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BEED  gepype operating any machinery be sure toread through the "Safety Handbook'for your safety.
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Pursuing faster speeds and higher precision, friendly to humans and the environment

ATHEIDHEYIO I O—FEEFEEDDEDIC,
ERZHITDHDILDICRIBEVITEEMZRRBEFE L CTEX U,

B TEYOR Y M ESRLEREHDERHOREGHRMA —D VWS RHREFED U,
SFITERHFNNRZEMFANED HUBVEHE L EEZEVEEVLWTWVWE T,

Starting with the development of Japan's first broaching machine, Nachi-Fujikoshi has been researching and developing machine tools that are
indispensable for manufacturing that continues to progress.

Taking advantage of the characteristics of a comprehensive machine manufacturer that has a wide range of businesses such as machine tools,
tools, and robots, we have sent out products to the automotive and industrial machinery fields, and have earned a high reputation and trust.
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Skiving machining center for Gears

P9 JO—F#
Broaching machines

Precision roll forming machines

Grinding machines

~
=

Fellau—az

P.25 NDO—TJa4ZwI+v

Power Finisher

P.29 XY ZvJtI

Machining Cell
oA
FAYOTTEEMT A ZDERE LT H&R170cmDiE P.31 15FRE
EEEREUCVILIY MEANTVETD, Special purpose machine

In this catalog, the silhouette of a worker of 170 cm in height is included as a guide for
machine size




Z7J4I:““J7‘=\‘3'\7°JI—7°'IZ“J9 Skiving machining center for Gears

hEdl-7\F- )b Z 18 ICER Turning, drilling, and gear shaping combined in one center

ZAALE YD XV 1T—tz 9 | Skiving machining center for Gears

Skiving machining center for gears is a gear skiving machine
with additional functions of lathing and drilling.

ZAHAEVTINTIOAA=RZL Mechanism of SKIVING process

D—OENYIICREAZESAITNDZRES B CRAIRMN I ZT OMIE
Apply crossed axes angle to workpiece and cutter, gear generating machining by sliding

HyHED hvy I xER

Feed of the cutter Cutter Crossing angle

TJ—UEERAM

Work rotation direction

ANAEVITFVIT—TEVIERANAEY TINIHEZEN—RICIE

Rl F e I L Ic S B A THTI . Reduction gears and gears for construction machinery can be Fw oD [ ?‘\
B HEEDFVRIEED U F vy O TINITE, IENTRRE made using just one chuck mounting for consistent production Feidu@;rme S o
i i Work
HERIEICEEL. BELFNTREESELET, accuracy and greatly reduced idle time.
s
baR el vl
U £ Features S#Sﬁ;ﬁ”""” RO
Slip occurs

OERTIENSHYIDMIEIT. DYF vy IMIICKDIENMITRRED
AiEICHIBL. MIBESHRE

- Production accuracy is stabilized and idle time is
greatly reduced through one-chuck production from
turning to cutting teeth.

J—UDEE
Work flute

HYFDYIR
Cutting edge of
the cutter

RHlF-IvS
Drilling, Tapping

w2
Gear Shaping

T — & SHUEEDTE

No workpiece removal and centering work is required

N=—BIlT|#7vay

Hard-machining Option

T—IHiE HHUEEDN TR

No workpiece removal and centering work is required

INUERDN # 75>
Deburring Option

i

HEEENT;ED5EELES  Comparison of characteristics of gear processing method

B AHhAE>SHwH  Skiving cutter
HHTIF. D—TDETT - BA&EICHD
DEIERABAEYTHYIRUML
FUHZEREVNCUET,
Propose our skiving cutter and cutting
conditions to match the various workpiece
specifications and applications.

B XA EVINIAMEER (F7>3Y)
Interactive operation screen for skiving (optional)

e USUZVIMI. LEFBAHEEE FRE—N) e

B NACHI hv 5 D4sE  Features of NACHI cutters
- Analyzed cutting mechanism with the cutting tool

e ST THOCEfmEM I, TEK
sth 7z E A USIHIA = X LD &
Xit. MTO—JDEHEEEPTIEDR
Fen{bxRIR,

o [RDM N EREF MR T O AD&HEBILIC
RELBZMARAAAEV ITNIICHE

design technology and gear cutting technology that
we have developed. Improved precision of machining
work and extended tool life.

- Established surface processing technology needed for

skiving that produces better surfaces with optimized

TFSRENIB i A e o deposition process and design of coating components.
< OBEIHAE YT hHwyICED., K - Carbide skiving cutters are able to achieve hard
. EEEINTIESEE, skiving process after heat treatment.

T y .
. i= |
MIMT JO—FMI | FP>z—/\nT Ah(EVIINT . . 5 2 = S % I:—_ "l fie ' =
Hobbing Broaching  Gear Shaper machining Skiving ® TEMIERE. U—7 ERRR EHEZEN %"_‘ i: = S = S TR
A { ivi A O = — ij /( t\/ QBDI%{LF@@—CD‘EQEEJE\E 3 _-: Crowning form setting
gﬂfuﬁfg fiﬁra F;roductllvny g g 5 5 VESRELEEICRE 8 2 ‘_5
;Hy;; Srocessmg accuracy - 5 5 @Y T—) UNTISHU. 2L EDNTHE - Crowning process and run-in amount modification function (initial mode) & i
SEUD] tep up A e e ) . ) . i
BILEAMT  Afterthe heattreatment processing o » » o | S LD LA AR - Newly added tool compensation setting and workpiece coordinate system
" ——— — ® T AEIE N BIRE .
B TR E Initial investment O A O O |eo PGER. SV BaEE B A T AlAE p - =~
Machi e e ) o . " P . o Pt
a; inery @E?DIA@@; C(.)r.nmd processing suitability N X X O | emAMITHTINIOIEE All machining conditions for skiving can be set 5# , =
?T_,l—\ﬁt /_(_JVJL/“ Initial cost O X O O Suitable for a wide-variety small-lot producution FEETTASIE®E  Gear specification input screen T
ooreos Sy Running cost (@) (@) O O R o BIEREEE
@ The processing efficiency for shaper machining Tool compensation setting screen
WRT— HiEEs External gear O X O O | @ Toenable processing work of blind hole shape
Work RS Internal gear X (@) ©) © | ®Toenable correcting profile and lead
IEDFEAR(BRI2E)  Blind shape (with stepped) x x [ o |*® gm“ internal gear and external gear can be machined B GMS Y U—XHmDI—2o 51X Work size for GMS series B NACHI®ORy hEBEEETI—IIRA
® Suitabl hini i i hi
T EEETE i i L 7N ~ X o) uitable to machining by combined processing machine 450 755@]“: .
OENG ORD> A%3 XK@  Obcelent OGood AWorse xNotUsed 400 Combine with NACHI robots for auto loading system
& - -
RIMI JO—FMI Fryz—/UNT . e
Hobbing Broaching Gear Shaper machining 2 300 rascEd -
= = = o & EZ03 eee MZ10LF
KBLEERT KBEEMIT VRS SEEENT B [
o NN TEEHIEL o M TEFRHEL ® EXfIE - IEDTUEIRD NI T BTAE z -
e TEBENZL e SUZVITEBHRR ® SLEHEE - NEEEE S BICI T AIAE ey 200 - e
o B T THMN T Al4E o (=Y p)LTEHEDEL o T ERIH R el -0 !: == =il .
® SHEEDH I LAIRE ® NEED NI TAIRE For large item small scale production e @
For mass production For mass production @ Suitable for stepped and blind hole shape g Lo0 3
@ Processing time is short @ Processing time is short @ Both internal gear and external gear can be machined 50— “‘ ,
® Low tool cost ® Low tool cost in line production @ Long machining time a r—-'r |
@ Suitable to machining by combined processing machine @ [nitial tool cost is expensive ! 0 50 100 150 200 250 300
@ Only for external gear @ Only for internal gear #iUni J—% 5 Work length T




