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KEY FEATURES: PHOENIX PHC

pB) High feed radius cutter

9 Straight shank type




PHOENIX PHC

Broad Product Variations

The PHC has product variations and sizes to accommodate a wide range of machining needs.

PHC achieves processing time reduction in roughing.
High efficiency processing is possible even on small machining centers with low resistance

specifications.

PHC12

925~063

?30~0100

Milling | Indexables

Ideal configuration for rough milling

PHC inserts have economical 4-corner design.
The chipbreaker geometry enhances cutting performance while

ensuring the rigidity of the cutter.
Trouble-free chip evacuation capability with smooth chip control.
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Processing Data

PROCESSING DATA

Cutting force reduced by changing depth of cut (ae)

The PHC exhibited a lower cutting force versus the competitor

Tool selection:

. PHCO09 - multiple cutters for highly efficient milling
. PHC12 - milling intermittently or with a long overhang length

Processing data of PHC (J50

Tool PHCO9R050M22-5 PHC12R050M22-4

Insert Grade SDMTO09T308SR-GM (XP3035) SXMT120410SR-GM (XP3035)

Work Material S50C

180m/min (1,150min")

Cutting Speed

Feed 5.000 mm/min
Depth of Cut dp=1mm de=5, 10, 20, 30, 35mm
Overhang Length 200 mm

Air Blow

Coolant

Machine Vertical Machining Center
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Number of flutes making simultaneous contact

3 flutes 4 flutes

3 flutes

2 flutes

1 flute 2 flutes 2 flutes 3flutes 3 flutes

Even if the depth of cut (@e) is increased for the PHC09 with close pitch, the design of the cutting edge
suppresses the cutting force. This suppresses the load and vibrations imparted on the machine,
which enables high efficiency machining.



PHCSS NEW SIZES
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Type 1

B

= High feed radius cutter for long over hang Type 2 = A

= 4 corners high feed inserts n

= Cylindrical type

= 16-40mm
EDP Designation z D D1 d L I P iﬁ?glt'g%ee Type Price
7800750 (vew> PHCO7R0165516-2S 2 16 74 16 100 30 0,8 SPMTO7- 1
7800755 (vew) PHCO7R0165516-2L 2 16 74 16 150 50 0,8 SPMTO7- 1
7800757 (vew) PHCO7R0185516-2L 2 18 94 16 150 25 0,8 SPMTO7- 2
7800751 Cvew) PHCO07R0205520-3S 3 20 14 20 130 50 08 SPMT07- 1
7800758 (hew> PHC07R0205520-3L 3 20 114 20 160 80 0,8 SPMT07- 1
7800760 (vew) PHC07R0225520-3L 3 22 134 20 160 30 0,8 SPMT07- 2
7800752 (wew) PHCO7R0255525-4S 4 25 164 25 140 60 0,8 SPMT07- 1
7800761 (vew) PHCO7R0255525-4L 4 25 164 25 200 100 0,8 SPMTO7- 1
7800753 (vew) PHCO7R030S532-4S 4 30 214 32 150 70 0,8 SPMTO7- 1
7800764 (vew) PHCO7R030S532-4L 4 30 214 32 200 120 0,8 SPMTO7- 1
7800754 (vew> PHCO07R0325532-55 5 32 234 32 150 70 0,8 SPMTO7- 1
7800765 (vew) PHC07R0325532-5L 5 32 234 32 200 120 0,8 SPMTO7- 1
7800767 (vew> PHC07R0355532-5L 5 35 264 32 200 50 0,8 SPMT07- 2
7800700 PHCO9R0255525-25 2 25 132 25 140 60 1 SDMT09- 1
7800704 PHCO9R0255525-2L 2 25 132 25 200 120 1 SDMT09- 1 “"
7800701 PHCO9R0255525-3S 3 25 132 25 140 60 1 SDMT09- 1 Q
7800705 PHCO9R0255525-3L 3 25 132 25 200 120 1 SDMT09- 1 e}
7800716 PHCO9R0285525-35 3 28 162 25 140 40 1 SDMT09- 2 3
7800720 PHCO9R0285525-3L 3 28 162 25 200 40 1 SDMT09- 2 )
7800717 PHCO9R030S532-3S 3 30 182 32 150 70 1 SDMT09- 1 'g
7800721 PHCO9R030S532-3L 3 30 182 32 200 120 1 SDMT09- 1 =
7800702 PHCO9R0325532-35 3 32 202 32 150 70 1 SDMT09- 1 o
7800706 PHCO9R0325532-3L 3 32 202 32 200 120 1 SDMT09- 1 £
7800718 PHCO9R0355532-35 3 35 232 32 150 50 1 SDMT09- 2 =
7800722 PHCO9R0355532-3L 3 35 232 32 200 50 1 SDMT09- 2 s
7800703 PHCO9R0405532-4S 4 40 282 32 150 50 1 SDMT09- 2
7800730 PHC12R0305532-25 2 30 134 32 150 70 2 SXMT12- 1
7800708 PHC12R0325532-25 2 32 154 32 150 70 2 SXMT12- 1
7800731 PHC12R0355532-35 3 35 184 32 150 50 2 SXMT12- 2
7800709 PHC12R0405532-3S 3 40 234 32 150 50 2 SXMT12- 2
Accessories & spare parts A
v
I
es—r &
Applicable cutter Clamping screw Wrench
SPMTO07 @ 16 ~ 35 7808105 FS25550 (Torx 8) 7808205 T8-D (Torx 8)
SDMT09 @ 25 ~ 35 7808111 FS35572 (Torx 15) 7808208 T15-D (Torx 15)
SDMT09 @ 40 7808112 FS35586 (Torx 15) 7808208 T15-D (Torx 15)
SXMT12 @ 30 ~ 40 7808113 FS45510 (Torx 20) 7808209 T20-D (Torx 20)




