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. Assem ny LR

Machine Type mzis=

Hand =

Positioning : Manual
EATR (F

Feed : Manual
- =)

Pneumatic =

Positioning : Manual
ELAE Fah

Feed : Automatic
s 8@

CNC

Positioning : Automatic
EhR B

Feed : Automatic
IR =T

© B



C F R P gé*j*sl- Hand Pneumatic CNC

- O O

High feed and long tool life
EiE & KE®

D-GDN90

=
)
=
Q2
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Diamond Coated 90 Degree

Point Angle Drill
eRIGREFERS L KinAEI0°

;%% - 2510” (¢6.375) Number of Holes mzz
T T 3?0 690 9?0 1,2‘00 1,5‘00
ork Materia
MR CFRP
i . . Still Runnin

g Speed 100m/min (5,000min") D-GDN90 1,500 Holes 7, i
Feed Rate .
el 1,000mm/min (0.2mm/rev)
Depth of Hole 10mm (Through)
IS B 500 Holes 1,000 Holes 1,500 Holes
Coolant Dry A £ E
IR FHMT
Machine Vertical Machining Center (HSK-63A)
fEFR SZRINTHC .

Hole Exit

IIFEA
D-GDN90

Incredible coolant flow capability
SAMLUBERS HE

D IA' H O 'SC' G DS (Special 3k78)

Diamond Coated Countersink Drill

with Helical Coolant-Through M Cutting Edge and Holes After Drilling 450 Holes
ERIERE R, FIRIENLHTL INTA450FLE TERFLAIRES

Tool ©9.576X100° (Special) Flank 5@ Margin 7#
fERETAR EZ ]

Work Material | CFRP with Copper Mesh Top Layer

IR CFRP+TREMREEE E6ET

t%‘gut);%g Speed 150m/min (5,000min")

Feed Rate :

pentd 670mm/min (0.134mm/rev)

Depth of Hole 15mm (Through) .
MDRE B, Hole Entrance Ap Hole Exit 0
Coolant Internal MQL

R AEEMQL

Machine Vertical Machining Center (HSK-63A)

(R fizv AR




Assembly :xs

C F R P / A L C F RP/ %El ?5-*&*2 Hand Pneumatic CNC

- @) @)

B Internal MQL x5

B Internal Air xu-

Incredible coolant flow capability
SAMLUBERS HE

D IA' H O'SC'G DS (Special 358)

Diamond Coated Countersink Drill

with Helical Coolant-Through
SRIAREREL HIRERL ML

Tool $9.576 X 100° (Special)

HRATE Elzo

Work Material

IR CFRP/AL Stack

Cutting Speed Vibration Assisted Drilling

PIEEREE RENFEENTIHE

Coolant Internal MQL Internal Air
Rl AEBMQL WESE

Cutting Speed | 150m/min (5,000min") 80m/min (2,660min™")
jl;eéi%gate 500mm/min (0.1Tmm/rev) | 266mm/min (0.1Tmm/rev)
Machine Vertical Machining Center (HSK-63A) . Coupon i
fEFI 7N

Hole Entrance Ao

A7075 6mm

Hole Exit 0



C F R P /T I CFRP/ %K%*ﬁ*j Hand Pneumatic CNC

- O O

One-shot drilling for stacks
SRME—RINT

STCH - D (Special 3EiFR)
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High Helix Diamond Coated Drill for Stacks

SiRA KEESNIaRERL

Tool ©6.375 (Special)

fEHETR ElZ7n

Work Material

IR CFRP /Tl Stack

Cutting Method Vibration Assisted Drilling

II7sE IRENGEENLIE

Cutting Speed 20m/min (1,000min"")

i;?égig}gate 50mm/min (0.05mm/rev)

Coolant Internal MQL

A MEBMQL

Machine Vertical Machining Center (HSK-63A) NI
L ST B Coupon i

Hole Entrance Ao

Ti-6Al-4V 5mm

Hole Exit #n0

For improved surface quality
LB T EE

D IA' O' E N C (Special FEi78)

Diamond-Coated 6-fluted End Mill for

Planetary Drilling
TEXNIA 6DERIARET]

