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FFIANKEN ATV LAHHOHNT - Machining of Stainless Steel Materials
7/Nox-Cut

BEVIYYRIVRIII T /v I ZAAYRNR=R"V) =X ([F AT The solid carbide end mills TiNox-Cut “Base” were developed to mest the
VLA EMEMOINTICHE T DRAGFFRREKICIZ 518 special requirements for machining stainless- and acid-resistant stegls.
IcHFEENI LI These tools are the entry level products into our TiNox-Cut product line and
i s W — W Y N — T DIFF—Fr L \— 7 . . . . . R .
COFMULWY —IET 1/ v T 2T h— ADFIEAVIN=T 41 designed as a universal solution especially for mechanical engineering
HDAE - BREMEZE. ATV LAEBEBINTO77—ZXN Y a5 well as the chemical and food industries.

1 —_ ~ 7-\ - = o . ) - ) )
il vave ‘*%’\<%7\in§ LT . o . These milling tools can be used both for roughing and finishing operations.
TASYIANY N R=A"ERMIEA EFMTOEE5ICHE The use of the latest coatings in combination with a high performance carbide

BT, K eRMDIA—T 1 V7 L SRR BIER M DEA substrate makes it possible — depending on the milling strategy —to use them
BORICI S TCRERIVYTANITY—ZANSZTNIE. also for dry machining of some stainless- and acid-resistant special alloys
NETHRETH > RAT Y LATPIHEIHDO R Z INTICHIT (e.9.1.4301, 1.4571, 1.4404).

BUE T, (5. SUS304, SUS316L, SUS316TiZ%R )

TiNox-Cut NF

1Y ARIBEBMEAEE DI LICHE
RINAINT A=V RY =)L

High performance roughing tool for

all materials that are difficult to machine
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TiNox-Cut N

BICF 5V BEOMIITIHE Ut/ \ 1/ T 4 — =

NYARY—)b S| 22

High performance tool specially designed for 7

machining of titanium and titanium alloys
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TiNox-Cut ,,Base* 41
27V LASBEMEBBOMTICR@EL1=/ o
—H5)LY—IL MI—
Universal tool for machining of &l
stainless- and acid-resistant steels 11
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AT LA#DHINT - Machining of Stainless Steel Materials

FRANKEN

77N ox-Cut

SEFREE - #HI
Applications — material

5IERDEE
Tensile Strength

141&E 451 (DINfth)
Material examples

THEBFIJISTH)
Material examples

TIVEZULAE

Aluminium alloys

R U Cold-extrusion steels, Cq15
B ERRER Construction steels, <600 N/mm2 S2350R (St37-2) SSF[JC,\ASS Hsﬁlsé%(ﬂoss\ﬁgm
REISH Free-cutting steels, efc. 10SPb20 ' g
SIS R R Construction steels, E360 (St70-2)
RIR Case-hardened steels, < 800 N/mm2 16MnCr5 s?:?\‘ﬂsncyssl\jr?fégcsrﬁ:\leﬁh
#Hm Steel castings, etc. GS-25CrMo4 ' '
=R Case-hardened steels, 20MoCr3 SACM, SCM415H,
SIS Heat-treatable steels, <1000 N/mm2 42CrMo4 SCM440H, SCMn, SCPH,
S Cold work steels, etc. 102Cr6 SCr440H, SUJ2
LIRS Heat-treatable steels, 50CrMo4
AR Cold work steels, <1200 N/mm2 X45NiCrMod SCM445H, SSPH SKS, SKT,
ES (4] Nitriding steels, etc. 31CrMo12
Ea®f High-alloyed steels, X38CrMoV5-3
AR TEM(SHSRA) Cold work steels, <1400 N/mm2 X100CrMove-1-1 | Sk012 SKES.L‘ SKT, SUR,
a2 TEHEESEA) Hot work steels, etc. X40CrMoV5-1
ATV LA Stainless steel materials
11 |71 TV A Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403
M| 21 |[#A—ZFF1b Austenitic <950 N/mm?2 X6CrNiMoTi17-12-2  |SCS, SUH, SUS304, SUS316
31 [A—RFFAN/Zz5C 8%, WEFELR [Austenitic-ferritic (Duplex) <1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 |A—=RTFAN/ 75148 ZHR, FHELR |Austenitic-ferritic heat-resistant (Super Duplex) <1250 N/mm2 X2CrNiMoN25-7-4  |SUS329J4L, SCS14A, 15-5PH
N ) ) ) 100-250 N/mm2 EN-GJL-200 (GG20) FC200
9 MFk Cast iron with lamellar graphite (GJL) 250-250 N/mm? EN-GJL-300 (6630) 0300
. . . 350-500 N/mm?2 EN-GJS-400-15 (GGG40) FCD400
U5 Ak Cast iron with nodular graphite (GJS) 500-900 N/mm? EN-GJS-700-2 (6GG70) CD700
. - ) ) ) ) 300-400 N/mm?2 GJV 300 FCV300
JANSE S Bl 7573 Cast iron with vermicular graphite (GJV) 200500 N/mm2 GOV 450 ECVA00
n . 250-500 N/mm2 | EN-GJMW-350-4 (GTW-35) FCMW330
PISBEER Malleable cast iron (GTMW, GTMB) 500-800 N/mm2 | EN-GJMB-450-6 (GTS-45) FOMW370

