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TLZDJ:I:Q “Indexable Spot facing drill”
/ TLZD type
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NEW PRODUCT HMindexable spot facing drill

with point angle of 180° (flat face).
WSize range: ¢ 14-¢ 32mm dia. (Drilling depth: 1.5D)
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Application

{ERIEE< b INT
Spot facing slope

JEESDHIIT
Spot facing
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Spot facing after chamfering part

EHRINT
Drilling thin plate
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TA@ { 5 - P I) )b “INDEXBLE SPOT FACING DRILL” TLZD type

Features 1

TER@FY Tox
TREN, FvITBLES.

TLZD can be used repeatedly only by exchanging insert.
Easy assembly of insert & body.

{EiEH % EIR
Wavy cutting edge

Features 2 achieved low cutting force_/\
HHEPREATE e

TRELT/ VATV TIL
A AT HE,

Achieved non-step drilling without pilot hole even if drilling slope
surface and crossed hole.

resures D At BRI g
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By adopting new PVD coated grade “JC7550” and unique coolant
system, achieved longer tool life even if drilling mold steel or
stainless steel.

Features 4

HRORBHITMIICH T
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Controlled burr in case of drilling thin plate.

Line up G'Boady;

HHMIFEE1.5D =
¢ 14~ ¢ Ky I()rilling depth: 1.50) A =AME High rigid
(FY 713020 TH0.1E& T,
o 20#8(30.5LT)




51143 Cutting performance

// DIJET

DRATF Y LAAMI cutting performance (stainless steel)

HHEIF Mat'l: X7 > L RESUS304 Stainless steel {EA#H Machine: If4MC Vertical M
YIHI%&H Cutting conditions: n=1,840min-1, Vc=110m/min,Vf=80mm/min, f=0.043mm/rev
NI Drillind dia.: $19 #ITIEE Drillind depth.: 19mm (1D, 1£F Y) (1D, blind)

TEME Tool No.: TLZD1900S25-SS F v FHE Insert No.:TLZ1900 (JC7550) PIERIK &M

EVALLE Power consumption

C

Water soluble (Internal)

<
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BERT (F)) Sec.
fettmis 1 RBTEIW < $HEE WMIAFR, DIUET IBEIHIEIASE

DIJET reduced power consumption and achieved stable machining & good
Competitor stopped machining at the first hole due to clogging with chips.

\#&/E Hole accuracy

FEMIHD

ole accuracy.

BULWDOEH fin T NI ek
Engage Drilling Stopped machining
45
1R, RF v ThT il -

S 4 A T 1hole, step feed drilling i i
g \ .
E 35[/ "‘Vﬂ W
2
S 3 PO J o
o L
5]
Z 25
o
<2
S
=3 W i\ i
@ W1y
R4 - I\ [l
& 198, / VAT v I thole, non-step drilling [

05 MI#T =

—— fth#t & Competitor —— 4%t & DIJET Finished T v 7B Step feed
e N L LR T LR LT L R R L L T T L L L L L L L T

o ?Ifd(ﬂ‘ﬁﬂpml?l-F Over size: under 30um
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Cutting performance
(mold steel)

@7YNn—-Kr@EmT

QA EIN T 1 AE30°) Drilling slope surface (inclined angle: 30°)
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HHI# Mat’l:

Z1)n— KU SANAKSO Mold steel P21

Y14 %4 Cutting conditions:

n=300min-1, Vc=30m/min,Vf=24mm/min, f=0.08mm/rev
NI Drillind dia.: ¢ 32

fITEE Drillind depth.: 32mm (1D)

T E#% Tool No.: TLZD3200S32-SS

F v TR Insert No.: TLZ3200 (JC7550)

RERIKA M Water soluble (Internal)

= i HIEN A ME
£ 6.000 - i Power consumption
4.800
3.600 RAHLA 0.019 MEEE 0.006
- Over size (Max.) Cylindricity
2.400 ¥ :
| sl
1.200 — ]