Skiving machining center for Gears

B 2R EVINMIIC KD EEREE
Gear Accuracy by Skiving

B ATCHHR(6AHR)
ATC specifications (6 tools)

GMS100

Bgf2 NS#R  Tooth profile DIN5-Class 2 NS#R  Tooth profile DINS-Class

IVEREBEBROSRE - SRERINIZERNR TR = b}
AACEVIICMA. KT, hEdl. NBIFEEDTEE :
SRl FE. ZEFIRFIMHIC KD EHMEINTERTEE

o X hAEVT, KT, fEhl. NBIFFEHEEINTIEZISICEN

o HZ~p100mm. 2R~ 300mmMFTO/NET—I(CRE

o REIFEIBM SIS T Y —Ib. 7OJSAICTheHI#EE= b

o fiEHl. 7T, EYIDIITHDOS 1 VBRELEL. REEmESA%IHE
o SHIMAIA S EEEFIEICKD. BRMEOSBEINIH AL

#9 U N3#Rk  Tooth trace DIN3-Class B9 N3#&  Tooth trace DIN3-Class

| | 22 ATCHXIETTAE  ATC with 22 tools is applicable

B—twF NOFR  Single pitch DINO-Ciass B—EwF NO#E  Single pitch DINO-Ciass

High-precision, high-efficiency machining of small gear components GMS100 i

In addition to skiving, hobbing, turning, and drilling are available SR YF NBR  Cumuiatvepich DINS-Class

RFEE T N3#L  Cumulative pitch DIN3-Class

Highly rigid machine body and simultaneous multi-axis control enable
machining of free-form surfaces

- Gear machining processes (skiving, hobbing, lathe, drilling) are integrated into one machine.

- Optimal capability for small workpiece.(outer diameter: up to ¢ 100mm. full length: up to 300mm)

- Enhanced lathe function with optimal axis composition, special cutting tool, and program.

- Installation floor space comparison: 54%-reduced with machining line of lathe, drilling and gear cutting.

- High accurate machining for free curved surface is possible with high rigidity and by multi-axis synchronizing control.

mITHEER
Machining capacity

BB DIRIN N3$R  Tooth space run-out DIN3-Class

VNI MR T

EEMNTE 100mm &EOERE 12,000rpm

Standard machining diameter ¢100mm Max.speed 12,000rpm

Ee0&EH 8,000rpm

Max. speed 8,000rpm h

BRED—I5EZE ¢100mn
Standard machining outer diameter ¢100mm
AT eME  60mm

Standard cutting tooth width 60mm

HEDIRIL N3#E  Tooth space run-out DIN3-Class

D—O DAL B S
Compact machine for easy carrying and
carrying out of workpieces

BN Sample

PAEEGEE  Internal gear

g

albO—%  Screw Rotor

.
=
L ]

J\FUEGES  Small Gears A—E>TJL—R  Turbine blade

GMS100

D—2444%(mm)
D—URARE (mm)
F#hT—/ T

TS OEmEE (pm)
TS OEmRE (pm)
X-Y-Z(@1#&- £ -EH) (mm)
T EhemlAE (deg)
ATCURANAZL

BB (1F X BHTE) (mm)
HMEE (ko)

Workpiece diameter

Max.workpiece length

Spindle tapar hole

Max.RPM of spindle

Max.RPM of spindle

X-Y-Z (back-forth/up-down/left-right)
Tool rotation back angle

Number of ATC tool storage

Main body (widthXlength)

Machine weight

®3~100(AEER A E>Z ¢ 40~100) (Internal skiving ¢40-100)
30~300 (SHEI AN L(&~60mmzE T) (End-face machining up to 60mm)
Capto C6

12,000

8,000

X200-Y320-2350

-5~95

06,22

2,425%3,320

6,500




Skiving machining center for Gears

GMS200 GMS450

Bl HEAN—R ZAACEVINIHTEHESITH
® I\ NTHDIEHSRAT—I5E ¢ 450mmeE THIHDIIAM/C
® SHERISEER N £V I NI TINTRMZ KRR

o EDEHMICLDEMIY - SRREERR. SREEZRR

o \—RRAAE VI NI THRANEEEDOREE M TG

AA-IVIOR ZACEVINIHTESEAMIHE
o I - SAREIF BB DAY v T NI~ I CBRITTEBMEM/C
cEREHROEENTICHE

o JRERHTOSTRE - SRBITHIS

o \—RZ ALY I NI THANAESEORBE LIS

High Rigidity and Space Saving

Multi-function machine with gear skiving function

- Vertical M/C is compact, yet can machine large workpieces up to ¢450 mm in diameter

- High efficiency gear skiving greatly reduces machining time

- Proprietary technology produces high accuracy that maintains high rigidity and excellent
damping

- Hard-skiving achieves high-precision machining of hardened gears

General purpose - Compact

Multi-function machine with gear skiving function

- Not only internal and external gears, but also shafts can be processed with this horizontal
machine

- Best for gear machining for automotive parts

- Compact equipment with flexibility to cope with the various kinds of small quantity
production and multiple processes

- Hard-skiving achieves high-precision machining of hardened gears

GMS200

GMS450

B EEBAN—RHRNS AV — ;54 VOFREN B ENTAERME IR

To achieve smart productionlines by reducing floor space Superior workability and operability
BAR—ADANAE VI FY 1—TEVFICKD e |
MISAVHAR—MESAINERL, LEIVENS
EBEMNLFC.IFTIFFEEREICHINTEET,
Skiving machining center for Gears requires little space to
improve gear production lines to be smart production lines that
can handle a variety of production formats from multi-type small-
lot production to high-volume production.

B 8 3B THREAN—AZKIEICEHIR, IVINI MIEES A VZRR
To achieve compact production lines by reducing floor space with 3 roles in 1 machine

FRERREFREDELES  Comparison of floor spaces

Fryz—N\
Gear shaper

9m?

. 70%*1:5
RYZVTEYY
Machining center

Frrr—N
Gear shaper

NCHE#& NC lathe o=k

Machining center

RY=vItry FREFRER 7mM?2

Machining Center Floor space 7m?*

Frvz—/\
PREEFRENT

7m? 9m2
NC NC lathe NCHzEss Gear shaping
S FREREHE Floor space 9m?
8m?2 2
B Height 8m
e g NC lathe

J—UBRE REANES
JINDERNEL FONEUED R

1,680mm Floor space 8m?

GMS200

TERERRE
Conventional equipment

GMS4as50
PREFREHT 9.7m?2
Floor space 9.7m?

