NEW ITEMS AVAILABLE.
PLEASE REFER TO OSW23 UPDATE - SEPTEMBER.

G2

GENERAL PURPOSE

# Range of general-purpose endmills, featuring new cutting
geometries and innovative coatings for enhanced performance.
The answer given by Osawa to the market demand for higher
performance tools. Thanks to a fully optimized manufacturing
process and to large production batches the G2 range excels
in the cost-performance ratio.

() Gamma di frese per uso generico, dotate di geometria di
taglio e rivestimenti innovativi per garantire prestazioni ancora
pil elevate. La risposta di Osawa ad un mercato che chiede
utensili sempre pil performanti e competitivi. L'innovazione nei
processi produttivi consente alla gamma G2 di eccellere nel
rapporto qualita-prezzo.

® produktpalette von Fraser fir allgemeine Anwendungen,
ausgestattet mit einer Schnittgeometrie und innovativen
Beschichtungen zur Gewahrleistung noch hoheren Leistungen.
Die Antwort von Osawa auf einen Markt, der immer leistungs-
starkere und wettbewerbsfahigere Werkzeuge fordert.
Dank der Innovation der Produktionsprozesse zeichnet sich
die Produktreihe G2 durch ein auBergewdhnliches Preis-
Leistungsverhaltnis aus.

() Gamme de fraises pour un usage général, dotées de
géométrie de coupe et de revétements innovants pour garantir
des prestations encore plus élevées. C'est la réponse d'Osawa
a un marché qui nécessite d'outils de plus en plus performants
et compétitifs. L'innovation des processus de production
permet a la gamme G2 d'avoir un rapport qualité-prix excellent.

S Gama de fresas para uso genérico, provistas de geometria
de corte y revestimientos innovadores para garantizar
prestaciones alin mas elevadas. La respuesta de Osawa a
un mercado que pide herramientas cada vez con mayor
rendimiento y més competitivas. La innovacion en los procesos
de produccién permite a la gama G2 sobresalir en la relacién
calidad-precio.

® AccoptumeHT dpes obwero HasHayeHus, C HOBOW
reometpue MU MOKPLITUAMMW, rapaHTUPYIOLUMHN
BbicOKOIpdeKkTUBHYIO paboTy. IDTo OTBET KOMMaHWu
Osawa Ha 3anpocsl pbiHKa, KOTOpbIi TpebyeT BCé Gonee
KOHKYPEHTOCMOCOOHbIE WHCTPYMEHTbl C  BbICOKUMM
3KCMJlyaTauMoHHbIMK Xxapaktepuctukamu. WHHoBauuun B
NPOW3BOACTBEHHbIX MPOLeccax 1 BonbLUne U3roTaBanMBaeMbie
naptun nossonsitoT cepun G2 uMeTb NpeBOCXO[HOE
COOTHOLLIEHWE LieHa-Ka4yecTBo.

CARBIDE
END-MILLS




G2 - General purpose - Square OSAWA

GB205 w7
NORM N }T{ HRC (/
o 30° || SQUARE 2]
cylindrical shank, 2 flutes
* | % | x| %
% Istchoice v suitable
oo | = b
SLOTTING | (SIDEMILLING| | DRILLING L L — 'f‘
! |
D D Tol. c CTol. d(hé) | " 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 11 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
0518 EE R BEEw-QR (Ps T | [t vz fno | e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.5DxD 0.5DxD 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

“rosst | ORE BE@wE @=0 DoEm

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 0.2D 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
veeo | DIEE 2 EREWE 0 @=EBE v fref o] R O
ISO 513
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)
— 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

SQUARE

aee? =Wl =74 ¢

cylindrical shank, 2 flutes

_—*——‘?