PHC BORE
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Type 1
= High feed radius cutter for long over hang Type 2
= 4 corners high feed inserts
= Bore types
= 40-100 mm
. . ap Applicable :
EDP Designation z D D1 I D3 D2 a D | 57 inserts type Type Price
7800600 PHCO9R040M16-4 4 40 28,2 40 38 16 8,4 5,6 1 SDMTO09... 1
7800601 PHCO9R050M22-5 5 50 382 50 47 22 104 63 1 SDMTO09... 2
7800602 PHCO9R052M22-5 5 52 402 50 47 22 104 63 1 SDMTO9... 2
7800603 PHCO9R063M22-6 6 63 512 50 60 22 104 63 1 SDMTO9... 2
7800604 PHCO9R066M22-7 7 66 542 50 60 22 104 63 1 SDMTO9... 2
7800607 PHC12R040M16-3 3 4 234 40 38 16 84 56 2 SXMT12... 1
7800608 PHC12R050M22-4 4 50 334 50 47 22 104 63 2 SXMT12... 2
7800609 PHC12R052M22-4 4 52 354 50 47 22 104 63 2 SXMT12... 2
7800610 PHC12R063M22-5 5 63 464 50 60 22 104 63 2 SXMT12... 2
7800611 PHC12R066M22-6 6 66 494 50 60 22 104 63 2 SXMT12... 2
7800612 PHC12R080M27-7 7 80 634 50 76 27 124 7 2 SXMT12... 2
7800613 PHC12R100M32-8 8 100 84 63 9 32 144 8 2 SXMT12... 2
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Accessories & spare parts

Bore

=:=] e=—e——or0

Applicable cutter Clamping screw Power screw Wrench
SDMT09 @ 40 ~ 63 7808112 FS35586 (Torx 15) 7808208 T15-D (Torx 15)
SXMT12 @ 40 ~ 100 7808113 FS45510 (Torx 20) 7808209 T20-D (Torx 20)
@40 7808150 PS0830 (M8x30)




