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Assembly x5

Machine Type mzis=

Hand =

Positioning : Manual
ERAR Fah

Feed : Manual
w5 Fm

Pneumatic =

Positioning : Manual
ERAR Fah

Feed : Automatic
=

CNC

Positioning : Automatic
EA7TH (B

Feed : Automatic
=10

® 8




C F R P gﬁﬂ'*ﬂ- Hand Pneumatic CNC
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High feed and long tool life 2

Bt & KEm

Diamond Coated 90 Degree

Point Angle Drill
RIERERRG 2L KiRMm0°

Q’SIIE 2510” (¢6.375) Number of Holes mrz
. 390 690 990 1,2‘00 1,5‘00
ork Materia
MR CFRP
i . . Still Runnin:
%‘é;)g%g Speed 100m/min (5,000min") D-GDN90 1,500 Holes 7, ST 9
géggate 1,000mm/min (0.2mm/rev)
Depth of Hole 10mm (Through)
ML B 500 Holes 1,000 Holes 1,500 Holes
Coolant Dry k] E8 £
Al FHMLT
Machine Vertical Machining Center (HSK-63A)
fEFAH v w) TRAC VWY .
Hole Exit
MTAHO

D-GDN90

Incredible coolant flow capability
SAELIERERSHE

D IA' H O'SC'G DS (Special #i78)

Diamond Coated Countersink Drill
with Helical Coolant-Through

l Cutting Edge and Holes After Drilling 450 Holes

SNIARER HIRIERNLHTL IIT4503.E TERFLAINRES

Tool $9.576X100° (Special) Flank nm Margin 7%
fFERIR Bl

Work Material | CFRP with Copper Mesh Top Layer T

AR CFRP+TREMREER SEA &M “‘“\
Cutting Speed : .

L 150m/min (5,000min™')

;é;iggate 670mm/min (0.134mm/rev) \‘*\
Depth of Hole 15mm (Through) .
INTRE Bl Hole Exit #n0
Coolant Internal MQL

SR EMQL

Machine Vertical Machining Center (HSK-63A)

fEFAHR TG




Assembly LA

C F R P /A L CFRP/ %E'l %*&*Z Hand Pneumatic CNC

- O O

M Internal MQL x:e

Incredible coolant flow capability
SAMELIERESHE

D IA' H O'SC' G DS (Special 3i75)

Diamond Coated Countersink Drill

with Helical Coolant-Through
ENARRERE FERIERIC B

Tool $9.576 X 100° (Special) Vibration Assisted Drilling iwznsantng | Conventional Drilling =gt
ERIA ) . > o . o
Work Material : Ag 4
IR CFRP/AL Stack R “ )% ¢ ’
o -
Cutting Speed Vibration Assisted Drilling " g
IR WREhEEENEIHE) ¢
Coolant Internal MQL Internal Air
SRR AEMQL WESE
%‘;}g%g Speed 150m/min (5,000min-") 80m/min (2,660min")
;_S;g;ate 500mm/min (0.1mm/rev) | 266mm/min (0.1mm/rev)
Machine Vertical Machining Center (HSK-63A) L COUpOI’\ i
FEFAHR ST

Hole Entrance Ao

A7075 6mm

Hole Exit 0




C FR P/T [ CFRP/ sA &R #

One-shot drilling for stacks
BRI —ERNT

STC H - D (Special FF78)

High Helix Diamond Coated Drill for Stacks

BiRA KiZiEERaREHSL

Tool $6.375 (Special)
FRIR El=a]

Work Material

T CFRP /Tl Stack
Cutting Method Vibration Assisted Drilling
nIssE IRaEETIHE)
Cutting Speed 20m/min (1,000min"")
il;eggigERate 50mm/min (0.05mm/rev)
Coolant Internal MQL
IR REEMQL
Machine Vertical Machining Center (HSK-63A)
FEFEHR RN

For improved surface quality
LB SRAVINIRE

D IA' O - E N C (Special Fk58)

Diamond-Coated 6-fluted End Mill for

Planetary Drilling
TEXINIA 67)&RIERERTD

Tool @®11XR0.6 6FL (Special)
fEETR El=e)

Work Material CFRP /Tl Stack

IR CFRP Ti-6Al-4V

Cutting Speed

I 150m/min (4,340min™") 50m/min (1,447min™")

Feed Rate

Hvhedd 1,302mm/min (0.05mm/t)

868mm/min (0.1mm/t)

Hole Dia.