Tool ®11%XR0.6 6FL (Special)
fFATR |7
Work Material CFRP /Tl Stack
ORIFIER CFRP Ti-6Al-4V
Cutting Speed | 150m/min (4,340min") | 50m/min (1,447min")
Feed Rate 1,302mm/min (0.05mm/t) | 868mm/min (0.Tmm/t)
Hole Dia.
1z ®20
Ramp Angle . .
fhr 1 0.5
Coolant Internal Air Internal MQL
b HEPSIE MEBMQL . C
oupon it
Machine Vertical Machining Center (HSK-63A) P §
hva TRy
R AWML Hole Entrance Ao
Machining Time Tmin 24sec
SNTASE bl [
Ti-6Al-4V 5mm
Hole Exit 0
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Special Assembly Tools sz

Threaded Hex Shank Adapter Drill
AV=ELEAS A MBS

Double Margin Step Drill
XA R ehSk

Nutplate Drill / Countersink
RERFFLANTEAL/IFLINT

Tapered Drill / Reamer
B SL/52 ]

Threaded Hex Shank Reamer
INERIREHMRSHE R RT]

PCD Brazed Countersink
PCDIR=7)inFLINTTIR

Hand

Pneumatic

CNC
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Structural Parts

Aluminum Parts oo

Incredible chip removal rate

HUESRNERERE

AERO-ETS
Short Flute Rougher

3FL Carbide End Mill with Corner Radius and

Short Length of Cut
=DREASEN AT

Tool
fEETR

Work Material
IEIMR

Cutting Speed
PIEEREE

Feed Rate
BHAERE

Depth of Cut
iRE

Coolant

b

Holder

TIREEY

Spindle Power
Stk aiES

M.R.R.
SEMEERE

¢25x R4 3FL
37

A7075
2,591m/min (33,000min")
29,700mm/min (0.3mm/t)

ap=10mm ae=25mm

Water-Soluble
KB MELIE B

Shrink Holder
PIETINR

120kW

7,425cm3/min

M.R.R. over 7,000cm>/min is achieved by spindle

power of 100kW or more.

BINREIZFR( 100kW LA L )TEHFTHEINTAT , ATSLI7,000cm3/min A E

HEBEERE.

B




Long Length of Cut # Chattering
K #IRE

AERO-EXTL

e

5

(2]
e
S
(C
(a1
©
S
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=
e
wn

Long Flute Wall Finisher
3FL Carbide End Mill with Corner Radius and

Long Length of Cut
=ERAEEEIMALIHET] (K7])

Size ®20x R1 3FL

R 37]

Work Material

MR A7075

Cutting Speed 817m/min (13,000min-")
Feed Rate .

el 5,850mm/min (0.15mm/t)
Depth of Cut _ —

TIRE ap=87.5mm ae=0.2mm
Coolant Water-Soluble

b i KB HEEIE R
Machine Vertical Machining Center
fEFEHAR TR
Spindle Power

B 15kW

With prevention of chattering, high efficiency side
milling is achieved in one-shot milling.

HERIPHRMRE | SEE—RCETIRIMIESEHE.

posid 1)



Structural Parts -

CFRP.Parts ssuumzese

Out of the ordinary performance
IFR—ARAIMERE

DIA-BNC
Nick Rougher

Diamond Coated Fine Nick Router
ERIAEREMZETET]

l Comparison of Durability mxivs

Milling Length tnais m)

CFRP Stringer end trim
CFRPERIT{ELINT
DIA-BNC
3/8"
(9.525mm)
Competitor

(Diamond Coated)
HitATR

DIA-BNC was able to achieve 4 times the durability versus the competitor.
DIA-BNCRILISEIE A B MEIMERIT A M.

o 2



Achieving stable cutting without

chattering

SLHS e FRNATEE]

DIA-REC

BALELANY

e

5

(%]
e
S
(C
(a1
©
S
=}
frar}
v
=)
=
e
w

Roughing Rougher

500

Cutting Force Ny smaissin

1,900 1,5‘00 2,q00 2,5‘00

Diamond Coated Roughing Router DIA-REC
ERIBRRERININ]
Tool } } Competitor DIA-BNC
EETE DIA-REC DIA-BNC HiaT
Tool Dia Competitor's Herringbon

! 10 petitor's Herringbone
IRE ¢ - qutter 6/F\I.ﬁ "
Work Material FENFOPAT
MR CFRP
Cutting Speed : i
TR 200m/min (6,400min-") Competitor Herringbone 6FL

Rt ARF=R
il;eéﬁej%l;ate 400mm/min (0.063mm/rev) ;
Depth of Cut ap=25.4mm ae=10mm
INE