Simple changeover and loading and unloading of workpieces
Easy access to Jig

WAINTH  Sample

WANIHI  Sample

- =
P _ﬂ P04 R " ‘} [ExeiEAE
l ~ Internal gear I o l Cycloid gear LS o - Helical internal gear

NBEES  Internal gear S\EEES  External gear 2T5A Spline
GMS200 GMS200 GMS450 GMS450

J—27 &A1 (mm) Maximum diameter of workpiece ®220 TEAE(A)  Number of stored tools 6 J— B AE(mm) Maximum diameter of workpiece @450 TEUAR(A)  Number of stored tools 6
EYIh TR Tooth cutting tool ANAE213w% Skiving cutter TE&KEZ(mm) Max. tool diameter @120 EIh TR Tooth cutting tool ANAE T 13w% Skiving cutter TE&ARZE(mm) Max. tool diameter ®150
F#T—) (V=)L 98)  Spindletaper hole (tool shank type) KM6350 TERKRX(mm)  Max. tool length 240 Fo7—) R (Y=L v H855K)  Spindletaper hole (tool shank type) 7/245—) No.50  (BBT50) TESARS(mm)  Max. tool length 250
TR OELRE (rpm) Max. RPM of spindle 4,000 TE#ERAX Tool selection method FEIBEE S>/4 2 Tool storage position fixed/random FHRSOEHRE (rpm) Max. RPM of spindle 3,000 IE&ERAR Tool selection method FEHBETES>/4 L Tool storage position fixed/random
BB (3097 584E) (kw) Motor 26/18.5 il Type FANUC 31i-B EBENH (309958 1E) (kw) Motor 26/22 AU Type FANUC 31i-B
FohREEELRE (rpm) Max. RPM of spindle 2,400 E N1 Display FANUC 150 >/FF %3 %L FANUC 15 touch panel FRRLOERE (rpm) Max. RPM of spindle 1,400 BN Display FANUC PANEL- i
BENE (309 /5E#Hr) (kw) Motor 26/30 FERES(KVA) Overall power used 74 EEBI (3090 1E#RE) (kw) Motor 26/22 HMEFREETI(KVA) Overall power used 88
HrH%EE (XE) (mm) Left-right traverse (X axis) 500 1 X BR1T 2 (mm) Width X depth 2,500%3,000 HaEEE (XE) (mm) Left-right traverse (X axis) 700 18 X BT (mm) Width X depth 2,500%3,860
R EEIEZ (Yéh) (mm) Forward - Back traverse (Y axis) 200 HARDSE (mm) Machine height 1,680 A BEIE (YEh) (mm) Forward - Back traverse (Y axis) 350 HARDE T (mm) Machine height 2,700
FRREIE (Z8) (mm) Up-down traverse (Z axis) 300 HARE = (ko) Weight 7,000 _ET%ENE (Z8) (mm) Up-down traverse (Z axis) 300 HAES (k) Weight 22,000
T ErEElA B (°) Tool swivel angle (B axis) +45 TEfEEAEBH) () Tool swivel angle (B axis) +25




7 I:I—FE.Q Broaching machines

HRNTURNILDOTO—FETO—FEE%ZFET S | World's Top Broaches and Broaching Machines

20-FilT Broaching

JO—FMILIE. MIBPFVY 1) TS/ RBLHEZHHIEDTE Broaching makes it possible to reduce production time on
TOMTENREE Ul-Bek. GEETCERET D E TR LT components that require a combination of work on a hobbing
N o ) . press, gear shaver and a milling machine. Also, because
AT, UDD, MTREZEVUANVTRESES LN TEDICD. broaching has a steady high-level of precision, it can be
BEEEEERF UDRLEVEEZDF CAHEINTUVE T, T, KBk used for a wide range of production industries such as
D EE TEOND T —E VT 4 2D E S SN O SEE automobile manufacturing. Because broaching is being used

) N to produce difficult to machine materials like turbine discs used
MTICBEPNDBLE, FEDEXRICRNY CEDQTEEVMTAE U for electric power production and the aeronautics industry, it
CTEFEZEEDHTVNET, is garnering widespread attention as an essential element of
production in modern industry.

J'O—FITO4sE  Broaching features

o JEBSEINLIC KD BEERZEIR

o ZE LIBUL T work time

oS5 —CHnE - High-precision machining that is stable
M CARAEMNIE TN

- Achieve high-performance through shorter

- Complex and irregular machining surfaces are
possible as long as the axes coincide

e BN/t HITE Suomrior ished sur

- Superior finished surfaces
o B TEBNM IS " -

- Extremely economical machining method
o NNTICRARRZME L LIFL

- Skilled labor not needed for machining

8E - B0 Performance

(1> &—FILTO—FINIHI]

DRO0 EE300K

BTS2 I0—F
Round broach Special spline broach

AJO—F

WEtl—ya>y2Jo0—F
Square broach Serration broach

B OO S

BERTSA2J0—F
Parallel side spline broach

A5—F)LJO—F
Internal broaches

HHIY)
Workpiece

\

A5 —F)VIO—FICKBMLT

> » o 0@

. R JO—F
Internal broaching process Special shape broach

[(b—7 R 7O0—FINTHI]

et et BN ) B eV
—3 © I ==
— J

L)
Workpiece

3
HY—J12ATO—F(CLDINT
Surface broaching process

50 ~ B0HRCHEANIHDE_EIF%Z. | Finish 50-60 HRC hardend materials and the actual broaching

ENN TR IR SEDBSEECTER time is less than one second.

N—RoO0O0-FIIT Hard broaching

BHEERZEDHTEREIC. UDBBREXRICTASONTO—F1N
ITY. 2OTO—FMISNINIB@RDEREZ KD S8 DT (CE
NIBZfET CEDHDET. LU, BULEBELDFHRLEL. FHICKD
T ENMIZREEUE U, &2 BE/N\—RTJO—F&/\—RrT
O—FBOMAEICKL DT, TORUBEHDIREMINATTRESLD. B
mOEREL. TELZHNSZENTERT,

% £ Features

o SEEM DEFEENML
EE50~60HRCONMITYDRIEEH =2 (CRET Dfcd. TN
FCRETH OICERERINDE LETFATIREC LD, MRDEIEELL.
ZE(EDEREL 1D

® SHEENNT
HIrXBEIO—F &/\— FJO—FBZFERAL T, YIHEEREB0mM/
MINTEERMNTLT D, SRETHNITHRREIE 1 RiE

oI RSAHY b
WMP=A NIV b 2ERURERICEBL. D08 FRE. §1D
{OFORLEARER, FERLENE

Broaching provides high productivity on complex shapes with
superior precision. Components that have been produced by
broaching are heat treated to increase functionality. However,
heat treatment causes warping that requires finishing grinding.
Now, with the development of the super-hard broach and the
hard broaching machine, it is possible to eliminate the process
to correct the warpage caused by heat treatment. This results in
more stable components with higher precision.

- Highly precise broaching of very hard
materials (50-60HRC).

- Sectional carbide broach and hard broaching
machine are used for a high speed broaching
speed of 60m/min. Actual cutting time is less
than one second.

- Micro-mist coolant is environmentally friendly,
the workpiece does not need to be washed, chip
removal is unnecessary, and waste processing is
not needed.