& ¢20

Ramp Angle . .
I ! 0.5

Internal Air

HEPSIE

Coolant
2= et

Internal MQL
AEBMQL

Machine Vertical Machining Center (HSK-63A)

SR iz )T ST

Machining Time Tmin 24sec
PNTASE bl i

Hand Pneumatic CNC

- O O
l Coupon i
Hole Entrance A
Ti-6Al-4V 5mm
Hole Exit %0

/

H Coupon i+

Hole Entrance AQ

Ti-6Al-4V 5mm

Hole Exit ®n
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Assembly x5

Special Assembly Tools. iz

Threaded Hex Shank Adapter Drill
ZAV=:LEAS LA M B S

Double Margin Step Drill
WAL RS

Nutplate Drill / Countersink
WERFFL AN Teh3L/inFLINT

Tapered Drill / Reamer
{BIsERASL/3T]

Threaded Hex Shank Reamer
INARREHMESE O]

PCD Brazed Countersink
PCDIE=TIINFLINTTIR

Hand

Pneumatic

O
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Structural Parts i

Aluminum Parts =come

Incredible chip removal rate
LB EERE

AERO-ETS

Short Flute Rougher
3FL Carbide End Mill with Corner Radius and

Short Length of Cut
=EREEEMALISET]

Tool ®25x R4 3FL

fERTE 37

Work Material

IR A7075

g};}g%g Speed 2,591m/min (33,000min"")

f;_éggate 29,700mm/min (0.3mm/t)

Depth of Cut _ —

RE ap=10mm ae=25mm

Coolant Water-Soluble

e KR

Holder Shrink Holder

TR RTIN 5 ] ]
Spindle Power oKW M.R.R. over 7,000cm’/min is achieved by spindle
E power of 100kW or more.

M.R.R. 7,425cm*/min BINFEEIZE( 100kW LA E )EFTHEINTAS , AISEEL7,000em3/minld E
SERIERE ! NEEER=E,

o
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Long Length of Cut # Chattering
K7 #Hzaf

AERO-EXTL

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

Long Length of Cut
=EREEEMALETI(KD)

Size ®20xR1 3FL
RY 37

Work Material

R A7075

Cutting Speed 817m/min (13,000min")

Feed Rate 5,850mm/min (0.15mm/t)

Depth of Cut _ —

TR ap=87.5mm ae=0.2mm

Coolant Water-Soluble

DA B TAE)

Machine Vertical Machining Center

(PRI ST i ) . . - .
Spindle Power T With prevention of chattering, high efficiency side
EhfhE milling is achieved in one-shot milling.

HORIRMERE | TSR ETIBIMESEE.

posid (1)




Structural Parts =i

CFRP Parts ssuumzsses

Out of the ordinary performance
JER—RRAOYERE

DIA-BNC
Nick Rougher

Diamond Coated Fine Nick Router
SRIAERBMESE ST

l Comparison of Durability mxis

Milling Length ik m) CFRP Stringer end trim

CFRPIRAFEINT

DIA-BNC
3/8"
(9.525mm)

Competitor

(Diamond Coated)
BATR

DIA-BNC was able to achieve 4 times the durability versus the competitor.
DIA-BNCATLISEHIE At A B~ R EIMERIM A M.