Coolant Dry
L7 F=nT
Machine Vertical Machining Center
fEFHAR hvizw) (1T

By reducing the cutting force, stable milling even under low rigidity is achieved.
BTFIIEIRARE , RN TR M hsE e T

B



Structural Parts -

Titanium Parts sccme

Strong cutter body and insert
BATIERTIA

PSEL + XC5040

OSG Phoenix Roughing End Mill
0SG Phoenix 4811857

Tool ¢ 50 5FL (Special)
fFATR El2a3

Insert (grade) _

TIARE (HE) ZDKT11T308ER-SM (XC5040)
Work Material s

B Ti-6Al-4V AMS4911
t?]lpgunﬁ!%g Speed 40m/min (255min™)
fzgd Rate 128mm/min (0.1mm/t)
Depth of Cut _ _

oy ap=20mm ae=46mm
g%z%%g 118cm3/min

Coolant Water-Soluble

IR KBRS
Machine 5-axis Machining Center (HSK-A100)
fEFEHR FiHINTHC




High efficiency roughing and finishing with one tool
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—iETEXUEHEAMITRAENT

UVXL-TI-5FL

Variable Lead End Mill Long Type for

Titanium Alloy (5FL)
HREEINTHAAESEKRE

M Roughing — Finishing sz

H Finishing mmT

Tool Tool

EETE ®»20XR3 EETE ®»25XR3
Process Roughing Finishing Process Finishing

T #H i T FEIT

Work Material s Work Material s

IR Ti-6Al-4V AMS4911 IR Ti-6Al-4V AMS4911
Cutting Speed : . : . Cutting Speed : .
S 100m/min (1,592min™") 80m/min (1,274min") P 80m/min (1,019min™")
Feed Rate . . Feed Rate .

Hyred 796mm/min (0.1Tmm/t) 510mm/min (0.08mm/t) e 408mm/min (0.08mm/t)
t%;%:h of Cut ap=78mm ae=2mm ap=78mm ae=0.1mm t%%;gh of Cut ap=98mm ae=0.1mm
gj;%?ﬁ$ 124cm?/min 4cm?/min g,;%?ﬁ$ 4cm®/min
Coolant Water-Soluble Coolant Water-Soluble
LK IKTBMELTIHUEF IR IKTBMELIHUEF
Machine 5-axis Machining Center (HSK-A100) Machine 5-axis Machining Center (HSK-A100)
fEFEHR RN TAHL fEFRHA FiINTAHL

B



Structural Parts

0SG-HAIMER
New Tool & Holder Combo

UVX-TI + Safe-Lock™ #ridiEse

m Features of Safe-Lock™ system
REHIER

- High runout accuracy (less than 3 um)

- Adjustable overhang length

- Easy removal of broken tools

- Internal coolant supply capability from the holder

- Also suitable for high speed steel tools

- ESERERE( VT 3m) r

-BLABETAENSIK ope
o The key to stability
DA in high performance
- ERTEENIA

machining
BRSSPI RS \

® On the safe side with Safe-Lock™
XEERYRTE Safe-Lock ™BTLABIERIER

- No pull-out of the tool

- Achieves maximum chip removal rate

- No damages on expensive work piece

- Ideal for large diameter milling

PO T EBFERAHE . | Special grooves in the
ARSI TR0 . tool shank

- MBS R TAHIIN T A RAIAHE /A - T EARERAIRIE

- RKEENIASZE U v X L_TI - 5 F L

Form closed drive

keys in the holder
THR L rote-s

SAFE-AOCK"®
by HAIMER
Safe-Lock is a registered trademark of the Haimer GmbH.
SAFE-AD C K £ Haimer AEREMEHR



High efficiency milling of Ti-6Al-4V with
Safe-Lock™ power shrink chuck

Safe-Lock™ BBAMESESk $hA SN TR

Holder Safe-Lock™ Power Shrink Chuck Milling Chuck
fEFRTIE Safe-Lock ™3@#4ESkL gkt

Tool
SETE UVX-TI-5FL ¢25XR3X75-SL UVX-TI-5FL ¢$25XR3X75

Work Material .
PIEIARR Ti-6Al-4V AMS4911

Milling Method Slotting Side Milling
MISE &N MENT

5;;};;;9 Speed 50m/min (637min"")

