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GSX MILL VL

GSXVL4-2.5D /7 GSXVLAT-2.5D / GSXVL4T-R-2.5D
GSXVL4-4D / GSXVLAT-4D / GSXVL4T-R-4D
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Endmill with unequal tooth spacing and variable leads to suppress chattering

GSX MILL VL

® AFRE|-FF)—RIZKY

VU MHL Tamin T 2%35
* FRUVEREBEICKBEATI-SUSHL

REH. EEMLEICRBLRFRZARICHTTI)-XL
® GSXI J—N T, MR . EEEE2m £

-Unequal spacing of teeth and variable leads raises quality of production by
suppressing chattering

-It specializes for Titanium alloy and for Carbon steels and the series is made.
-GSXII coating for greater heat and wear resistance, plus anti-adhesion properties

GSXVL4-2.5D / 4D
GSXVL4T-2.5D / 4D
GSXVLA4T-R-2.5D / 4D

REIHE

GSX MILL VL

Work Material

R S, SEEH
Carbon Steels, Alloy Steels
Hardened Steels

GSXVL4-2.5D
GSXVL4-4D

GSXVL4T-2.5D

GSXVLA4T-4D Ti.SUS.

-
M#SE
Titanium Alloy, SUS
Heat-resistant Alloy

GSXVL4T-R-2.5D
GSXVLA4T-R-4D

| FEDE - AFU—F

Unequal spacing of teeth and variable leads

L1#L2#L3#L4

AT#A2 A1 ABEEETIEEN

EHE
IRE)DIRIEA &L

FEU—R
MIEEE REF

Amplitude of vibration is small

| ?}Egttﬁ Comparison of vibration

Great work surface smoothness

Hl S50C hﬂIE*ﬂél:l:ﬁﬁ Comparison of S50C work surface smoothness
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WERINIIL GSX MILL VL WRINIIL GSX MILL VL Milling Condition
Conventional = Conventional Ia ‘910
R/ Tool
©8 ©e fI8EE  :188m/min (6000min”)
(Z Cutting Speed
2 2 x BYEE  :400mm/min (0.167mm/t)
Feed
" i | ¢ HHIA :S50C (180HV)
B > Work Material
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. ?&)ﬁ‘ﬁﬂﬂlﬁ Comparison of cutting face in Titanium Alloy

HERIURNIIL i
Conventional GSX MILL VL :%i]g%ﬁmon
Sy TN I I8 1910
Tool
YIEIERE  :90m/min (3200min-)

Cutting Speed
F#)EE  :460mm/min (0.06mm/t)
Feed
HEIA Farad
Work Material ~ Titanium Alloy
CIEIAE  AKEMECIRAE
Cutting Fluid Water Soluble
=
1
e

BETHOVYEL

|GSXT a—h

GSXII Coating

o SUVHERILE ERBRFEICKY (BN E % RIR
o Ml BREBREICKUEEE
o [RDMEREERELIC KV EFK. IS EOMR £

-Achieves superior heat resistance through high oxidation resis-
tance and heat dissipation characteristics
‘High-hardness thanks to new multi-layered construction

-Crystalline structure of coating optimized to improve wear resis-
tance and anti-adhesion properties

GSXI J—bh -~ )
T 7S LEAR

THEEFEIEAR

THES{ LR

27

?ﬁﬁ'ﬂﬁiﬁigﬁ Selection Chart

7L ERE

BERH | wxm | 428 |\ Jrom| 5128
Steels Carbon Steels| Alloy Steels |Pre-hardened| Hardened

Steels Steels

GSXVL4

[EEIRICfhat %0 TR A RE

Overwhelmingly out performs the competition
W MEACHESEE (AR 1100 CTIRERBEOAOTA ME)

Evaluation of oxidation resistance

-7 127 (WERICEE)

Coating

HAFAME

After testing

GSXI a-—h
1100C

At CO—h
(1200 A#tH&O51E)

B# DO—hk
(1300C Bith&O%1H)

ZE
NACHIEZEDMER{LT A MTIE.GSXTI O—rDERLEBIZREAS0.3umicxt L.
it I—~RlE. =TI BOEEEL.