48E - J0ITH Performance

J\—RITE Before N\—RIT# After

Appearance
WEOG—IHE

2 -
%E HWum, Bam
3E L j ! '!
L
ey W II5ET Work
&w

% (No.of teeth) © 24

EEAETEY 21—/ (Normal Module) : 1

. » BEAESIA (Normal Pressure Angle) : 45°
BE#EEy FHEER (Pitch Dia.) : 24.000

- ERMER (i) : 16971

1 : K2 (Major Dia.) : 25.46

J\ZE (Minor Dia.) : 23.76

Lead
HE

mEVRI~HE  Distance between pins

5um

Distance between pins
¥l

AR BB \—PINI#&

Before Heat- After
heat-treatment treatment hard Broaching

J\—RZJO—3F Hard broaching

T« V%L THDIcth., THERILE. L CEND
o EIEF T <LVVADZEEC, NEEELMT v EY JEZrE £
o g <VEIDHEHIIC KD DR UIERAL I EE

- Optimized front angle improves cutting edge rigidity and chipping resistance.
- Cutting face can be re-sharpened for repeated use.

O BIFEN EIN)L S —THE S NTLS . DERIC[FHFRFAEDBHN FBRE A ZEA L. TIAINRESAI—

- Sectional hard broach consists of carbide blade and a holder. The cutting edge is made from our newly developed
micro-grain carbide alloy and coated with TiAIN coating so it has superior friction and heat resistance.

JO—FHER
Appearance of hard broach

10




7 D_Fﬂg Broaching machines

11

N—BF2'0O0—F88 Hard broaching machines

HW-5008

o JIHIEE 1~60m/min, /\—RTO—FDRBEIMNITRHFSE0~60m/minlIH i
o U—7O—SHA RESAIEDRHFR—ILRQUICKD. SiERE COEEMZER

o EMAS. TD—oF—TJIVIFAISERITICKDRIBERE

o U—UBEFNZRAL. V-IBMIIESZERUTIER M ZR L
OHELAEICKDEIR, HANR—R

- Cutting speed 1-60m/min. Supports most suitable machining

condition 50-60m/min a hard broach.

- Secure reliability in high-speed drive with ball screw and linear

roller guide.

- Rigidity analysis used to optimize design of main unit and worktable.
- Adjustable worktable improves productivity by lowering height of

mounted workpieces.

- Hydraulic components eliminated to save energy and space.

B JO—F Broach

B U—2 5 —7J)URINERRAT
Optimized design by 3D-FEM

HW-5008

EANIHI Sample
BEBEAEBEHEEEDA VIR
Ua—hRTSA VRO &HE. CVT
M—)UE, BEREIEE

Involute spline hole (gear part for autos),

T ke — _ CVT ball groove, various variant holes
HW-5008
SIEREFIEKN) Pulling force 50
BRASTIZ (mm) Max. stroke 800
B (m/min, 60Hz) Cutting speed 1~ 60 (FFI60)
R DEE (m/min, 60Hz) Return speed 1~ 60
RILAZ7VE (mm) Bolster hole dia. 120
I T ERALNE (mm) Max. outside dia. of workpiece 280
I TR EE T (mm) Workepiece fitting height 1,000
BB DE S (mm) Machine height 3,400
PR PREE (mm X mm) Floor space 1,780%1,900
HmESE (o) Weight 5,700

Eiii:l:J:?“l:l—B‘E Highspeed finishing broaching machines

Hi-5010

¢ FERDIOBEDYHIRE L CI RS/ TO—FOHEFEDRICKDINITEIS%

DIARNT I =R

ey I —BEYA T TH—DJ T AMIICHIIG

- Ten times the cutting speed of previous models, and semi-dry broaching capability reduces

production costs by 15%.

- Surface cutting with movable cutter.

INEXAZ A O—FEE small size mechanical broaching machines

NBx ~U—X series

o H—RE—YICLDEEMT
tIEHIRE2.3fF 6 — 156m/min
SLEERE 14 - 6%

MEVREICKDETI R, HAN—R

- Servo motors mean high speed machining
Cutting speed increased 2.3 times from 6 to 15 m/min
Ram return speed reduced from 14 to 6 seconds

- Hydraulics removed to save energy and space.

NBx-7.5-10

Hi-5008/5010 Hi-5014
5 [HRESI(KN) Max. pulling force. 50 50
BAATEE (mm) Max. stroke. 800/1,000 1,400
BIBIERE (m/min, 60Hz) Broaching speed. 1~80 1~ 44
R D#EE (m/min, 60Hz) Return speed. 1~80 1~ 44
JO—FYU 745 —47%2 (mm) Lifter stroke. 400 -
LR 7% (mm) Bolster hole dia. 120 =
I T HERALNE (mm) Max. outside dia. of workpiece. 280 280
FEBHE W) Main motor ACHF—IR 52 ACH—iR 16
HAmDE T (mm) Machine height 2,900/3,300 4340
P PREFE (mm X mm) Floor space 1,300%1,700 1,300%2,000
HEmES (kg) Weight 3,700 6,000

NBx-7.5-10 NBx-7.5-10DH
5|EREFI(KN) Pulling force 75 75
BRAITIE (mm) Max. stroke 1,000 1,000
YIHIERRE (m/min, 60Hz) Broaching speed 15 15
RO IRE (m/min, 60Hz) Return speed Max.27.2 Max.27.2
JO0—F U 7451742 (mm) Lifter stroke 400 400
TRV RS TE (mm) Bolster hole dia. 120 115
I T YERASE (mm) Max. outside dia. of workpiece 290 150
T —J)VE=E (mm) Workepiece fitting height 1,475 1,475
PrEpRERE (mm X mm) Floor space 1,250%2,200 1,290%2,698
HARE S (ko) Weight 2,500 3,000

INBYAAE D' O0—F 88 small size broaching machines

NBV U —X series

0 ). BANR—RADOWEIO—F
o X —BNSRTSAVE CEbERICERE
- Internal broaching machine has simple construction and saves space.
- High productivity from keyway to spline cutting.

WANTH  Sample

=1L

<

NBV-5-10A

NBV-5-6/8/10A

NBV-7.5-8/10/12A

SlHRESI(KN)

BRAITEE (mm)
EDEEE (m/min, 60Hz)
R DRE (m/min, 60Hz)
JO—F U TYDITEE(mm)
TRIVAE D7FE (mm)
HHIDERALRE (mm)

T —JIVEIDEE (mm)
FEEENHE (kW)
RO (mm)
PrEPRIEDE (mm X mm)
e E (ko)

Pulling force

Max. stroke
Cutting speed
Return speed
Broach lifter stroke
Bolster hole diameter
Max. workpiece dia
Table height

Main motor
Machine height
Floor space
Weight

50

600/800/1,000
1~65

14

400

120

300
1,000/1,200/1,400
5.5
2,350/2,750/3,200
1,3001,600
1,900

75
800/1,000/1,200
1~65

14

400

120
1,250/1,450/1,650
75
2,850/3,300/3,900

2,200

12




7 D_Fﬂg Broaching machines

AUAILI' O—FEE Helical broaching machines

Hx-T U—X series

MEAD=HID—=JBET D' O0—F 8 Mechanical table-up type broaching machines

BV-T-3¥MS >~U—X series

o ETX BME - SHREREDXHAR

oy NARBDT—IBEARITHELV AT - EAR—X

o ATC. tIHIKRHREDEE L TFMSHE iy

- Power-saving, high-efficiency, high-precision mechanical system.

- Hydraulics are not used in this pit-free table-up type.

- Compact, space-saving ATC. Automated setting of cutting conditions helps
respond to FMS requirements.

o AV F—FILNUAILFVETHERNT
o IO B TIERE L SREM L 2RI

- Internal helical gear can be cut with high accuracy.
- High-accuracy cutting of difficult jobs using gear cutter.

