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) J—F—%*{Z(Corner radius) r0.05~0.5m
= ﬁﬁ}ﬂ@m BT RE(Neck length) 0.5~7.5mm

Y F){Z(Tool diameter) $0.2~2.0mm

For hardened steels even'Wi ardness =3
exceeding 60HRC!! ﬁﬁ‘=’ﬂ j
RK—IL¥#Z(Ball radius) RO.2~1.0 mm
B TR Neck length) 1.2~80m

R—=IL 22 715 LICHOZ.

In addition to 22 ball-nose endmiills

rad
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In addition to 4 radius endmills!

Ingenious Dynamics 0 EEE%I

SUMITOMO ELECTRIC
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OLD 5397 Azvrs) 7

E-IK F1Z9Y1 YA~ Radius endmills Radius

5 B ‘ Features

E=IUNI4=YYaVAT— 0 {th3tCBN

Rig
Chipping

[ 1EIESES #HHI#E \materia) : STAVAX(52HRC)
Cutting condition ~ BYZ& (Catalogue No) : BNBR 2D200R050-0604(¢2Xr0.5)

N=20,000min™, v4=400mm/min, 8p=0.03mm, D;=0.7mm # A JL=Z h (Ol mist

A=ROYBNX20+EEAN LT OHES EICLHRSmIL !

Extend your tool life with a combination of SumiBoron’s BNX20 and an optimized cutting edge design!!

EFE

Small flank wear

. Machined surface

Ra :0.08um
Rz :0.62um

Surface roughness

" : o E=INT42yYaNRI—
tﬁ#\\?ﬁrb : Mold Finish Master

(W@mg)
(Peripheral Cutting Edge)

Ra:0.14um
Rz :1.04um

&
:
g
@
(ER) — S8
(End Cutting Edge) (% E R
=l F5L0EL
(Wiper) Without wiper

SSVHDRAICE DI T L !

Improves your surface finish quality by using a wiper edge!!

BIZE (Catalogue No.) : BNBR 2D200R050-0604 (¢ 2 Xr 0.5) R0
#HEIEE (Material) : STAVAX(52HRC) LD FINISH MASTER ‘Coated carbide
0.06 —
[ — E=IhT4=yY2VRI~
,A-’;E Chipping MaldFlmshMas(elv -
K 0.05 N=20,000min
3 BEI—71>0J V4=800mm/min
= Coated carbide ap=0.03mm
#% 0.04 - pg=0.7mm
= ) IBIEERE Cutting Length / FAI=A
(mm) / (Qil mist) -
9 0.03| =N i R
vt J]\ [ =
2 Small flank wear CEE:I—?—«"Jﬂ ) g Eﬁd‘ 'R?E
£ 0.02 Coared carbide ; 1] Small flank wear Chipping
o N=4,800min’ ]
; 10 2 UD zommimin | '
9 0,01 E=IUKT4=9Y2TAI=) " Tool e 10x vt _102(())g1m/m|n
5 Mold Finish Master BEER 8p=0.03mm
8 Efficiency : 6x pf=o'7mm
= 0 | ! I I 1 I 1 I ] 7_"’(_”/5_1 ~
0 30 60 90 190 (OitmisY
IHEIR (M) Cutting Length

EBNrCHEFE" BEIVFIILOFN10EOTITESHR !

Excellent wear resistance!! Over 10x longer tool life than carbide endmills!!




ILD Hi—)bTurz)

EWE 71=w919XF— | Ball-nose endmills Ball

/

5 E ‘ Features

G—JbFWZ“J‘JJ?M- #1& : BN350

Mold Finish Master (Grade)

KELEHDT VA

Large negative raking angle

PN ZHE. MTEORURE

Stabilized the surface finished quality by thinning the chisei edge

ASKOYBN350+80T VARG OB BICL SMGELIHIORE(L !