PHC SCREW FIT NEW SIZES
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N
o
12
= High feed radius cutter for long over hang
= 4 corners high feed inserts
= Screw fit type
= 16-40mm
i L g = — &7 M
€.805 €813 €926
. . Wrench ap Applicable .
EDP Designation z D D1 Dg 12 D2 e max  inserts type Da Price
7801520 Qew)  PHCO7R016SF8-2 2 16 7.4 8 27 14,5 10 08 SPMTO7... 8,5
7801523 (wew) PHCO7R020SF10-3 3 20 11,4 10 33 18 14 08 SPMTO7... 10,5
7801525 (wew) PHCO7R022SF10-3 3 22 13,4 10 33 18 14 0,8 SPMTO7... 10,5
7801526 (wew) PHCO7R025SF12-4 4 25 16,4 12 35 23 17 08 SPMTO7... 12,5
7801529 (wew) PHCO7R030SF16-4 4 30 21,4 16 40 28 22 08 SPMTO7... 17
7801530 (vew) PHCO7R032SF16-5 5 32 234 16 40 28 22 08 SPMTO7... 17
7801532 wew) PHCO7R035SF16-5 5 35 26,4 16 40 28 22 08 SPMTO7... 17
7801500 PHCO9R0255F12-3 3 25 13,2 12 35 23 17 1 SDMT09... 125
7801501 PHCO9R028SF12-3 3 28 16,2 12 35 23 17 1 SDMT09... 12,5
7801502 PHCO9R030SF16-3 3 30 18,2 16 40 28 22 1 SDMT09... 17
7801503 PHCO9R0325F16-3 3 32 20,2 16 40 28 22 1 SDMT09... 17
7801504 PHCO9R0355F16-3 3 35 23,2 16 40 28 22 1 SDMT09... 17
7801505 PHCO9R040SF16-4 4 40 28,2 16 40 28 22 1 SDMTO9... 17
7801506 PHC12R0305F16-2 2 30 134 16 40 28 22 2 SXMT12... 17
7801507 PHC12R0325F16-2 2 32 15,4 16 40 28 22 2 SXMT12... 17 "
7801508 PHC12R0355F16-3 3 35 18,4 16 40 28 22 2 SXMT12... 17 Q
7801509 PHC12R040SF16-3 3 40 23,4 16 40 28 22 2 SXMT12... 17 o
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Applicable cutter Clamping screw Wrench
SPMT07 @ 16 ~ 35 7808105 F$25550 (Torx 8) 7808205 T8-D (Torx 8)
SDMT09 @ 25 ~ 35 7808111 F$35572 (Torx 15) 7808208 T15-D (Torx 15)
SDMT09 @ 40 7808112 F$35586 (Torx 15) 7808208 T15-D (Torx 15)
SDMT12 @30 ~ 63 7808113 FS45510 (Torx 20) 7808209 T20-D (Torx 20)