ZUN—FHTHERY

Stable machining even if drilling mold steel.

r
HI# Mat'l: REHS50C C50 {HEFHHM Machine: IFMC Vertical MC

YHI%H Cutting conditions:

n=1,590min-1, Vc=70m/min, Vf=50-150mm/min, f=0.03-0.09mm/rev

NI Drillind dia.: $14 fITIFES Drillind depth.: 14mm

7 — 4 {E$FAEE30° Inclined angle:30° T EME Tool No.: TLZD1400S16-SS
Fw 7% Insert No.: TLZ1400 (JC7550)
HTRARDAIRAMITET>TOVETAA,

But, in case of actual machining, recommend wet coolant.

I X MADI Mist coolant
BAMIE#HELES,

HAFARE 30°

Inclined angle: 30°

BEHAE0COMITHRELL.
£=0.03mm/rev T I3 EN25umPI T
tRE

Stable machining even if drilling slope
surface (inclined angle 30°).

o

14 ()
12 \
f=0.03mm/rev § K
fn 25um LU \y
Inclination: Below 25um
(in case of f=0.03mm/rev)
< 8
§ //'
=6
o
€ Vf=50mm/min
£ 4 ™ (f=0.03mmirev)
w4 - Vf=100mm/min
53 2 || (f=0.06mmirev)
K & VF=150mmimin
(f=0.09mm/rev)
0
0 20 40 60
()

In case of f=0.03mm/rev, inclination
was below 25um.




TA"’ { 5 - F I) }b “INDEXBLE SPOT FACING DRILL” TLZD type

TAZL5—FYWN TL XAl TLZD-SS type (1.5D)

G'B @dAy 49— P41 E Through coolant hole

BN IEE Driling Depth :1.5xDc

&\ OSSH; (1.5D)  sstype (1.5D)
~
~
058 =X ,
© ©)
XF v FEERETEE L
(EREEFER ) T A
Regrindable
WS F v 7 insert M K {K Body
Ry LER F v 7 Insert A Body
(mm) PVDa—7 4 4| <ti&(mm) ERERE SSH (1.5D) SS type (1.5D)
Drilldia. | 5 ., ;2 PVD coated Dimensions Applicable dia. , e <t (mm) Dimensions
oDc | MsertNo. JC7550 A | T |[EEEEE. ﬁgﬁf Stock | ¢ 2 0s L ¢Ds
Over [Or under
14 TLZ1400 °
141 | TLZ1410 °
B 121420 . 106 | 45 || 135 | 145 | TLZD1400S16-SS | @ 29 43 48 91 16
143 | TLZ1430 °
144 | TLZ1440 °
145 | TLZ1450 °
146 | TLZ1460 °
147 | TLZ1470 °
148 | TLZ1480 °
149 | TLZ1490 °
= ULz is0u L 1.3 | 48 || 145 | 155 | TLZD1500S20-SS | @ 31 46 50 96 20
151 | TLZ1510 °
152 | TLZ1520 °
153 | TLZ1530 °
154 | TLZ1540 °
155 | TLZ1550 °
156 | TLZ1560 °
157 | TLZ1570 °
158 | TLZ1580 °
159 | TLZ1590 °
15 LZ1E00 L 121 | 50 || 155 | 165 | TLZD1600S20-SS | ® | 33 49 50 99 20
161 | TLZ1610 °
162 | TLZ1620 °
163 | TLZ1630 °
164 | TLZ1640 °
165 | TLZ1650 °
166 | TLZ1660 °
167 | TLZ1670 °
168 | TLZ1680 °
169 | TLZ1690 °
il EA e L 126 | 55 || 165 | 175 | TLZD1700S20-SS | @ | 35 52 50 102 20
174 | TLZ1710 °
172 | TLZ1720 °
173 | TLZ1730 °
174 | TLZ1740 °
175 | TLZ1750 °
176 | TLZ1760 °
17.7 | TLZ1770 °
178 | TLZ1780 °
179 | TLz1790 °
1 ULz L 132 | 58 || 175 | 185 | TLZD1800S20-SS | @ | 37 55 50 | 105 | 20
181 | TLZ1810 °
182 | TLZ1820 °
183 | TLZ1830 °
184 | TLZ1840 °
185 | TLZ1850 0