Stabilize interrupted cuts with a combination of SumiBoron’s BN350 and a negative rake angle design!!

OtHISRE #BHEI4E vateria) : STAVAX(52HRC)

Cutting condition ~ EYFE (Catalogue No) : BNBP 2R 100-0554

N=25,000min™, v§=1,500mm/min, ap=0.10mm, D4=0.20mm Z4)U=X | (Qil mist)

. Tool damage

BEI—T1T

Coated carbide

HIMINSEZDI /RSN

Mold finish master can be used from the rough to the finish machining process!!

HUZE (Catalogue No.) : BNBP 2R030-0154
i ; BRI =77 2 E T
?&EHH (Material) : STAVAX(SEHRC) Cod carbide after 2 pcs ned
0.04 E-INT4=992TR9~
N Mold Finish Master |
% EfX NURE N=25,000min”
IF Large flank wear Burr formation Vi=1,500mm/min
B a, —6 05mm d
g 003 BE1—71J iy
# Coated carbide p f‘°'19’"m
= FAI=ZA
(mm) (Oil mist)
© 0.02 | )
[ PIBIEES Cutting Length
E v C E1—5 Y
% Coated carbide
© — int
T J|v  1=25,000min = |
001 L R gsffmJ V¢=1,500mm/min I
G-JIJI‘W-W:WZ?- flankwear — g,-0.05mm | [IF1] kg _
Mold Finish Master D=0.10mm = s R
0 L a1 AA )I_/EX ~ %é 1 =
0 50 100 150 200 250  (OimisH =3 ésnirg?eﬁ%r
BIHEIE (M) Cutting Length

ENIcmEEEE N LEanfi !

Good wear resistance and excellent surface finish!!
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FINISH MASTER

€WK F4ZyY1IRF— Radius endmills Radius

=i B = #HI#E (vateria) 1 STAVAX(52HRC)
NI EHI ‘ Case .ﬁf';?ﬁﬂn%sfi?ﬁﬂ‘; BUZE (Catalozue No) : BNBR 2D200R010-0604(¢2xr0.1)

t}J‘ﬁ’_IJ%{'-‘F i tJJ‘ﬁ'UE:EOm, N=35,000min™", v¢=1,000mm/min, ap=0.005mm, P=0.005mm
Cutting condition : Cutting length FAIU=Z K (Oil mist)

. *HESEE%? Surface roughness curve
]'00::::::::::::::::""""_

: N A LA SO : : : : A IO : Ra :0.0911um -
0.50} - Rz :0.3840um -
0.00 [ ool |
050}

[

51 o ) 20 2 O O
(um 1.0000
e e o I — -
* ESERIMNTEF DR SEIFEEFREE - 0.015mm
Flank wear width from contouring
J ;Eﬁtﬂﬁu%{q: Recommended cutting conditions
IE(Too:ﬁ'éJUH(Matenan STAVAX. NAK80. SKD61 (~52HRC) ELMAX. DC53. SKD11 & (~62HRC) YXR3. SKH (~70HRC)

& [17-7] BEFRS | OhnRE | ZD&E [ CERE [ Xo@E [ p, | EERE [ EomE | B
Tool dia.|Comerradius| Neck length | Spindle speed | Feed speed (mIE’T]) (rr?rfn) Spindle speed | Feed speed (an) (an) Spindle speed | Feed speed (an) (l"ﬂltﬂ)
(mm)| (mm)| (mm) (min-1) | (mm/min) (min-1) | (mm/min) (min-1) | (mm/min)