EmANTH Sample W JO—F Broach

WAIIH  Sample

Hx-T25-17
BV-T7.5-13MS

BV-T7.5-12MNC Hx-T25-17 Hx-T25-23 Hx-T50-23
BV-T5-8/10MS BV-T7.5-13MS BV-T10-10/16M$S BV-T12-12MS 3#k=H(KN) Pulling force 75 250 250 500
SHRETI(KN) Puling force 50 75 100 120 BATTI2 (nm) Max. stroke 1,200 1700 2,300 2,300
RATTEE (mm) Max. stroke 800/1,000 1,300 1,000/1,600 1,200 ISR (mymin, 60Hz) Cutting speed 1~6 1~10 1~10 1~10
SO (m/min, 601z) Cutting speed 6 6 6 75 B0 (m/min, 60H?) Return speed 1~8 17 17 155
B o) Retum speed 6 6 6 5 JO—FUTHOFHR(mm)  Broachlifter stroke 500 450 800 800

JO—FU T75DITFE(mm) Broach lifter stroke 450 450 500 500 . e .
LR DI () Bolster fole diameter % % T 75 )L Z S D7 R (mm) Bolster hole diameter 127 200 200 1862
SR (mm) Max. workpiece dia 260 260 300 300 HHIDERALE (mm) Max. workpiece dia 140 190 190 190
S IILEDSE (mm) Table height 950 950 1,050 1150 U — REETTRRE A Lead control NCH{E NCHE NCHJ1E NCH1E
TEHHE W) Main motor 55 75 1 11 FEBEDHE (kW) Main motor ACH—1 8.2 ACH—7T 40 ACH—7T 40 ACH—R 60
HARDE 2 (mm) Machine height 2,850/3,050 4,000/4,300 4,200/4,800 4450 e (mm) Machine height 5365 4900 5400 5400
PREZFRIEE (mm X mm) Floor space 1,500%1,750 2,000%2,000 2,500%3,000 2,500%3,000 PrEPRERE (mm X mm) Floor space 2,050%2,925 4,000x4,100 4,000x4,100 7,000%6,300
B E E (ko) Weight 3,500 5,500 7,500 7,500 HARE S (ko) Weight 11,000 15,000 20,000 35,000

ﬁﬂ?g—agﬁﬂj\ﬂ—?ﬁ Table-up type broaching machines

INBE X A=AV O—FEE small size mechanical broaching machines

BV-T-%S ¥U—X series NBV-MA U —X series

o —IRE—YEFENIT. BiE TEMT

o ERVE R MERDRIE)/ (RILD SR ETTRE

o — - I X  BAN—XI[CEH

- Servo motor drive for high speed and stable machining

- Setup change can be set from the operation panel
- Contribution to cleanliness, energy saving, and space saving

oY NAEBEDT—IBHANT., SAVBRIES

o (EEMIENEIRE - IRIFEDREF

- No pit needed so relocating machines in the line is easy.

- Lower working position results in better maintenance and operation.

13

WAIIH  Sample

gr.-'. ’

5 BV-T15-14S
NBV-5-8MA
BV-T5-8/10S  BV-T7.5-8/10S BV-T10-108 BV-T15-14S  BV-T20-14/238 BV-T30-208

SHREFI(KN) Pulling force 50 75 100 150 200 300 NBV-5-8MA NBV-5-10MA
%kﬁﬁi(mm) Max. stroke 800/1,000 800/1,000 1,000 1,400 1,400/2,300 2,000 EEe—— Puling force 50 50
t_U‘ﬁ‘J@E(m/min, 60Hz) Cutting speed 1~72 1~8 1~8 1~8 1~8 1~65 BT (mm) Max.stroke 800 1000
%Dﬁg(m/mm, 60H_z) Return speed 12.5 16 16 24 24 20 IR (m/min, 60H2) Cutiing speed 115 15
JO—FUTZDFRR(mm)  Broach lifter stroke 440 500 500 600 600 700 — .

TRILZS DI (mm) Bolster hole diameter % % % 127 17 140 B Ui Retur speed o a
HEIIDBALE (mm) Max. workpiece dia 260 300 300 300 300 360 JO—FUTHOFRR(mm)  Broach lfter stroke 400 400
F— LB (mm) Table height 900 900 1,050 1150 1150 1250 TRIVR D D7 (mm) Bolster hole diameter 120 120
EEREhHE (W) Main motor 55 11 15 29 30 37 FHHIDERALE (mm) Max. workpiece dia 290 290
Hem DB (mm) Machine height 2,985/3,385 3,250/3,650 3,650 4,250 4,250/5,650 5,100 gD (mm) Machine height 2,742 2,942
PR BRIETRE (mm X mm) Floor space 1,5001,800 2,000X2,500 2,300X2,500 2,500%3,500 2,500X3,500 2,800X4,000 P PRI (mmX mm) Floor space 1,4001,900 1,4001,900
HMER (o) Weight 2,500 4,000 5,000 7,500 8,000 10,000 HanEE () Weight 2,000 2,000

14



7 EI—?E% Broaching machines

AA=AIVIIHZRE D O—F 88 Mechanical vertical broaching machines HEA2RE D O —F 88 Horizontal surface broaching machines

SV-20-23M NSL &U—X series

oV HTOVY, §—EVTFA AT EEEREEEINT
o AHCE( R CREEE N EEH O HE
- High speed and efficient two-way cutting for cylinder blocks,

turbine disks, etc.
- AHC device enables long unmanned operation

e EYJHICEBELAR JO—F&

Sy ISEZ A VB TAY T F YR TU—

® Efil 1477w T CEFEERETE

- Large type broaching machine for heavy cutting and high accuracy.

- Rack and pinion drive makes it maintenance free.
- Thermal rigidity is greatly improved and high accuracy is guaranteed.

NSL-35-85MNC

SV-16-28MNC
EANIH  Sample
R f
- e -
L LI
SV-16-28MNC
SIHREFI(KN) Pulling force 160
BRARATAZ (mm) Max. stroke 2,800
53R (m/min, 60Hz) Cutting speed 15~15
R D E (m/min, 60Hz) Return speed 2~20
ERANCEEY Maximum number of NC axes 5
FEEDHE W) Main motor ACHF—7R 60
HAmDBE T (mm) Machine height 8,170 :
FrE2PREE (mm X mm) Floor space 5,000X6,000 PUAR AL Christmas grooving AHCERE  AHC device
Bt E S (ko) Weight 60,000 mANTH Sample
w
NSL-35-D31MNC NSL-35-S61MNC NSL-35-S85MNC
5RESIKN) Pulling force 350 350 350
RAITIE(mm) Max. stroke 3,100 6,100 8,500
LR (m/min) Cutting speed 1~30 1~18 05~25
ERANCEHES Maximum number of NC axes 1 4 4
FEBIE (W) Main motor ACH—R 80 ACF—R 80 ACTF—7R200
HEARDR T (mm) Machine height 8,525 8,525 9,690
PREPRERE (mm X mm) Floor space 10,000 5,000 16,500X7,000 23,000%12,210
HemESE (ko) Weight 45,000 130,000 220,000

