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WS50C : 1mm/tDBSTEHAF3mmAlEE  0.6mm/tDEFICHHAFSMMATEE
BWFC300: Tmm/tDB(CHHAFSMmMEgE

BWSKDB1 (45HRC) : 0.6mm/tDEFICthiAH2.5mmbDiEIEE

High metal removal

Cutting forces are reduced due to outer edge and inner edge has side and face clearance so high
feed can be achieved in case of deep cutting. S
MMat'l to be cut €50 : fz=1mm/t in case of ap=3mm, fz=0.6mm/t in case of ap=5mm. !
EMat'l to be cut GG300 : fz=1mm/t in case of dp=5mm. o
EMat'l to be cut 1.2344,45HRC : fz=0.6mm/t in case of ap=2.5mm.
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Max. depth of cut using
7 corners

12mm
(BAUBAHE)
|\ Max. depth of cut
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Excellent Insert stability with G-Body Stronger Heptagon insert

Combination of rigid G-Body and high stability to  Improved insert strength 40% compared with high

the insert in the insert pocket gives stable machin-  feed insert by increasing size and thickness of in-
ing without chatter in case of roughing. sert.
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Double clamp system

Adopted double clamp system, fastens
the insert strongly.

|
’

i - —igilD S SR
FTH

FvIEF AR D <JC5040) EF5e%-
ATV RS SOHEANERA®D <JC8015)
"S5 FvT,

Suitable for cast iron, general steel, and
high hardened steel.

JC5040 is suitable for general steel, and JC8015 is
suitable for cast iron, stainless & hardened steel.
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Insert corner identification

Insert has corner identification No. on the top face.
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Insert gives maximum 7 times indexability
Heptagon insert gives maximum 7 times indexabil-
ity when ap=5mm or less.
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Double clamp system

R2

Corner radius: R2

FvIEH: 6.35mm
FyINEM: »17.5mm

Thickness of insert: 6.35mm
Inscribed circle: 17.5mm

/-(/ DA IN—1E: 1.2mm
Width of wiper: 1.2mm

fiE M ICEN a4+ REDOGNULIEIC KD, REAES65HRCL LESEE
hORERICE<SAN T AFMAS LU T EEHZEERRLE30%U LT YT,
BESINIRGICORNERBELE T ESIC DL FDEE. FOREZINE T
BRBHDET

Adopted GN surface-hardening treatment on thermal resistant high strength steel gives high
hardness over 65HRC and secure insert pocket and holder against thermal deformation,
improved body durability and tool life by 30% or more. Make it difficult to be damaged even
under severe cutting conditions. Also rust-proof and anti-welding effect is much improved.
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I_I EP HEPTA MILL with Heptagon insert
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EIHEHEEES Cutting force comparison

£ Bll 2% ¥ Cutting condition

ONTFZ)VDEIOL T Chips of HEP

4t S50C (201HB)

o =

ZHLEZ: 2=75mm

Mat'l: C50, 201HB  Overhung length: £=75mm

T EfE: ¢63mm Ly Ay Tool dia.: ¢ 63mm  Down cut
Ve=160m/min FvTHFE: JC5040 Ve=160m/min Insert grade: JC5040
f2=0.3.0.6.1.0mm/t 12=0.3, 0.6, 1.0mm/t
''''' ap=3.0mm
ap=3.0mm -
2e=40mm de=40mm
6 6000 - :
- 4000 -
4
(kW) - (N) e
- 2000 -
o
0

<t

DIJET : HEPH: Att Competitor A
fz=0.83mm/t | fz=0.6mm/t | fz=1.0mm/t CIX: 3%D5377 Feed force 2,150 2 600
LIDIJET : HEP# 1.23 2.07 3.36 OY: 5 Main force 3,350 3,850
L] A Compstor A B A S5 WZ: B5A_ Bukioree 1,050 1,600

v

9

Jt

AHEDKE S THEWVWIHIES T ITHEEE.