Fu 37— 1MBEAY TT . 1insert per case. ) RULFICF Y TEERAATHY FA.
Note) All holders are supplied without insert.

e [ @ | A—H—7TEEM Standard stock items O ! JEHTEER Soon to be stocked O FEENELIRYREREE Soon to be deleted



G'B@dy 99— MReEE Through coolant hole

AT E S Driling Depth :1.5xDc

// DIJET

N S At R I WA B PG E R gl TLZD-SS type (1.5D)

|¢Dc> 930035

[¢Dc= ¢ 300158]
TN == ¢ g A T~ i 5
) e S [o— S
2
02 Ds 02 | s
L L
B85 Parts
iR Parts
935 7kl LT
Clamp screw Wrench
& 0\
DSW-2045H A-07
DSW-2045H A-07
TSW-2556H A-08
TSW-2556H A-08
95V TREHE HELILI(N - m)
Clamp screw |Recommended torque
DSW-2045H 0.9
TSW-2556H 1.2
TSW-2556H A-08 TSW-2567H 1.2
DSW-307H 21
DSW-309H 21
TSW-3510H 3.0
TSW-3512H 3.0

B RR—JIfE<

@ | X—/—7E[EH Standard stockitems

© ! 3EHEEESR Soon to be stocked

O EEHEL Y REBFEF Soon to be deleted

O




TAZAL =8N

TAZA4Z5—=K"JI TL

DL dwAN TLZD-SS type (1.5D)

“INDEXBLE SPOT FACING DRILL” TLZD type

G'B @dAy 49— P41 E Through coolant hole

BN IEE Driling Depth :1.5xDc

&\ OSSH; (1.5D)  sstype (1.5D)
~
~
- O ‘
)
©)

XF v J LA A

(EREEFER ) T A

Regrindable
WG F v 7 nsert B 74K Body
Ry LER F v 7 Insert 4k Body

(mm) PVDa—F 4 ¥ 4| Fik(mm) BRERE SS# (1.5D) SS type (1.5D)

Drilldia. | ., 55, | PVD coated Dimensions Applicable dia. sti% (mm) Dimensions

o Insert No. ~ZEMZ| ~LUTF itia el

Dc JC7550 A T over lor umdter Tool No. Stock [ 02 0s L ®Ds
186 | TLZ1860 °

187 | TLZ1870 °

188 | TLZ1880 °

189 | TLZ1890 °

e bz el . 136 | 60 || 185 | 195 | TLZD1900S25-SS | @ | 39 58 56 114 25
191 | TLZ1910 0

192 | TLZ1920 0

193 | TLZ1930 °

194 | TLZ1940 °

195 | TL71950 °

19.6 | TLZ1960 0

197 | TLZ1970 0

B 21980 - 146 | 65 || 195 | 205 | TLZD2000S25-SS | @ | 41 61 56 17 25
199 | TLz1990 °

20 TLZ2000 °

205 | TL72050 0

el L2200 . 152 | 67 || 205 | 215 | TLZD2100S25-SS | @ | 43 64 56 120 25
215 | TLz2150 °

2 iEceeon - 159 | 7.5 || 215 | 225 | TLZD2200S25-SS | @ | 45 67 56 123 25
225 | TL72250 °