< 200 N/mm?2 EN AW-AIMn1 A1050, A3030
FILZZULEE EBEM Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi A5052, AG061
< 550 N/mm?2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILIZULGESE Y Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% < Si<17% GD-AISi17Cu4FeMg ADC14
WE® Copper alloys
MR EE &R Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 figh, C2400
i Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) (2720,62801
REEER Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) £3560,C3710
TILZER Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm?2 CuAl10Ni5Fe4 (5210,06280
i Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm?2 CuSn8P LBC3
REIEIE Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3
) < 600 N/mm?2 AMPCO® 8
LSS = Special copper alloys = 1400 Nmm2 ((AMPCO® 4;)
SESPIN-¥ Magnesium alloys
NESPIN-¥A Magnesium wrought alloys < 500 N/mm2 MgAI6Zn
SESPIN-¥5 5 Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
BEEE Synthetics
BRI Duroplastics (short-chipping) Bakelit, Pertinax
AT BRI AR Thermoplastics (long-chipping) PMMA, POM, PVC
TR s (2 H = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
fER L EE (S E E>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
L Spa AL Special materials
T2771 Graphite C 8000
IV RATV-EE Tungsten-copper alloys W-Cu 80/20
EEME Composite materials Hylite, Alucobond
FIVESE Titanium alloys
WFy Pure titanium < 450 N/mm2 Ti1 fFy >
N - < 900 N/mm?2 TiAl6V4 Ti-6Al-4V
7o aE Titanium alloys < 1250 N/mm2 TIAI4Mo4Sn2 TiAl4Mo4Sn2
—vT)LEEE . INILNEESS SEES Nickel alloys, cobalt alloys and iron alloys
W=yl Pure nickel < 600 N/mm2 Ni 99,6 f=—w L
— ‘ <1000 N/mm2 Monel 400 ExJL 400, /\RFOA B
=vo\EeE Nickel-base lloys < 1600 N/mm2 Inconel 718 C>axIL 718
o < 1000 N/mm2 Udimet 605 Udimet 605
JVULRNEES Cobalt-base alloys = 1600 N/mm2 Haynes 25 ~A>Z 25
HES Iron-base alloys <1500 N/mm2 Incoloy 800 >0 800
=IEER Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4
H 12 50 - 55 HRC Hardox 550 J\—Rw 2550
1.3 | SaEH. SEER. SEEEK High strength steels, hardened steels, hard castings | 55 - 60 HRC Armox 600T SKD61
14 60 - 63 HRC Ferro-Titanit SKD11
1.5 63 - 66 HRC HSSE R

B



FRANKEN

77/\Vox-Cut

- INAIRT A=V RAY—)L
- BRETY IREEIM DML
EFmITIc

HBEVUYRIVRI) T4/ v RX"X—X" - Solid Carbide End Mills “Base”

