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Towards sustainable development of society,
OSG proposes initiatives that can be achieved with cutting tools.

Small efforts such as using environmentally friendly coolants to reduce the number of machining processes and tools used can be a step toward
realizing a sustainable society. Increasing machining efficiency improves machine tool availability and reduces power consumption, which in turn leads
to the major effort of carbon neutrality. OSG will continue to promote environmentally friendly initiatives, starting with cutting tools.
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Energy saving
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Machining environment Waste reduction

1

O S G —EXRITINERIFEBER

0SG's Environmental Initiatives
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Tool Reconditioning

TEBEANIENSFHMEANAE, 88T
THRRINERIMERIFED.
Tool reconditioning contributes to resource conservation

by bringing worn cutting tools back to life, which is
environmentally friendly and sustainable.




.W{%@Iﬁﬂ’\]ﬁ%’ List of environmentally friendly cutting tools

I, FE specification FERRICS Tool Abbreviation B BR Effect
i A-SFT P.3
Spiral Fluted Tap A-LT-SET
SN LL S -
ket A-SFT HL
It
Helicoil/ £G / ST A-LT-SFT HL FAUKBIEMI
BE - SINRELLHEA-TAP - BIEINEZN
mgxhly E.cien t M?Jllsti-purpose Tap Series Z]_{tﬁ%ﬁ%ﬁd_r A-POT Improved machining
iral Pointed Ta i i
i i A-LT-POT gﬂr&:?nr]ef?fget \\/Av/;tt:r-soluble
cuttin ul
A A-TPT ?
“if Spi%l Fluted Tap
Tap Taper Pipe Thread A-S-TPT
HEAELL4E Spiral Fluted T
SHATEIRR Paﬁlarlalel Il;i:e T?ﬁead A-SPT
B
ERASALE Straight Fluted Tap A-CHT P3 B
Carbide A-Tap Series YRR Waste reduction
Spiral Fluted Tap A-CSF
B - SIRERTELHE IS LERT A
mghly Ecien t Mhulti—purpose Forming Tap A-XPF P4 Re&lces machine downtime
RI&HFLX PRI ELL e IR MQL N
X F:;former Forming Tap with OIL-S-XPF P4 Compatible with MQL
Internal Coolant Supply processing
3DE RRHED
s Type ADO-5U5-3D ROTERE
W - KAk Reduces power consumption
Carbide Drills Series for Stainless Steel with low coolant pressure
and Titanium Alloy 5DHE! . . = P
Type ADO-5UsS-5D P5 iﬁ&iﬁﬁzﬁir sizes over 6mm
2DEY
. e ADO-MICRO 2D
Drill ]
o ADO-MICRO 5D |P.5
IMERISHFERE S5k ! Sl
Sowﬂgllli:meter Carbizle Drills with L ZD%pe ADO-MICRO 12D &iﬁjﬂ%—tﬁtion
20D #Y
e ADO-MICRO 20D
30D#!
e ADO-MICRO 30D
BEE7]EY
Ban AE-VMSS
57
o AE-VMS P6 | ammrors
— Improving machining
B=r3 1) !
WRES IR Prorpadeniing  |AE-VMFE emironment
Anti-Vibration Carbide End Mills e
w7 AE-VML
Kt E 3 : WU RTIESRER,
Efﬁﬂill Long I-'\;‘vith chipbreaker AE VML( N) P6 Fﬁ:ckﬂie.fecggggfﬁf
R 7)Y
AL AETS-N P8
FRERTIE TL-
3E%%$J§JJHI£HDLCEE€}$%B standard Long AETLN
DLC Coated Carbide End Mills for Non- - abhS T AL
5 =i TR
ferrous Materials EQE?\E?%Q;; :Ic:e ;Jh ort AE-VTS-N @&Tﬁﬁf%@ﬁ’/‘\
= AN aste reduction
mgh EZr?':)rmance AE-VTFE-N
For Deep Side Milling
Ak iT] | IF%EBINTADLCH#aSL R %ET]
Exchangeable | DLC Coated Exchangeable Head End Mill PXAL
Head End Mill | PXM for Non-ferrous Materials
One Revolution $2425%7] EXERINT
One Pass\{'hr:a(lj Mill AT-1 P.7 Eé(h E.cienc y Machining
SRR R AR )R T] —
.ﬁgzﬁiﬂl Lri\éie!ﬂal\:\dilrI]\eNsistgtEeZ?S—cutting Edge for AT-2 P8 Waste rethtion
IEERE BN L AR B ERIB ) BEZIRD
E‘clj%g-?g:cl\ll%r:lc»);;%iidMNelltlLnﬂth End-cutting AT-2 R-SPEC P.8 Wa?t—e redlﬁtion
AR Tk BEZIR
ﬁ\fejallljetﬂl—_a%mill PDZ P9 Wat:j redtztion
RESivE WAl = ; N
Indexak;—e Tool | & ﬁFH/JQ?AIIDIEPIU
2457 PFDC P.o | T£IEENR
Disc Cutter ° Ener?y saving by using a
small machining center