15 16



7 D_Fﬂg Broaching machines

ABD=AHILIL Y ' O—F B8 Mechanical turret broaching machines

ﬁ%ﬁﬁj\ﬂ—?ﬁ Vertical interior broaching machines

TSL &U—X series NUV U—X series Al
b |

1 B A e LTI o N AR E L E X i - General purpose heavy-duty machinery mAIIH Sample | i,
o N - BREROEEH o ZLENEOREIT AL ER - Mass production using multiple axes :

o RILFTL Y hDZET— I

- High-rigidity to handle extreme work

o FFEE /L LIEICT X D=l 4% o
O BT R HAR—ADIVINU MRS conditions
®JO—F Broach
- Small design, high efficiency and two way cutting. 7 NUV-20-16
- Turret type holder to handle a variety of work.
. Compact design to save energy and space. NUV-10-14 NUV-15-14 NUV-20-16/19 NUV-30-18 NUV-40-23
5REFI(KN) Pulling force 100 150 200 300 450
BRAITEE (mm) Max. stroke 1,400 1,400 1,600/1,900 1,800 2,300
YIHIEEE (m/min, 60Hz) Cutting speed 1~6 1~8 1~65 1~65 1~5
RO EE (m/min, 60Hz) Return speed 15 20 15 15 15
20—F U 75D172 (mm) Broach lifter stroke 440 440 540 540 1,000
)L 2 S D7 R (mm) Bolster hole diameter 127 127 170 230 320
FHHIDERALE (mm) Max. workpiece dia 380 380 380 500 520
FEEDHE (W) Main motor 15 22 22 37 37
BB T (mm) Machine height 4,900 5,000 6,100 6,100 5,850
PEEPREFE (mm X mm) Floor space 1,600%2,900 2,400%3,300 2,800<4,800 2,800<4,800 3,500%5,100
HAEE (k) Weight 6,500 8,000 12,000 13,000 24,000
TSL-7.5-15JLNC TSL-15-23
5RESI(KN) Pulling force 75 150
BRAATE (mm) Max. stroke 1,500 2,300 . XY ] ] ]
UM i 604) g e : 1~ I AZ3RE D O—F B8 vertical surface broaching machines
I TYEIRFII T2 (pes.) Number of simultaneous procedures 1 2 0 . N ==
JO—FEUIEE No. of Broach attaching section 4/6 4 NSV JJ_X series e
= i =R R 1 e
B8 BRI (mm X< mm) Floor space 29005,300 5,300X6,000 o KEMISEHADERERTIO—FE - Hllgh—per.formance brogchmg .macltlnne for surfacing i ]
HIREE (ko) Weight 15,000 35000 o BIEBYIPTF—TIVTHHEENT  VIde varlely of operations using jigs and tables v Elasd
'

s SR CHREZ RAM

- High rigidity maintains great accuracy over the

long term

@

N
' . . NSV-10-14 NSV-15-17 NSV-20-23 NSV-25-24
Ry R O—F B8 Pot broaching machines SR
EV 2 U—X series BATIZ (mm) Max. stroke 1,400 1,700 2,300 2,400
BIBI5EREE (m/min, 60Hz) Cutting speed 1~82 2~10 2~15 2~18
BRDIRE (m/min, 60Hz) Return speed 20 26 31 30
o IIBED TV aTvITAR S L51E (mm) Ram width 430 430 480 580
4z : o EEENHE (W) Main motor 15 37 55 37X
*HEZEE1/ AT HARDEE (mm) Machine height 4,600 4,800 6,760 7750
e SEEXRNMIDEVIYU—X P BRETRS (mmX mm) Floor space 2500%4,500 2.950%5,500 4300X8,000 5.200X6,500
AR () Weight 11,000 11,000 17,000 35,000

- Simple push-up type of construction.

- Multiple grooves on circumference can be cut in one pass.

- EV series for high efficiency cutting.

EANIHI Sample

INBUSRE D O0—F B8 Small size surface broaching machines

SV & U—X series

s SEYIHITERER
o/ |\ERERDREIN TICHRE

- High speed and high efficiency
- Most suitable for surface broaching of small size workpieces.

EV-31-20AL
EV-10-8 EV-15-11 EV-25-15 EV-31-20
3 IR (KN) Pulling force 100 150 250 310 P — SYa3:6/0 Sa3,6/0M SUS5:6/ SIHAIL
RO (m) Max.stioke 800 1100 1500 2000 ixF 72 (mm) MLI mgtfofe 600/933 600/923 600/938 600/933
EALTH=E(Mm aX. Stroke
Iz in, 60H i 1~ 1~ 1~7 141 .
t_UiJgEEm/m!n, ESHZ; ;utttlng speeg 13 : g - 0 YIEIERRE (m/min, 60Hz) Cutting speed 1~72 10 1~72 10
. '| = mimn 60t elum speed : 18 RO (m/min, 60H7) Retum speed 12 1 12 )
HRHIPIOBALE (mm) Min. workpiece dia. 90 160 200 175 F—JILEDE (mm) Table height 1,000/1,300 1,000/1,300 1,000/1,300 1,000/1,300
IE@J%G{W) Main motor 18.5 18.5 30.0 37 EEEEM&(I(W) Main motor 55 37 75 55
BEROBE (mm) Machine height 3750 4,500 4,800 7600 A% DR (mm) Machine height 2,800/3,400 3,000/3,300 2,800/3,400 3,000/3,300
P22 BRETRE (mm><mm) Floor space 2,500X4,100 2,500%4;100 4,004,100 6,4055,770 P2 BRETR (mmX mm) Floor space 1,800/2,000 1,800/2,000 1,800/2,000 1,800/2,000
HMEE (ko) Weight 7,000 9,000 12,000 30,000 BAREE (ko) Weight 2,500 2,500 2,700 2,700
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Precision roll forming machines

DIFDHMTRURATSA U D1 —LIFE %"
BEEEMIULE,

—MRICHHWTININT T LEITDT, ERMIICEXRTIEDNICH
BEERTY, BIEE CMIRDREMNE L. MIEELEESH
TDHTRFTY ., TmEBFIEHICOOICHEMT. IMENRED
WE O CREDEELELET, B—# EORTSA U PRUBLER]
TETHNINTE. BNEHDRATSA VHEDZIFFTIMNICE
ED

[EmENNTHE]

B ISR OEE
Rolling machine

WEGETO0ER
Rolling process

5 NYRZbyS
4 i Headstock l
BEs Ja_ :
Slide base \/ - *}
N = |

T3—ZVI5vY { ‘
Forming racks

mnI
Workpiece

T—ILARYY
Tailstock

CNFTOPDDY ARG, (FEENFEECHRIEL CHDRED
o THEOE LT,

B DPFFMS A T TIENCIET & Z &IC KD BEITDOPDY A
SREZERE,

D—UREB(CHEBB TN TED L EBIC MEEEDEBZEER
LET,

Until now, OPD dimension adjustment was done manually by workers, which
took a long time. The new and improved PFFM type achieves automatic OPD
dimension adjustment by NC. Work type changes can be handled in a short
time, and the burden on workers is reduced.

mAITHl Sample
(PFM /1 —X/ PFL-1220B @) (PFM series ~~ PFL-1220B compatible)

Precision roll-forming of screws, splines and
worm shafts in just several seconds

Generally, roll forming is completed in a matter of several seconds,
which is far more efficient than conventional machining. With roll

PFM U —X series

e ISR DRELERBEIL T ITAEEDKIED £
e IVN\IUK -HIX EESZERA
- Stabilization and optimization of rolling conditions greatly

improves machining accuracy.
- Compact energy saving and low noise

1

Y

forming, the machining stability is high, and machining accuracy

and surface roughness are extremely good. The structure of the roll
formed area is designed to pass along the surface to be rolled, which
improves both the roll forming effect and strength. Splines and screws
along the same axis can be machined in a single pass, and stepped
shaft splines can be machined up to next to the step.

i
.