0.2 | 0.05 0.5 40,000 400 0.005 0.03 40,000 400 0.005 0.03 40,000 250 0.005 0.02

0.3 | 0.05 0.5 40,000 500 0.010 0.05 40,000 500 0.010 0.05 40,000 300 0.005 0.03

0.4 | 0.05 0.5 40,000 600 0.015 0.1 40,000 600 0.015 0.1 40,000 400 0.01 0.05

0.05 0.5 40,000 0.02 0.15 40,000 0.02 0.15 40,000 0.1
0.05 15 40,000 0.02 0.1 40,000 0.02 0.1 35,000
0.5 | 0.1 40,000 600 40,000 600 35,000 400 0.01 0.05
0.05
05 | 40,000 001 | o005 | 40,000 0.01 0.05 | 5000
0.1 40,000 40,000 35,000
0.05 35,000 35,000 30,000
0.1
3.0 35,000 0.03 0.3 35,000 800 0.03 0.2 30,000 600 0.01 0.1
0.2 35,000 35,000 30,000
0.3 35,000 35,000 30,000
1.0 800
0.05 35,000 35,000 30,000
011 50 | 35000 002 | 02 |3%000 1 g5 | 002 | o1 |30000 1 g0 | 001 | o1
0.2 35,000 35,000 30,000
0.3 35,000 35,000 30,000
0.1 26,000 26,000 20,000
0.2 4.5 26,000 0.08 0.5 26,000 800 0.03 0.3 20,000 600 0.02 0.3
0.3
15 26,000 800 26,000 20,000
0.1 26,000 26,000 20,000
0.2 7.5 26,000 0.03 0.5 26,000 800 0.03 0.3 20,000 600 0.02 0.3
0.3 26,000 26,000 20,000
0.1 20,000 20,000 15,000
0.2
2.0 6.0 20,000 800 0.03 0.7 20,000 800 0.03 0.7 15,000 600 0.03 0.7
0.3 20,000 20,000 15,000
0.5 20,000 20,000 15,000
OREUIYEIZIT S 1cs. IOV ZRER L TS0,
OUHIRFAKBMEZAL, =X MXRCIEIABISHCTOERAZHELXT,
CIERADEIE, MIEICFHET DANEPTERIBICKDNKFEEDBRAHDEITDT, PHANRZHNTHELTIEE,
@TEDREHUEIF, TEHRIFELLTSHEALIEEL,
OEMEAIEZC LD RENREDEDDDFTIDT. TOWERAZHELTIZS,
OFRHROUPABRIRAEZRLCHEDET . BEELTDNMITEMEICHUTYAEZRFELTIEEL,
(DFor stable machining, a more rigid machine is recommended.
(@Non-water soluble coolant recommended. Supply as a mist or externally.
Take fire prevention precautions to avoid fire hazards caused by sparks igniting during machining or tool breakage.

(®Shorten overhang as much as possible. '

(®Adjust cuttings conditions as necessary as machine rigidity and other conditions may vary. f

(®Depth of cut shown in the table of conditions are maximum depths. Adjust the actual. =
Py

2

a4



II =G | case

INETEHRIDI TN Z
REB#HF ZELITH!

LD fi=)bzurIn

E-IE F1ZyI1VRI— Ball-nose endmills

O = ENM TS DI TELLER #EH weteran : DCE3-SKD11 & (EOHRC)

Comparing the surface finish with high-speed process IEJ.T%E (Toolsize) : R 1.0 R—JL

Ball

LB © tIEIR=2,00m, N=40,000min”, v¢=4,000mm/min, ap=0.05mm, P=0.05mm,
Cutting condition : Cutting length

R R S S | T
T E=IURT1=9Y292 9~ & Dot T e

The small chisel edge preserves
the stable machined surface quality.