FARER} Technical Data
FEER R T COMHEBBITEIATE o veevreerererreeeene P10

Power consumption and CO= emissions calculation formula
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Improved machining environment with chlorine-free water-soluble cutting fluid

ERR - ZINREHE A-SFT

nghly Efficient Multi-purpose Tap Series

REPMRE [ZRSUKEMETIEIS] %S
EIIL, AJLASEIITRES.

Stable durability with environmentally friendly chlorine-free
water-soluble cutting fluid, which improves the machining

environment.

ERIR ASFT M8X1.25 2.5P ANTFLEL Tapping Holes
400 800 1,200

InTazst \ \ "
Work Material SUS304
JEFL ©6.8X22mm (571)
Drill Hole Si Blind - Tkt
I;ﬂ;;'ze in A-SFT 1,0007L, Holes Still Running
Tap_pingfength 16mm (ZD)
PIEERE ; -~
Cutting Speed 10m/min (398min™)
D] BT T5U10f% Bty A6 B 573, votes T
Coolant Water-Soluble Chlorine-Free (10%) Competitor reakage
EFEHA TG (BT40)
Machine Vertical Synchronized Machining Center

W NI 1,000¢L5

Cutting edge after tapping

1,000 holes

IRFHDIRL

Waste reduction

EREEALE

Carbide A-Tap Series

A-CHT

KA LATE o L.
FRS, BEITFRFIRIEL .

The oil holes are enlarged so that sufficient cutting oil can be
supplied, which leads to stable and long tool life, contributing
to waste reduction.

RERGFmHY

e~ 201 /2LAT , BREERAFER £965%

Reduces cemented carbide waste by approximately 65% by using less than 1/2 of the tooling

H0I3,330%,
FTRZER
EREEE

A-CHT 26g X 1z, =26g
LIF=ER 36g X 237, =729

Conventional

Amount of cemented
carbide required for
drilling 3,330 holes

ERIR

Tool A-CHT M6 X 1
InTHast

Work Material FCD400

J&FL ¢5%16mm (57L)

Drill Hole Size Blind
WK E

Tappingfength 12mm (2D)
IEERE ;

Cutting Sxpeed 30m/min

HIEE St el Fﬁwﬁ‘
Coolant Water-Soluble Chlorine-Free (10%)
SR BT A (SRS HHATIAL)
Machine Horizontal Synchronized Machining Center

[ | im;l,it*¥ Oil Hole Specification

LAfEF=FR Conventional

A-CHT

LA

Conventional

HDI}L%Z Tapping Holes
0 1 ,900 2,900 3,900 4,900

3,330%| Holes
ATYRER

Still Running

19 2,1107,

Average  Holes

iR

Breakage
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Reduces machine downtime

BAE - SURERELE  A-XPF

Highly Efficient Multi-purpose Forming Tap

PrEL2sER] LAR D E Y] BIaRR SR T
B REt AN EPRIER I BRI
LERE],

Forming tap can reduce tool change time caused by cutting chip troubles
and machine downtime required for removing accumulated cutting chips.

tﬂﬁﬂﬁiﬁ Cutting taps

YIBRAERF LN TR F=4E !