— 3 N o S
Q=30cm3/kW ftt BIR I3 L 20% LI ETBHE R
Over 20% reduced from conventional tool
\ J
MIFELEEL Tool life comparison
] Bl 5% ¥ ocutting condition
#%HI#: S53C  ae=40mm Mat'l : $53C ae=40mm At SIFPRAHYY
N=800min-1 DRY N=800min-! Dry S
Vc=158m/min EPTINI Ve=158m/min Down cut Compelllor A
V{=800mm/min ¥f=800mm/m|n
fz=1mm/3 a i;”r;m/ !
ap=3mm p=
0.4
0.35| =@ DJ HEP-JC5040 r
—— Al SYTRNYY I
’é 0.3} Competitor A
E oz /
I} l
e
a3
o =
h=
R
| | |
0 20 8 &0 80 76miNI# After 76m
BT (m) Cutting length
fttRmIC L. 2. 1{FINIHERIE5ND.
Compared with competitor's cutter, HEP achieved 2.1 times longer tool life.
\ Y,
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R Example of cutting performance

YIb <L FHEHELEE chip volume comparison

ANJF=)b : HEP-4063R-08 =ExbAvy
HEPTA MILL High feed cutter
t] Bl 2% ¥ Cutting condition t] Bl 2% ¥ Cutting condition
#%Hl#4: S50C (201HB) Vf =3,200mm/min Q=384cm3 #Hl44: S50C (201HB) Vf =6,400mm/min  Q=384cm3
TEZ: ¢63mm ap=3mm HO—RA—%—: 66% TEf: ¢63mm ap=1.5mm O—RX—%—: 66%
N=800min-1 ae=40mm N=800min-"1 ae=40mm
Mat'l: C50, 201HB  Vf=3,200mm/min  Q=384cm? Mat'l: C50, 201HB  Vf=6,400mm/min  Q=384cm3
Tool dia.: ¢ 63mm  dp=3mm Power load: 66% Tool dia.: ¢ 63mm  @p=1.5mm Power load: 68%
N=800min-! de=40mm N=800min-! de=40mm

sr——

R B e o=

7 =D kg DY) < FERERO
ID < FFRZLER

Chip volume comparison (same weight)

NITFZILDYIDL FIdH—ILEED
INELER/LOS WD, IO LS T
ROAD BN ERICIEDTT .

Environmental measure

1D < FFIR20%iH;

Reduced chip volume 20%

G-Body®D3#I5R Tool life comparison G-body VS Conventional body

£ Bl & ¥ cutting condition

#HIAt: S53C  fz=1mm/7m Mat':853C  fa=immt HE3RA(F Conventional Body
TERZ: ¢63mm ap=3mm Tool dia : ¢63mm ap: 3mm

(HEP-4063R-08) @e=40mm (HEP-4063R-08)  de: 40mm

n=800min-t DRY. &> Ak n=600min” Dry, Down cut

Vc=158m/min Insert grade: JC5040

Ve=158m/min  Fu 7 #1181 JC5040 < Tano

V{=800mm/min

. 0.5

E —e— G-Body

— 04 == GERAAA Conventional Body

W, e

ﬁ .

M = 02

D=

WE gl ™A 30%
HE § UP

0 10 20 30 40 50 60 70 80
HIT& (m) Cutting length

G-body [3FRATHA S LU TEFinZiERmE30%7v 7,

Compared with conventional body, G-body gives body strength and improved tool life by 1.3 times.
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I_I EP HEPTA MILL with Heptagon insert
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7)1 3-8 Example of cutting performance

71— {EMMESR Performance comparison using 7 corners

ap=3mm Mat'l : S$53C
ae=40mm Tool dia : $63mm
DRY.&>hyk (HEP-4063R-08)

Fy 7T HHE: JC5040

Z1—7F 60MINTEDASIREE Tool life test result by using 7 corners after 60m machining.

£ Bll 2% ¥ Cutting condition

#HIA: S53C n=800min-1
TE#: ¢63mm  Vc=158m/min
(HEP-4063R-08) fz=1mm/®

N=800min-1 ap: 3mm
Ve=158m/min  de: 40mm
fz=1mmst Dry, Down cut

Insert grade: JC5040

0.3 [ 3—7EB comer
095 <[] HE5RER Noten

71— (EF#ERR T A MLEER

Cutting performance
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_ Test by one insert

- A » | rd

2 3 4 5]
FZtINH Cutting edge No.

6 7

FUINAIEBHE0MII TICTERALIFEHEFEEO.2mmEIA,
73— EBEGOMTIABICTTERVWEREDIERT .

Each 7 corners showed within 0.2mm flank wear after 60m machining.
Same cutting conditions are applied for 7 corners.