#EIH Work Material

» ZFULR | MEHAEE. T3
B Fa ek B%  |-yiag| WER
Hardened Steels Stainless | Nickel Alloys, | Cast Irons | Ajuminum |Copper Alloys

Steels Titanium Alloys Alloys

GSXVLAT

GSXVLAT-R

0|0
0|0




GSX MILL VL

Unequal tooth spacing / Variable-Lead END MILL

GSXVL4-2.5D GSXVL4-4D

GSX MILL VL 2.5D #iH GSX MILL VL 4D #iHB
WEFEICEN. SR IOHEA THEFEICEN. M TOHA
Superior wear resistance for steel jobs Superior wear resistance for steel jobs

S EHN0EER

TEME d-749 Ratng FryvasuR Ve oBNEE SizeE

mya (¢ Ea [ 20
A NEEN
T

JI-F4vY hLna Fryvasur  vrUOBNEE SlizemE

P = P -
LIST 9188 B (Unit) :mm/F Bz (Unit) :mm/F
(LR HE IR | &R | v 08 | EE | SEMEE LS HE AR | &R | D08 | EE | BEME
CODE Dc £ L Ds Stock Price CODE Dc £ L Ds Stock Price
GSXVL4030-2.5D 3 7.5 45 6 [ ] 6,860 GSXVL4030-4D 3 12 50 6 O -
GSXVL4040-2.5D 4 (10 45 6 [ ] 7,230 GSXVL4040-4D 4 16 50 6 Cd =
GSXVL4050-2.5D 5 |12.5 50 6 [ ] 7,710 GSXVL4050-4D 5 20 60 6 O -
GSXVL4060-2.5D 6 |15 50 6 o 8,380 GSXVL4060-4D 6 24 60 6 I -
GSXVL4070-2.5D 7 |17.5 60 8 O - GSXVL4080-4D 8 32 80 8 O -
GSXVL4080-2.5D 8 |20 60 8 [ J 10,300 GSXVL4100-4D 10 40 90 10 [l =
GSXVL4090-2.5D 9 | 225 70 10 O - GSXVL4120-4D 12 48 | 100 12 O -
GSXVL4100-2.5D 10 | 25 70 10 o 14,100 GSXVL4160-4D 16 64 120 16 [l -
GSXVL4110-2.5D 1 | 275 75 12 O - GSXVL4200-4D 20 80 140 20 O -
GSXVL4120-2.5D 12 |30 75 12 [ ] 17,500 SRERE40.015~0
GSXVL4130-2.5D 13 |325 | 75 12 [l - s RIS R T,
GSXVL4150-2.5D 15 375 90 16 D _ Available for Japan customers only.
GSXVL4160-2.5D 16 | 40 90 16 o 37,700
GSXVL4180-2.5D 18 |45 100 20 O =
GSXVL4200-2.5D 20 |50 100 20 [ ] 54,700
SHRFFEZE:+0.015~0
O EREEEERTY .
Available for Japan customers only.
N SfEE# fmmnT B 4D417C&BS50CHITEILER
] Ea-r GSX MILL VL 4D
120 - OxyE — - it o> 7 ARG
2 DR IEAEAF (A=Y
3
P MIhex  OfF MIkER 2.7 1% 1
e 60 — —
He
% 10um I 5
- I = e e e Vs ) '-v.\.ﬁ\/f\"'
o spemm ¥ RZ-6.1um Rz 2.5um Rz 12.3um
GSX MILL VL it A= St Lo
b
el
U IREIN IS h IREPIC LV
%) ¥ — 7 D EEER ®) v — U fEBR
PILIESCS
Milling Condition
L I8 GSX MILL VL4-4D ¢10 fthttEBEIL KNI
I gy
Ml Tool BERt | Lugeg | PV7IR 410
I8 13 GSXVL4030-2.5D il RIA(T7TO— I3 B i ; ;
o 4 Jgﬂﬁ!}fﬁﬂ‘.d Zr bléw Z ) gafiilg—sf;ed 100m/min 120m/min 50m/min
RE - i in ;- V)3
e Om/min{7400min) — RR :BTE0 RUEE  1500m/min | 900m/min | 320m/min  ——
EYEE  :545mm/min THIE  :30m 0 ABE 0
Feed (0.018mm/t) Milling Length ~ DT T ae 0.4mm ae 0.2mm ae 0.2mm ™
#HIH  :SKD61(53HRC) o L = a |
Work Material Cutting Fluid Air blow