PHC INSERTS
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|ap Max

= High feed radius cutter for long over hang

= 4 corners inserts

m-

EDP Designation Z AxB T a R 9P Grade Price

dry dry GG GGG dry dry dry

7814092 SPMT070305SR-GM 4 7x7 2,75 11° 0,5 0,8 XP3035 @ ® O O ©O O

7828092 SPMT070305SR-GM 4 7x7 2,75 11° 0,5 0,8 XP3025 ® o O

7827092 SPMT070305SR-GM 4 7x7 2,75 11° 0,5 0,8 XC3020 @ o O

7825092 SPMT070305SR-GM 4 7x7 2,75 11° 0,5 0,8 XC3030 @ o O

7813092 SPMT070305SR-GM 4 7x7 2,75 11° 0,5 0,8 XP2040 O ©O O @ © O

7826092 SPMT070305SR-GM 4 7x7 2,75 11° 0,5 0,8 XP2025 © @® (@)

7816093 SPMT070305ER-SM 4 7x7 2,75 11° 0,5 0,8 XC5040 (@) @®

7812092 SPMT070305SR-GM 4 7x7 2,75 11° 0,5 0,8 XC1015 ® @

7814020 SDMTO09T308SR-GM 4  952x9,52 3,97 15° 0,8 1 XP3035 @ © O ©O

7825020 SDMTO09T308SR-GM 4  952x9,52 3,97 15° 0,8 1 XC3030 @ © O

7813020 SDMTO09T308SR-GM 4  952x9,52 3,97 15° 0,8 1 XP2040 ©O O @® o O

7826020 SDMTO09T308SR-GM 4  952x9,52 3,97 15° 0,8 1 XP2025 o @® O

7815021 SDMTO09T308ER-SM 4 952x9,52 3,97 15° 0,8 1 XC5035 o O

7816021 SDMTO09T308ER-SM 4 952x9,52 3,97 15° 0,8 1 XC5040 (@) @®

7812020 SDMT09T308SR-GM 4  952x9,52 3,97 15° 0,8 1 XC1015 @®

7814022 SXMT120410SR-GM 4  12,7x12,7 4,76 9° 1 2 XP303 @ ®@ O O ©O O

7825022 SXMT120410SR-GM 4  12,7x12,7 4,76 9° 1 2 XC3030 @ o O

7813022 SXMT120410SR-GM 4  12,7x12,7 4,76 9° 1 2 XP2040 O O ® o O

7826022 SXMT120410SR-GM 4  12,7x12,7 4,76 9° 1 2 XP2025 © @® O

7815023 SXMT120410ER-SM 4  12,7x12,7 4,76 9° 1 2 XC5035 ® O o

7816023 SXMT120410ER-SM 4  12,7x12,7 4,76 9° 1 2 XC5040 (@) @®

7812022 SXMT120410SR-GM 4  12,7x12,7 4,76 9° 1 2 XC1015 ® @
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Inserts




CUTTING CONDITIONS

Milling | Indexables | Cutting conditions

PHC

High feed radius cutter

Insert Size
Tensile SDMTO7... SDMTO09... SXMT12...
Work Material S;reggth / (myn?un) Feed per ap (mm) Feed per ap (mm) Feed per ap (mm) Grade
ardness Tooth Tooth Tooth
fz (mm/t) L/D=2 L/D=3 L/D=4 ¢, (mm/t) L/D=2 L/D=3 L/D=4 ¢, (mm/t) L/D=2 L/D=3 L/D=4
Mild Steel-Carbon Steel 180 0,7 0,8 1,25
(55400-5100) 180HB 60~250)  (03~15 OB £2 04 38 t 05 (05-32 12 12 ! XP3035
Carbon Steel-Alloy Steel _ 180 0,7 038 1,25
(550C-5CM440) 280H8 G0-250 (0313 OB 08 0% o345 T 0805 geq 20 12T XP3035
Die Steel 180 0,7 0,8 1,25
(SKD11-5KD61) 280HB ©0-250) (0343 O6 05 03 o no 08 06 04 T 12 12 1 XP3035
Stainless Steel (Dry) i 160 0,4 0,5 1
(eUS304-505420] 250HB @000 (0312 ©6 05 03 o 08 06 04 oo 12 1 1 XC5035
Stainless Steel (Coolant) " 120 0,4 0,5 1
(5U5304-5U5420) 250H8 ©-~180 312 ¢ %5 03 gaqg 08 06 04 gong 2T T XP2040