T

B
R

E

é

1

i
W EEMITE WEET—5 PFM—330E PFM- 610X PFM-915X

Rolling tools Rolling work

PFM-330E PFM-610X PFM-915X

TA—Z2JSw L Forming rack EECTEDRAMIE(mm)  Max. rolling dia. 20 40 40

S o)L sRANE(mm) Max. rack holder width 60 145 145

HECTORAEY 21— Max. rolling module m1.0 m1.30 m1.30

BOffFTED Ty IHmARS (nm)  Max. rack length 370 725 1,028

é #RiH Before S I BABEE () Max. rack stroke 400 800 1150

BECIER 52 (mm) Opening section distance 90 1397 1397

e HERDZ T (mm) Machine height 1,890 2,670 3170

P PRERE (mm X mm) Floor space 800%1,650 1,900%2,800 1,900%2,800

HARE S (ko) Weight 2,000 9,000 12,000
BRiG After

PFL-1220B (;HFESEEN) (hydraulic drive) ~ PFL-1220X (NCEEEH) (NC drive)

O E. YA T CIERIMNES
- Horizontal type for easy tool change

— MR CHERBE N T DES RGN BIIRE D —IRADE UALE
THH JEDIEEE LD  NERBAPD (LW T U,
HUBDRBCY A T T, FfclCRETN S RE L. BiREED SDF
BXESRIBLE Ulc,
ANYPZTIREDEBR EED AEEEDOBBARELET .

In general, for a rolling machine with a transfer device, the tool change and
work loading are at the same position, and the transfer becomes an obstacle,
making it difficult to change the tool.The new and improved RBC type has
been redesigned and the cutting tools can be changed from the back of the
machine.Tool replacement becomes easier, reducing the burden on workers.

— =

PFL-1220B/X
PFL-1220B/X
G CEDERAMIAE (mm) Max. rolling dia. 50/55
S O R)USERANE (mm) Max. rack holder width 300
S CEDRATEY 21—l Max. rolling module m1.75
| BOHIITCESD Sy IRARS (M) Max. rack length 1,220
] - S v IRAEEISE (Mm) Max. rack stroke 1,600
SR BECIBR~A (mm) Opening section distance 152.4
HARD=E T (mm) Machine height 1,920
P REFE (mm X mm) Floor space 5,000%6,000/5,8004,000
e S (ko) Weight 23,000/22,000
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ﬁﬁﬁ“a—g Grinding machines

BNHEIEMCRD. EE-SEECIT

titHIEE

High-speed and high-precision processing with excellent grinding technology Grinding machine

Grinding machines

HEIRZD4EE  Grinding machine features

MHEINTIE. SERCOET DEAICYIDAHFESA DI LT, ITE

YOREZHIDEDINITECTY .

—MRATFEAND TS NIEE DS WV ZRE(FVIEINN LIRS g hHl
FHIINICIIMIEBEEREDDDD. SHEEFEIMINARECT,
WHEIIN T CEONDHEIEIC(E EADEE & TIEYODER(CKD.
BRQSRBED DD EF T,

W AEFEIZE  Internal grinding machine

speed.

Grinding is done by making a cut in the whetstone that rotates at high

It is a processing method that scrapes off the surface of the workpiece.

performed with high precision.

wheel and the movement of the workpiece.
There are various types.

W R UHAHEIEE  Thread grinding machine

Metals with high hardness are difficult to cut, and grinding can be

The grinder used for grinding is due to the movement of the grinding

582 Broach grinding machines

NACOM ZU—X series

o JO—FRIEDRE - /VI\DZE £
oy FAIE-REIC KD B ZREL
o JO—FEBYATLICKDHFRIO—FOER. BRUREFODTOITSLYENES

- Condensing the achievements and know-how of

brooch production

- Pitch measurement - grinding stabilizes regrinding

allowance

- The broach management system makes it easy to
register new broaches and switch programs when

changing setups.

filival
Iﬂ;% Whetstone
Workpiece Trem -
T oWl
TE&E Workpiece - NACOM-420
Whetstone
Q
— e
, ) RN FA
y - IR IO—F Broaches that can be machined Square  Square, round, and helical  Square, round, and helical
N7 O—F DEAHIEE (mm) Maximum diameter of round broach that can be ground = 180 200
S : - : 17 O—F DERAFFHIR (mm) Maximum length of round broach that can be ground - 1,950 2,540
NACHI OiREIEZDFEESE  History of NACHI Grinding Machines N TO—F ORAE(F v /E0) (mm) Maximum height (including chuck) of square broach that can be ground 185 185 185
F—JILEa#EIE (mm) Left - Right table traverse 1,950 1,950 2,380
Sl o) = n - . . . ) . ) > LA% B ENIE (mm) Ram Forward - Back traverse 280 280 280
N7, TEOHRNZED SEIBRDLEEZ Y — KU, S80FELILED Wg hgve a h|stpry of more than 80 years, starting W|th the production of 5 4 FFEEE (mm) Column Up - Down traverse 260 260 260
EsENDDE T, \%Inﬁlng maChénggofmm ljn-hOl_Jsel eg_wpment_ fotr] bearings land t?msh. h W LnEBErEALEEIRE () Wheel spindle's angle of traverse for internal surface on vertical axis 0~ 50 0~ 50 0~ 50
CNE TR, EIFATC K o TEHHSNIIRBIERIE NG haeve ?)Veeer?\i:er[eat’ed th%lun ;'rtz‘elgre#]elgtglotlégm_[)|guseare]gul?mg?ﬂ’ whic EWLEKFEAEEAE () Wheel spindle's angle of traverse for internal surface on horizontal axis +15 +15 +15
EHZHTBO00AEBATHD. ENRE5BABND S BV g gy A g BB () Machine height 2200 2200 2200
technology we have cultivated so far, and have received high praise not _ ' -
SFTHBhET, only in Japan but also overseas PrEERERE (A44) (Wmm X Dmm) Required floor space (main unit) 5,800%2,300 5,800%2,300 6,850%2,300
_ ) Y, R E S (ko) Machine weight 6,000 6,000 8,000

H ﬁ']ﬁ Internal grinding machines

IG ~U—X series

o SHEE - BRERTHEEEmOAE ML
EEROZEBANEHIE

® REWICBUVMERIDFFRNY FEEL NN\ —FDITXICKD.
MHIZADR EZH T D ETRELVMITREZRIR

- High accurate and efficient internal grinders for precision parts.

- Heat from grinding is suppressed with an improved cover and special
horizontal bed configuration that stands up to heat deformation. This
means that grinding accuracy remains consistent even at normal

EANIH Sample

temperatures.