* ¢ * hAS
% 1stchoice v suitable

soa] | =
SLOTTING | |SIDE MILLING| | DRILLING L L Fﬁl;j
D D Tol. c CTol. | d(hé) I 1" L z 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 °
25 0/-0.020 4 7 50 2 G2CS2025 °
3 0/-0.020 4 8 50 2 G2CS2030 °
3.5 0/-0.020 4 10 50 2 G2CS2035 °
4 0/-0.020 4 1 50 2 G2CS2040 °
4.5 0/-0.020 6 13 50 2 G2CS2045 °
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 °
11 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 G2C52200 °

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

CUTTING PARAMETERS

Material Group
0518 EE R BEEw- R (Ps T | [t vz fno | e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.5DxD 0.5DxD 0.5DxD 0.5D xD
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 0.004 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
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
Material Group
150 513 EE 3 BEEwE & v 3 i fnz [ naf e
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 3050 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 [Z\[DRVIINES
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
Material Group
150 515 EE R BEEw R (Ps T | 1 vz fnof e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae DxD DxD DxD DxD
Vc (m/min) 7090 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
A 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

] ‘v
Z.
30°

SQUARE 2 ’

G2WS2 EIR=E

weldon shank, 2 flutes

o —-—

* ¢ * hAS
% 1stchoice v suitable

ol [0 =Y b
R

SLOTTING | |SIDEMILLING| | DRILLING
D D Tol. C CTol. d(h6) | 1 L z EDP No. Stock
3 0/-0.020 6 8 57 2 G2WsS2030 [}
4 0/-0.020 6 1" 57 2 G2WsS2040 [}
5 0/-0.020 6 13 57 2 G2WS2050 [}
6 0/-0.020 6 13 57 2 G2WS2060 [}
8 0/-0.025 8 19 63 2 G2WsS2080 [}
10 0/-0.025 10 22 72 2 G2WsS2100 [}
12 0/-0.025 12 26 83 2 G2WsS2120 [}
14 0/-0.030 14 26 83 2 G2WS2140 [}
16 0/-0.030 16 32 92 2 G2WS2160 [}
20 0/-0.030 20 38 104 2 G2WsS2200 [}

CARBIDE
END-MILLS

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

CUTTING PARAMETERS

G2WS2
veedoow | DIRE 20 EREwWE | 0 B=E v ref o]
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.5DxD 0.5DxD 0.5DxD 0.5D xD
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 0.012 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

-y T P1]Pz ERE-R es Ll <2 [0 2 3

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

-y T & EQE- Ps Il o 1 3 [ &

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae D xD DxD DxD DxD
Vc (m/min) 7090 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
DG 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 osnn | [T e |77
nom || N HRC Z.
o 30 || suaRre | | =
cylindrical shank, 2 flutes, long
_—\.___mg G2210
* | % | *x | %
% 1stchoice v suitable
Y =Y
SLOTTING | SIDEMILLING| | DRILLING L L — 'f‘
! |
D D Tol. c CTol. | d(hé) I I 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 °
6 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 35 100 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
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G2 - General purpose - Square OSAWA

CUTTING PARAMETERS

G2210-G2211
veedoow | DIRE 20 EREwWE | 0 B=E v ref o]
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.5DxD 0.5DxD 0.5DxD 0.5D xD
Vc (m/min) 7090 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 0.010 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

ot | OEAE B@@wE B=0 DoEm

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

sl | DEN  DOEWE 2 DO=E 2 OOODD e

END-MILLS
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae D xD DxD DxD DxD
Vc (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

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

CUTTING PARAMETERS

Material Group
OEE COEEWE DEE 2 OOOD
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
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
SLOTHING (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
EERTE EERA BREEwE (s Y k3| (v 2 ns v
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
SIDE MILLING (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
EoRTE EER BEEwE s TN 3| iz f s e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae D xD DxD DxD DxD
@ Ve (m/min) 50:70 35:55 20+30 60+80
D fz fz fz fz
CARBIDE DRRLING (mm) (mm/z) (mm/z) (mm/z) (mm/z)
ENDWIELS 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

<45

HRC

45° SQUARE

GB305 s

cylindrical shank, 3 flutes

7

* ¢ * hAS
% 1stchoice v suitable

Q

=

()
1
—

NN b
Flj

—

D D Tol. C CTol. d(h6) | 1 L z EDP No. Stock
1 0/-0.020 4 3 50 3 GB305010 [}
1.5 0/-0.020 4 4.5 50 3 GB305015 [}
2 0/-0.020 4 6 50 3 GB305020 [}
3 0/-0.020 4 8 50 3 GB305030 [}
4 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