[0

a1 :]::pap; 4 How to use of corner change

s
05—
.

w JEI#5J5 10 Rotational direction for corner change

BICREOMIREESHD N VAR (REETED) T

FvTHRT D L& HELR

RV LET,

Recommend to rotate the insert counter-clockwise for corner change.

pinl IR AL mES g Ay vt TP a8y oo,n ch2) | Sl Definition of corner shape for programming/ Max. ramping angle

g SARERIEE o, ampingangl )
F—INIEXT INF4TFEHEXT
Within inner edge Until body interference
®»50 1°50° o
63 125’ 7
®»80 1 5°
»100 0°45' 330
»125 0°35 2°30° ' 4
¢160 025 2 — SRR LR 6R
9200 020 1°30 sgg;%%ﬂ:n:mm% o geamming: R6
L W
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(Wi v by 8l Facemill type

Fig. 2

@Db
P.C.D.101.6
@d

Lf

¢di
@Dc

~F & (mm) Dimensions
A7 B & EE | I |T7 R Fig.

Type Cat. No. Stock '\ilsoérg Air hole @Dc| L ®Db | ¢d od1 a b 0

HEP-4063R-08 4 63 | 50 60 | 22225 17 | 84| 5 20 1

HEP-5080R-08 5 80 | 70 76 (3175 | 26 | 12.7| 8 32 1

TIRA I TF HEP-6100R-08
14X
Inch Bore HEP-7125R-08

6 |[PDl100| 70 | 96 (3175 | 26 [127| 8 | 32 | 1

air hole

7 125 | 70 | 100 |38.1 32 1569 |10 37 1

HEP-8160R-08 8 160 = 80 | 100 |50.8 39 19 | 11 39 1

HEP-9200R-08 9 ﬁlhot: 200 | 65 | 140 |47.625| 140 | 25.4 | 14 40 2
HEP-4063R-08-22 63 | 50 60 |22 17 1104 | 6.3 | 20 1
HEP-4063R-08-27 4 63 | 50 60 |27 20 (124 | 7 22 1
HEP-5080R-08-27 5 &b 80 | 55 76 |27 20 (124 | 7 22 1

XY | HEP-6100R-08-32 6 | | 100 | 70 | 96 |32 | 26 |144| 8 | 32 | 1
A4 X ]

Wetric Bore HEP-7125R-08-40

7 125 | 70 | 100 |40 32 | 164 | 9 35 1

8 160 | 70 | 100 |40 32 164 | 9 35 1
24V
No

air hole

HEP-8160R-08-40

® 6 6 6 6 &6 6 6 ¢ & o o o
N

200 | 65 | 140 60 140 | 25.4 1143 | 40 2

HEP-9200R-08-60

@ | X—H—TEEER Standard stock items



A,"y—l O =5 )
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WL L el o SEwr{nLdN End mill type (with air hole)

@Ds

@Dc

,,,,,,,,,,,,,,,,,
!

Lf

4s

N

=

T_r /f (mm) Dimensions
547 ¥ & w® | 98 | T7R
Type Cat. No. Stock [ No. of inserts| Air hole #Dc Lf 25 L #Ds MD
MT | HEP-3050-120-MT5 3 50 | 120 | 129.5 | 2495 = MT5 |M20X2.5
y;,r/j? HEP-3050-120-MT5-M24 3 | P2 | 50 | 120 | 1205 2495 | MT5 |M24x3.0
air hole
MT shatk | HEP-3050-170-MT5-M24 3 50 | 170 | 1295 | 2995 | MT5 M24X3.0

@ | X—H—7EER Standard stock items

0| el Insert

/QCDE

T4 )\—1& Width of wiper

JC8015 JC5040

~ ;& (mm) Dimensions

PVDO—5+>/% PVD Coated

& BE
b L. [ L T @D re 6 JC8015 JC5040
XDMWO80620ZTR | M | 175 | 6.35 5 2 15 ° Y

@ | X—H—7EEM Standard stock items

52T Clamp screw

5Tt wvh clamp set

L/>/3F Wrench

V

@

AN

DSW-4512H

DCM-17

RA7247T 1 A-20
Facemill type

S B147  A-20SD
End mill type
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k40 -([E-I - 8 Recommended cutting conditions for "HEP"

TEZ(mm) Tool dia.