2 Lerg - 167 | 75 || 225 | 235 | TLZD2300S25-SS | @ | 47 70 56 126 25
235 | TL72350 °

24 TLZ2400 ° 174 | 80 || 235 | 245 | TLZD2400S32-SS | @ | 49 73 60 133 32
245 | TL72450 °

2 22500 e 183 | 80 || 245 | 255 | TLZD2500832-SS | @ | 51 76 60 136 32
255 | TL72550 °

A TLZ2600 . 188 | 85 || 255 | 265 | TLZD2600S32-SS | ® | 53 79 60 139 32
265 | TL72650 °

2 22000 - 195 | 85 || 265 | 275 | TLZD2700S32-SS | ® | 55 82 60 142 32
275 | TLZ2750 °

2 bz . 203 | 90 || 275 | 285 | TLzD2800S32-5S | @ | 57 85 60 145 32
285 | TL72850 °

29 TLZ2900 4 211 | 90 || 285 | 295 | TLZD2900S32-SS | ® | 59 88 60 | 148 32
295 | TL72950 °

e JLlzeany . 215 | 95 || 295 | 305 | TLzD3000S32-SS | @ | 61 91 60 151 32
305 | TL73050 °

1

B TLZ3100 . 223 | 100 || 305 | 315 | TLZD3100S32-SS | @ | — 94 60 154 32
315 | 1173150 °

32 TLZ3200 ° 23.1 | 10.0 315 | 325 TLZD3200S32-SS | @ — 97 60 157 32

FuIEr—1EAYTT,

1 insert per case.

E) RLFICF Y TFMERAATHY ERA.
Note) All holders are supplied without insert.

@ | X—/—71E[EH Standard stockitems

© :3EHEEESR Soon to be stocked

O EEHELEYREBFEF Soon to be deleted
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// DIJET

N S At R I WA B PG E R gl TLZD-SS type (1.5D)
G:Body,

AT E S Driling Depth :1.5xDc

[¢Dc= ¢300158]

&)
o
AS

|¢Dc> 930035

==

¢Ds

&

42 ds
L
W ER & Parts
iR Parts
y5v7hl LoF
Clamp screw Wrench
& | IR
TSW-2567H A-08
TSW-2567H A-08
TSW-2567H A-08
DSW-307H A-10
DSW-307H A-10
DSW-307H A-10
DSW-309H A-10
DSW-309H A-10
DSW-309H A-10
95 TR UHE HERLI(N-m)
TSW-3510H A-15 Clamp screw |[Recommended torque
DSW-2045H 0.9
TSW-3510H A-15 TSW-2556H 1.2
TSW-2567H 1.2
TSW-3510H A-15 DSW-307H 21
DSW-309H 2.1
TSW-3512H A-15 TSW-3510H 3.0
TSW-3512H A-15 TSW-3512H 3.0