Cutting chips only from pre-hole drilling!

o P

JFLINT

Pre-hole Drilling Threading

2T

EFLINT

Pre-hole Drilling Threading

BRENT

A-XPF

PIELEEIRSARIINTRAEE, B> T BRI EHRE.

PBtREN TR

Visual image of accumulated cutting chips

g X B .
arge ] [}
= ' '
hi:3 1 1
7 : :
2 ] [}
& LHERILIB 1 ]
2 Chips from y s
g threading 1 i
B 1 1
3 'y X
£
g Y .
3 JERFLEGRIEIBX
£ UM RFLESRIE ) e
E . n!all Chips from pre-hole dilling Chips from pre-hole drilling

L A-XPF
Cutting taps
KRR R4 R AR,
More chips because thread forming requires a larger pre-hole then thread
cutting.

Forming taps do not generate cutting chipps during threading, which reduces the overall amount of chip accumulation.

W HRMQLInT

Compatible with MQL processing

RISHFLXPFEELLE O L-S-XPF

X Performer Forming Tap with Internal Coolant Supply

}I\a/rliQﬁLJJIJIEJL‘)JED%UEEE?fUE’\J_E%ﬁ, MTEEINT
M5 o

MAQL processing can suppress the scattering of oil and improve
the working environment.

IR OIL-S-XPF M8 1.25 (JEtR&R) AN TFLEK Tapping Holes
Tool Special Order
1,000 2,000 3,000 4,000 5,000
InTae S50C \ ] ] \ \
Work Material
,Eé‘jrl’ $7.4X23mm (%__}L') 2,500—}[,- Holes EEL'EUC W
Drill Hole Size Blind 1 o xcessive Wear
Topping Length 3,000, Holes Exc:ssive Wear
PIEIERE - -
Ciitting ;eed 10 ~30m/min
3R MQL 50cc/h (PIERLL] B
CEEIJa:ﬁm QL 30cd/ (V;]nntlgrn’aqa) 4,5007], Holes Excessive Wear
EFBA BN 20m/min
Machine Horizontal Machining Center 4,375%0 Holes GP-Out
3=
3,806 Holes Excessive Rubbing Noise
30m/min

IFtreR (FIORR)

Special order products (Center through coolant hole)

3,355}[, Holes

GP-Out

&




W ERAEDM RS TEN - skEeMisk ADO-SUS-5D

Reduces power consumption with low coolant pressure Carbide Drill Series for Stainless Steel and Titanium Alloy

MEGA COOLEREITPEKSED
RIESD, D ESERBRERIGE
BBE,

s N = [o)
MEGA COOLER can lower the coolant supply pressure I)EE& *‘]:E', EE,E é":]z O /O
and reduce the power consumption of the coolant pump. Reduces power consumption by approximately 20%

FLME—AY SR E DB R R SRS DR
Discharges the same amount of coolant with half the coolant pressure as before
. }é\iﬂﬂﬁfﬁiﬂﬂ 9 5 (l/m | n) E?E@}@fﬂﬂﬁﬁ:ﬂ&ﬁ%ﬁ Coolant pressure and power consumption when coolant flow volume is 9.5 (I/min)
RY 1 ¢9.26x5D AR FGAMIIERT (FRHEER201E)

= .
Size Coolant: water-soluble (20 times dilution) i%EE,g Power Consumption

MEGA COOLER | LAEF=ER conventons 0 05 1 15 2 25

H020%

c'gg?_lE.\R K)% Reduction
LAEF=g

Conventional

XJ:'IEEZT‘WE%BHI%WUZ—, %%BERTI*D}][]I%i%ﬁ'ﬁEﬁ The above is an example; result may vary depending on tool size and actual machining environment.
*MEGA COOLERE%TADO-SUS%D -5D 0) 6U\J:H':'JRTJ-° MEGA COOLER applies only to diameter sizes over 6mm in 3D and 5D.