Fifd Rate 255mm/min (0.08mm/t)

b=

Depth of Cut
TIRE
Coolant Water-Soluble
e ZKAMELTEHF

Machine Horizontal Machining Center (BT50)
fEFHR BhEUAN ARG

ap=48mm ae=25mm ap=48mm ae=12.5mm

*
2
&
(2]
)
S
(C
(a1
©
S
=)
e
()
=)
=
e
wn

gﬁgﬁ?$ 306cm?/min 153cm3/min

Before milling  mnTai

Tool pull-out
TERIKRS

No tool pull-out
TERRWHRIKRE

Burr
FEEER)

;e;ult After miIIi_n-g MIE

Milling direction
I TE#HKHAmm

Tool pull-out of 4mm

Safe-Lock ™
Power Shrink Chuck

Safe-Lock ™ &4e38

Tool pull-out occurred with the milling chuck holder
under the above cutting condition. The tool paired
with the Safe-Lock™ system, on the other hand,
encountered no such issue and could be use for deep
slotting of ap=48mm.

LA ERITIRIZMT |, SRSk TEHANR | M7JBSkfE Safe-Lock RS £
FHREREIXFRIEE , BME ap=48mm AYRIEIN T thEEXI AL,

posid ©



Structural Parts =i

Honeycomb Parts uzs=u

Evolved sharp cutting edges
BHCEUTIRITD

HBC60

60 Degree Helix Compression Router
60 RR IR R R E )

CFRP / AL Honeycomb
CFRP/{BEE

Processed by | I 4
Coventional TooI

LSRN TIE

AW
\ \W'"~ //, Processed
" \\"'; /)by HBC60

FAHBC601M
L

=

AFRP / Nomex Honeycomb GFRP /Nomex Hone %lcomb
AFRP/ Nomex ¥ E#1 GFRP/ Nomex =%

| Processed by Competit

- =] H BC60|]E :




Engine




Engine RN

Drilling & Threading. s, ssinz

Guaranteed reliability

LILBIINT

WX-PNC

Thread Mill for Non-ferrous Metal and

Heat-Resistant Alloy
sk - S S IR

Tool

SETE 4.55X10 U28
Work Material

AR Waspaloy
Cutting Speed . .
tJJEjuizEg 20m/min (255min‘")
Feed Rate

o

128mm/min (0.06mm/t)

Internal Thread Size

Ya-28UNF for Helicoil/EG/STI

PRIREI R BRERNA

Tapping Length

Pl 7.8mm

Drill Hole Size

THERY $6.6

Coolant Water-Soluble Gauge out after cutting 72 holes, but no
HHeR5 BB ch|pp|ng was found.

Machine Horizontal Machining Center (BT40) INI725EEN , BT, BRIDKNEEEIIER.
fEFEHR Bhztan e

B



Outstanding stability
BENRER

WHO55-3D

Coolant-Through Carbide Drills

for High Hardness Steels
BTN LSSk

Exceptional productivity
SABRHIINTILE

WHR-NI-POT

Spiral Point Tap for

Ni-based Superalloy
Ni BB A S AT AL

Tool @7 (Special) 5/16-24UNJF (Special)
fERETR El=ae) ANy
Work Material Inconel®718 (45HRC)

PIHIR 718

t%‘;ut:z!)%g Speed 30m/min (1,364min") 3m/min (min™)
i;eég Rate 143mm/min (0.105mm/rev) —

Hole Size ®7X18mm, (Through), No Pecking

R B KW

Coolant Water-Soluble (10%)

I KB HELDH

Machine Horizontal Machining Center (BT40)

fEFRIAE BN

Number of Holes iz

100 200 300 400 500

Wear
=53

WHO55-3D 508 Holes 3.

Competitor 301 Holes Chipping
A 7

Number of Holes mzza
50 100 150 200

-NI- 200 Holes 7, Still Running
WHR-NI-POT 7 sl Rur

Engine zanm

l After Tapping 200 Holes 200zt

Hl After Drilling 508 Holes sos zmTis

Y

L
(M) 0035 -+
0.03 —-WHO55-3D |-
é 0.025}--% - .| —¢- Competitor
g EftrF
u% ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
@
S 0015\ AN
T
Eil
1]
i
z
=
-0.005

0 60 120 180 230 300 370 440 500
Number of Holes Tzl




Engine ol

Milling. s

Best combination

RIEAE

PRC + XC5040

0OSG Phoenix Radius Cutter
0SG Phoenix Ei&t7]