¢ Ds

(9~
22 I
L

@ | X—/—7E[EH Standard stockitems

© ! 3EHEEESR Soon to be stocked

O EEHEL Y REBFEF Soon to be deleted

O



TA& { 5 - F I) }b “INDEXBLE SPOT FACING DRILL” TLZD type

=¥ 45} [E-15 88 Recommended cutting conditions for TLZD

HEIH il (~180HB) Mild steel H33M (~280HB) Carbon steel (C50) A%88 (280~350HB) Alloy steel (1.7223)
Work materials S$S400 S50C SCM440
BIE Suitability © © ©
F[;Jﬁflbiﬁ LIHIEEE Vo EIE5EE n EYEf # Y HE VF CIHIEE Ve EFEEE n EYES %Y RE VF LHIERE Ve EEEEE n BEYESf % VY SEE VP
(mm) (m/min) (min") (mm/rev) (mm/min) (m/min) (min-) (mm/rev) (mm/min) (m/min) (min') (mm/rev) (mm/min)
14 1,590 0.06~0.20 190 1,590 0.06~0.20 190 1,140 0.06~0.20 140
15 1,490 0.06~0.20 180 1,490 0.06~0.20 180 1,060 0.06~0.20 130
16 1,390 0.06~0.20 170 1,390 0.06~0.20 170 990 0.06~0.20 120
17 1,310 0.07~0.21 170 1,310 0.07~0.21 170 940 0.07~0.21 120
18 1,240 0.07~0.21 160 1,240 0.07~0.21 160 880 0.07~0.21 110
19 1,170 0.07~0.21 150 1,170 0.07~0.21 150 840 0.07~0.21 110
20 1,110 0.07~0.21 150 1,110 0.07~0.21 150 800 0.07~0.21 110
21 1,060 0.08~0.22 150 1,060 0.08~0.22 150 760 0.08~0.22 110
22 1,010 0.08~0.22 140 1,010 0.08~0.22 140 720 0.08~0.22 100
23 50~100 970 0.08~0.22 140 50~100 970 0.08~0.22 140 30~70 690 0.08~0.22 100
24 930 0.08~0.22 130 930 0.08~0.22 130 660 0.08~0.22 90
25 890 0.08~0.22 130 890 0.08~0.22 130 640 0.08~0.22 90
26 860 0.09~0.23 130 860 0.09~0.23 130 610 0.09~0.23 90
27 830 0.09~0.23 120 830 0.09~0.23 120 590 0.09~0.23 90
28 800 0.09~0.23 120 800 0.09~0.23 120 570 0.09~0.23 90
29 770 0.09~0.23 120 770 0.09~0.23 120 550 0.09~0.23 80
30 740 0.10~0.24 120 740 0.10~0.24 120 530 0.10~0.24 80
31 720 0.10~0.24 120 720 0.10~0.24 120 510 0.10~0.24 80
32 700 0.10~0.24 110 700 0.10~0.24 110 500 0.10~0.24 80
WEIH F1)n— F V48l Mold steel (P21) ATV LA Stai steel #8% Cast iron (GG, GGG)
Work materials NAK80 (40HRCHZE) SUS304 FC/FCD
MBIE Suitability © © ©
FULER CIHIERE Ve EISm&EE n HEYESF %Y HE VF CIHIERE Ve El#REE n EYRES %Y EE V YIHIERE Ve ElSmEE n EYRESF %Y HE VF
D(r::rﬂl)a' (m/min) (min") (mm/rev) (mm/min) (m/min) (min-) (mm/rev) (mm/min) (m/min) (min) (mm/rev) (mm/min)
14 680 0.04~0.10 40 2,270 0.02~0.06 90 1,590 0.06~0.20 190
15 640 0.04~0.10 40 2,120 0.02~0.06 90 1,490 0.06~0.20 180
16 600 0.04~0.10 40 1,990 0.02~0.06 80 1,390 0.06~0.20 170
17 560 0.04~0.11 40 1,870 0.02~0.06 80 1,310 0.07~0.21 170
18 530 0.04~0.11 40 1,770 0.02~0.06 80 1,240 0.07~0.21 160