GB305
veedoow | DIRE 20 EREwWE | 0 B=E v ref o]
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.5DxD 0.5DxD 0.5DxD 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 0.003 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

“rosst | ORE BE@wE @=0 DoEm

Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5Dx 0.3D 1.5D x 0.3D 1.5D x0.3D 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

L4

SQUARE

G2CSH3 B EAIE:

45°
cylindrical shank, 3 flutes

* ¢ * hAS
% 1stchoice v suitable

Q

=

()
1
—

NN b
Flj

—

D D Tol. c CTol. | d(hé) I 1" 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 °
25 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 1 50 3 G2CSH3040 °
45 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 ° CARBIDE
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

Material Group
0518 EE R BEEw- R (s TN 3| [t vz fno | e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.5DxD 0.5DxD 0.5DxD 0.5D xD
Vc (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
<D3mm:ap= 0.2D
Material Group
150 513 EE 3 BEEwE & v 3 i fnz [ naf e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5Dx 0.3D 1.5D x 0.3D 1.5D x0.3D 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

] ‘v
Z.
45°

SQUARE B ’

G2WSH3 M%‘ <as

weldon shank, 3 flutes

* ¢ * hAS
% 1stchoice v suitable

HL wfl (OSSN P
| -

L >
D D Tol. C CTol. d(hé) | 11 L z EDP No. Stock
3 0/-0.020 6 8 57 3 G2WSH3030 [ )
4 0/-0.020 6 1M 57 3 G2WSH3040 [ )
5 0/-0.020 6 13 57 3 G2WSH3050 [ )
6 0/-0.020 6 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
veedoow | DIRE 20 EREwWE | 0 B=E v ref o]
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.5DxD 0.5DxD 0.5DxD 0.5D xD
Vc (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

-y T P1]Pz ERE-R es Ll <2 [0 2 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 1.5D x 0.3D
Vc (m/min) 90110 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
EE 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

] ‘v
Z.
45°

G2310-11-12 B EA

cylindrical shank, 3 flutes, long

‘\‘-\‘ G2310

* ¢ * hAS
% 1stchoice v suitable

swof | SN\

| F——

I L |
D D Tol. C CTol. d(h6) | 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 I3 100 3 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 3 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

G2310-G2311
veedoow | DIRE 20 EREwWE | 0 B=E v ref o]
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.5DxD 0.5DxD 0.5DxD 0.5D xD
Vc (m/min) 60:80 35+55 25:35 80+100
D fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
% 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

ot | OEAE B@@wE B=0 DoEm

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 o IG
aterial Group
150 515 EE R BEEw R (Ps T | [t vz o e
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
SIDE MILLING ) (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

<45
HRC

GB405 B

cylindrical shank, 4 flutes

7

30°

SQUARE “ ’

* ¢ * hAS
% 1stchoice v suitable

d(hé)I: g § ﬁjD
| ]

D D Tol. C CTol. d(h6) | 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 1 50 4 GB405040 [}
5 0/-0.020 6 13 50 4 GB405050 [}
6 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
INFO

GB405
LR P2] BEEw- R (s TN 3| iz f s e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5Dx 0.2D 1.5D x 0.2D 1.5D x0.2D 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)
B 1 0.003 0.003 0.002 0.004
TAAHTA 2 0.006 0.006 0.005 0.008
SUH 3 0.010 0.008 0.007 0.013
ALH 4 0.013 0.011 0.010 0.017
HRC 5 0.016 0.014 0.012 0.021
SUH MIN 6 0.020 0.017 0.015 0.026
HL 8 0.026 0.022 0.019 0.034
HSC 10 0.031 0.026 0.023 0.040
C-SD-TA 12 0.036 0.031 0.027 0.047
<D3 mm:ae=0.1D
HSS
DRILLS
LFTA
SUTA
HSS-HSS/CO

CARBIDE

END-MILLS

G2
MDTA

HF VH/UP
MEF

MEX/MH
UH/MH
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G2 - General purpose - Square OSAWA