® 8




Achieving stable cutting without

chattering

LIS RETCHRANAI LAY

DIA-REC

Roughing Rougher

5?0

Cutting Force (v i
1,000 1,500 2,000 2,500

Diamond Coated Roughing Router DIA-REC
ERIAERERINIEED
Tool . _ Competitor DIA-BNC
SETE DIA-REC DIA-BNC RS
Tool Dia Competitor's Herringh

4 10 ! goone
= ’ R j%tter 6/F\L* Zd
Work Material o 67? 7
MR CFRP
Cutting Speed : "
YRR 200m/min (6,400min") DIA-REC DIA-BNC Competitor Herringbone 6FL
Feed Rate 400mm/min (0.063mm/rev) 2 sl
tl%grgh of Cut ap=25.4mm ae=10mm

IR

Coolant Dry
2= e F=HnT
Machine Vertical Machining Center
FEFEHR AT

By reducing the cutting force, stable milling even under low rigidity is achieved.
BRFIIENERERIR , EERIMEIN TG FhsIisEm T
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Structural Parts =i

Titanium Parts sccue

Strong cutter body and insert
EVaVAL)S VALY

PSEL + XC5040

OSG Phoenix Roughing End Mill
0SG Phoenix #8INT%:7]

Tool ® 50 5FL (Special)
fFRTR =z

Insert (grade) g

TERE (R ) ZDKT11T308ER-SM (XC5040)
Work Material .

IR Ti-6Al-4V AMS4911
Cutting Speed . .
S 40m/min (255min™)
!:e%ed Rate 128mm/min (0.1mm/t)
t%%gh of Cut ap=20mm ae=46mm
ggﬁﬁ;& 118cm?/min

Coolant Water-Soluble

Al IKB MR
Machine 5-axis Machining Center (HSK-A100)
FEFAHR FRiINTAHL




High efficiency roughing and finishing with one tool
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UVXL-TI-5FL

Variable Lead End Mill Long Type for

Titanium Alloy (5FL)
ADREENTAFAESERIRE

M Roughing — Finishing st

M Finishing xmnx

Tool Tool

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

T # B T BT

Work Material - EAL Work Material - EAlL

IR Ti-6Al-4V AMS4911 IR Ti-6Al-4V AMS4911
Cutting Speed . . . . Cutting Speed . .
mﬁﬁg P 100m/min (1,592min"") 80m/min (1,274min"") tmﬂﬁﬁg P 80m/min (1,019min™")
‘Fe%eg Rate 796mm/min (0.1mm/t) 510mm/min (0.08mm/t) ‘Fe%eg Rate 408mm/min (0.08mm/t)
Depth of Cut _ _ _ _ Depth of Cut _ -

sy ap=78mm ae=2mm ap=78mm ae=0.1Tmm R ap=98mm ae=0.1Tmm
M.R.R. . . M.R.R. .

Puiish o 124cm3/min 4cm?/min Peshihen 4cm3/min
Coolant Water-Soluble Coolant Water-Soluble
SR KB HEATIH LRI IRB MR
Machine 5-axis Machining Center (HSK-A100) Machine 5-axis Machining Center (HSK-A100)
fEFH RiEINTHL fEF AT

=




Structural Parts i

0SG-HAIMER
New Tool & Holder Combo

UVX-TI + Safe-Lock™ FrfiR=e

m Features of Safe-Lock™ system
RANER

- 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

- BUEREE 1 F3m ) ‘

I TABK ili
SERLFRTIR e tatility
ISR in high performance
BT EEAIA

machining
BRSHEMN T FNIZS \

® On the safe side with Safe-Lock™
IXFERIRTE Safe-Lock ™MBTLA B IEHIER

- No pull-out of the tool

- Achieves maximum chip removal rate

- No damages on expensive work piece

- Ideal for large diameter milling

- PO b T ERERORHE Special grooves in the
- ABIRES I TR tool shank

- BB R THHHIUI TR RARHE . S TEAREBIORTRIE

- KBRS » \ ‘

UVXL-TI-5FL

Form closed drive

keys in the holder
TR Lot

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




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

Safe-Lock™ 3@ NIk SRE SN IEREIMNT

Holder Safe-Lock™ Power Shrink Chuck Milling Chuck
fERRTIMR Safe-Lock ™38 f#Es sk sk

Tool TI- - -TI-
EETE UVX-TI-5FL @25XR3X75-SL UVX-TI-5FL ¢ 25X R3X75

Work Material +
YIEIAR Ti-6Al-4V AMS4911

Milling Method Slotting Side Milling
T75iE &L MET

fﬂ:;;%g Speed 50m/min (637min")

Feqc! Rate 255mm/min (0.08mm/t)

44
Depth of Cut
TIRE
Coolant Water-Soluble
LR KB HELIE R

Machine Horizontal Machining Center (BT50)
fEFH BTy

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

&
2
W
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M.RR. . .
SEERE 306cm>/min 153cm3/min

Tool pull-out Before milling mnT#

No tool pull-out
TERRWHIRH

Burr
=11

Result

e After mlllg mIE

Milling direction
LTI TE#iKRH4mm

Tool pull-out of 4mm

Safe-Lock ™
Power Shrink Chuck

Safe-Lock ™ R&ws8

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.