J ;Eﬁtﬂﬁu%{q: Recommended cutting conditions

ZAIJL=A k (Oil mist)

g R PRk If/‘-’ e .
e

- fti#tCBNIVRSJLA
%% Comp.CBN endmill A

7

| #oe—srrmme. conenTa |

2| Unclear tool mark, Scratch machined surface

TE (Too:ﬁﬁu*z(Material) STAVAX. NAK8O., SKD61 (~52HRC) ELMAX, DC53. SKD11&& (~62HRC) YXR3, SKH (~70HRC)

T;;)rgji?t Ec—kl: |§§h sﬁﬁ%&% Fii—id'gi%fd (ran) ( rT?Fn ) Sﬁ%lﬁe%re%d Fiiﬁe?i%;% (n:Fn) (rr'?rfn) sﬁ%ﬁ%fe%d F%ic?%fd (nﬁ?n) (nfrfn
(mm) (mm) (min-1) | (mm/min) (min-1) | (mm/min) (min-1) | (mm/min)

1.2 40,000 | 1,000 0.005 0.010 | 40,000 800 0.005 0.010 | 40,000 600 0.005 0.005
- 2.0 40,000 800 0.005 0.010 | 40,000 600 0.005 0.010 | 40,000 400 0.005 0.005
. 3.0 40,000 600 0.005 0.010 | 40,000 500 0.005 0.010 | 40,000 300 0.005 0.005
4.0 40,000 500 0.005 0.010 | 40,000 400 0.005 0.005 | 40,000 200 0.005 0.005
1.5 40,000 | 1,600 0.020 0.020 | 40,000 | 1,400 0.010 0.020 | 40,000 | 1,200 0.010 0.020
3.0 40,000 | 1,400 0.010 0.020 | 40,000 | 1,200 0.010 0.020 | 40,000 | 1,000 0.010 0.010
0.3 4.0 30,000 | 1,200 0.010 0.010 | 30,000 | 1,000 0.010 0.010 | 30,000 700 0.005 0.010
5.0 30,000 800 0.010 0.010 | 30,000 700 0.005 0.010 | 30,000 600 0.005 0.005
6.0 30,000 600 0.005 0.010 | 30,000 500 0.005 0.005 | 30,000 400 0.005 0.005
25 40,000 | 2,800 0.040 0.050 | 40,000 | 2,800 0.030 0.040 | 40,000 | 2,200 0.020 0.030
3.0 40,000 | 2,600 0.040 0.050 | 40,000 | 2,600 0.030 0.040 | 40,000 | 2,100 0.020 0.030
0.5 4.0 40,000 | 2,400 0.030 0.050 | 40,000 | 2,400 0.020 0.030 | 40,000 | 2,000 0.020 0.020
6.0 25,000 | 1,500 0.020 0.030 | 25,000 | 1,500 0.010 0.020 | 25,000 | 1,300 0.010 0.010
8.0 16,000 | 1,200 0.020 0.020 | 16,000 | 1,100 0.010 0.020 | 16,000 850 0.010 0.010
0.75 4.0 32,000 | 2,400 0.030 0.030 | 32,000 | 2,200 0.020 0.030 | 32,000 | 2,000 0.020 0.020
BB 40,000 | 4,000 0.050 0.050 | 40,000 | 4,000 0.030 0.030 | 40,000 | 3,000 0.020 0.030
' 8.0 32,000 | 3,000 0.030 0.050 | 32,000 | 2,600 0.020 0.030 | 32,000 | 2,200 0.010 0.020

OZEUYIEIZZT S et BlEDSLEZEER L TIEE0,

OUIEIRIE KA Z L.

SAPEIEFAEHOR CORAZERELE T,

C{ERADBRE. INTEICFRET DATEPTERIBIC LD NKFEEDBRND DX ITDT. FRAHRZLTHLTIIES,
@ITEDREEHUEF. TEBRLETELULTTHEALIESL,
ORBEIMECIDRENRLDEDHDEIDT, TOMWEFHZERFRLTIZEL,
ORMRODVNABIFRAREZRLCHBDET, MEETINTEMHEICHUTURABZREL TIEE L,

(DFor stable machining, a more rigid machine is recommended.

(@Non-water soluble coolant recommended. Supply as a mist or externally.