Cast Iron 2 200 08 1 1,5
(£C250) 350N/mm (100-300) (0415 OB 06 04 o g 1 08 05 g 15 1S 1 XC1015
Ductile Cast Iron 2 180 0,7 09 1,35
(FCD400) 800N/mm e |@aam| OB | @8 | @8 | gl T 08 05 T 12 12 09 XC1015
Heat Resistant Alloys (Wet) _ 30 0,3 0,4 0,5
(Inconel 718) (25~60) (0,2~0,7) 0,4 0,4 0,3 0,2~0,8) 0,5 0,5 0,4 ©0,2~1) 1 1 0,8 XC5040
Titanium Alloy (Wet) _ 80 0,4 0,5 0,7
(Ti-6A140) (501200 (3.0 O4 04 03 7 05 05 03 .. 08 08 04 XC5040
Pre-hardened Steel 120 04 05 0,8
(NAK80) 40~43HRC (40~150) 0,2~0,8) 0,4 0,4 0,3 ©0.2~1) 0,5 0,5 0,3 0341,5) 1 1 0,5 XP2040
Steel for Die Casting - 90 03 04 0,7
(DACS5-DH31) #3748HRC w200 206 Ot 03 gaog O 05 03 g3qp 07 0705 XP2040
Hardened Steel 60 0,2 03 0,5
(SKDI1) 50~55HRC @0-50)  (02-05 O3 03 02 (o0 03 03 02 .n. 05 05 04 XP2040
Maximum Ramping Angle (E)
Insert Size SPMTO7... SDMTO9... SXMT12...
Ramping  Helical Milling(mm)  Helical Ramping  Helical Milling(mm) ~ Helical ~~ Ramping  Helical Milling(mm)  Helical
D Angle Angle Angle Angle Angle Angle
E° D Min. D Max. pe E° D Min. D Max. pe E° D Min. D Max. pe
16 59 22 31 4,5 = - - - - o o -
17 49 24 33 3,6 = - - - B o 5 -
18 4,2 26 35 31 = - - - B o 3 -
20 3,2 30 39 23 - - - - - : : - g
21 2,8 32 41 2,0 - - - - - B = = 3
22 2,6 34 43 1,8 - - - - - = = = CQ
25 2,0 40 49 13 3,6 35 48 31 - - - - (0]
26 1,8 42 51 11 31 37 50 2,6 - - - - -g
28 1,6 46 55 1,0 2,6 41 54 2,1 - - - - =
30 14 50 59 0,8 2,2 45 58 19 79 40 58 6,5 ;
32 13 54 63 0,7 2,0 49 62 1,7 72 44 62 6,1 c
33 12 56 65 0,6 1,8 51 64 1,5 6,4 46 64 44 E
35 11 60 69 0,5 1,6 55 68 14 44 50 68 3,7 E
40 - - - - 12 65 78 1,0 29 60 78 2,5
50 = = = = 09 85 98 0,8 15 80 98 1,3
63 = = = = 0,8 m 124 0,7 11 106 124 09
80 - 3 o o - - - - 1,3 140 158 11
100 - - - - - - - - 07 180 198 06
L/
T
E L -] ©v
) c
oo S
$D1 DO Max./Min. 16
=
o
V)
g
Flute shape dimensions (for programming) R =
)
>
Insert size R n'?gx :{t z rt )
SPMTO7--- 0,5 0,8 1,2 0,35 @ 4
SDMT09-- 08 1 2 07 Q" — z
SXMT12- 1 2 3 1,15 — Y
ap Max.

For machining purposes: create machining programs for the recommended simulated R.  Unit: mm



CUTTING DATA

Rough milling of mold base

(m) Milling Length

Tool PHC07R0205520-3S (20x3) Competitor
100 200 300 400 500 600 700 800 900

Coated carbide insert

Insert Grade SPMT070305SR-GM (XC3020)

Work Material S50C

Cutting Speed 157m/min (2.500min")

Feed 6.000mm/min (0.8mm/t)

Competitor
Depth of Cut ap=0.5mm ae=14mm P

Coolant Air Blow

] PHC
Machine Vertical Machining Center After 900 meter

XC3020 with high wear resistance properties was able to suppress wear and
achieve 1.5 times the durability.