L4

SQUARE

i

G2CS4 =N =7

cylindrical shank, 4 flutes

* ¢ * hAS
% 1stchoice v suitable

d(hé)I: g g ﬁjD
| ]

D D Tol. c CTol. | d(hé) I 1" L z EDP No. Stock
1 0/-0.020 4 3 50 4 G2CS4010 °
15 0/-0.020 4 45 50 4 G2CS4015 °
2 0/-0.020 4 6 50 4 G2CS4020 °
25 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 1 50 4 G2CS4040 °
4.5 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 ° CARBIDE
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 °
1 0/-0.025 12 30 75 4 G2CS4110 °
11.5 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
veedoow | DIRE 20 EREwWE | 0 B=E v ref 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
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 0.004 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

] ‘v
Z.
30°

SQUARE “ ’

G2WSs4 EIR=E

weldon shank, 4 flutes

* ¢ * hAS
% 1stchoice v suitable

% ae] [ O L SSHEID

D D Tol. C CTol. d(h6) | 1 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 [}
6 0/-0.020 6 13 57 4 G2WS4060 [}
8 0/-0.025 8 19 63 4 G2WS4080 [}
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
veedoow | DIRE 20 EREwWE | 0 B=E v ref 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
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 0.010 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

SQUARE “ ’

G2410-11-12-13 =R E7

cylindrical shank, 4 flutes, long

| G2410

* ¢ * hAS
% 1stchoice v suitable

d(he)I[ (W) ggﬁjo
| L

D D Tol. c CTol. | d(hé) I 1" L z EDP No. Stock
0/-0.030 4 9 75 4 G2410020 °
25 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 °
45 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
1 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
EoRTE EER BEEw- R (s TN 3| iz f s e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5Dx0.1D 1.5Dx 0.1D 1.5D x0.1D 1.5D x 0.1D
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 0.006 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
<D3 mm:ae=0.1D
Material Group
150 515 EE R BEEw R (s LT 3| iz f s e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5Dx 0.1D 1.5D x 0.1D 1.5Dx 0.1D 1.5D x 0.1D
Vc (m/min) 55:75 40+60 20:40 70+90
D fz fz fz fz
SIDE MILLING (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

<45
HRC

L4

SQUARE

‘.,

45°

G2CSHM = e

cylindrical shank, multi flute

* ¢ * hAS
% 1stchoice v suitable

% ahe)] | L §“§JD

D D Tol. C CTol. d(h6) | 1 L z EDP No. Stock
6 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

INFO

Material Group
Sy EEA BEEw-QR (Ps T |
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5Dx 0.1D 1.5D x0.1D 1.5D x0.1D
Vc (m/min) 100+120 70+90 50+70
R D fz fz fz
o (mm) (mm/z) (mm/z) (mm/z)
L 6 0.016 0.014 0.012
s 8 0.020 0.017 0.015
SUH 10 0.025 0.021 0.019
ALH 12 0.030 0.026 0.023
HRC 14 0.035 0.030 0.026
SUH MIN 16 0.040 0.034 0.030
HL 20 0.050 0.043 0.038
HSD
C-SD-TA
HSS
DRILLS
LFTA
SUTA
HSS-HSS/CO

CARBIDE

END-MILLS

G2
MDTA
HF VH/UP
MEF

ALU
MEX/MH
UH/MH

HSS
END-MILLS

CARBIDE
BURRS
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G2 - General purpose - 45° chamfer OSAWA

