrical shank, 2 flutes ball nose, long

x| w [ % | %
% 1stchoice ¥ suitable

= b

d(hé)

P

COPYING | L |
D D Tol. R R Tol. d(hé) | 1 L z EDP No. Stock
1 0/-0.025 0.50 +/-0.015 4 2 75 2 G2250010 (]
1.5 0/-0.025 0.75 +/-0.015 4 3 75 2 G2250015 ®
2 0/-0.025 1.00 +/-0.015 4 4 75 2 G2250020 (]
3 0/-0.025 1.50 +/-0.015 4 6 75 2 G2250030 ®
4 0/-0.025 2.00 +/-0.015 4 8 75 2 G2250040 (]
5 0/-0.025 2.50 +/-0.015 6 10 75 2 G2250050 ®
[) 0/-0.025 3.00 +/-0.015 6 12 100 2 G2250060 (]
8 0/-0.030 4.00 +/-0.015 8 16 100 2 G2250080 ®
10 0/-0.030 5.00 +/-0.015 10 20 100 2 G2250100 (]
12 0/-0.030 6.00 +/-0.015 12 24 100 2 G2250120 ®
[) 0/-0.025 3.00 +/-0.015 6 12 150 2 G2251060 ®
8 0/-0.030 4.00 +/-0.015 8 16 150 2 G2251080 ([ ]
10 0/-0.030 5.00 +/-0.015 10 20 150 2 G2251100 (]
12 0/-0.030 6.00 +/-0.015 12 24 150 2 G2251120 (]
16 0/-0.035 8.00 | +/-0.015 16 30 150 2 G2251160 ° CATRIEE
20 0/-0.035 10.00 +/-0.015 20 30 150 2 G2251200 [} END-MILLS

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Ball nose OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.1D x0.1D 0.1D x 0.1D 0.1D x 0.1D 0.1D x 0.1D
Ve (m/min) 70+90 50+70 40+50 100+120
D D(eff.) fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.60 0.027 0.020 0.019 0.032
2 1.20 0.036 0.027 0.025 0.043
3 1.80 0.045 0.034 0.032 0.054
4 2.40 0.054 0.041 0.038 0.065
5 3.00 0.063 0.047 0.044 0.076
6 3.60 0.072 0.054 0.050 0.086
8 4.80 0.081 0.061 0.057 0.097
10 6.00 0.095 0.071 0.066 0.113
12 7.20 0.108 0.081 0.076 0.130
Material Group
150513 EE R BREw-R & v 3 i Pz P nafne
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.1D x 0.1D 0.1D x 0.1D 0.1D x 0.1D 0.1D x 0.1D
Vc (m/min) 6080 40+60 35+45 90+110
D D(eff.) fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
6 3.60 0.058 0.044 0.041 0.070
8 4.80 0.066 0.049 0.046 0.079
10 6.00 0.077 0.057 0.054 0.092
12 7.20 0.087 0.066 0.061 0.105
16 9.60 0.122 0.092 0.085 0.146
20 12.00 0.146 0.110 0.102 0.175

CARBIDE
END-MILLS
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G2 - General purpose - Ball nose OSAWA

G2CSB4 MMW 27k

30° BALL NOSE| | 24 BALL

cylindrical shank, 4 flutes ball nose

x| w [ % | %
% 1stchoice ¥ suitable

]

= b

d(hé)

P

COPYING ‘ L |
D D Tol. R R Tol. d(hé) | 1 L z EDP No. Stock
1 0/-0.020 0.50 +/-0.015 4 2 50 4 G2CSB4010 (]

1.5 0/-0.020 0.75 +/-0.015 4 3 50 4 G2CSB4015 (]
2 0/-0.020 1.00 +/-0.015 4 4 50 4 G2CsB4020 (]
3 0/-0.020 1.50 +/-0.015 4 6 50 4 G2CsB4030 ®
4 0/-0.020 2.00 +/-0.015 4 8 50 4 G2CSB4040 [}
5 0/-0.020 2.50 +/-0.015 6 10 50 4 G2CsB4050 ®
[) 0/-0.020 3.00 +/-0.015 6 12 50 4 G2CSB4060 (]
8 0/-0.025 4.00 +/-0.015 8 16 60 4 G2CsB4080 ®
10 0/-0.025 5.00 +/-0.015 10 20 75 4 G2CSB4100 (]
12 0/-0.025 6.00 +/-0.015 12 24 75 4 G2CSB4120 ([ ]
16 0/-0.030 8.00 +/-0.015 16 30 92 4 G2CsSB4160 (]
20 0/-0.030 10.00 +/-0.015 20 30 100 4 G2CsB4200 ®

CARBIDE
END-MILLS

@ stock standard O non-standard stock ~ V stock exhaustion
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G2 - General purpose - Ball nose OSAWA

CUTTING PARAMETERS

Material Group
150 513 EER BREw-R & v 3 Bl 1 B 2
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35 HRC
ap x ae 0.1D x 0.3D 0.1D x 0.3D 0.1D x 0.3D 0.1D x 0.3D
Ve (m/min) 80+100 60+80 40+60 110+130
D D(eff.) fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.60 0.030 0.023 0.021 0.036
2 1.20 0.040 0.030 0.028 0.048
3 1.80 0.050 0.038 0.035 0.060
4 2.40 0.060 0.045 0.042 0.072
5 3.00 0.070 0.053 0.049 0.084
6 3.60 0.080 0.060 0.056 0.096
8 4.80 0.090 0.068 0.063 0.108
10 6.00 0.105 0.079 0.074 0.126
12 7.20 0.120 0.090 0.084 0.144
16 9.60 0.150 0.113 0.105 0.180
20 12.00 0.180 0.135 0.126 0.216

CARBIDE
END-MILLS
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