Rough milling of die-casting dies

Tool PHCO9R063M22-6 (@20x3) Competitor (m) Milling Length

200 25‘>0 300 35‘:0

Insert Grade SDMT09T308SR-GM (XP2040) Coated carbide insert

Work Material DAC55 (48HRC)

Cutting Speed 75m/min (379min™) 118m/min (596min")

Feed 1.250mm/min (0.55mm/t) 600mm/min (0.25mm/t)

Competitor

Depth of Cut ap=0.7mm ade=22,5mm

Coolant Air Blow

Overhang length 145 mm

Machine Vertical Machining Center
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This product was able to mill at double the efficiency of a competitor's product
while doubling the durability. Due to its low-resistance construction, it minimizes
heat generation, resulting in a stable discharge of brownish chips.

Cutting Data
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CUTTING DATA

Rough milling of die-casting dies

Tool PHCO9R050M22-5 (@50x5) Competitor

Insert Grade SDMTO09T308SR-GM (XP2040) Coated carbide insert

Work Material SKD61 (48 HRC)

Cutting Speed 80m/min (510min”) 110m/min (700min™")

Feed 1.360mm/min (0.53mm/t) 800mm/min (0.28mm/t)

Competitor

Depth of Cut

ap=0.5mm de=25mm

Coolant Air Blow

Machine Horizontal Machining Center

Due to its low-resistance edge form, this product was able to mill at 1.7 times
the efficiency of the competitor's tool, and achieved 1.4 times the durability.
Additionally, the heat generated by the competitor's tool created a distortion in
the workpiece, while the PHC was able to improve the process by suppressing
the generation of heat.

Rough milling of plastic dies

Tool PHC12R050M22-4 (@50x4) Competitor

Coated carbide insert

Insert Grade SXMT120410SR-GM (XP2040)

Work Material PX5 (30HRC)

Cutting Speed 157m/min (1.000min™")

Feed 3.000mm/min (0.75mm/t)

mpetitor
Depth of Cut Competito

ap=0.75mm ade=25mm

Coolant Water-Soluble

Machine Vertical Machining Center

While rough milling a die using the same conditions as the competitor's tools,
this product has doubled the durability.

20

40

60

(m) Milling Length

80

100

120

140

160

180

Milling | Indexables

Cutting Data
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CUTTING DATA

Rough milling of plastic dies

Tool PHC12R063M22-5 (D63x5) Competitor

(m) Milling Length

200 300

Coated carbide insert

Insert Grade SXMT120410SR-GM (XP2040)

Work Material HPM7 (33HRC)

Cutting Speed 100m/min (505min™)

Feed 2.500mm/min (Tmm/t)

Competitor
Depth of Cut ap=1,5mm ade=40mm P

Coolant Air Blow

Machine Vertical Machining Center

A competitor's product chipped prematurely, but the PHC exhibited minimum
resistance, inhibiting chipping and allowing it to mill three times the distance
under the same conditions.

Rough milling of press dies

Tool PHC12R050M22-4 (@50x4) Competitor

Insert Grade SXMT120410SR-GM (XP2040) Coated carbide insert

Work Material SKD11 Equivalent

Cutting Speed 112m/min (713min”")

Feed 2.400mm/min (0,84mm/t) 2.000mm/min (0,7mm/t)

Competitor
Depth of Cut ap=1,25mm ae=32,2mm P

Coolant Air Blow

Machine Double column machining center

This process consisted of rough-milling of steel for a press die. A competitor's
product could not increase the feed rate due to chipping. The PHC was able to
mill with stability while increasing the conditions by 20%, and also provided
1.5 times the durability.
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Cutting Data
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CUTTING DATA

Long tool life in Inconel 718

Tool PHCO7R0255525-4S (@25x4) Competitor

Coated carbide insert

Insert Grade SPMT070305ER-SM (XC5040)

Work Material Inconel 718 (41HRC)

Cutting Speed 30m/min (382min™)

Feed 764mm/min (0.5mm/t)

Depth of Cut

adp=0.5mm ae=25mm

Coolant Water-Soluble

Machine Horizontal machining center

PHC (XC5040) was able to suppress wear to prolong durability. Furthermore,
its unique flute geometry enables smooth chip evacuation, which contributed
to an excellent surface finish.