G2CSFR =Wz 7 UE 8
NORM HRC Vi HR
30° C45° FINE 23~24
cylindrical shank, roughing HR
cas5°
St e
* ¥ *x | % .
* 1stchoice ¥ suitable /C45
oo | =Y b
| 1
‘ L |
D D Tol. cas5° | c45°Tol. | d(hé) 1 11 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 0.42 | +/-0.020 6 15 50 3 G2CSFR060 °
7 0/-0.070 0.49 | +/-0.020 8 20 60 3 G2CSFR070 °
8 0/-0.070 0.56 | +/-0.020 8 20 60 3 G2CSFR080 °
9 0/-0.070 0.63 | +/-0.020 10 25 75 3 G2CSFR090 °
10 0/-0.070 0.70 | +/-0.020 10 30 75 4 G2CSFR100 °
11 0/-0.070 0.77 | +/-0.020 12 30 75 4 G2CSFR110 °
12 0/-0.070 0.84 | +/-0.020 12 30 75 4 G2CSFR120 °
13 0/-0.070 0.91 +/-0.020 14 30 83 4 G2CSFR130 °
14 0/-0.070 0.98 | +/-0.020 14 30 83 4 G2CSFR140 °
15 0/-0.070 1.05 | +/-0.020 16 30 92 4 G2CSFR150 °
16 0/-0.070 112 | +/-0.020 16 35 92 4 G2CSFR160 °
20 0/-0.070 140 | +/-0.020 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

INFO

CUTTING PARAMETERS

Material Group
150 513 EE R BEEw- R (s Y k|
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
Vc (m/min) 7090 50+70 30+50
‘CAR»[)\[)[ D B 2 f
PR (mm) (mm/z) (mm/z) (mm/z)
o 6 0.030 0.026 0.023
T;:/HT\— 8 0.045 0.038 0.034
SUH 10 0.060 0.051 0.045
ALH 12 0.072 0.061 0.054
HRC 14 0.085 0.072 0.064
SUH MIN 16 0.096 0.082 0.072
HL 20 0.120 0.102 0.090
b D6-8:73

CSOTA D10-20:Z4

CARBIDE

END-MILLS

G2
MDTA
HF VH/UP
MEF

ALU
MEX/MH
UH/MH

HSS
END-MILLS

CARBIDE
BURRS
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G2 - General purpose - 45° chamfer OSAWA

MG
G2WSFR T=RHEER
30° C45° FINE 23~24
weldon shank, roughing HR
C45°
/
- — v Yo
* e * Y C45°
* 1stchoice ¥ suitable /

M o] [ O P

D D Tol. C45° C45°Tol. | d(hé) 1 1 L z EDP No. Stock
6 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 1.12 +/-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

INFO

Material Group
150 513 EE R BEEw- R (s Y k|
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
Vc (m/min) 7090 50+70 30+50
CARBIDE D B 2 f
PR (mm) (mm/z) (mm/z) (mm/z)
o 6 0.030 0.026 0.023
T;:/HT\— 8 0.045 0.038 0.034
SUH 10 0.060 0.051 0.045
ALH 12 0.072 0.061 0.054
HRC 14 0.085 0.072 0.064
SUH MIN 16 0.096 0.082 0.072
HL 20 0.120 0.102 0.090
b D6-8:73

CSOTA D10-20:Z4

CARBIDE

END-MILLS

G2
MDTA
HF VH/UP
MEF

ALU
MEX/MH
UH/MH

HSS
END-MILLS

CARBIDE
BURRS

328




G2 - General purpose - Corner radius OSAWA

L4

zz

G2CS2R =N =7

30° RADIUS
cylindrical shank, 2 flutes, corner radius
CR
/
— N ——
* | % | k| #
* 1stchoice ¥ suitable /CR
avol]| =3 b
SLOTTING | |SIDE MILLING| | DRILLING ! L Fﬁl;j‘
D D Tol. CR CRTol. | d(h6) I " 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/-0.020 020 | +/-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 ° CARBIDE
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/-0.020 150 | +/-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/-0.025 150 | +/-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/-0.025 150 | +/-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/-0.025 150 | +/-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

G2CS2R
veedoow | DIRE 20 EREwWE | 0 B=E v ref o]
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.5DxD 0.5DxD 0.5DxD 0.5D xD
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 0.004 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

“rosst | ORE BE@wE @=0 DoEm

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
10 0.046 0.039 0.034 0.059
12 0.054 0.046 0.041 0.070
<D3 mm:ae=0.2D
CARBIDE
el vablcor | DEE 2 EDREWE | D=R @ ODDOD
ISO 513
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

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

L4

G2CS4R =g =2 L) ¢

RADI
cylindrical shank, 4 flutes, corner radius =
CR
/
* | % | k| #
* 1stchoice ¥ suitable o /7CR
dhe) | < g 3 b
R