GSX MILL VL

Unequal tooth spacing / Variable-Lead END MILL

GSXVLAT-2.5D

GSX MILL VL Ti-SUS 2.5D

GSXVLAT-4D

GSX MILL VL Ti-SUS 4D

PINERIF CTREAMEICBNAZSUS- #HIMA

Excellent cutting edge for SUS and difficult materials

HEOH

hung FryvaSyR  YvUoBNEE

g i1

3 20
]
012 6 20 45100

SizaEE

& ED

TEH =749

15°

PINERIF CTREMEICBNASUS- BHIMA

Excellent cutting edge for SUS and difficult materials

TEMHE =749

@ ®Dc

HAEOH

kLng FryvaSyR Ve oBHEE

3 20
]
012 6 20 45100

SiZEEE

LIST 9190 B (Unit) :mm/H B (Unit) :mm/F
it s HiE | AR | &R | v R | EE | SEME LTRSS HE | IR | 2R | DA V8 | BE | SEMEE
CODE Dc £ L Ds Stock Price CODE Dc 4 L Ds Stock Price
GSXVL4030T-2.5D 3 75 45 6 o 6,860 GSXVL4030T-4D 3 12 50 6 O -
GSXVL4040T-2.5D 4 |10 45 6 o 7,230 GSXVL4040T-4D 4 16 50 6 | -
GSXVL4050T-2.5D 5 | 12,5 50 6 [ ] 7,710 GSXVL4050T-4D 5 20 60 6 O -
GSXVL4060T-2.5D 6 |15 50 6 (] 8,380 GSXVL4060T-4D 6 24 60 6 O -
GSXVL4070T-2.5D 7 |17.5 60 8 O - GSXVL4080T-4D 8 32 80 8 O -
GSXVL4080T-2.5D 8 |20 60 8 o 10,300 GSXVL4100T-4D 10 40 90 10 | -
GSXVL4090T-2.5D 9 | 225 70 10 O - GSXVL4120T-4D 12 48 | 100 12 O -
GSXVL4100T-2.5D 10 |25 70 10 o 14,100 GSXVL4160T-4D 16 64 | 120 16 O -
GSXVL4110T-2.5D 11 | 275 75 12 OJ - GSXVL4200T-4D 20 80 | 140 20 O -
GSXVL4120T-2.5D 12 |30 75 12 o 17,500 S () 5o - e R EE ST,
GSXVL4130T-2.5D 13 | 32,5 75 12 0 _ FBA Above BT Up o FF& 2 (mm) Tolerance Available for Japan customers only.
GSXVL4150T-2.5D | 15 |37.5 | 90 16 O - 3 3 s
GSXVL4160T-2.5D 16 | 40 90 16 (] 37,700 12 0~—0.03
GSXVL4180T-2.5D 18 |45 100 20 O -
GSXVL4200T-2.5D | 20 |50 100 20 o 54,700
Py Aiztée(mm)lgff: oo HEZE (mm) Tolerance Eﬁ:jﬁiﬁiﬁf:ﬁfﬁfﬂ;
3 0~—0.015
3 12 0~-—0.02
12 0~—0.03
H SUS304 filmmIT W 4D21 712 &BHSUS304 DI TELL B
GSX MILL VL it A%

INLFEE el
i IE S
Milling Condition
JcEL 1910 GSXVL4100T-2.5D  H0HIME KA METIHEHE
Tool Cutting Fluid Water Soluble
YI4IZEE  :100m/min (3200min) fEFRM BT50
Cutting Speed
BVEE 1 770mm/min fIHI&  :140m -
Feed (0.06mm/t) Milling Length —
WHIM  :SUS304 -
Work Material

GSX MILL VL 4T-4D fiirtO> 7 AR

HNTRESR 4.4 5
ST vy [T

IS
Milling Condition

I8 GSXMILL VL 4T-4D  ¢3 | fb#t#8FET > K3
Tool @ 7“}]5 ) 3
TIHIRE  30m/min 25m/min

Cutting Speed
EVRE
Feed

A HE
Depth of cut
COEIHE

Cutting Fluid

300m/min 80m/min
ap 10.5 X ae 0.03mm

KA T Hl e )