Fv [ RHU
wERE | MiE | R 50 63 80
Materials Grades |Overhung FEL No. of teeth 3N FEL No. of teeth 4N FEL No. of teeth BN
length ap n i Be ap n Vi Pc ap n \%i Fle

L(mm) | (mm) | (min) |(mm/min)| (kW) (mm) | (min?) |(mm/min)| (kW) (mm) | (min?) |(mm/min)| (kW)
100 4 1,100 | 3,300 | 23.5 4 900 | 3,600 | 32.3 4 650 | 3,200 | 36.5

e 150 | 35 | 1,000 | 2700 | 168 | 35 | 800 | 2,800 | 22 | 4 | 600 | 2,700 308

BS2S0HBLT 1905040 200 | 3 | 900 | 2200 118 | 3 | 700 | 2200 | 148 | 35 | 550 | 2,100 | 209

(cs0, C55) 250 | 25 | 900 | 1,600 | 7.1 | 25 | 700 | 1700 | 95 | 3 | 550 | 1600 | 137
Below 250HB

300 [ 2 | 900 1600 57 | 2 | 700 | 1700 | 76 | 25 | 550 | 1,600 | 11.4

100 | 8 | 900|2200] 127 | 3 | 700 | 2400 | 174 | 3 | 550 | 2100 | 194

s
s ior i | ics040| 150 | 25 | 800 | 1800 | 95 | 25 | 650 | 1900 | 115 | 3 | 500 | 1800 | 165
BSS043HRC | jco15| 200 | 25 | 700 | 1500 | 72 | 25 | 550 | 1,500 | 9 | 25 | 450 | 1400 | 108

(40HRCLLLE)

(2311,P20) oo 250 | 2 700 | 1,100 | 42 | 2 550 | 1,200 | 58 | 25 | 450 | 1,200 | 9.2
300 | 2 700 | 1,100 | 4.2 | 2 550 | 1,200 | 5.8 | 2 450 | 1,200 | 7.4
100 | 4 1,100 | 3,300 | 23.7 | 4 900 | 3,600 326 | 4 650 | 3,200 | 36.8
(SK[%ﬁﬁK'ﬂDm 150 | 3.5 | 1,000 | 2,700 | 17 35 | 800 | 2800 | 222 | 4 600 | 2,700 | 31.1
ﬁﬁi‘gffst'eflw JC5040| 200 | 3 900 | 2,200 | 11.9 | 3 700 | 2,200 @ 149 | 35 | 550 | 2,100 | 21.1
(1.2344,1.2379) 250 | 25 900 | 1,600 | 72 | 25 | 700 | 1,700 | 96 | 3 550 | 1,600 | 13.8
Below 255HB
300 | 2 900 | 1,600 | 58 | 2 700 | 1,700 | 7.7 | 25 | 550 | 1,600 | 115
( AN | 100 | 25 600 | 900 | 63 | 25 | 500 | 1,000 | 88 | 25 | 400 | 1,000 | 11.2
SKD61, DAC, DHA
BEA0B0HRC | 10015 150 | 2 500 | 600 | 34 | 2 400 650 | 46 | 25 | 300 600 | 6.7
Hardened die steel
Ay 200 | 2 400 | 400 | 22 | 2 300 450 | 32 | 2 250 400 | 36
40-50HRC 250 | 15 400 | 350 | 15 | 15 | 300 350 | 18 | 2 250 350 | 3.1
100 | 5 1,100 | 4,000 | 255 | 5 900 | 4,300 345 | 5 650 | 3,900 | 39.8
(ﬁ Ff?f, 150 | 4 1,000 | 3,000 | 153 | 4 800 | 3,200 206 | 5 600 | 3,000 | 30.6
EE300HBLLTF
61ty & Nodular et oo °C8015 | 200 | 35 900 | 2200 | 98 | 35 | 700 | 2,500 | 141 | 4 550 | 2,200 | 17.9
(Ga, Gae) 250 | 3 900 | 2000 | 76 | 3 700 | 2,000 96 | 35 | 550 | 2,000 | 14.3
Below 300HB
300 | 25 900 | 2,000 | 64 | 25 | 700 | 2,000 8 | 3 550 | 2,000 | 122
100 | 4 800 | 1,200 | 9.2 | 4 650 | 1,200 | 116 | 4 500 | 1,200 | 147
ZZujslsjoﬁﬂm 150 | 35 700 | 1,000 | 6.7 | 35 | 600 | 1,000 | 85 | 4 450 900 | 11.1
@250HBLLT [JC8015| 200 | 3 600 | 700 | 4 3 500 800 | 58 | 35 | 400 800 | 8.6
Suniess siee 250 | 25 | 600 | 550 | 26 | 25 | 500 | 600| 36 | 3 | 400 | 600| 55
300 | 2 600 | 550 | 21 | 2 500 | 600 | 2.9 | 25 | 400 600 | 4.6
ap: hAHRE, n: TEREERE, Vi XVRE, Pc: ERYIEIEID ap: Depth of cut, N: Spindle speed, Vi: Feed speed, Pc: Net power consumption
WERALEOFEEIE

