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®LOUIS BELET

Swiss Cutting tools

EXPERT cutting tools recommended for machining titanium

Tool material : SOLID CARBIDE
Recommended Coating: RICO

Operation Picture
Drilling 353 4
Milling 3100 7
Saw blades 226 8
Threading 5600 10
Engraving 19-4 Ll
Special C.ustom helical Upon
tooling request

This table presents only one optimal tool for each operation. You will find other tools suitable for titanium

machining in our full catalogue.




Index - Titanium

/ Grade! 1,2,3,4,7,11,12,13,14,15,16,17,26,27,30 7a /
% Grades 5,6,9,10,18,19,20,21,22,23,24,25,28,29 7b /
/ 3.7024 Ti99.8 7a %
7 | 7
/ 3.7112 Ti5AI2,550 7a /
/ 3.7114 TiAI5SSn2 7b /
7 | 7
/ 3.7124 TiCu2 7b /
/ 3.7154 TiAl6Zr5 7b /
7 7
/ 3.7165 TiAl6V4 (TA()V) 7b /
/ | /
/ 3.7174 TlAIéV()SnZ 7b /
Z 3.7184 TiAl4Mo4Sn2 7b Z

/

TITANIUME



B
/ % Twist drill Z3 - shank @3

d

1

P . Material group (see page 3) a b
4 N - Recommended coating
/ \ V_ uncoated [m/min] 31 28
:\m | V_ coated [m/min] 36 34
\ / - F[mm] @/120 @/120
N o Pecking ox1.2 ox1.2
’//////////////////////Z
X y d :-0.002/-0.004
/ Available / !
é uncoated or coated % JLL P:hs
77?77?7777

7T IO T TS T T T % 0 % 0

Z 7 Z
é < Zé Z3 Z Art.n°® d, I Art.n° d, I,
140° 7 /, v / 7 7 . y
0 I T 0 0 T 700 700 2000 7000
//////////? 77 353d0.15 0.15 2.0 353d0.47 0.47 6.0
Z ?1:4 Z 353d0.18 0.18 2.0 353d0.48 0.48 6.0
Z ? 353d0.20 353d0.49
¢/ ) % . 0.20 3.0 } 0.49 6.0
i 353d0.21 0.21 3.0 353d0.50 0.50 6.0
N /
Z Z 353d0.22 0.22 3.0 353d0.51 0.51 6.0
Z ¥ 2 353d0.23 023 30 353d0.52 052 6.0
Tt 7
7///////@ 7///////% 353d0.24 0.24 3.0 353d0.53 0.53 6.0
Z Z 7 Z 353d0.25 0.25 3.5 353d0.54 0.54 6.0
“mcio~ N
Z // % 7 353d0.26 0.26 3.5 353d0.55 0.55 7.0
Z/////” ;//////A 353d0.27 027 35 353d0.56 056 7.0
/ 7 353d0.28 0.28 3.5 353d0.57 0.57 7.0
353d0.29 0.29 3.5 353d0.58 0.58 7.0
% % 353d0.30 0.30 5.0 353d0.59 0.59 7.0
353d0.31 0.31 5.0 353d0.60 0.60 7.0
Formulas 353d0.32 0.32 5.0 353d0.61 0.61 7.0
7
/{/Z//F/./z////////////” 353d0.33 0.33 5.0 353d0.62 0.62 7.0
' 353d0.34 0.34 5.0 353d0.63 0.63 7.0
Ve= FeZen 353d0.35 0.35 5.0 353d0.64 0.64 7.0
v,-1000 353d0.36 0.36 5.0 353d0.65 0.65 7.0
med, 353d0.37 0.37 5.0 353d0.66 0.66 7.0
C meden 353d0.38 0.38 5.0 353d0.67 0.67 7.0
1000 353d0.39 0.39 5.0 353d0.68 0.68 7.0
. v, 353d0.40 0.40 6.0 353d0.69 0.69 7.0
’ Z-n 353d0.41 0.41 6.0 353d0.70 0.70 9.5
Caption 353d0.42 0.42 6.0 353d0.71 0.71 9.5
(i 353d0.43 0.43 6.0 353d0.72 0.72 9.5
F [mm]:Feed per rotation 353d0.44 0.44 6.0 353d0.73 0.73 9.5
: d h
Flmml: Feed pertoot 353d0.45 0.45 6.0 353d0.74 0.74 9.5
Z : Number of teeth
353d0.46 0.46 6.0 353d0.75 0.75 9.5