Water Soluble

ap 9 X ae 0.03mm




GSX MILL VL

Unequal tooth spacing / Variable-Lead END MILL

GSXVLAT-R-2.5D GSXVLA4T-R-4D

GSX MILL VL Ti-SUS SY7 A 2.5D GSX MILL VL Ti-SUS SY 72X 4D
PINBRRIF CREMEICENZSUS - HEIMAZ 7R PINBkRIF CRHEMEICBN/ZSUS - #EIMBZ 7R
Radius has excellent cutting edge for SUS and difficult materials Radius has excellent cutting edge for SUS and difficult materials
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Z O Ee SR nc K.
=749 R_LNA PAY: i SRR =574 R_una RAYY: i SRR
g Y15
@ oSS 1] @ o |18
2 #Ds J
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LIST 9192 B (Unit) :mm/M B3z (Unit) :mm/F

PIfREL S SR | 2-T-*B | AR | &R | Vv 7R | EE | SEME PfREL S SR | 2-T-*B | AR | &R | Vv 7R | EE | SEME

CODE Dc r £ L Ds Stock Price CODE Dc r 2 L Ds Stock Price
GSXVL4060T-R03-2.5D | 6 0.3 15 50 6 [ ] 11,400 GSXVL4060T-R03-4D 6 0.3 24 60 6 OJ -
GSXVL4060T-R05-2.5D 6 0.5 15 50 6 o 11,400 GSXVL4060T-R05-4D 6 0.5 24 60 6 | =
GSXVL4060T-R10-2.5D 6 1 15 50 6 [ ] 11,400 GSXVL4060T-R10-4D 6 1 24 60 6 O -
GSXVL4080T-R03-2.5D | 8 0.3 20 | 60 8 @® | 13,400 GSXVL4080T-R03-4D 8 0.3 32 | 80 8 O -
GSXVL4080T-R05-2.5D | 8 0.5 20 60 8 [ J 13,400 GSXVL4080T-R05-4D 8 0.5 32 80 8 OJ -
GSXVL4080T-R10-2.5D 8 1 20 60 8 [ ] 13,400 GSXVL4080T-R10-4D 8 1 32 80 8 | =
GSXVL4100T-R03-2.5D | 10 0.3 25 70 10 [ J 17,300 GSXVL4100T-R03-4D | 10 0.3 40 90 10 O -
GSXVL4100T-R05-2.5D | 10 0.5 25 70 10 o 17,300 GSXVL4100T-R05-4D | 10 0.5 40 90 10 O -
GSXVL4100T-R10-2.5D | 10 1 25 70 10 [ ] 17,300 GSXVL4100T-R10-4D 10 1 40 90 10 O -
GSXVL4100T-R20-2.5D | 10 2 25 70 10 [ ] 17,300 GSXVL4100T-R20-4D 10 2 40 90 10 | =
GSXVL4120T-R05-2.5D | 12 0.5 30 75 12 [ ] 20,800 GSXVL4120T-R05-4D 12 0.5 48 | 100 12 O -
GSXVL4120T-R10-2.5D | 12 1 30 75 12 o 20,800 GSXVL4120T-R10-4D 12 1 48 | 100 12 | =
GSXVL4120T-R20-2.5D | 12 2 30 75 12 [ ] 20,800 GSXVL4120T-R20-4D 12 2 48 | 100 12 O -
GSXVL4120T-R30-2.5D | 12 & 30 75 12 [ ] 20,800 GSXVL4120T-R30-4D 12 3 48 | 100 12 O =
GSXVL4160T-R10-2.5D | 16 1 40 90 16 [ ] 40,200 GSXVL4160T-R10-4D 16 1 64 | 120 16 | -
GSXVL4160T-R20-2.5D | 16 2 40 90 16 o 40,200 GSXVL4160T-R20-4D 16 2 64 | 120 16 | =
GSXVL4160T-R30-2.5D | 16 3 40 90 16 [ ] 40,200 GSXVL4160T-R30-4D 16 3 64 | 120 16 O -
GSXVL4200T-R10-2.5D | 20 1 50 | 100 20 o 57,400 GSXVL4200T-R10-4D | 20 1 80 | 140 20 O =
GSXVL4200T-R20-2.5D | 20 2 50 | 100 20 [ ] 57,400 GSXVL4200T-R20-4D | 20 2 80 | 140 20 | -
GSXVL4200T-R30-2.5D | 20 3 50 | 100 20 o 57,400 GSXVL4200T-R30-4D | 20 3 80 | 140 20 O -
w882 Aﬁ%(mm)g; Up to A= (mm) Tolerance Ty Aitii(mm)lgfl‘_ Up to A= (mm) Tolerance E:ﬁﬁfl%ﬁfffrﬁsz\];
12 0~-—0.02 12 0~—0.02