19 500 0.05~0.11 40 1,840 0.03~0.07 80 1,170 0.07~0.21 150
20 480 0.05~0.11 40 1,750 0.03~0.07 80 1,110 0.07~0.21 150
21 450 0.05~0.12 40 1,670 0.03~0.07 80 1,060 0.08~0.22 150
22 430 0.05~0.12 30 1,590 0.03~0.07 80 1,010 0.08~0.22 140
23 20~40 420 0.05~0.12 30 80~140 1,520 0.03~0.07 80 50~100 970 0.08~0.22 140
24 400 0.05~0.12 30 1,460 0.03~0.07 80 930 0.08~0.22 130
25 380 0.05~0.12 30 1,400 0.03~0.07 80 890 0.08~0.22 130
26 370 0.05~0.13 30 1,350 0.04~0.08 80 860 0.09~0.23 130
27 350 0.05~0.13 30 1,300 0.04~0.08 80 830 0.09~0.23 120
28 340 0.06~0.13 30 1,360 0.04~0.08 80 800 0.09~0.23 120
29 330 0.06~0.13 30 1,320 0.04~0.08 80 770 0.09~0.23 120
30 320 0.06~0.14 30 1,270 0.04~0.08 80 740 0.10~0.24 120
31 310 0.06~0.14 30 1,230 0.04~0.08 80 720 0.10~0.24 120
32 300 0.06~0.14 30 1,190 0.05~0.09 80 700 0.10~0.24 110
WHIH FILS&® Aluminum alloy E)
Work materials SCADG 1. LEEOBREVHIEGHIFERMITOEGHERLTVET, EREMNIOSEF. ERH
L= ST O FEMB0 KM TIEE Y EEE40~80%ICFIHF TS, Fho. ERAEMNULTIEEY
FULER | gMsEEve | EiEEEn EYRT sy | REE20~50%ICTFIFTLIZELY,
B e ) s e | o | 2 L ROEEEIEHGAEEOMREER L BEOEXHTT . EROBAK. T770
= 20 | omeeom | a0 | TIETHIYKFREBEEF>TIEE L,
15 2120 D~050 B 3. /“i?éTE‘c‘W.SDl;l'F’GﬁFﬁ(T:"éL\O 15DZBR2NHTIIHELERA,
16 1,990 0.06~0.20 240 4. |EYIFTESEA, . R N . .
- o0 oor~oa1 cio | 5 BEIBMOMBECT—ORREEICEY . YU THRCBULBENHYES, [REH
5 e T oormoar | aee | BAT A TEEHHAO] Y FEFYICLZTRRIA) OTRMABYETOT
1o o0 [ oormozr | a0 | » [EUELEFE] [RFYIMII BEEFL. GIYCTERHLTIESL,
20 1750 0.07~0.21 230 2L, ATV LRAEMINBZEE, 2YEEFYYLKTELHTEIMIETAETTOT
by o0 ovs~o22 o | < DHEEEEFRYETHC, 2BMA YUY TEH LTS,
22 1,590 0.08~0.22 220
23 50~150 1,520 0.08~0.22 210 Note)
24 1.460 0.08~0.22 200 1. Above cutting conditions are for drilling flat surface. In case of drilling slope, the figure to be
25 1,400 0.08~0.22 200 adjusted as below:
26 1.350 0.09~0.23 200 For inclined angle under 30°, reduce Feed speed (Vf) to 40-80%, and for inclined angle 30° or
27 1,300 0.09~0.23 200 more, reduce Feed speed (Vf) to 20-50%.
28 1,360 0.09~0.23 200 2. Above cutting conditions are for drilling with water soluble. In case of dry cutting, use air blow
29 1,320 0.09~0.23 200 to remove the chips.
30 1,270 0.10~0.24 200 3. Recommend drilling depth under 1.5D or less. Drilling depth over 1.5D is not recommended.
31 1,230 0.10~0.24 200 4. Horizontal milling is impossible.
32 1,190 0.10~0.24 190 5.1n case of long chips evacuated, adjust above conditions by increasing Feed speed (Vf) or