Rough milling of press dies

Tool PHCO9R0325532-3S (@32x3) Competitor

Insert Grade Coated carbide insert

SDMTO9T308ER-SM (XC5040)

Work Material SUS630

Cutting Speed 80m/min (796min™")

Feed 800mm/min (0,33mm/t)

Depth of Cut

adp=0.5mm de=~32mm

Coolant Water Soluble

Machine Double column machining center

A blade was rough-milled under the same conditions for comparison. This tool
provided 1.75 times the durability, and milled in a stable manner with inserts
exhibiting normal wear. Moreover, it was capable of continued milling.

(m) Milling Length

10

Competitor
A

Competitor
B

PHC
After 13,2m of milling

Number of processed workpiece

Competitor

- ta L N d

Milling | Indexables
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SWEDEN
Branch office of OSG SCANDINAVIA
Abrahams Grénd 8

295 35 Bromolla

Sweden

Tel: +46 40 41 22 55

Fax: +46 40 41 32 55
0sg@0sg-scandinavia.com

OSG SCANDINAVIA

(For Scandinavian countries)
Langebjergvaenget 16
4000 Roskilde

Denmark
Tel.: +45 46 75 65 55
Fax: +45 46 75 67 00
0sg@0sg-scandinavia.com .ﬁp
3
L}
0SG NETHERLANDS

Bedrijfsweg 5 - 3481 MG Harmelen
Postbus 50 - 3480 DB Harmelen
The Netherlands

Tel.: +31 348 44 2764

Fax: +31 348 44 2144
info@osg-nl.com

Shelton house, 5 Bentalls

Pipps Hill Ind Est, Basildon Essex SS14 3BY
United Kingdom

Tel.: +44 845 305 1066

Fax: +44 845 305 1067

sales@osg-uk.com

0OSG EUROPE LOGISTICS
Avenue Lavoisier 1
B-1300 Z.I. Wavre - Nord
Belgium

Tel.: +32 10 23 05 07
Fax:+32 102305 11
info@osgeurope.com

0OSG BELUX

Avenue Lavoisier 1
B-1300 Z.I. Wavre - Nord
Belgium

Tel.:+321023 05 11

Fax: +32 10 23 05 31
info@osg-belgium.com

OSG IBERICA
Bekolarra 4

E-01010 Vitoria-Gasteiz
Spain

Tel.: +34 945 242 400
Fax: +34 945 228 883
osg.iberica@osg-ib.com

0SG FRANCE

Paris Nord 2 385 rue de la Belle Etoile,
4 allée du Ponant

BP 66191 Roissy en France

F-95974 Roissy Ch. De Gaule Cedex
France

Tel.:+33 1499010 10

Fax:+33 1499010 15
sales@osg-france.com



SLOVAKIA

Branch office of OSG Belgium s.a.
Tel: +32 10 23 05 04
Fax: +32 1023 05 31

info@osg-belgium.com

0OSG POLAND
59 Ztota St
00-120 Warsaw
Poland

0OSG RUSSIA
Butlerova street, 17B, office 5069
117342 Moscow
Russia

Tel: +7 (495) 150 41 54
info@osg-russia.com

ROMSAN INTERNATIONAL CO. SRL
Reprezentant Exclusiv OSG
23-25, Nerva Traian Street
031044 Bucuresti

Romania

Tel: +40 021 322 07 47

Fax: +40 021 321 56 00
romsan.int@romsan.ro

0SG TURKEY

Rami Kisla Cad.No:56 Eylip
Istanbul 34056

Turkey

Tel +90 212 565 24 00

Fax: +90 212 565 44 00

info@osg-turkey.com
OSG ITALIA 0SG GERMANY

Via Cirenaica n. 52 int. 61/63 Karl-Ehmann-Str. 25

1-10142 Torino D - 73037 Goppingen

Italy Germany

Tel.: 439 0117705211 Tel.: +49 7161 6064 - 0

Fax: +39 0117071402 Fax: +49 7161 6064 - 444
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OSG EUROPE LOGISTICS
Avenue Lavoisier 1
B-1300 Z.I. Wavre - Nord - Belgium
Tel: +32 10 23 05 07
Fax: +32 10 23 05 51
info@osgeurope.com