12 0~-—0.03 12 0~—0.03

a—F—EFEF#E:+0.02~-0.01 a—F—FZHFEE:+0.02~—0.01

GSXVL4160T-R2-2.5D (F 4> &% Ti-6Al-4V)
ve70m/min fz0.08mm/t ap24mm ae3mm




GSX MILL VL

Unequal tooth spacing / Variable-Lead END MILL

BEVIHISRE

Standard Milling Condition

GSXVL4-2.5D -

| o1

bEE NS N AWM TLN—R
HElEF Strucﬁr’;= iﬁ.cﬁ;ﬁmi;ﬁast Irons Allols:/l S%e?s.F?rel-/Harder';ed/ S%eels gﬁaﬁéﬂ;e‘ﬁéeﬁ Hardﬁéﬁeels
Work Material SS.S-C.FC- SCM.NAK.HPM —~ ~
i) BT (55 ~ 35HRC) (35 ~ 45HRC) (45 ~ 55HRC)
Piges [Bl#E % XVEE EIE ¢ KV RE [BlER 5 ®V) R E Ef ¢ XV R E
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min’' mm/min min-! mm/min min! mm/min min’' mm/min
3 12700 1100 10600 930 8500 680 7400 400
4 9600 1200 8000 1000 6400 760 5600 420
i) 5 8300 1300 7000 1100 5700 920 4800 480
% 6 6900 1500 5800 1300 4800 1000 4000 530
T 8 5200 1500 4400 1300 3600 1000 3000 530
w 10 4200 1500 3500 1300 3000 920 2400 530
é 12 3500 1400 2900 1200 2400 760 2000 500
2 16 2600 1200 2200 1000 1800 680 1500 450
» 20 2100 980 1800 800 1400 600 1200 430
YHAHE | ap 1.5D
oo | ae 0.2D 0.05D
3 12700 760 10600 640 7400 430 5300 340
4 9600 840 8000 700 5600 500 4000 380
5 8300 1100 7000 880 4500 560 3200 380
B 6 6900 1200 5800 950 3700 600 2600 400
7JIl] 8 5200 1200 4400 950 2800 600 2000 400
0 10 4200 1000 3500 800 2200 500 1600 400
g 12 3500 950 2900 700 1900 500 1300 380
o 16 2600 700 2200 610 1400 380 1000 300
@ 20 2100 620 1800 530 1100 350 800 250
YA HE
Depth ap 1D (MAX12mm) 0.2D
of cut
ap
GSXVL4-4D .
X N3 N & N =¥z
HHIE Strucﬁrfgi.cjzﬁ\%teﬁgst Irons Allol\:/l Sﬁ{egs,Pjr;l-/Harderl:ed/ ;ﬂels Eﬁﬁeﬁe\ﬁ{e\ef Hardﬁé?teels
Work Material SS.S-C.FC- SCM.NAK.HPM — -
O A (55 ~ 35MRC) (35 ~ 45HRC) (45 ~ 55HRC)
s EE7$ ¢ %) RE B xR E EERE XY ERE EE7%¢ %) RE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min”' mm/min min-! mm/min min”' mm/min min”' mm/min
3 7500 1100 6250 930 5300 660 4200 390
4 6800 1200 5700 1000 4800 730 3850 410
1 5 6000 1300 5100 1100 4300 790 3450 450
% 6 5300 1500 4500 1300 3800 910 3000 510
T 8 4000 1500 3350 1400 2800 900 2300 520
w 10 3200 1500 2700 1300 2250 900 1800 520
g 12 2650 1350 2250 1150 1900 820 1500 470
2 16 2000 1000 1700 860 1400 600 1150 350
7] 20 1600 850 1350 730 1150 520 900 290
YHAKLE | ap 3.5D
I 0.04D 0.03D

1) RELAMIET S 72HICI BIEDBH BHEENS V- KL 54— & ZEAIEEW,
2) FIAMINHERI7—TA-EERALTLLESL,
3) VUUPRETZHER. LROBEGEREXVEELFRCEEGTTI 32 IWAARET TIHEALES L,

1) Use highly rigid machining center and holder.

2) Use an air blow for dry milling.

3) When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.