Take fire prevention precautions to avoid fire hazards caused by sparks igniting during machining or tool breakage.
(®Shorten overhang as much as possible.
(®Adjust cuttings conditions as necessary as machine rigidity and other conditions may vary.
(®Depth of cut shown in the table of conditions are maximum depths. Adjust the actual.

5
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7 FINISH MASTER

E-IWE F4ZyI1VRF— Radius endmills Radius

EE-BUE } Stock&Catalogue BEEOIEU S

BNBR 2 D050 R010 - 0154
T

I | |
HE HE J—F—#% BFRE IvVIRE

Number of flutes  Tool dia.(eDg) Corner radius(r) Neck length(82)  Shank dia.(eDs)
"
& £0.005 15°
Two flutes ?\7
Ach A
- L .
- =1
(847 : mm)
NI, it B
Sﬁ:i%ﬁ CataT_ct):giii No. lﬂ% r oD Y L oD QDS FISE%gth £ LV\?FL)I(E\J
BNBR 2D020R005-0054 | @® | 0.05 0.2 50 0.17 4 0.10 0.5
BNBR 2D030R005-0054 | @ | 0.05 0.3 50 0.27 4 0.15 0.5
BNBR 2D040R005-0054 | @ | 0.05 0.4 50 0.37 4 0.20 0.5
BNBR 2D050R005-0054 | @ | 0.05 0.5 50 0.47 4 0.30 0.5 4l
2D050R005-0154 | @ | 0.05 0.5 50 0.47 4 0.30 1.5 non
2D050R005-0254 | @ | 0.05 0.5 50 0.47 4 0.30 25
2D050R010-0154 | @ | 0.10 0.5 50 0.47 4 0.30 1.5
2D050R010-0254 | @ | 0.10 0.5 50 0.47 4 0.30 25
BNBR 2D100R005-0304 | @ | 0.05 1.0 50 0.97 4 0.70 3.0
2D100R005-0504 | @ | 0.05 1.0 50 0.97 4 0.70 5.0
o4 2D100R010-0304 | @ | 0.10 1.0 50 0.97 4 0.70 3.0
= 2D100R010-0504 | @ 0.10 1.0 50 0.97 4 0.70 5.0 =)
>H 2D100R020-0304 | @ | 0.20 1.0 50 0.97 4 0.70 3.0 with
7 2D100R020-0504 | @ | 0.20 1.0 50 0.97 4 0.70 5.0
2D100R030-0304 | @ | 0.30 1.0 50 0.97 4 0.70 3.0
2D100R030-0504 | @ | 0.30 1.0 50 0.97 4 0.70 5.0
BNBR 2D150R010-0454 | @ | 0.10 1.5 50 1.47 4 1.20 45
2D150R010-0754 | @ | 0.10 15 50 1.47 4 1.20 75
2D150R020-0454 | @ | 020 1.5 50 1.47 4 1.20 45 | 5y
2D150R020-0754 | @ | 0.20 1.5 50 1.47 4 1.20 75 with
2D150R030-0454 | @ | 0.30 1.5 50 1.47 4 1.20 45
2D150R030-0754 | @ | 0.30 15 50 1.47 4 1.20 75
BNBR 2D200R010-0604 | @ | 0.10 2.0 50 1.97 4 1.50 6.0
2D200R020-0604 | @ | 020 2.0 50 1.97 4 1.50 6.0 5Y
2D200R030-0604 | @ | 0.30 2.0 50 1.97 4 1.50 6.0 with
2D200R050-0604 | @ | 0.50 2.0 50 1.97 4 1.50 6.0

OF : ZZH#FEE S Standard stock item @F : HZXEFEE S (TEEHAIES) Standard stock item (item added) #11& (Grade) BNX20

BHEoDc EA—F—HFr LOMEEE

External Diameter and Corner Radius Selection Range

oDc |[r0.05/ r0.1]r0.2 | r03|r05
0.2 o

0.3 o

0.4 [

0.5 [ J [ ]