Vf [mm/min]: Feed speed
n: Spindle speed

—)



Twist drill Z3 - shank @3

T 4

Art.n°

d, ,

353d0.76
353d0.77
353d0.78
353d0.79
353d0.80
353d0.81
353d0.82
353d0.83
353d0.84
353d0.85
353d0.86
353d0.87
353d0.88
353d0.89
353d0.90
353d0.91
353d0.92
353d0.93
353d0.94
353d0.95
353d0.96
353d0.97
353d0.98
353d0.99
353d1.00
353d1.01
353d1.02
353d1.03
353d1.04
353d1.05
353d1.06
353d1.07
353d1.08
353d1.09
353d1.10
353d1.11
353d1.12
353d1.13
353d1.14
353d1.15
353d1.16
353d1.17
353d1.18
353d1.19

0.76
0.77
0.78
0.79
0.80
0.81
0.82
0.83
0.84
0.85
0.86
0.87
0.88
0.89
0.90
0.91
0.92
0.93
0.94
0.95
0.96
0.97
0.98
0.99
1.00
1.01
1.02
1.03
1.04
1.05
1.06
1.07
1.08
1.09
1.10
1.11
1.12
1.13
1.14
1.15
1.16
1.17
1.18
1.19

9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
9.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5

Art.n°

353d1.20
353d1.21
353d1.22
353d1.23
353d1.24
353d1.25
353d1.26
353d1.27
353d1.28
353d1.29
353d1.30
353d1.31
353d1.32
353d1.33
353d1.34
353d1.35
353d1.36
353d1.37
353d1.38
353d1.39
353d1.40
353d1.41
353d1.42
353d1.43
353d1.44
353d1.45
353d1.46
353d1.47
353d1.48
353d1.49
353d1.50
353d1.51
353d1.52
353d1.53
353d1.54
353d1.55
353d1.56
353d1.57
353d1.58
353d1.59
353d1.60
353d1.61
353d1.62

1.20
1.21
1.22
1.23
1.24
1.25
1.26
1.27
1.28
1.29
1.30
1.31
1.32
1.33
1.34
1.35
1.36
1.37
1.38
1.39
1.40
1.41
1.42
1.43
1.44
1.45
1.46
1.47
1.48
1.49
1.50
1.51
1.52
1.53
1.54
1.55
1.56
1.57
1.58
1.59
1.60
1.61
1.62

10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5
10.5

Contmuatlon
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Z////////////////////&
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W TW|st drill Z3 - shank @3

Continuation

7777/ ZZ7ZZ7/7ZZdd//Z

- T - Art.n° Art.n° I,
. . /////////////7/////%//////7/////7////// 7///////////////// 0 T

~ 353d1.63 163 105 353d2.30 230 105
E\m/ 353d1.64 164 105 353d2.35 235 105
. ) 353d1.65 165 105 353d2.40 240 105
~ _ - 353d1.66 1.66 105 353d2.45 245 105
353d1.67 167 105 353d2.50 250 105
) 353d1.68 168 105 353d2.55 255 10.5
W 353d1.69 169 105 353d2.60 260  10.5
% uncoated or coated Z 353d1.70 1.70 10.5 353d2.65 2.65 10.5
%// i 353d1.71 171 105 353d2.70 270 105
/////////////// 353d1.72 172 105 353d2.75 275 105
Z [ ] Z/ 232 353d1.73 173 105 353d2.80 280 105
Z vl %Z Z 353d1.74 174 105 353d2.85 285 105
iz 353d1.75 175 105 353d2.90 290 105
- 353d1.76 176 105 353d2.95 295 105