0OSG BELUX
Avenue Lavoisier 1
B-1300 Z.I. Wavre - Nord - Belgium
Tel: +32 1023 05 11
Fax:+32 10 23 05 31
info@osg-belgium.com

OSG FRANCE
Parc Icade, Paris Nord 2
Immeuble “Le Rimbaud”

22 Avenue des Nations
CS66191 - 93420 Villepinte - France
Tel: +33 1499010 10
Fax: +33 1499010 15
sales@osg-france.com

OSG NETHERLANDS
Bedrijfsweg 5 - 3481 MG Harmelen
Tel: +31 348 44 2764
Fax: +31 348 44 2144
info@osg-nl.com

0SG UK
Shelton house, 5 Bentalls
Pipps Hill Ind Est, Basildon Essex SS14 3BY
Tel: +44 845 305 1066
Fax: +44 845 305 1067
sales@osg-uk.com

SLOVAKIA
Branch office of OSG Europe Logistics s.a.
Tel (SK) +421 2 4329 1295
Tel (BE) +32 10 23 05 07
Fax (BE) +32 10 23 05 51
sales-osgsvk@osgeurope.com
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OSG POLAND Sp. z.0.0.
ul. Spotdzielcza 57
05-074 Halinéw - Poland
Tel: +22 760 82 71
Fax: +22 760 82 71
0sg@osg-poland.com

0SG GERMANY
Karl-Ehmann-Str. 25
D - 73037 GOppingen - Germany
Tel: +49 7161 6064 - 0
Fax: +49 7161 6064 - 444
info@osg-germany.de

OSG SCANDINAVIA
(For Scandinavian countries)
Langebjergvaenget 16
4000 Roskilde - Denmark
Tel: +45 46 75 65 55
Fax: +45 46 75 67 00
osg@osg-scandinavia.com

SWEDEN
Branch office of OSG SCANDINAVIA
Abrahams Grand 8
295 35 Bromolla - Sweden
Tel: +46 40 41 22 55
Fax: +46 40 41 32 55
osg@osg-scandinavia.com

OSG IBERICA
Bekolarra 4
E - 01010 Vitoria-Gasteiz - Spain
Tel: +34 945 242 400
Fax: +34 945 228 883
osg.iberica@osg-ib.com

RUSSIA
Butlerova street, 17B, office 5069
117342 Moscow - Russia
Tel: +7 (495) 150 41 54
info@osg-russia.com

OSG TURKEY
Rami Kisla Cad.No:56 Eyiip
Istanbul 34056 - Turkey
Tel+90 212 565 24 00
Fax: +90 212 565 44 00
info@osg-turkey.com

ROMSAN INTERNATIONAL CO. SRL
Reprezentant Exclusiv OSG
23-25, Nerva Traian Street
031044 Bucuresti - Romania
Tel: +40 021 322 07 47
Fax: +40 021 321 56 00
romsan.int@romsan.ro

AUSTRIA
Branch office of OSG GERMANY
Messestral3e 11
A-6850 Dornbirn
Tel: +49 7161 6064-0
Fax: + 49 7161 6064-444
info@osg-germany.de

OSGITALIA
Via Cirenaica n. 52 int. 61/63
| - 10142 Torino - Italy
Tel: 439 0117705211
Fax: +39 0117071402
info@osg-italia.it

WEXO PRAZISIONSWERKZEUGE GmbH
Siemensstralle 13
D-61352 Bad Homburg
Tel: (06172) 10 62 06
Fax: (06172) 1062 13
verkauf@wexo.com

0SG EUROPE LOGISTICS S.A.