2Mpa 4Mpa

W BRI NERSEIEFASHE. ADO-MICRO 5D
R, SRR

I vy

BT EEY.

The hollow shank design increases coolant output and

extends tool life, leading to reduced waste. {i%i?&'l /3 L\J\_F @Eé@}gﬁ%} n ‘9\ 2/965%

Reduces cemented carbide waste by approximately 65% by using less than 1/3 of the tooling.

Jn1,800%,
Fﬁﬁ%ﬁ ADO-MICRO 7g X 1%, =79
b ERASE N — _
Evflﬁ ADO-MICRO 5D ¢0.7 Amount of cemented HﬂEA E_I}“'nn 7g X 3§ pcs — 219
TR i 1800 holes. competter
Work Material SUS304
PIRLERE : -
Cutting Speed 30m/min (13,640min™") I FLEL Number of Holes
i&éﬁ@g 136mm/min (0.0Tmm/rev) 0 500 1,000 1,500 2,000
ee
IR 3.5mm (§7L)
Deptfl\ of Hole Bglind ADO'SI\SICRO 1,8007L, Holes
g =iz <5d AEHEIERA (RERELH)
Coolant Water-Soluble (Internal) AT4kEE
HRED = S— Still Running
Coloqlant Pressure 5MPa E{m/L\\EJFUDD 6007 Holes *ﬁﬂgﬁ"\
Competitor Chisel is worn
{EFEHAR TZHINT AL (HSK-A63)
Machine Vertical Machining Center
(ml/min) IJE;‘EE% Coolant Flow Volume
ADO'MICRO E{mﬁﬁ‘?ﬁl Competitor 80
hzEF, - 4 63.95
[0 ) S—

Hollow Shank >~

40 -
(~EE)
Image
20 f----—---
0

ADO-MICRO 5D  EfAE“f competitor

8
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Improving machining environment

RIEEARSS B AT SRIGIRE RIS At
INTASE, RIHHATIMRIIL.

Stable durability and machining accuracy can be achieved with
dry processing, which are all environmentally friendly
machining methods.

EREENREYT] AE-VMS

Anti-vibration Carbide End Mill

MR

Environmentally friendly product

ERIR AE-VMS 06 (mm) 0.1
IO 0.09
Work Material SCM440 & 008

N VAN
INIrsE s B 007
Milling Method Side Milling B
frm— | 0.06
Cutting Sxpeed 140m/min (7,500min"") J% 0.05
R 1,800mm/min (0.06mm/t) g 004
eed =

x 0.03
e
gjeﬁgr’?jfgcut ap=9mm ae=1.2mm T 002
) e 0.01
Coolant Air Blow 1 1 1 1 1 1 1
(EF 7RI (BT40) 0 11.2 22.4 44.8 89.6 134.4 156.8 179.2
Machine Vertical Synchronized Machining Center PIEISE Milling Length (m)
——AE-VMS —— EQEFHRA HitsARF=mB
Competitor Competitor

an 1 1 .2 mﬂjﬁgﬂﬂlﬁ*ﬂ‘ﬁﬁfg Surface roughness after milling 11.2m

AE-VMS (Ra : 0.6377um)

HBATFHRA (Ra : 1.0747um)

Competitor

HbAFF=mB (Ra : 1.2304pm)

Competitor

(um)

(mm)

(um) (um)

(mm) (mm)

MU T IELRT e

mRaeriRy) AE-VML(-N)

Enables continuous machine operation Anti-vibraton Carbide End Mill with chipbreakker %%E%wﬁg

e SRR 1 M ER KN 3

i iTIEE B LIEAERIRTIE,

s \ J
EtiRD> T RFIEHERS [FEAN
> EI_ A Y

W= LERTIEL,
The chipbreaker type breaks cutting chips into small and AN

manageable pieces for easy removal, reducing machine t}J E gm /J \ﬁj I*E

downtime due to chip accumulation. Breaks chips into small pieces

ERATH AE-VML ¢ 10X40-N e T TR
oo R With chipbresker No chipbreEaker
DNIAzRE

Work Material NAK80(40HRC)