- High performance tool
- Finishing end mill

for tough materials

-EEVEIIZ 2RI XE - Special geometry
&t prevents vibration

- AEEYFERE - Variable spacing

~Ip
S { \ S

lo ‘ é’ ‘
I3
h

Design I4:

=Ip
-.‘:TI E (Y S
= N \ / =

i 17_'y IJZ
J—7 %" - Coating TIN/TIALN |
TIVr—3> - HEIR (R— 3) Applications — material (see page 3) P
- 27 Y LASRO I LI I &l - Especially suitable for stainless 11-4.1 |
-HPCREERM T & Il T IC&E steel materials
- Suitable for HPC roughing and finishing K (14:22) 3142
N
N(2128] 52
S 1.2-1.3
S 2.2-26
HO 14 ) 12 |
DIN 6527 — 23— - Short design
HmBYE - Order code 2566T 2567T
0 dy Iy I3 4 pd3 1y ody  Ia KB z H14 X
h1o n6 P | BE
3 5) 9 50 29 14 6 14 0,07 4 .003 [} ®
4 8 12 54 38 18 6 18 0,07 4 .004 [} o
5 9 16 54 48 18 6 18 0,12 4 .005 [} ®
6 10 16 54 5,8 — 6 18 0,12 4 .006 o ®
8 12 20 58 7,7 = 8 22 0,12 4 .008 () [}
10 15 24 66 9,5 - 10 26 0,2 4 .010 [} ®
12 18 26 73 11,5 = 12 28 0,2 4 .012 () [}
16 24 32 82 15,5 - 16 34 0,2 4 .016 [} ®
20 30 40 92 19,5 = 20 42 0,3 4 .020 [J )

T4 - SuUS316Ti 7 v MINT
Machining example — 1.4404, with coolant

T EEMELEROBIICTHLHE

Achieved chip volume at end of tool life

KR

Conventional end mill

TA /YT Ay N ANR="

TiNox-Cut ,,Base”

BE.

Article no.:
TERE:

Tool diameter:
YIHIERE :

Cutting speed:
HH1r=DiED :
Feed per tooth:
A AYIAHE
Axial depth of cut:
EHEPAHE
Radial depth of cut:
EERE

Speed:

EDRE :

Feed speed:

[d]
[ve]
[t
(]
[ag]
il
vl

2569T.012

12 mm
170 m/min

0,066 mm

25 mm

2 mm
4500 min-1

1200 mm/min

EMUGE
[FRANKEN|

o = 1EAETE M - Stock tool

Z3ESLA - Ordering example: 2566T.003



HIBIZ4E - Cutting Conditions FRANKEN

7N ox~Cuwt
TA/YVIANY RN R=R" - 23—
Solid carbide end mills “Base” — short design FHERE R - Valid for
N | 25667
2567T
= = =
= Il [ Il
I & < &
&
0 dq
:g,_l ‘ 0 dy « ‘ 0 dy B ‘ 0 dy <
ae ae ae de
3g =04 3= 0,4 xd4 3 =0,2xd4 3 = 0,02 x dy
PHBRE | HHhED | YIEERE | AHDED | YIEERE | HHhxED | YIEIERE | HHhiED % \Q* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] Ve [m/min] f, [mm] )| MaL
170 0,005 xd4 190 0,006 xd4 200 0,007 xd4 240 0,007 xds O m] O ]
150 0,004 xd; 170 0,005 xd4 180 0,006 xd4 210 0,006 xd4 O m] O ]
130 0,004 xd; 140 0,004 xd4 160 0,005 xd4 180 0,005 xd4 O ] O ]
120 0,003 xd; 130 0,004 xd; 140 0,004 xd4 170 0,004 xd4 O ]
100 0,003 xd; 110 0,003 xd4 120 0,004 xd4 140 0,004 xd4 O ]
. 90 0,004 xdy 110 0,005 xdy 120 0,005 xdy 130 0,005 xdy =] =] O []
M[ 2 80 0,003 xdy 90 0,004 xdy 100 0,005 xdy 110 0,005 xdy O &] O ]
; 70 0,003 xdy 80 0,003 xdy 90 0,004 xdy 100 0,004 xdy O ]
4. 60 0,002 xd 70 0,002 xd 80 0,003 xd 90 0,004 xd ] ]
150 0,005 xd; 160 0,006 xd; 180 0,006 xd; 200 0,007 xd; &] [] &]
150 0,005 xd; 160 0,006 xd; 180 0,006 xd; 200 0,007 xd; =] ] =]
140 0,004 xd 150 0,005 xd; 170 0,005 xd; 180 0,006 xd; &] [] O
140 0,004 xd; 150 0,005 xd; 170 0,005 xd; 180 0,006 xd; =] ] =]
120 0,004 xd 130 0,005 xd; 140 0,005 xd; 150 0,006 xd; O [] O
120 0,004 xd; 130 0,005 xd; 140 0,005 xd; 150 0,006 xd; O ] O
100 0,003 xd; 110 0,003 xd; 120 0,004 xd; 130 0,004 xd; O [] O
80 0,003 xd 90 0,003 xd 90 0,004 xd 100 0,004 xd =] ] =]
220 0,009 x dy 250 0,010 x dy 280 0,011 xdy 300 0,008 x d; []
220 0,008 x ds 250 0,009 x dy 280 0,010 x dy 300 0,008 x dy ]
220 0,007 x d; 250 0,008 x d; 280 0,009 x d; 300 0,007 x dy []
170 0,007 xds 180 0,007 xd; 200 0,008 xd; 220 0,008 xd; O []
170 0,007 xd; 180 0,007 xd; 200 0,008 xd; 220 0,008 xd; O ]
170 0,007 xd; 180 0,007 xd; 200 0,008 xd; 220 0,008 xd; @] ] ]
160 0,006 xd; 170 0,006 xd; 180 0,007 xd; 200 0,007 xd; O ]
160 0,006 xd; 170 0,006 xd; 180 0,007 xd; 200 0,007 xd; O ]
160 0,006 xd; 170 0,006 xd; 180 0,007 xd; 200 0,007 xd; =] O ]
120 0,004 xd; 130 0,004 xd 140 0,005 xdy 160 0,005 xd; O ]
100 0,003 xd; 110 0,003 xd; 120 0,004 xd; 140 0,004 xd; O ]
70 0,003 xd; 80 0,004 xd; 80 0,005 xd; 100 0,005 xd; ] []
70 0,005 xd; 90 0,005 xd; 100 0,006 xd; 100 0,005 xd; []
60 0,003 xd; 70 0,003 xd; 80 0,004 xd; 90 0,004 xd; ]
50 0,002 xd; 60 0,002 xd; 70 0,003 xd; 80 0,003 xd; ]
60 0,003 xd; 70 0,003 xd; 80 0,004 xd; 90 0,004 xd; []
20 0,002 xd; 25 0,002 xd; 30 0,003 xd; 35 0,003 xd; ]
15 0,002 xd; 20 0,002 xd; 25 0,003 xd; 30 0,003 xd; []
20 0,002 xd; 25 0,002 xd; 30 0,003 xd; 35 0,003 xd; ]
15 0,002 xd; 20 0,002 xd; 25 0,003 xd; 30 0,003 xd; []
15 0,002 xd; 20 0,002 xd; 25 0,003 xd; 30 0,003 xd; ]
. 90 0,003 xds 100 0,003 xds 110 0,003 xds 130 0,004 xds O []
H I 70 0,002 xd; 80 0,003 xd; 90 0,003 xd; 110 0,004 xd; =] ]
4
5

W = 558 - very suitable 5
O = BFAPIAE - suitable



FRANKEN

HBEVUYRIVRI) T4/ v RX"X—X" - Solid Carbide End Mills “Base”

77/\Vox-Cwt
SI\AINT A=Y =)L - High performance tool
- BRETY 7EEIM DL - Finishing end mill N
EFmTIC for tough materials
-EEYEIIZ 2RI XE - Special geometry pm—
&t prevents vibration
- REEYFEE - Variable spacing BhE
DIN 6535
" JHA
~| HB
=l )
s TN k) ﬂ A |
S ‘ Eil - = 35/37° | KBx45°
lo -g
I3 a - E E:-s
h N e
Design I4: %
—_—