1) _EEEUIHIS RIS BB RIS ST — T RINEICISUTEREE 280, (LEBIE.BTS0RERIVICTHERT3RMETY)
2) VUMD RELIH BT VHAHRSE L EEHELNEERL TR, HEVE EEREE T TEREIN,

3) I7—7O—CENI FTREEMIBE T > TEEW BT FMC TOCOREM T TN FALIBISEBL 1280,
NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or spindle speed.

3) Use air blow.
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=430 [=([E-J - 38 Recommended cutting conditions for "HEP"

TEZ(mm) Tool dia.

Y s

— 100 125 160 200
Materials Grades [Overhung| R#L No.ofteeth BN | XX No.ofteeth 7N | XL No.ofteeth SN | X% No.of teeth SN
length ap n Vi Pc | ap n Vi Pc | ap n \%i Pc | ap n Vi Fle
2 (mm) | (mm) |(min-)|mm/min)| (KW) | (mm) [(min-)|mm/min)| (KW) | (mm) |(min-1)|(mm/min)| (KW) | (mm) |(min-T)|(mm/min) (kW)
100 |4 |550(3300047 |4 |450 (3,100 552( 4 | 350 2,800/63.8| 4 | 270 |2,400] 68.4
o 150 | 4 | 500 2500 356 | 4 | 400 |2,250| 40.1| 4 | 320 |2,050 46.7 | 4 | 250 1,800/ 513
BE260HBLT: | JC5040| 200 | 35 | 450 2,000[24.9 | 4 | 350 1,800 321| 4 | 280 1600 365 | 4 | 220 1400 399
(en, Gee). 250 | 3 | 450 1,600 17.1 | 3.5 | 350 |1,500| 23.4| 35 | 280 1,350 269 | 3.5 | 220 |1,200/ 29.9
300 | 25| 450 1,600 142 |3 | 350 1,500/ 20 | 3 | 280 [1,350/ 231 | 3 | 220 [1,200] 25.6
100 |3 |450[2,200[253( 3 | 3502100 302| 3 |300[1,900/35 |3 [ 220 1,600/ 369
e ® | osoao| 150 |3 | 400 |1,700[19.6 | 3 | 320 [1,500] 216| 3 | 250 |1400]258| 3 | 200 |1,200] 276
BQS0IMRC lucsots| 200 | 25 | 350 [1,300] 125 | 3 | 300 [1,200) 17.3| 3 | 220 1,100[203| 3 | 180 | 950| 21.9
2011 P20 o5k 250 | 25 | 350 1,100 10.6 | 25 | 300 1,000 12 | 25 | 220 | 900|13.4 | 25 | 180 | 800 154
300 |2 |350 1,100/ 85| 25 | 300 [1,000( 12 | 25 | 220 | 900|134 | 2.5 | 180 | 800| 15.4
100 |4 |550[3,30047.5| 4 | 450 (3,100 55.7| 4 | 350 |2,800| 64.4 | 4 | 270 |2,400] 69
sost e 150 | 4 500 2,50035.9 | 4 | 400 2250 40.4| 4 | 320 2,050/ 47.2| 4 | 250 |1,800| 51.8
EZOBHBIAT 1 JC5040| 200 | 3.5 | 450 [2,000 252 | 4 | 350 1,800/ 324 | 4 | 280 [1,600|36.8 | 4 | 220 1,400 40.3
(1.2344,12379) 250 | 3 | 450 1,600{17.3 | 3.5 | 350 1,500| 23.6| 3.5 | 280 [1,350 27.2 | 3.5 | 220 |1,200| 30.2
300 | 25| 450 1,600 14.4 |3 | 350 1,500 20.2| 3 | 280 [1,350/23.3 | 3 | 220 [1,200] 25.9
5 AN 100 | 25 [ 300 | 900[12.6 | 25 | 220 | 800| 14 | 25| 180 | 750[16.8 | 2.5 | 140 | 650] 18.2
ﬁggﬁ;b?;*gﬁg*g) Jcaos| 190 | 26 1250 | 600 84| 25 | 200 | 550 96| 25 | 150 | 500/ 12| 25 | 120 | 450| 126
i 200 |2 |200| 400 45| 25 | 150 | 350 6.| 25 |120 | 300 6.7| 2.5 | 100 | 280 7.8
40-50HRC 250 |2 |200| 350 39|2 |150 | 300/ 42| 2 |120| 280| 5 |2 |100| 250 56
100 |5 |550[4,000051 |5 | 4503800 605| 5 | 350 3400[69.3|5 | 270 |3,000]765
% 150 | 5 |500(3,000382| 5 | 400 2800 446| 5 | 320 |2,600(53 |5 | 250 |2,250|57.4
ot [JC8015| 200 | 4 | 450 2,500/ 255 | 5 | 350 2200/ 35 | 5 | 280 2,100 42.8| 5 | 220 1,800 459
.06, 666) 250 | 35 | 450 |2,000[17.8 | 4 | 350 [1,800 22.9| 4 | 280 1,800 29.4 | 4 | 220 |1,600 32.6
300 |3 |450 2,000 153 | 35 | 350 |1,800| 20.1| 35 | 280 1,800/ 25.7 | 3.5 | 220 |1,600| 28.5
100 |4 |400][1,100/16.9 4 |300[1,0000192| 4 | 240 | 900[22.1| 4 [ 200 | 800|246
272 150 | 4 | 350 (1,000 154 | 4 | 250 | 800| 15.4| 4 | 200 | 750|184 | 4 | 160 | 650| 20
R250HBLIT |JC8015| 200 | 35 | 300 | 700 94| 4 | 220 | 650 125| 4 | 180 | 600| 14.7| 4 | 140 | 550 16.9
Suniess stee 250 |3 |300| 600 69| 35| 220 550 92| 35 |180 | 500108 35 | 140 | 450 121
300 | 25300 550 53| 3 |220| 500/ 72| 3 |180| 450 83| 3 | 140 | 400 92