1.0 [ ] [ J [ J [ J

1.5 [ ] [ J [ J

2.0 [ ] [ ] [ ] [ ]
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E-IVE T4ZvS1 IRF— Ball-nose endmills Ball

EE-BIE ‘ Stock&Catalogue BEREQEUT

BNBP 2 R030-015 4
T T =T T

[
Pk R—L¥E  BTRS Yo

Number of flutes Ball radius(R) ~ Neck length(82) Shank dia.(@Ds)

+0.005
R §1 5°

Q
Q —
S ——
Q
A A
A

|

<
= =1

oDs h6

|

- e -
- L >
(847 : mm)
NEYLL Pinl}

thZrﬁ{: Cata_l_:):giii No. g:t_to};ﬁk R oDc L oD oDs P |§3th 22
BNBP 2R020-0124 o 0.20 0.4 50 0.37 4 0.3 1.2
2R020-0204 o 0.20 0.4 50 0.37 4 0.3 2.0
2R020-0304 ([ 0.20 0.4 50 0.37 4 0.3 3.0
2R020-0404 o 0.20 0.4 50 0.37 4 0.3 4.0
BNBP 2R030-0154 ([ 0.30 0.6 50 0.57 4 0.4 1.5
2R030-0304 o 0.30 0.6 50 0.57 4 0.4 3.0
2R030-0404 o 0.30 0.6 50 0.57 4 0.4 4.0
ﬂ¢/4x 2R030-0504 ([ 0.30 0.6 50 0.57 4 0.4 5.0
:\”g__% 2R030-0604 o 0.30 0.6 50 0.57 4 0.4 6.0
5 2 BNBP 2R050-0254 ([ 0.50 1.0 50 0.97 4 0.6 2.5
2R050-0304 [ 0.50 1.0 50 0.97 4 0.6 3.0
2R050-0404 o 0.50 1.0 50 0.97 4 0.6 4.0
2R050-0604 o 0.50 1.0 50 0.97 4 0.6 6.0
2R050-0804 o 0.50 1.0 50 0.97 4 0.6 8.0
BNBP 2R075-0404 ([ 0.75 1.5 50 1.47 4 0.9 4.0
BNBP 2R100-0554 o 1.00 2.0 50 1.97 4 1.4 515
2R100-0804 [ 1.00 2.0 50 1.97 4 1.4 8.0
6 BNBP 2R020-0126 o 0.20 0.4 50 0.37 6 0.3 1.2
Q:/x 2R030-0156 o 0.30 0.6 50 0.57 6 0.4 1.5
:\"cé 2R050-0256 ([ 0.50 1.0 50 0.97 6 0.6 2.5
g n 2R075-0406 o 0.75 1.5 50 1.47 6 0.9 4.0
2R100-0556 [ 1.00 2.0 50 1.97 6 1.4 515

OF : {ZX#EFEE S, Standard stock item #1%& (Grade) BN350

Measurement Data Sheet of Radius accuracy.

Lot No.  sHmyx x x x x
No . ® X

0.005
R tolerance 4 gg -0005

RIBERBIAT | | =

R measurement data sheet o s e
is attached

#IR—)LF A TICHMTUE T, Attached to the ball-nose type
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LD K—=)Us5 7 ATVRII