Tool PRC12R050M22-5 (50X 6FL)
%‘;;’Q((g{g;‘ﬂ RPHT1204M8EN-SM (XC5040)
g;véﬁ;;lfﬁMateria' Inconel® 718

t%gutégg SREsd 30m/min (191min™")

Feed Rate
HHE

172mm/min (0.18mm/t)

%?;E'?i:‘h of Cut ap=Max6mm ae=22mm
Coolant Non-Water-Soluble

IR E[2 Stk = bl

Machine Horizontal Machining Center (BT50)
fEFRR EbECAN TR

Long lasting end mill

SARBRAITIAME

UVX-NI-5FL

Multiple Length, 5 Flutes Corner Radius

End Mill for Ni-based Superalloy
57INi B@MHAE M TATESER

Tool ®12XR1 5FL (Special)
fERIE i
%Véﬁ;}lj(ﬁMaterial Inconel® 718
Cutting Speed 30m/min (800min")
FeedRate 110mm/min (0.027mm/t)

Machining Time
IR

1.5 hours
1.5/\BF

gi&th of Cut ap=5mm ae=12mm

IRE

Coolant Non-Water-Soluble

LR FEAKTA MR

Machine Horizontal Machining Center (BT50)
fEFRH BN

H After Milling 1.5 hours 15T

Peripheral Cutting Edge s@% ‘

End Tooth g%

Rake #im

3
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Other Parts =i=q

Actuator.

Long lasting end mill
SABRAITIA M

UVX-NI-5FL

Multiple Length, 5 Flutes Corner Radius
End Mill for Ni-based Superalloy

STINBIHE SN T ARE SR H After Milling 10.5m 10smmt=

Tool ®20XR1 5FL (Special) Max. Wear xiat52 Corner
TR ElEo : _ = _
Work Material

IR 15-5PH H1025 40HRC/AMS5659

Cutting Speed 56.5m/min (900min"")

Feed Rate 275mm/min (0.061mm/t)

t%%'gh of Cut ap=10mm ae=20mm

Overhang Length

=4 64mm (3.2D)

Coolant Water-Soluble

Rl IRE LI E

Holder Shrink Holder

TINREEEY BAET IR

Machine Horizontal Machining Center (BT50)

fEFR EhzCIN A




Incredible coolant supply
RARSHE

ADO-SUS-3D

Coolant-Through Carbide Drill Series

for Stainless Steels and Titanium Alloy
TER, AEEMITAWk

Tool

Er 08 Number of Holes ipmizz

Work Material 5(\)0 1'0\00 1'5\00 2'0\00 2'5\00

MR 15-5PH H1025 40HRC / AMS5659

Cutting Speed . - R R

A 70m/min (2,785min") AD%SUS 2,500 Holes 7, Wear

jF&e;g Rate 668mm/min (0.24mm/rev)

Depth of Hole 24m (Blind) No Pecking

Ei 5 KWt

Coolant Internal Water-Soluble B After Drilling 2,500 Holes 25003101

FIHIHF IKTAMEYIRET ( PIERERTH )

Machine Horizontal Machining Center (BT40) s

fEFHR bzt
=
L=

. &
ITIII'ITIHITIHITIJ|||||IJ|||||I|I[H]IHI|IIIHHII|H

A-Tap also works well in 15-5PH
ERTITII5-5PHAYA Zeit

A-SFT HL

i
bors
iy
2
i

(%]
High Efficienty Multi-Purpose Tap =
Series for Helicoil/EG/STI S
EE, BERAMLERT (REBRYA) -

()
Tool _ i =
o No.10-32UNF Tapping Holes mrz =
Work Material 20 40 60 80 100 (o)
IR 15-5PH H1025 40HRC/ AMS5659
Drill Hole Size ®5%16mm (Blind) still Runni
THERIRT E=E - 1l Running
Tapping Length - A-SFTHL THENT
e 10mm
gj‘;utl;%g Speed 5m/min (275min")
Coolant Water-Soluble Chlorine-Free (10%) . cuttlng Edge After Tapplng 1 00 HO'ES 100¢LI0T/E
e T 106 —
Machine Vertical Synchronized Machining Center _
SRt SRINTH FREHE)

e e e S L A AV
[l LY




Other Parts =iz

Pylon sz

ADO-SUS also works well in
Titanium alloy
ERTS®ALMIMADO-SUS

ADO-SUS-3D

Coolant-Through Carbide Drill Series
for Stainless Steels and Titanium Alloy

TN RE S Bk

Tool Number of Hol

it oo 500 1 Ol(;O e 1(‘)500 ° eSZ (t)u()ﬁl(j);u'Sz 2,500

Work Material Ti-6Al-4V \ 7 " " "