INI7E%E RIZZNT

Milling Method Trochoidal Milling

PIRERE . -

Cltfing Sxpeed 120m/min (3,800min")

gﬁgﬁ 1,140mm/min (0.075mm/t)

TIRIRE - -

Dept;] oF Cut dp=40mm de=0.5mm

HIRIH [

Coolant Air blow

fEFEHTUA =0T (BT50)

Machine Vertical Synchronized Machining Center




BFALD

Waste reduction

IFkEEINTADLCERS =] AE-TS-N

DLC Coated Carbide End Mill for Non-ferrous Materials

JIBERHSG e BRI TIRFHIRTIR,
>, MNTISCEI TS £95R.

Longer tool life reduces waste and saves resources.

[EATR AETS-N |
Tool $10x30 ®10 377 Flutes
InTazst

Work Material A7075

T T&5E

Milling Method Slot Milling

IEERE ; .
Cutting Sxpeed 300m/min (9,550min™")
Eﬁiﬁ}ﬁ 1,430mm/min (0.05mm/t)
PIRIRE

Deptlfm ofxCut ap =10mm

HIEH SR

Coolant Air Blow

EFRHA ST AL (BT40)
Machine Vertical Synchronized Machining Center

HATHIADLCREATHR, ERASSH TN,

Air blow was used for the cutting trial to confirm the effect of the DLC coating.

{ERSZE /SLAN R SR [RFERD £980%

Reduces cemented carbide waste by approximately 80% by using less than 1/5 of the tooling.

InI56m
ErEEm
WRESE

AE-TS-N 789 X 1%, =789

Competitor

Amount of cemented
carbide required for
machining 56 m

J%Eg EE H{mﬁ\ﬁl?ﬁ: Competitor

11.2m

56m

ERERNN T

High Efficiency Machining

—IRAENESSHET])  AT-1

One Pass Thread Mill

E@igprLIELET], AR InIR
#, ZEFEIN AT,

By preventing deflection, the number of machining passes
and machining time can be reduced.

FRIR AT-1 19.7X54 P3 6F
InTarst

Work Material 5US304
PIEERE : .
Cutting Sxpeed 40m/min (646min)
;ﬂgﬁﬁg 14mm/min (0.02mm/t)
eed

J&=FL %

Drill Hole Size None
PRSI R T

Internal Thread Size M24x3
PRI

Tappingfength 45mm
HIEH IKB LTI HHRF
Coolant Water-Soluble

ERRHA BN (BT40)
Machine Horizontal Machining Center

A1/ 2L BYIN T RTIE]

Reduces machining time to less than half

1RAEELETIN TS AR RAYPIRLL

Enables high-grade internal threading in 1-pass

AT-1 (nﬂ) 1-pass LJ\?IFEI% (2;}’_\') Conventional Thread Mill 2-pass

8




‘ EEYDRLS SEENATRIBMGET] AT-2

Waste reduction Thread Mill with End-cutting Edge for High-hardness Steels

BT IR FL + RS RIRYRIRS 0
T, ST LRSS, M
D RFHD.

Process integration and longer life through simultaneous helical drilling
and threading lead to reduced waste.

ERENARRS S EELHE
fEBTR AT-2 96.2X16 P1.25 | Cabide hand apfo g haress e ¥ \ A e —N= V1IN 0
o ¢ g PSR AU T ERA SRR £930%
" Reduces cemented carbide waste by approximately 30% by using less than 1/3 of the tooling