0d
9]

i 17_'y IJZ
J—F+>7%" - Coating TIN/TIALN |
TIVr—3> - HEIR (R— 3) Applications — material (see page 3) P (484 4151 |
- A7V LAHDIN LI IC &E - Especially suitable for stainless 11-4.1 |
-HPCREERM T & Il T IC&E steel materials K 2142
- Suitable for HPC roughing and finishing I
N
N(2128] 52
S 1.2-1.3
S 2.2-26
H1a ) 12 |
a4 - Long design
BIFREE - Order code 2568T 2569T
0 dy Iy I3 4 pd3 1y ody  Ia KB z H14 X
h10 n6 Ay | BE
3 8 14 57 29 20 6 21 0,07 4 .003 [} [ )
4 11 18 57 3,8 20 6 21 0,07 4 .004 [ ] [ ]
5 13 19 57 48 20 6 21 0,12 4 .005 [} [ )
6 13 20 57 58 — 6 21 0,12 4 .006 o ®
8 21 25 63 7,7 = 8 27 0,12 4 .008 () [}
10 22 30 72 9,5 - 10 32 0,2 4 .010 () ®
12 26 85 83 115 = 12 38 0,2 4 .012 ° [}
14 26 35 83 13,5 - 16 38 0,2 4 .014 ° ®
16 36 42 92 155 - 16 44 0,2 4 .016 () °
20 41 52 104 195 - 20 54 0,3 4 .020 [) ®

INTEHI - Sus304 KSNT
Machining example — 1.4301, dry machining

BE.
Article no.: 2569T.020
= TEE.
A< Tool diameter: [d4] 20 mm
o BIHIERE :
= = |
1\2 E Cutting speed: [vel 80 m/min
2 HT=DED :
% o Feed per tooth: [f 0,075 mm
£3 HAEITAGE
= Axial depth of cut: (8] 24 mm
&5 >4 THAAS -
&3 EARYIAHE : )
e g Radial depth of cut: (3] 2-18 mm
B g [E1ER%S :
: .
= 7 = : Speed: [n] 1273 min
HER G FA YT RAY N R—R" —
Conventional end mill TiNox-Cut ,Base* EDERE - 382 /i
Feed speed: t