353d1.77 1.77 10.5 353d3.00 3.00 10.5

% 353d1.78 1.78 10.5

ROUONN
§ 47/4\§
N
NN
\x

7

;////i\///é 7 353d1.79 1.79 10.5
Z 34 7 353d1.80 1.80 105
¢//////// /¢ 353d1.87 1.81 105
//////// 7 //////? 353d1.82 182 105
/MG10 / Z 353d1.83 183 105
//////// //////// 353d1.84 a4 103
353d1.85 1.85 10.5
353d1.86 1.86 10.5
353d1.87 1.87 105
353d1.88 1.88 10.5
353d1.89 1.89 10.5
353d1.90 1.90 10.5
353d1.91 191 105
353d1.92 1.92 10.5
353d1.93 193 105
353d1.94 1.94 105
353d1.95 1.95 10.5
353d1.96 1.96 10.5
353d1.97 197 105
353d1.98 1.98 10.5
353d1.99 199 105
353d2.00 2.00 10.5
353d2.05 2.05 10.5
353d2.10 2.10 10.5
353d2.15 2.15 10.5
353d2.20 2.20 10.5
353d2.25 225 105



HSC end mill for titanium - sharp edge

T4 A 4

Material group (see page 3)

Recommended coating

V_ uncoated [m/min]

V, coated [m/min]

F, @0.25 [mm)]

F, ©0.50 [mm]

F, ©1.00 [mm]

F, ©2.00 [mm]

F, ©@4.00 [mm]

F, ©6.00 [mm]

F, ©8.00 [mm]

F, ©10.00 [mm]

F, ©12.00 [mm]

F, 16,00 [mm]

F, ©20.00 [mm]

Tolerances

d,=D

7/////////////////////////////////

Art.n°

d,

d,sTmm » +0/-0.01
d,>Tmm » +0/-0.02
> d:e8

a
Rico
70
60
0.002
0.004
0.007
0.070
0.015
0.024
0.032
0.04
0.05
0.06
0.07

D:hs

b
Rico
90
80
0.002
0.002
0.004
0.008
0.016
0.024
0.032
0.04
0.05
0.06
0.07

W////////////////////////////////

3100d0.50
3100d0.60
3100d0.70
3100d0.80
3100d0.90
3100d1.00
3100d1.10
3100d1.20
3100d1.30
3100d1.40
3100d1.50
3100d1.60
3100d1.70
3100d1.80
3100d1.90
3100d2.00
3100d2.10

Upon request

0.5
0.6
0.7
0.8
0.9
1.0
1.1
1.2
1.3
1.4
1.5
1.6
1.7
1.8
1.9
2.0
2.1

1.0
1.2
1.4
1.6
1.8
2.0
2.2
2.4
2.6
2.8
3.0
3.2
3.4
3.6
3.8
4.0
4.2

W W W W W Ww W w w w w w w wwww

7//////////////////////////////////

Art.n°

7/////////////////////////////////

3100d2.20
3100d2.30
3100d2.40
3100d2.50
3100d2.60
3100d2.70
3100d2.80
3100d2.90
3100d3.00
3100d3.50
3100d4.00
3100d5.00
3100d6.00
3100d8.00
3100d10.00
3100d12.00

d

S

dol

d,

2.2
23
24
2.5
2.6
2.7
2.8
29
3.0
3.5
4.0
5.0
6.0
8.0
10.0
12.0

4.4
4.6
4.8
5.0
5.2
5.4
5.6
5.8
6.0
7.0
8.0
10.0
12.0
16.0
20.0
24.0

B DA W W W W W W W W WWWWWW

W

V%

/////////////////////

Available %
uncoated or coated %

S

S\
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\

W //////
=
/ 1 % 23-4/

///////// ?///////
//////// //////

A b

//////// ////////
///////// T
A
/ 4 @

//////// iz
///////// S
sue- ~~ N

///CARFINE / HSC

T ////////
sy, /////////

Z 7 P
7 D/
@ =
4// % /////%

ap=1xd 2e=0.10xd,
ap=1xd,

NN

\\\\\\\

AW RN

N AN

\ \\ \
\

\\\\

\\\
\

\\\\\

Formulas
LI,

F= FezZ

V.- F-Z-n
V_+ 1000
n o=
m-d,
V= n-d.-n
1000
f o= Vi
‘ Z+n
Caption

Wz
F [mm]:Feed per rotation
FZ [mm]: Feed per tooth

Z: Number of teeth
Vf [mm/min]: Feed speed
n: Spindle speed

%



%/// % Slitting saw staggered teeth

y - b N Material group (see page 3) a b
/ \ Recommended coating Rico Rico
“- . | V_ uncoated [m/min] 50 60
? ‘ V_ coated [m/min] 40 50
\‘ ’ .F / F, [mm] @/10000 @/10000
N /
%////////////////////% Tolerance e: +0/-0.01
% Available Z d,i H5
77 uncoated or coated 7~