D D Tol. CR CRTol. | d(h6) I " 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/-0.020 020 | +/-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/-0.025 250 | +/-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

INFO

Material Group
EoRTE EER BEEw- R (s TN 3| iz f s e
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 1.5Dx 0.2D 1.5D x 0.2D 1.5D x0.2D 1.5D x 0.2D
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)

B 1 0.004 0.003 0.003 0.005

T;’HL 2 0.007 0.006 0.005 0.009

SUH 3 0.010 0.009 0.008 0.013

ALH 4 0.013 0.011 0.010 0.017

HRC 5 0.016 0.014 0.012 0.021

SUHMIN 6 0.019 0.016 0.014 0.025

HL 8 0.025 0.021 0.019 0.033

HSC 10 0.032 0.027 0.024 0.042

C-SD-TA 12 0.040 0.034 0.030 0.052

<D3 mm:ae=0.1D

HSS
DRILLS
LFTA
SUTA
HSS-HSS/CO

CARBIDE

END-MILLS

G2
MDTA

HF VH/UP
MEF

ALU
MEX/MH
UH/MH
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G2 - General purpose - Corner radius OSAWA

L4

RADIUS

] ‘v
Z.
30°

*

G2CL4AR .mw‘ ”

cylindrical shank, 4 flutes, long, corner radius

CR

/

R

* e * e

CR
% 1stchoice v suitable o /-
dhe)] b

| =

D D Tol. CR | CRTol. | d(hé) I 1" 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 1.00 | +/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 1.00 | +/-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 | +/-0.010 | 10 20 100 4 G2CL4R05100 ° CARBIDE
10 0/-0.035 100 | +/-0.010 | 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 1.00 | +-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

G2CL4R
veedoow | DIRE 20 EREwWE | 0 B=E v ref 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
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)
M 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

e
GB255 SIS Bk
30° | BALLNOSE| | z2BALL
cylindrical shank, 2 flutes ball nose
* | % | x| % R
% Istchoice v suitable A
ol | <k
m L—|—>
COPYING l< L
D D Tol. R RTol. | d(h6) I I L z EDP No. Stock
1 0/-0.020 050 | +/-0.015 4 2 50 2 GB255010 °
1.5 0/-0.020 075 | +/-0.015 4 3 50 2 GB255015 °
2 0/-0.020 1.00 | +/-0.015 4 4 50 2 GB255020 °
3 0/-0.020 150 | +/-0.015 4 6 50 2 GB255030 °
4 0/-0.020 200 | +-0.015 4 8 50 2 GB255040 °
5 0/-0.020 250 | +/-0.015 6 10 50 2 GB255050 °
6 0/-0.020 3.00 | +-0.015 6 12 50 2 GB255060 °
8 0/-0.025 400 | +/-0.015 8 16 60 2 GB255080 °
10 0/-0.025 500 | +/-0.015 10 20 75 2 GB255100 °
12 0/-0.025 6.00 | +/-0.015 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

GB255
veedoow | DIRE 20 EREwWE | 0 B=E v ref o]
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) 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 = 7.8

Z2 BALL
cylindrical shank, 2 flutes ball nose
* | % | x| % R
% Istchoice v suitable A
ol | <k
m L—|—>
COPYING l< L
D D Tol. R RTol. | d(h6) I I L z EDP No. Stock
1 0/-0.020 050 | +/-0.015 4 2 50 2 G2CSB2010 °
1.5 0/-0.020 075 | +/-0.015 4 3 50 2 G2CSB2015 °
2 0/-0.020 1.00 | +/-0.015 4 4 50 2 G2CSB2020 °
25 0/-0.020 125 | +/-0.015 4 5 50 2 G2CSB2025 °
3 0/-0.020 150 | +/-0.015 4 6 50 2 G2CSB2030 °
3.5 0/-0.020 175 | +/-0.015 4 7 50 2 G2CSB2035 °
4 0/-0.020 200 | +-0.015 4 8 50 2 G2CSB2040 °
a5 0/-0.020 225 | +/-0.015 6 9 50 2 G2CSB2045 °
5 0/-0.020 250 | +/-0.015 6 10 50 2 G2CSB2050 °
5.5 0/-0.020 275 | +/-0.015 6 1 50 2 G2CSB2055 °
6 0/-0.020 3.00 | +-0.015 6 12 50 2 G2CSB2060 °
6.5 0/-0.025 325 | +/-0.015 8 13 60 2 G2CSB2065 °
7 0/-0.025 350 | +/-0.015 8 14 60 2 G2CSB2070 °
8 0/-0.025 400 | +/-0.015 8 16 60 2 G2CSB2080 °
9 0/-0.025 450 | +/-0.015 10 18 75 2 G2CSB2090 °
10 0/-0.025 500 | +-0.015 10 20 75 2 G2CSB2100 ° CARBIDE
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