E-IVE F1ZyY1IRFT— Ball-nose & Radius endmills

Fd=E ' Application Example

Radius

#El#t (Material) : ELMAX(B0HRC)
B ARTEIRRAR Surface roughness of cross section curve
(0] N R S .
B3 EFEREY A
oYele] % PP SINT 1Y OF PRI W R TP O AT P
o R R R e ,
100 RO.2 R—JU Ball-nose
() EER T 8 yFIINTH
Processing after 8 locations
A EiEE | XDEE \
jJ.u.IWﬁ L B Spmdle sgl)eed Cutting fejéd XY Z EOR mlﬁﬁiﬂ
Machining process Tool (min- (mm/min) | (mm) (mm)  |Depth of cut| Cycle time
EaiREMmT $05R0O.1 SYTFAIVRII
Contour roughing | BNBR 2D050R010-0154 | 40.000 400 0.10 0.01 0.05 159
EEiREMIT RO2MR—ILZVRI)L
Contour roughing BNBP 2R020-0124 40,000 400 0.05 0.02 0.01 205
EaRtEmT RO.2R—ILTVRI)L
Contour finishing BNEBP 2R020-01 24 40,000 400 0.00 0.02 0 124
EERE EMT RO2R—ILZVRI)L
Profile finishing BNBP 2R020-0124 40,000 400 0.03 0] 0 8%
QZZEICHBEVLELEHIC®

0 ZEDY)D < FTHRBM LI DR ROTD < FHBEE
EINBTENHDFITDT, RENIN—PREXARE
DRERZEAL. B - PRXIC T CERLIEE L,

O SN Z R 0 CLIBTeHEIRVICTER L fEE L,
® (EFJ5AZER D2 D BRI EY S S . TEHHE,
REVZIBEE I D THERAOFHEATSHEAIZE,

& TIAMDYIEIARZ CERICED5BE
SEINEPES Ek‘ux%ﬁ'étﬁt@ﬂ%?ﬁ%b’ﬂﬁ*
KEK[E<NKNBTERLEE L,

(& 3
Wi TR
® Very hot or lengthy chips may be discharged while the

machine is in operation. Therefore, machine guards, safety

® Please handle with care as this product has sharp edges.
® Improper cutting conditions or mis-handling of the tool may result

® \When using non-water soluble cutting oil, precautions
against fire must be taken and please ensure that a fire

goggles or other protective covers must be used. Fire safety
precautions must also be considered.

in breakages or projectiles. Therefore, please use the tool within its
recommended conditions.

© FREJTERANSAL

« SUMITOMO ELECTRIC INDUSTRIES, LTD.

T664-0016 RERFEAMEKIE 1 -1 -1 TEL (072)772-4531
1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan TEL+81-72-772-4535

TIO88539 R R AL EXZHI3-9- 1 TEL (03)6722-3523
T461-0005 T EHEMEKRRXEMHK 1 - 1 - 6 TEL(052)963-2841
T446-0059 Ki'ﬁl_‘ﬁ:/—_fitiﬁfzﬁﬂﬂ 1-22-10 TEL(0566)74-7091
T541-0041 KBRMHARXIEEA4-7-28 TEL(06)6221-3600

extinguisher is placed near the machine.

IN— F X5 )LEZEE
Global Marketing Department

EREES L —T
| mEREE O L — T

S
AAXREZEIIL—T

FAX(072)772-4595
FAX+81-72-771-0088

FAX(03)6722-3526
FAX(052)963-2765
FAX(0566)74-7190
FAX(06)6221-3015

% RmMERIIL—T TEL(03)6722-3525 g E)v 80144353322 B & B(048)5258215 B T B(0646)53-1152 [k E5 B(082)250-1022
EZEEMR )L —F  TEL(052)963-2880 L fll £ 80222920128 F E 80473126105 R 7 80531451 4395 71 M4 809214818131
XMW IL—T  TEL(06)6221-3700 Ll 8% 80285243627 4% /% BI045)851-1788 3t e B(0761264-3822

& FRETY-ILRYMRINEAE 0&752 S T\—RAFL RN =AL

BREESE  TEL(03)6722-3517 FAX(03)6722-3521
REREZEER  TEL(052)209-6285 FAX(052)209-6286
KBREZESR  TEL(06)6221-3900 FAX(06)6221-3015
>> P TEORHIERERED <————— w JU—5 AT LV A 110%

http://www.sumitool.com /-, =11 £510120-1591 p

900~12:00.1300~17:00 (t- B RAEBS
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