2277

////////jf//z////é T 00 T 700 T T 700 0 0 0
Z = /Z 2 AT UL SOPRTIVIIY. e I S
0% T I A s . A T A A
/ //////Z/ 226d15e1.5a5Z## 15 1.5 226d25e6.0a87## 25 6.0
/ / 226d15e2.0a57## 15 2.0 226d25e6.5a87## 25 6.5
4////// / 226d15e2.5a57## 15 25 226d25e7.0a8Z## 25 7.0
Z///////Z ?/ 7 6/ 77 ~ 226d15e30aszet 15 3.0 226d25e7.5a87## 25 7.5
Z ALT ¢Z 8° Z 226d15e3.5a52## 15 3.5 226d25e8.0a8Z## 25 8.0
///////// ///////// 226d15e4.0a5Z## 15 4.0 226d30e1.538Z## 30 15
7////////2? //////Z 226d15e4.5a57# 15 45 226d30e2.0a8Z## 30 20
/ MG6 ZZ N é 226d15e5.0a57## 15 5.0 226d30e2.528Z## 30 2.5
///////// ///////// 226d15e5.5a57## 15 5.5 226d30e3.0a87## 30 3.0
226d15e6.0a57## 15 6.0 226d30e3.5287## 30 3.5
/ / 226d20e1.52524# 20 15 226d30e4.0a8Z## 30 4.0
226d20e2.0a57## 20 2.0 226d30e4.5287## 30 45
226d20e2.5a57## 20 25 226d30e5.0a8Z## 30 5.0
226d20e3.0a5Z## 20 3.0 226d30e5.5a8Z## 30 5.5
Formulas 226d20e3.5a57## 20 35 226d30e6.0a8Z## 30 6.0
LA 226d20e4.0a5Z#4 20 4.0 226d30e6.538Z## 30 6.5
F= F2Z 226d20e4. 525744 20 45 226d30e7.0a874# 30 7.0
V= Fezen 226d20e5.0a57## 20 5.0 226d30e7.528Z## 30 7.5
Z 226d20e5.5a5Z## 20 5.5 226d30e8.0a8Z## 30 8.0
n - Vn13°° 226d20e6.0a57## 20 6.0 226d30e8.53874# 30 85
226d25e1.5a87## 25 15 226d30e9.0a8Z## 30 9.0
v, - % 226d25€2.0a87## 25 2.0 226d30e9.5387## 30 9.5
226d252.5a8Z## 25 25 226d30e10.0a87## 30 100
f, = % 226d25e3.0a87## 25 3.0 226d40e2.0a10Z4# 40 20
Caption 226d25e3.5a874# 25 35 226d40e2.5a10Z4# 40 25
VLA 226d25e4.0a8 74 25 4.0 226d40e3.0a10Z4# 40 3.0
F [mm]:Feed per rotation 226d25e4.5a87## 25 45 226d40e3.5210Z4# 40 3.5
FZ [mm]: Feed per tooth 226d25e5.0a87## 25 5.0 226d40e4.0a10Z4# 40 4.0
Z: Number of teeth 226d25e5.5a8Z## 25 5.5 226d40e4.5a10Z## 40 4.5

Vf [mm/min]: Feed speed
n: Spindle speed

—)



Slitting saw staggered teeth W

Continuation

Art. n° d, e d, z Art. n° d, e d, z
T2 700 7000 700 000 000 00 20 200 0 LT T
22644065, 0a10Z## 40 5.0 226d63e8.0a7167## 63 8.0 , \
226d4065.537107# 40 5.5 226d63e8.5316Z## 63 8.5 “-' ‘; |
226d40e6.0a10Z## 40 60 226d63€9.01624# 63 9.0 | ' .P: /
29644066, 5a1 074 40 65 226d63€10.0a16Z## 63 100 P
226d40e7.0a10Z4# 40 7.0 226d80e2.0a227i# 80 20 S
22644067, 531074 40 75 226d80e2.5a227## 80 2.5