G2CSB2
veeloo | DIEE 2 EREWE | @EBD @ @@
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) 80+100 60+80 40+60 110130
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 W 2 (7 0](@
norm (| N w e || 2
o 30° | |BALLNOSE| | z2BALL
cylindrical shank, 2 flutes ball nose, long
G2250
G2251
* | % | x| % R
% 1stchoice ¥ suitable A
ool | =3
L—|—>
I L
D D Tol. R RTol. | d(h6) I I L z EDP No. Stock
1 0/-0.025 050 | +/-0.015 4 2 75 2 G2250010 °
1.5 0/-0.025 075 | +/-0.015 4 3 75 2 G2250015 °
2 0/-0.025 1.00 | +/-0.015 4 4 75 2 G2250020 °
3 0/-0.025 150 | +/-0.015 4 6 75 2 G2250030 °
4 0/-0.025 200 | +-0.015 4 8 75 2 G2250040 °
5 0/-0.025 250 | +/-0.015 6 10 75 2 G2250050 °
6 0/-0.025 3.00 | +-0.015 6 12 100 2 G2250060 °
8 0/-0.030 400 | +/-0.015 8 16 100 2 G2250080 °
10 0/-0.030 500 | +/-0.015 10 20 100 2 G2250100 °
12 0/-0.030 6.00 | +/-0.015 12 24 100 2 G2250120 °
6 0/-0.025 3.00 | +/-0.015 6 12 150 2 G2251060 °
8 0/-0.030 400 | +/-0.015 8 16 150 2 G2251080 °
10 0/-0.030 500 | +/-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 ° CARBIDE
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
OER DREWE BeE @ CODO
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.1Dx 0.1D 0.1D x 0.1D 0.1D x0.1D 0.1D x 0.1D
Ve (m/min) 7090 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
DEE REREFE @ BEER | DO
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.1Dx 0.1D 0.1D x0.1D 0.1D x0.1D 0.1D x 0.1D
Vc (m/min) 60+80 40+60 35345 90110
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 =7 EE]
NORM HRC
° | |BALLNOSE| | z4BALL
cylindrical shank, 4 flutes ball nose
* ¥ *x | % R
* 1stchoice ¥ suitable A
ol | <k
m L—|—>
COPYING l< L
D D Tol. R R Tol. d(hé) I 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/-0.020 150 | +/-0.015 4 6 50 4 G2CSB4030 °
4 0/-0.020 2.00 | +/-0.015 4 8 50 4 G2CSB4040 °
5 0/-0.020 250 | +/-0.015 6 10 50 4 G2CSB4050 °
6 0/-0.020 3.00 | +/-0.015 6 12 50 4 G2CSB4060 °
8 0/-0.025 400 | +/-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 G2CSB4160 °
20 0/-0.030 10.00 | +/-0.015 20 30 100 4 G2CSB4200 °

CARBIDE
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G2 - General purpose - Ball nose OSAWA

CUTTING PARAMETERS

G2CsSB4
veeloo | DIEE 2 EREWE | @EBD @ @@
Hardness/Rm <700 N/mm? 600+1000 N/mm? <35HRC
ap x ae 0.1D x 0.3D 0.1D x 0.3D 0.1D x 0.3D 0.1D x 0.3D
Vc (m/min) 80+100 60+80 40+60 110130
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
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