IHIR

Cutting Speed : . _—

e 40m/min (2,500min™") AD%'SUS' 2,066 Holes 7 Chipping
BRY

j;e;g Rate 300mm/min (0.12mm/rev)

Depth of Cut 17mm (Through)

FLIR B

Coolant Internal Water-Soluble H After DriIIing 1,200 Holes 1,200fLh0TRF

IR AKTAMETEIRFA ( ERLAIH)

Machine Vertical Machining Center (BT30) Flank /5 AE Margin 7%

(R SR T — _

Cutting Chips Shapes #1b<s##%

IR pRma %
G o L&

5 T T O O A

Rake Hif§




i
A8

Landing Gear

Strong cutter body and insert
SRR R T

PSEL + XC5040

OSG Phoenix Roughing End Mill
0SG Phoenix #8157

Tool 15R063M27-3-50 (@63 X 3FL) Competitor (¢ 63 X4FL)

fEHTR 7 Hith/ A5 7

Insert (grade) } Coated Carbide Insert

TSR HAT ) ZDKT150508ER-SM (XC5040) A SRETIE

Work Material :

IR Ti-6Al-4V (35HRC)

t%l;ut:z!)%g Speed 50m/min (250min")

iF&eiAeg jiiiz 150mm/min (0.2mm/t) 150mm/min (0.15mm/t)
=A

Depth of Cut ap=21-45mm ae=7.5-25mm

Coolant Water-Soluble

L5 KB EE

%\grhang Length 300mm

Machine Horizontal Machining Center (HSK100A)

fEFEHR [ Ewi N STwY

The PSEL achieved 3 times longer tool life (3 workpieces and
welding wear after 276 mins) than the competitor tool (1 workpiece
and chipping after 92 mins). Moreover, the PSEL was able to
maintain consistent chip shape and minimize the risk of sudden
chipping.

PSELINT 3N IHK( 276 DG HIVAREER , At ASFRINT 1 TH( 92 D/aHIlEE
EEIR ), PSELIARI T BN E) 3BTRS, 7FH , PESLALURISRIFAIIEIA |
SRR BRI E.

i
bors
iy
2
i

Other Parts

Favorable Shape of Cutting Chips
RIFHITIBAAR




shaping your dreams

Rl (L) REIAARLE

0OSG Corporation

BXEA (£ ) A58
ik . BRI 360S T LiBERRAE171%
EiE : 021-58886600 ;  {&H : 021-58883300 ;  HB4® : 200120

BRLAN ( B ) TiHBESAT
Hht : SRR S - 2@ AE1004=
EHiE : 0510-82739271; {&E : 0510-82739220 ; B4R : 214000

BRLA ( B ) STEHIESSHT
ihk : SSTERXKICET ABRE1801=E
FBiE : 0553-5868160 ;  f&E : 0553-5868190 ; B4 : 241000

BREAL (L ) NS
ik - PN T REIX R EER 181 Sk AE1511=
E3iE : 0512-62388327 ; {&HE : 0512-62388320 ; HpB4w : 215028

XA ( L8 ) HuMFmILSsSEr
ek« FNHRLUIREIR 86654l 31EL703E
E3i% : 0571-82757757 ; {EE : 0571-82757767 ; HPB4w : 311215

BXEAL (£ ) TINDRA
kTR RMAITEES 157 S4RFIHICAEBAL7015
EBiE : 020-38210423 ; {5 : 020-38210425 ; % : 510600

BRLH ( Eifg ) RYIESFT
itk R tEE XAE R ERAER2129CE (fERMEIEAHO )
FBiE : 0755-83566532 ; f£H : 0755-83558854 ; B4 : 518048

BREAL (L ) HNEESSFT
otk : RN TR BRI IRY S BT AR 2ER23EH4S 5
E3iF : 0772-8250338 ; {68 : 0772-8250328 ; 4w : 545006

BRLH ( £ ) LD AE)
bt : AP X 2 E ISR 19S EFRAEAREL8-05C
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