FEULERTIBISRMT |, ST Bkt | MIJR%KE Safe-Lock™ R A L
IFHRBEREXFRIIERE , BfE ap=48mm AGRIEIN T thaexI R,

posid 'e)




Structural Parts i

Honeycomb Parts. ==

Evolved sharp cutting edges
LTSI

HBC60

60 Degree Helix Compression Router
6O TR A EIEISET]

CFRP / AL Honeycomb
CFRP/{BEEEM

I h/v"/
Processed by | I-\ /’//?l y // f
Coventional Tool — / /

e JJEMIE

\\M”‘m =

FAHBC6010

|

AFRP / Nomex Honeycomb GFRP / Nomex Honeycomb
AFRP/ Nomex =1 GFRP/ Nomex &%

! Processed, by
__ EftbASl

17 o5







Engine zan=

Drilling & Threading. s,-szsuz

Guaranteed reliability
LKL

WX-PNC

Thread Mill for Non-ferrous Metal and

Heat-Resistant Alloy
ek MAS SRR

Tool

EETE 4.,55X10U28

ggﬁg(ﬁMatenal Waspaloy

fﬁé;};&g Speed 20m/min (255min-")

iﬁ;ﬁﬁe}%ﬁRate 128mm/min (0.06mm/t)

Internal Thread Size Ya-28UNF for Helicoil/EG/STI

PRIRE R~ REZELA

Tapping Length

ggggt%gg g 7.8mm

Drill Hole Size

THRRY 066

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

Machine Horizontal Machining Center (BT40) II727LEEN , BT, BRETIRNEBEIER.
fEFHUR EbEUAN T




Outstanding stability

WHO55-3D

Coolant-Through Carbide Drills

for High Hardness Steels
RN Rk

Exceptional productivity
SANARAIINTFLEL

WHR-NI-POT

Spiral Point Tap for

Ni-based Superalloy
Ni EBiiAG A7) NALE

Tool
fFRTR

@7 (Special)

253 2o

5/16-24UNJF (Special)

Work Material
YIEIAR

Inconel®718 (45HRC)
718

Cutting Speed
IS

30m/min (1,364min"")

3m/min (min)

Feed Rate
BHEER

143mm/min (0.105mm/rev) -

Hole Size
2

®»7%X18mm, (Through), No Pecking
BA FEm

Coolant
LI

Water-Soluble (10%)
AL EHF

Machine
SRR

Horizontal Machining Center (BT40)
EhEtIn TRt

100 200 300

Number of Holes tpuiz
400

500 50 100

1‘50

290

Number of Holes mTz

WHO55-3D 508 Holes 7.

Competitor
AT

301 Holes 7,

BA7)

Chipping

Wear
B

200 Holes 7.

WHR-NI-POT

Still Running
TN T

M After Tapping 200 Holes 200 zmzi=

Il After Drilling 508 Holes sos sz

(MM 0035 -+ vmmmemm e

0.03
0.025

0.015
0.01

0.005

BIM=1ZX  Hole Expansion

-0.005 : :

g

—4- WHO55-3D |-

—¢~ Competitor
Eth/RF)

002 o\ S

0 60 120 180 230 300

Number of Holes Tzl

370 440 500

Engine zmnm




Engine K

Milling. s

Best combination

BIEES

PRC + XC5040

0OSG Phoenix Radius Cutter
0SG Phoenix ET#E]

Tool

TR PRC12R050M22-5 (50X 6FL)

Insert (grade) R

TR ) RPHT1204M8EN-SM (XC5040)

g’;ﬁg(EMaterial Inconel® 718

Cutting Speed . o

tﬂiﬁugﬁzg P 30m/min (191min")