using step feed for breaking chips.

But, in case of machining stainless steel, not recommend to increase Feed speed for breaking
chips. Please increase cutting speed (Vc) and reduce Feed speed (Vf) so that bellows-shaped
chips can be occurred.

© : & Very good
(@)

: 3@ good
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TA2145—RKUNERLED;E=HEE LGN

TAZAL5—RKYINDOF Y 7TIMESE Procedure of mounting insert for TLZD

1 Fv 7HEYH L Removing the used insert

HFAZFFY TEMYNL. RLEDFy TRy Y b (RY Y M) OEY%E
I770—FICTHRECESL., FyTzRYATEIZ. y5vThLoL
UFRIZOYBENFEE > TVRBEIE. FTIT7IA—FTHREE. 4L
EHROTIESL,

Remove the used insert and clean the insert pocket by brush or air blow

before mounting new insert. In case of blocking clamp pocket by chips
and dust, please remove them before loosening the clamp screw.

FyITRry FOEY
EBRECLESL,

LUFRIZEIY#H
ENEFE-HE
&, 25v7Rhl
ERODANRE
EEW,

2 #HLWFY 7OEY b Mounting the new insert

FLOWFvTEFyIRTY b (AU D) Iy bL. FYTORGEERDEL S @. @
ISHETHSRGMNE, 2ADY 5V TRLETI SV TLTLESL, TR, FTOQ0 . B
JEISEAORLE RO LF v TERL S ORISHMEAS RS & £ RBE. HEHLT ———
FLY (AR—UBR) ISTOODIRISAY 5V TLTIEEN, G Sy Tatls | BITY 7807y bEREzhn
IE. HoALHHBOLEMEMHLEF'MOLY" EEH SN S LEHELET, £y M. QOBRY 5T X -

< 5 S d
Tighten the two clamp screws lightly with pressing the top of insert (D,@initial %ﬁ?ffﬁ*77“ T n28mT - .

tightning). After confirming that there is no gap, be sure to fix the insert completely
by tightening the_ clamp screws again to the recommended torque (see page 4) e =LA
(®,@xfinal tightning). And, please recommend to spread the attached MOLY coat LQL_Y@__ MOLY"

on the clamp screw in advance.

A\ 3% &5 Attention
ISV TRLITHEERTIDT, FYyTZI0RIKMTHTLITRLLRBT H L xRN LET,

L. RLOEREERSNIIBEET CITRLERBL TS,

Clamp screw is expendables, so please also exchange the clamp screw whenever you exchange inserts
10 times. But, in case there is the deformation of the clamp screw, exchange it immediately.

95v7ht

— Clamp screw
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N VA IR #VY2AL DIJET INDUSTRIAL co., LTD.
X #t T547-0002 APRHFEHFXIIEER2TH1E185

TEL. 06(6791)678114% 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 1509001 [§|1S0O14001
JQA-2089 JQA-EM1580

EHlR
WEREX/E (RERESFR) WERA TR
T341-0038 BEE=MrihR 17T 582 ResidenciaZ® 1F T430-0926 s SN XA LBT340& D7
TEL. 048(949)7720 FAX.048(949)7730 TEL. 053(456)2133 FAX. 053(456)7938
WERERESER WAPRZIE (KIRESEFR)
T221-0835 #F/| S EMER | [XER12T B268 4 $53%ME)LEF TH547-0002 KBRMFHEXMEHRLTH 18185
TEL. 045(290)5100 FAX.045(312)0066 TEL. 06(6794)0216 FAX. 06(6794)0217
WHLRIRE SRR WELLEZEr
T373-0818 BEEKAT/IEALG 1 4EH T939-8096 EILMEAR17&E205 ERE_E)L 1-B
TEL. 0276(45)8588 FAX. 0276(46)7446 TEL. 076(425)5171 FAX. 076(425)5187
Wl&E4 742 WLESESE
TI83-0852 lEh=MEXEMS T B2E&E35 T734-0022 [hEmMXEE]TH23%F 155 #fNEIL1F 1035
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IDIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Diisseldorf, Germany RM.N0.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden,
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 No.1480 Tianfu Avenue North, Hi-Tech District, Chengdu City, Sichuan, P.R.CHINA
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
Khet Suanluang, Bangkok 10250, Thailand B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260 Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
Room No.1008 Tomson Commercial Building., 710 Dongfang Rd., IHDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Shanghai 200122, China 322, ARCADIA
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Hiranandani Estate, Patlipada, G.B. Road,
IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) Thane (W) 400 607, India
Rm. 1J2F, A Building, Lotus Plaza, Xianxidadao Road, Changan Town, Phone. 91-22-4012-1231 Fax. 91-22-4024-0919
Dongguan City, Guangdong Provence, 523850 P. R., CHINA IDIJET Incorporated (U.S.A.)
Phone. 86-769-8188-6001, 6002 Fax. 86-769-8188-6608 45807 Helm Street, Plymouth, MI 48170 U.S.A.
Phone. 1-734-454-9100  Fax. 1-734-454-9395
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WARNING: °Grinding produces hazardous dust. «To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* oCutting tools may fragment in use. Wear eye protection in the vicinity of their operation.
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