o = RXETEE M - Stock tool Z3ESH - Ordering example: 2568T.003

==



HIBIZ4E - Cutting Conditions

FRANKEN

7 7Nox-Cuwt
T4/ VI RNy RN R=R"-OVYJ
Solid carbide end mills “Base” — long design FEREE - Valid for
l] 2568T
2569T
= = =
=< > >
© 0 ©
T Il I
& & &
& & &
de ae ae de
2 =4 2 =0,4xd 2 =0,2xdy 2, =0,02xdy
YIHIRE | Npfchixh | YIEHIERE | HHichikh | YIHIRE | HHLDZED | YHIRE | NHpichixEDd
Vg [m/min] f, [mm] Vg [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm]
0,005 xd 0,006 xd 0,007 xdy 0,007 xd4
130 0,004 xd 140 0,005 xd 160 0,006 xd 180 0,006 xd4 O O O |
110 0,004 xd 120 0,004 xd 130 0,005 xd4 150 0,005 xd4 O ] O ]
100 0,003 xd 110 0,004 xd 120 0,004 xd 140 0,004 xd4 O ]
90 0,003 xd 100 0,003 xdy 110 0,004 xd 130 0,004 xd4 O ]
80 0,004 xd; 100 0,005 xd; 110 0,005 xdy 120 0,005 xdy =] O O []
M 70 0,003 xd; 80 0,004 xd; 90 0,005 xd; 100 0,005 xd4 O & ] []
60 0,003 xd; 70 0,004 xd; 80 0,004 xd; 90 0,004 xdy O ]
4 50 0,002 xd 60 0,003 xd 70 0,003 xd 80 0,004 xd ] []
140 0,005 xd 150 0,006 xd 170 0,006 xd 200 0,007 xdy O [] O
140 0,005 xd 150 0,006 xd 170 0,006 xd; 200 0,007 xds O ] O
130 0,004 xd 140 0,005 xd 160 0,005 xds 180 0,006 xdy O [] O
130 0,004 xd 140 0,005 xds 160 0,005 xd; 180 0,006 xd; O ] &]
110 0,004 xd 120 0,005 xd 130 0,005 xd 150 0,006 xds O [] O
110 0,004 xd 120 0,005 xds 130 0,005 xd; 150 0,006 xd; =] [] &]
90 0,003 xd 100 0,003 xds 110 0,004 xd 130 0,004 xdy O [] O
70 0,003 xd 80 0,003 xd 80 0,004 xd 100 0,004 xd 0 [] =]
220 0,009 x d4 250 0,010 x d4 280 0,011 x d4 300 0,008 x d4 []
220 0,008 x d 250 0,009 x d4 280 0,010 x dy 300 0,008 x d []
220 0,007 x d4 250 0,008 x d4 280 0,009 x d4 300 0,007 x d4
170 0,007 xdy 180 0,007 xds 200 0,008 xd 220 0,008 xd; ] []
170 0,007 xd 180 0,007 xds 200 0,008 xds 220 0,008 xd; O ]
170 0,007 xdy 180 0,007 xds 200 0,008 xds 220 0,008 xd; & ] []
160 0,006 xd 170 0,006 xd 180 0,007 xds 200 0,007 xd; O ]
160 0,006 xd 170 0,006 xd 180 0,007 xds 200 0,007 xds ] []
160 0,006 xd 170 0,006 xd 180 0,007 xd; 200 0,007 xd; =] O ]
120 0,004 xd 130 0,004 xd 140 0,005 xds 160 0,005 xd; ] []
100 0,003 xd 110 0,003 xds 120 0,004 xds 140 0,004 xd; O ]
70 0,003 xd 80 0,004 xd 80 0,005 xds 100 0,005 xdy O []
70 0,005 xd 90 0,005 xd 100 0,006 xd 100 0,005 xdy []
60 0,003 xds 70 0,003 xd; 80 0,004 xd 90 0,004 xd; []
50 0,002 xd 60 0,002 xd 70 0,003 xds 80 0,003 xdy []
60 0,003 xd 70 0,003 xd 80 0,004 xds 90 0,004 xdy []
20 0,002 xd 25 0,002 xd 30 0,003 xdy 35 0,003 xd; []
15 0,002 xd 20 0,002 xds 25 0,003 xds 30 0,003 xd; ]
20 0,002 xd 25 0,002 xd 30 0,003 xdy 35 0,003 xd; []
15 0,002 xd 20 0,002 xd 25 0,003 xds 30 0,003 xd; ]
15 0,002 xd 20 0,002 xds 25 0,003 xds 30 0,003 xd; []
90 0,003 xd 100 0,003 xd 110 0,003 xd 130 0,004 xd; O []
H 70 0,002 xd 80 0,003 xds 90 0,003 xds 110 0,004 xd; =] ]
Y
.:

W = 5 - very suitable
O = BFAPIAE - suitable

=



EMUGE-FRANKEN Vertriebspartner finden Sie auf www.emuge-franken.com/vertrieb
EMUGE-FRANKEN sales partners, please see www.emuge-franken.com/sales

EMUGE-Werk Richard Glimpel GmbH & Co. KG FRANKEN GmbH & Co. KG

Fabrik fiir Prazisionswerkzeuge Fabrik fiir Prazisionswerkzeuge
& Niimberger StraBe 96-100 & FrankenstraBe 7/9a
91207 Lauf 90607 Riickersdorf
GERMANY GERMANY
. +499123 186-0 . +499119575-5
&= 1499123 14313 & +49 911 9575-327

& info@emuge-franken.com @ www.emuge-franken.com

10611337

- Rev. A - Printed in Japan

ZP20132 . JPGB
6T 092019 Kr

EMUGE

FRANKEN

IL—T 7700 0%kt
T224-0041 HEEMEBRX (FETA1-32-10-403
Tel. 045-945-7831 Fax. 045-945-7832
www.emuge.jp