IOTE SKD11(60HRC) AIT£92003, AT2 64 X 1= = 64
t}J‘ﬁ’!JiEJE 45m/m_in 2m/rpin FrEER o 9 ipc - 9
Cutting Speed (2,310min") (80min™) EEE%@% E@E%M% 309 X 3§ _ 909
LAY : A\ s —
e 83mmimin 100mm/min ol RS S EEE i
Feed (0.04mm/t) machining 200 holes Carbide hand tap for high hardness steels
IE?L ‘ 7 dJ6.8><23.5mm("§7rL) X
Do ind FREAAERASEL, TSR B
IS R~ Carbide drill for pre-drilled hole is not required, which further reduces the amount of waste
Internal Thread Size M8x1.25
BRI
Threading Length 16mm(2D) N
IR =% SR FL K Number of Holes
Coolant Air blow Non-water-soluble 9 5‘0 190 15‘0 2?0
R BN TRy (BT40) SR T AL (BT40) #ME Correction #ME Correction
Machine Horizontal Machining Center Vertical Machinig Center

_ 1137, 791, 167,

AT 2 HOIes 20H80I}e|-;
EEENA
ERASEELE BTk
Carbide hand tap for Chipping

high-hardness steels

W EFRL S BINTASEDEMRENST]  AT-2 R-SPEC

Waste reduction High-efficiency Thread Mill with End-cutting Edge for Non-ferrous metals

HIEFURERHIINT, ASRIEBREFR
RIEVERE, PHEARRE,
SEIURFHIRYIRLD .

3;?;5;32?3&2 ;a)r?;i"cj;rs\:el accuracy in threading of cast holes, reducing

RULT YT
FERTH AT-2 R-SPEC Drill tap = SH =] =
Tool $6.2X16P1.25 M8x1.25 3P NEINHEIEEEFLINIVEREE
InTAR ACHH &} Significantly suppresses the amount of machining position deviation in cast holes
Work Material AC material
EDUE{:JEEEE ’ 220m/min 100m/min B SEI—A=22iE (DRT) BFLIERBELCRRG)
T Comparison of hole position accuracy with drill tap (DRT)
Eeidﬁliﬁ 1.2mm/rev 1.25mm/rev
0 0.05 0.1 0.15 (mm)

=il @4 IEFFEO0.TmmASIN Tidde ‘ : : :
Drill Hole Size Cutting test by shifting the axial center ¢ 4.3 pilot hole by 0.7 mm AT_2 R_SPEC
BREIRT ZE1FL 1sthol
Internal Thread Size M8x1.25 sthole
{SEFRATUR BN T AL (BT40) UAINTHL (BT40) AT-2 R-SPEC
Machine Horizontal Machining Center Vertical Machinig Center %1 00}L100nd hole

DRT 17

1st hole
DRT 5727,
72nd hole

&
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Waste reduction

MR pD2Z

Indexable Flat Drill

RAEERI R, BIAREERA.
B RIER D EFD.

Can be used continuously by simply replacing the insert,
which contributes to significant waste reduction.

ARERRYTI A,

WOREREEEFELI5%

The use of 4-corner insert reduces cemented carbide waste by approximately 95%

DT 3,5208L, ZPNTO0504EN

?g Eﬁgi (XP8030) 0.75g X 257s=1.5¢

Amount of cemented H{ﬂj}i\\ﬁl@ﬁé@ﬂ% 6g X 4§ pes — 24g

carbide required for
drilling 3,520 holes Competitor's carbide exchangeable head

FRTE PDZ1600FS20M05-2D | Eifth/AFAT#eskatshisk
Tool (p16) Competitor Exchangeable Head Drill
FERNE (R ZPNT050204EN _

Insert (grade) (XP8030)

InIaAw

Work Material s50C

YIHIERRE 150m/min 100m/min
Cutting Speed (2,984min") (1,989min")
HEEEE 298mm/min 198mm/min
Feed (0.1mm/rev) (0.1mm/rev)
TIEIRE 24mm (570

Depth of Hole Blind

g = hize5 AGEMELIERA (PIERELH)

Coolant Water-Soluble (Internal)

EFRAL EbztanT Ay (BT50)

Machine Horizontal Machining Center

DHI}L%Z Number of Holes

BB compever

8‘80 1,7‘60 2,6‘40 3,5‘20

£l B2 3 5418

PDZ st corner 2nd corner 3rd corner 4th corner

b=t LYN=1 880FL Holes

Competitor

W FRENRINT RO BAER

Energy saving by using a small machining center

%7 PFDC

Disc Cutter

B FE/NBUN T A0 BT30_EfsER4
1212509257,
M EZPERAERE,

Enables the use of large-diameter disc cutter even at
® 125 on BT30 small machining centers, contributing
to a significant reduction in power consumption.