226d40e8.0a10Z4# 40 8.0 226d80e3.0322Z### 80 3.0 ,

226d40e8.5a10Z4# 40 85 226d80e3.5322Z## 80 3.5 W///////Z
226d40e9.02107Z4# 40 9.0 226d80e4.0a227## 80 4.0 Z uncoaAt\éiillgEt?oated Z
226d40e9.5310Z## 40 9.5 226d80e4.52227## 80 45 W////// 7
226d40e10.0a10Z## 40 10.0 226d80e5.0a22Z## 80 5.0 ///////// ///////
226d40e11.0a10Z## 40 110 226d80e5.5322Z### 80 5.5 Z / Z
226d40e12.0a710Z## 40 120 226d80e6.0a227## 80 6.0 Z / 12-36 Z
226450620371 3744 50 2.0 226d80e6.53227## 80 6.5 /7/////// ////////%
226d50e2.5a137## 50 2.5 226d80e7.0a22Z## 80 7.0 2////////
226d50e3.0a137## 50 3.0 226d80e7.53227## 80 7.5 Z:«Z‘Q 7
226d50e3.53137## 50 3.5 226d80e8.0a22Z## 80 80 é//////% /
226d5004.0a1 374 50 4.0 226d80e8.5a227## 80 8.5 7//X///;///§///2
226d50e4 51374 50 45 226d80e9.0a22Z# 80 9.0 Z ALT ¢¢ P Z
226d50e5.0a13Z## 50 5.0 226d80e9.5322Z## 80 95 Z//////// é///////
22645065, 5213744 50 5.5 226d80e10.0a227Z## 80 10.0 ///////// oy 7
226d50e6.0a13Z## 50 6.0 226d80e11.0a22241# 80 1.0 éMGéZ/ N Z
2265066573784 50 65 226d80e12.0a2274# 80 12.0 Z///////////////
226d50e7.0a137### 50 7.0 % /
226d50e7.5a13Z## 50 7.5

226d50e8.0a13Z## 50 8.0 / /
226d50e8.5a137## 50 8.5

226d50e9.0a137## 50 9.0

226d509.5a137### 50 9.5

226d50e10.0a13Z## 50 10.0

226d50e11.0a13Z## 50 11.0

226d50e12.0a713Z#4# 50 12.0

226d63€2.0a7167## 63 2.0

226d63e2.5a7167## 63 2.5

226d633.0a167## 63 3.0

226d63e3.5a167## 63 3.5

226d63e4.0a7167## 63 4.0

226d63e4.5a716Z## 63 45

226d63e5.0a7167## 63 5.0

226d63e5.5a7167## 63 5.5

226d63e6.0a7167## 63 6.0

226d63e6.5a7167## 63 6.5

226d63e7.0a716Z## 63 7.0

226d63e7.5a7167## 63 7.5



// // Whirling tools Z3 -
NIHS norm 06-02 & 06-03
77 Az i/ /47477Z7Z77Z4/4/7477//7/z

, . -~
i Material group (see page 3) a b
- o ~ . .

Recommended coating Rico Rico
e N
/ N V_ uncoated [m/min] 90 80
] h‘u._ V_ coated [m/min] 110 100
p—
o
/
-
N /

7
WW

Z
7 Available 7
% uncoated or coated é 5—?

Tolerances D:h5

NN

- 23 / nnnnnn | Pitch d, I, d,

//////// WWWWWWWW

560050.80 S0.80 0.200 0.60 2.00 0.38
/ / 5600S0.90 $0.90 0.225 0.68 2.25 0.43
560051.00 $1.00 0.250 0.76 2.50 0.48
560051.20 §1.20 0.250 0.94 2.50 0.66
/ / 560051.40 $1.40 0.300 1.10 3.00 0.76