ap: thAARE, n: TEMEEERE, ViXEE, Po: ERRYIEIEIN

WERLOFEFIER
1) _EECEIMIRAF S BRI 5 £ U7 — T RIMEICIEU TIREEC 23V, (R BT50RES MW TR AR TY)

ap: Depth of cut, N:

Spindle speed, Vi: Feed speed, Pc: Net power consumption

2) VUWN REL5E 13 ENIAH RS E EELHIBELNDRL TR, HBVNE EEREE T TERESV,

3)
NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or spindle speed.

3) Use air blow.

I7—70O—ZEWPINTRREMIRE 1T o TEEW AFITII HMCTOCOREM T TIEFI FAIRISIE R 1280
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VN 4 TH47-0002 KB FEHEXMER2T HI1F18S  TEL. 06(6791)67811Kk  FAX. 06 (6793) 1221
Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan Phone: 81-6-6791-6781 Fax: 81-6-6793-1221

JQA-2089 JQA-EM1580

CREAREZEM/ ARk EZEM) CKBREZE)
T108-0074 RREAX &3 T H26%K225 mim w4 ILAF TH47-0002 AP FEXMER2T H1%K185
TEL. 03(3445)8861 FAX. 03(3445)8865 TEL. 06(6794)0216 FAX.06(6794)0217
& EEm B
T983-0852 filliaTh =¥ X kb T H2%35 T939-8095 = ILTh KR H2%K35
TEL. 022(299)0528 FAX. 022(299)3270 TEL. 076(425)5171 FAX. 076(425)5187
LIS EEMN UNZI=E
T300-2521 ZIfIR FE e A ST 6135 Hh T134-0022 INSThrXRETT H23% 155 At IL1F 1035
TEL. 0297(24)7335 FAX. 0297(24)0172 TEL. 082(282)3712 FAX. 082(282)3742
JLRasRE TN E R
T373-0818 B 552 A H /AR 6147 b T812-0011 fafhid% X @8R4 T H3%K3S [#%/\E/AEILEF
TEL. 0276(45)8588 FAX. 0276(46) 7446 TEL. 092(284)4610 FAX. 092(284)4617
A 7 2
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WARNING: «Grinding produces hazardous dust. #To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* »Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.
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* «Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.
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