Feed Rate .

iy 172mm/min (0.18mm/t)

g&gh of Cut ap=Max6mm ae=22mm
IR

Coolant Non-Water-Soluble

A Elvist =l bl

Machine Horizontal Machining Center (BT50)

EFBHR EECON TR

Long lasting end mill

SABBRAIM A M

UVX-NI-5FL

Multiple Length, 5 Flutes Corner Radius

End Mill for Ni-based Superalloy
S7)Ni BB A S I T AR SS25ET)

Tool ®»12XR1 5FL (Special)
fFETH R

Work Material

IR Inconel® 718
Cutting Speed . o
e 30m/min (800min-')
il;e%eg Rate 110mm/min (0.027mm/t)
Machining Time 1.5 hours

DnTAdiE 1.5/\af

Depth of Cut _ —

IRE ap=5mm ae=12mm
Coolant Non-Water-Soluble

TR =/ aa Tzl

Machine Horizontal Machining Center (BT50)
EFAHR ErCIN TG

H After Milling 1.5 hours 15mmTE

Peripheral Cutting Edge s@% ‘

End Tooth &3

Rake s




Other Parts =i=u:
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Other Parts ==«

Actuator.

Long lasting end mill
SABBRAI A M

UVX-NI-5FL

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

570 Ni B A & INT AFE ST H After Milling 10.5m 105mmTE
Tool ®»20X R1 5FL (Special) Max. Wear gxisi5 Corner
{EFATE EfEot . é e
Work Material :
IR 15-5PH H1025 40HRC/ AMS5659
Cutting Speed 56.5m/min (900min~)
i'ié;% Rate 275mm/min (0.06Tmm/t)
gi&th of Cut ap=10mm ae=20mm
IR
Overhang Length
B 64mm (3.2D)
Coolant Water-Soluble
TR KB HELIERF
Holder Shrink Holder
DAL ESiE) RYETINR
Machine Horizontal Machining Center (BT50)
FEFAHR EhCN T




Incredible coolant supply

RARIGHE

ADO-SUS-3D

Coolant-Through Carbide Drill Series

for Stainless Steels and Titanium Alloy
TEM, KA AL

Tool

Number of Holes iz

#RTA ¢8

Work Material _

IR 15-5PH H1025 40HRC/AMS5659
Cutting Speed : .

P 70m/min (2,785min"")

Feed Rate 668mm/min (0.24mm/rev)
Depth of Hole 24m (Blind) No Pecking

E{P B FEmX

Coolant Internal Water-Soluble
LR IKIAMETIEIEF ( PIBRLSTH )
Machine Horizontal Machining Center (BT40)
FEFAHR Ehzl

A-Tap also works well in 15-5PH
EFRTFMTIS-5PHATA i

A-SFT HL

High Efficienty Multi-Purpose Tap

Series for Helicoil/EG/STI
BN, EEAN LR (REIENE)

590 1,900 1,5‘00 2,900 2,5‘00
AD%—;US- 2,500 Holes 7 F‘é"éar
H After Drilling 2,500 Holes 2500115
s » S o
L S =

S w v &
1 mﬂTﬂTﬂﬂ]ﬂﬂﬂlﬂ[lHI|!|I'I[lHHTIHHII}IIPHIHI

Tool

SRTE No.10-32UNF

Work Material

TR 15-5PH H1025 40HRC/ AMS5659
Drill Hole Size ®»5%X16mm (Blind)
THRRIRYT =i

Tapping Length

BSKRE 10mm

Cutting Speed . .

tuauggg P 5m/min (275min")
Coolant Water-Soluble Chlorine-Free (10%)
=i F& 1015

Machine Vertical Synchronized Machining Center
{SEFBHR SHAINTACN TSRS )

Tapping Holes mras

2‘0 4‘0 6‘0 SP 190

Still Running
TN T

A-SFT HL 100 Holes 7|,

H Cutting Edge After Tapping 100 Holes 1ooz.int=

X

e e e VAV S A VaVaN
.
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Other Parts ==«