GSX MILL VL

Unequal tooth spacing / Variable-Lead END MILL

BRI

Standard Milling Condition

GSXVLA4T-2.5D GSXVLA4T-R-2.5D

ap

ap
£ Dc

s | A-AFFNRRIILRE | o SHIZoAbR o RHAS T4 A aRna 2
Work Material (SUS304.316) (SUS420.430) (Ti-6AI-4V) Inconel718
SE ElERH )R E EIE *V)RE Bl %) EE Bl %) RE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min’! mm/min min’! mm/min min’' mm/min min”' mm/min
3 10600 850 8500 680 8500 680 4200 220
4 8000 960 6400 760 6300 720 3200 230
1 5 6300 960 5700 920 5100 750 2500 260
;jﬁ 6 5300 1000 4800 1000 4200 800 2100 260
:E 8 4000 1000 3600 1000 3200 800 1600 260
w 10 3200 760 3000 920 2500 650 1300 210
é 12 2600 720 2400 760 2100 600 1100 190
% 16 2000 570 1800 680 1600 500 780 140
3 20 1600 520 1400 600 1300 460 620 120
YPAALE | ap 1.5D
e | ae 0.1D 0.2D 0.05D
3 7400 420 7400 430 6400 360 2600 130
4 5600 450 5600 500 4800 380 2000 130
5 4500 450 4500 560 3800 380 1600 130
;F 6 3700 480 3700 600 3200 410 1300 150
:E 8 2800 480 2800 600 2400 410 1000 150
w 10 2200 390 2200 500 1900 330 800 130
% 12 1800 330 1900 500 1600 290 660 120
g 16 1400 300 1400 380 1200 260 500 90
20 1100 270 1100 350 900 220 390 70
mé%rﬁ]g ap 0.5D 1D (MAX12mm) 0.5D 0.2D
of cut
ap
GSXVL4T-4D GSXVL4T-R-4D -
o F—2FF 1 P RERF LA S WHES. FH B4 BH#ES
Work Material (SUS304.316) (SUS420.430) (Ti-6Al-4V) Inconel718
452 EIf e XV EE EIf e XYEE EIf ¢ ERE [ElE= % ®VEE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min’! mm/min min’! mm/min min’! mm/min min”' mm/min
3 3200 300 2800 270 3200 300 1600 100
4 2400 350 2100 300 2400 350 1200 120
1] 5 2200 400 2000 350 2200 400 1100 140
? 6 2100 500 1800 450 2100 500 1000 150
Iﬂ 8 1600 500 1400 450 1600 500 750 150
w 10 1300 500 1100 450 1300 500 600 150
é 12 1100 450 900 370 1100 400 500 130
% 16 800 330 700 300 800 300 380 100
3 20 600 250 500 220 600 250 300 80
YHAAHE | ap 3.5D
o | ae 0.01D
1) RELVAMIETI O B S DBEOS V- RV E— & ZERLEI L, 1) Use highly rigid machining center and holder.
2) FZAMINBERI7—TO-2FEALTI LS, 2) Use an air blow for dry milling.
3) AFU LR MHEL. FELELEMITEHBAE YTy FCIMI LT ES L, 3) Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
4) VU RETZH5EE. LROAGEHEX)EELRLEATTI 32 INAABE T TIERLLEW,  4) When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.

NACHI

RRA L RREBXEHME-9-2
8 A BILREUMATEAE1-1-1

HEEREIV17F 03-5568-5111

076-423-5111

EREZE (Oversea Div.) +81-3-5568-5241

MRt AR

REAZH
LEEEZER
qIxXE

WA T4 X

03-5568-5285
011-782-0006
024-991-4511
0237-71-0321

(#R) FFR=R
() FFEE

03-5568-5190
03-6252-3677

RHA A
R B XA
EERZIE
BEMNEERT

052-769-6816
053-454-4160
0276-46-7511
0268-28-7863

() FFERB
(#BR) FF ek

052-769-6911
076-424-3991

QI HRIFYNRDIcHFEFLEEI DIHENDOE D,
O N T O SLHANBDRMEAZREUF T,

URL http://www.nachi-fujikoshi.co.jp

[Ei=E
LB XI5
M X s
it B X &

06-6748-1952
082-568-7460
092-441-2505
076-425-8013

() > F B8T
(R FF M

06-6748-2530
092-441-2505
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