.I}J*%/—T?% Power consumption diagram

LAE(ERIBTAOR AN T O T T
LR E#apkEFBT3048 XA/ NELIN T
Huly, FJLAKIEPE(RINZRIEFE,

A large reduction in power consumption can be achieved by replacing

the machining process that was conventionally done by a machining
center equivalent to BT40 with a small machining center equivalent to

(kWh)

BT30#8

Equivalent to BT30

BT40tHZ

Equivalent to BT40

BT30.

J:ii%ﬁx%%ﬂlzﬁﬁﬁ PEI*E‘B?SUEUEE‘, The above diagram is based on internal data.

8
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Technical Data

HMABARRIFEREE, JLUTEHESEEAREN_—

SULERAIAEE.

Power consumption and carbon dioxide emissions per cycle can be calculated using the power consumption of machine tools.

4 ':I:I =
. ﬂ =] /HE E{J% EE;E Amount of electricity per cycle

BRERIR - PRETEISE (£FiRE)  [(MEHE - BEHE]  GHEHentl)

Source: Energy Saving Calculation Guide (Production Equipment) [Specified calculation/Independent calculation] (Sustainable Open Innovation Initiative)

ey s I

. Processing time
Power consumption
during processing ( h )

i o T

Standby time
Standby power
consumption ( h )

AOTAY
FEFEE

Amount of power
consumption during
processing

(kWh) =EHARY
S

Amount of electricity
per cycle

Amount of power
consumption during
standby

(kWh)

>

. '/E_:J% ,HH Eg:g‘,{‘bﬁﬁ?ﬁ Fmi Amount of carbon dioxide emissions per cycle

BREIR: OSGAENRYE MMABFETIHY (F5HFR) & - SEEFM HESER) | GRS HEMREHIE.
Source: Created by OSG Corporation based on “Local Government Action Plan (Administrative Business Edition) Calculation and Implementation Manual (Calculation Method
Edition)” (Ministry of the Environment)

SREHE =T R N | SEERL

Carbon dioxide emission factor

AERE . X 0434 = PEmakhic
(kWh) (kg-CO2/kWh) (kg-CO2)

XERBRIR: ZFrlE BIRESRT 2023527
2021 FEELETRE

Source: National Average Coefficient for 2021 (published in 2023) by the Ministry of Economy,
Trade and Industry - Agency for Natural Resources and Energy

AERE D0 LESEAOHUARAYISHLETIE), BEITIR(EFEREE,
iR —EACRAIHEE.

Minimizing processing time and machine standby time decreases power consumption and contributes to reducing carbon dioxide emissions.

&



shaping your dreams

BRI (L) BEIRARATE

0OSG Corporation

BREHL (Lig) 280
ik _ESHRKTRIKTIET133SIKTSREL 7T 22110E1003-07585T
EHiE: 021-52552588; f€E: 021-58883300;  Hp4®: 200051

BXEHL (Lig) FTFESFT
ik TR ETHhMES Sk | -28MKE 10042
FEiE: 0510-82739271; {&H: 0510-82739220; Hp4m: 214074

BXEH (ki) FSEESsAr
it ZHETHHREXKEE TR OSFHE506=
FEiE: 0553-5868160; fEE: 0553-5868190;  HE4Hm: 241000

BRLH (E8) HIHESAT
bk STAERH IR LR 251 S AETE HARE33A16
HEiE: 0512-62388327; {&H: 0512-62388320; HR4w: 215000

BREA (L) HuNmLIESHT
ik mTEmN R IR MO RS 0S RIRERR 174181 BT6032=
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