Pylon sz

ADO-SUS also works well in
Titanium alloy
ERFHASIMTIAMADO-SUS

ADO-SUS-3D

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

TR KESAshk
Tool
TR ®5.1 Number of Holes inginz
500 1,000 1,500 2,000 2,500
Work Material + \ \ \ \ |
IR Ti-6Al-4V
Cutting Speed . . ~ _ I
I 40m/min (2,500min™") AD(;SUS 2,066 Holes 3, ;;\jlppmg
feed Rate 300mm/min (0.12mm/rev)
Depth of Cut 17mm (Through)
E{A bk
Coolant Internal Water-Soluble H After Dri“ing 1,200 Holes 12007.mTE
A= el AKEMEYIEIEF ( PIERLATH )
Machine Vertical Machining Center (BT30) Flank EAH Margin 7J7
EFAH 7T ST =

P02 PR %
e »es )P

| 0 T O

Rake Hiff




Landing Gear sz

Strong cutter body and insert
ST R TR

PSEL + XC5040

OSG Phoenix Roughing End Mill
0SG Phoenix $8I1T%:7]

Tool 15R063M27-3-50 (¢ 63 X 3FL) Competitor (63X 4FL)
ERIR 7 Hits AT 7
Insert (grade) ~ Coated Carbide Insert
TR R ) ZDKT150508ER-SM (XC5040) EEASREE
Work Material ]
MR Ti-6Al-4V (35HRC)
Cutting Speed : o
i =P 50m/min (250min")
Fefgd Rate 150mm/min (0.2mm/t) 150mm/min (0.15mm/t)
gsfith of Cut ap=21-45mm ae=7.5-25mm

IR
Coolant Water-Soluble
FIHUF AEMELDEHR
Overhang Length
aK 300mm
Machine Horizontal Machining Center (HSK100A)
fEFAHR EhzCN I

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.

PSELIIT 3T 276 D/E HINAIRER , Eftb AR mRINT 1T 92 DfeHIlEE
FEiR ), PSELIARI TEMbAE M 3BTRS, FH , PESLALURIFRIFAIIBIAK |
M SRIRER D IBIRAIRE.

&
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Favorable Shape of Cutting Chips
RIFITIBRAR




shaping your dreams

Rl (Ll SEIARRLE

0SG Corporation

XL (i ) 23D
ol bR A RS 360 ST LiBEIRAE L 71
E8iE : 021-58886600 ; {5 : 021-58883300 ; P4 : 200120

B (£ ) THESH
Motk : TRTES STEE1-28AE1004=
F3iE : 0510-82739271; {&H : 0510-82739220 ; P4 : 214000

Bt ( L8 ) TTHRESFr
ek : SEHERMXICES 15BrE1801=
EHiE : 0553-5868160 ;  {&E : 0553-5868190 ;  HB4%s : 241000

B (BB ) BNESER
ik : PN T REIX R 181 SEIRAE 15112
EBiE : 0512-62388327 ; {£H : 0512-62388320 ; HB4% : 215028

B ( Eifg ) UMFRLIZRSS AT
ik : UM AR RERIR —ER66 S 431817032
FHi% : 0571-82757757 ; f&H : 0571-82757767 ; Hp4m : 311215

BRLA (L) D AE)
ek TN FRAXAMFIFEEE 157 SERFIGCAEALT0155
EBiE : 020-38210423 ;  {£E : 020-38210425; B4R : 510600

B (£ ) FIIESFr
ik YR A KRR ERER2129CE (fERIELARO )
F3iE : 0755-83566532 ; {&H : 0755-83558854 ; M4 : 518048

BREA (L8 ) HIHEESSFT
otk - RN TR BRI S AT AR 21EE23ER4S 5
E8iE : 0772-8250338 ; {88 : 0772-8250328 ;  HP4w : 545006

B ( B8 ) dERDRE]
otk : JERHEAEXERE MK 195 EfrKEARE18-05C
EHiE : 010-85261018 ;  {£E : 010-85261016 ;  HB4% : 100004

B (BB ) REDNA
it - REHIFXEDK11ISFFEIFHAELE1018=E
F3iE : 022-23037566 ;  f&H : 022-23037577 ; M4 : 300020
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