///
/ 77777 //////////////////////////7///////7//////////////////////7//////
Z

///////// ////// 5600M1.00 M1.00 0.250 0.76 2.50 0.48
/ SuB- /& Z 5600M1.20 M1.20  0.250 0.94 2.50 0.66
? ~ CARFINE % %
5600M1.40 M1.40 0.300 1.10 3.00 0.76
% ///////
5600M1.60 M1.60 0.350 1.25 3.50 0.85
5600M1.80 M1.80 0.350 1.45 3.50 1.05
5600M2.20 M2.20 0.450 1.70 4.50 1.19
5600M2.50 M2.50 0.450 2.00 5.00 1.49
5600M3.00 M3.00 0.500 2.40 4.50 1.84
Formulas
G
F= F.Z
V.= Fez
V_+ 1000
-d,
v n-d -n
1000
f Vi
? Z+n
Caption

YIS,

F [mm]:Feed per rotation
FZ [mm]: Feed pertooth

Z: Number of teeth
Vf[mm/min]: Feed speed
n: Spindle speed



Engraving mill V-shape - reinforced
/477

AR,
Material group (see page 3) a b A
Recommended coating Rico Rico
n[rpm] 30°000 30'000
Fz| [mm] 0.003 0.003
Fz— [mm] 0.0065 0.0065 r

7"7 | —
Tolerances d,:+/-0.01

D:h5 ] D ¢

Article number : 119-4a##d# ##
Example: End mill ref. 119-4 with 25° angle and tip diameter 0.05 mm: 119-4a25d0.05

15-45° 0.02-0.09
15-45° 0.10-0.30
50-140° 0.02-0.09
50-140° 0.10-0.30

* Available angles: every 5° between 15° and 45°; every 10° between 50° and 140°
** Available diameters: every 0.01 mm between 0.02 and 0.09 mm; every 0.05 mm
between 0.10 and 0.30 mm

Other dimensions (angle, tip diameter, shank) upon request

//

/

7 N
/ \
7' \
\ /
AN s/

'7//////////////////////

Available
7 uncoated or coated

702

///\/;/L////? /%
.02-0.20 /
s

/// ;//'///

7/////% /////////
Z//////// %

\\\\\\
\\\\\\\\

NANNNANNNNN
Ne
\\\\

\\\\

Formulas
W/l

F= F-Z
.

V.= FeZ
V_+ 1000
n-d,
v n-d -n
1000
f Vi
? Zen
Caption

Wi
F [mm]:Feed per rotation
FZ[mm]: Feed pertooth

Z: Number of teeth
Vf [mm/min]: Feed speed
n: Spindle speed



Since 1948

Louis BELET SA is a family business of about 100 em-
ployees. The company is run by the two grandchildren
of the founder, Mrs Roxane Piquerez and Mr Arnaud
Matre.

LOUIS BELET SA
Les Gasses 1

CH - 2943 Vendlincourt
Tél. +41(0) 32 474 0410
Fax +41(0) 32 474 45 42
www.louisbelet.ch
info@louisbelet.ch

The quest of excellence

Bélet’s spirit relies on the quest of excellence. In all our activities, we
constantly focus on finding the best solutions, for our customers and our

employees.
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Quality and environmental management are testified by our ISO 9001:2008
and 1SO 14001:2004 certifications.
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AUTHORIZED DISTRIBUTORS

ERICH KLINGSEISEN KG VEMAS SRL
klingseisen.de vemas.it
REXIM WERKZEUG GMBH
rexim.de
= -
Louis BELET by GenSwiss M. E. WEINSTOCK LTD.

(Sole agent) weinstock.co.il

elitecarbide.com
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FABRICE BERCHE RAINFORD
Agent officiel PRECISION MACHINES

(Sole agent)
rainfordprecision.com

fberche@louisbelet.ch
ALPES OUTILLAGES PER-
FORMANCES - A.O.P.
alpes-outillages-performances.fr

EHN & LAND AB
ehnland.se
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JINSUNG EUROTEC Co.Ltd
bestjinsung.com

Xi’an Sunrion Precision
Machinery Co., Ltd.
sunrion.com.cn
Affolter China Co., Ltd.
affolterchina.cn

RHINOS COMPANY FMS
LTD fmsmanufacturing.com
rhinos.co jp
®
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ULTRA PRECISION SUPRETEC
SOLUTIONS supretec.com.mx

PCS MACHINE TOOLS
LIMITED
info@pcstools.com.hk