1G-10SA 1G-20SA
TRHEIETEE V2 (mm) Grinding bore 10 ~ 100 10 ~ 200
F—)ULEDIRD (mm) Swing over table 400 400
F—JIVERABEE (mm) Max. table stroke 250 350
T—J VR KRBERRE (m/min) Table speed 15 15
AEBEIE (Mm) Cross table travel 150 160
TEEERALERLL (min") Max. work spindle revolution 1,500 1,500
HAODES (mm) Machine height 1,855 1,855
FREPRERR (A4F) (WmmXDmm) Floor space 2,400%2,200 2,700%2,250
HEMEE (ko) Weight 4,500 5,000
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ﬁﬁ'ﬁ']ﬁ% Grinding machines

=Lk BETE

GTE U —X series SDR ¥U—X series

o Kk—)LRAL. 1Yoy avyRoUa—, A1 RE.
SRR X DR UHHEIEE

©5,400mmFETCORRI—I(CHXM

o BN RIFMICKDEEENT

o BEEEHZ DL —/L T 0w I DHIEE MU,
HEZSHEE. SEECTINLT CE2EEHEmIFHIEE

oL—|LH. JOvIRZENZNIC
F—JIL2BEHE2,500mmE3,600mmao
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WANIHI  Sample

- GTE-5SA2

GTE-5SA2 GTE-5SA4
BA TS B (mm) Max. center distance 200 400
THITE B &mASE (mm) Max. grinding outside diameter 250 250
FEITE SR UERS (mm) Grinding lead 150 350
EVULDAES GHEXBXAE) (nm) Grinding wheel size (ODXW X D) 405X (10 ~ 32) X152.4 405X (10 ~ 32) X152.4
EVLEBEEAE() Wheel spindle swivel angle +30 +30
T—JIL2%EE (mm) Max. table stroke 200 400
HERDZ T (mm) Machine height 2,500 2,500
PREPRERE (A5(4) (Wmm>XDmm)  Floor space 2,000%2,800 2,400%2,800
HAREE (ko) Weight 6,500 7,500

'- T —
- Thread grinding machine can process a wide range of workpieces, ] L e e U—X1t
such as ball screws, injection screws, roll dies, and more. &L DY TOERD A HE
- Supports lengths up to 5400 mm. 29 o Ry —[FsFEO0—5U—RL v Y —%=EA
- High-precision machining through excellent machining technology. BEFUA T INNI KD BB RDEEESZ(F (L
mNTHl Sample SRD-30B
- Linear motion raceway surface grinder that can process the
raceway surface and side surface of the rail block of the linear
motion bearing with high accuracy and high efficiency.
- Two types of total table travel of 2,500mm and 3,600mm are
available for rail and block respectively.
GTE-7A GTE-10A GTE-20A GTE-30A GTE-40A GTE-50A - The dresser uses a total rotary dresser. Optimal layout enables
Bkt SRR (mm) Max.center distance 800 1500 2300 3630 4200 2400 stable processing without being affected by thermal displacement
HHITE S mASE (mm) Max. grinding outside diameter 200 200 200 200 200 200 '
HEITEZRUERS (M) Grinding lead 700 1,300 2,100 3,300 4,000 5,000
EVULDAZES GHEXIBXPAE) (nm) Grinding wheel size (ODXWXID) |355X(10 ~ 32)x1524  510X(10 ~75)x2286  510X(10 ~75)x2286  510X(10 ~75)x2286  510X(10 ~75)x2286  510X(10 ~ 75)X228.6 EmL—)U Rail WJOvs Block
EWVWUEBEEAE() Wheel spindle swivel angle +45 +45 +45 +45 +45 +45
F—JIL2%EE (mm) Max. table stroke 700 1,400 2,200 3,400 4100 5,100
e DE S (mm) Machine height 1,980 2,200 2,200 2,200 2,200 2,200
PFREEPRIETRE (%) (Wmm>XDmm)  Floor space 3,440X4,200 6,5004,200 7110X4,200 10,000%4,200 12,200X4,200 13,900%4,200
HMEE (ko) Weight 10,000 12,000 18,000 24,000 25,000 26,000
\{
EERRUGF
GTE-SA &U—2X series
L
e BFERMEDIMEARESLEERDEERQUHIEE g L—JL Rail —'00w 7 Block
e ZLDBEENLICKDEEEN. AAN—AEER ] SRD-10B SRD-308B SRD-10C SRD-30C
EVLDAES FMEXIEXPR) (mm)  Grinding wheel size (ODXWXID) $305X32X76.2 355X30~70X76.2 305%X25~70X76.2 ?305X30~70X76.2
- Production type thread grinding machine for small-lot or mass . I TEDRARS (M) Griding Length 1,700 3,000 1,300 2,300
production of automotive and other parts. ' T—ILEHEEE (mm) Max table Stroke 2,500 3,600 2,500 3,600
- Automate parts for high productivity and to save space. T—JIEEEDES (mm) Height of table worksurface 1,093 1,093 1,093 1,093
= D= (mm) Machine height 2,885 2,885 2,885 2,885
P PRERE (A4K) (mm X mm) Floor Space 8,370%3,730 9,040%4,540 8,370%3,730 9,040X4,540
MBS (ko) Weight 17,000 19,000 17,000 19,000
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l\olj_j’f:‘yy'\" Power Finisher
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WEHZSEEICE EFDINT X5 L | Machining System “Power Finisher” gives

I\OU _7‘:‘y:}_\’ bearings a high precision finish

Il A5,  Machining System

RUw2 2 IT )LV Yy RDA =T
Ny o7yvIUC, 95009 v T DI v—
FIVERER S EOREEZ SREICE LTI
LET,

Lapping film with a solid backup
stone provides high-precision
finishing on crankshaft bearings and
other cylindrical surfaces.

RUy>J
PRAYN
Polishing film

BIITYVRTL (Y—UVIHE)
Machining System (tooling)

Ab—>
(VUwR)
stone (solid)

IND—2J 4 =Y<¥ Power Finisher

ZF550

o JLFIJIEIVININETIV

o BIRANDEF T E RO LICKDIEERSIL
o TERANR—R(FIER XD 46%HIiE

- Flexible compact model

- Easier work due to improved flexibility in equipment
- Requires 46% less space than before

11
e

'-,.'.‘l

=

Ya= PN
Shoe Workpiece radius

% £ Features

o SMEDIFIENAIAE

- Making true roundness possible

ZF550
BRAMLER (mm) Max. workpiece length 350 ~ 550
ML TEDER(mm) Workpiece dia. D60
SO AT&ENE (mm) Polishing width 15~ 50
RARX ~O—2 (mm) (RO\DIZE)  Max. stroke(Eccentricity) 52.5
SHHE w F (mm) Supported pitch 31 ~515
7 —LE(A) Number of arms Max.11
IIIZDEE (mm) Processing height 950
HEDB T (mm) Machine height 2,000
HAREE (ko) Weight 3,000

The solid backup shoe and relatively incompressible lapping
film improve roundness

VU ROy I Ty T a—E BINIEEREDIRU Y>> T T 1)L
LZFERLCVSIEY. EMEDBIENTIRETT,
- Generating high-quality bearing surfaces

IS = I

.HEE\EHE_NRE@%“JEE vo With Machining System's level I, it is possible to improve
MIZRTLOLAVIT, EERa0.08um (Rz0.4um) ~DM surface roughness to Ra 0.08ym (Rz 0.04um).
ENTEIRETT,

- Lapping for fillet is possible (corner R)
Lapping finish can be done for corner R by using film cut in a
wave shape on both ends.

o JLyhERDRYw VI halgE (O—F— R)
mimEZ KB ICHMT Ul D )LAZFERALTC. O—3F— REBBRUY
DI EIFTHTENTERD, - Ferrite cap removal
Removal of ferrite caps protruding from spherical graphite cast

0 J 131 vy IDIRE . : . - .
O ) ) iron, which have a major effect on the service life of bearings.
R INFHROREICHTHL, MRFMICKESLREZDKE I I
SAMFr YT ZBRELED,
m EMHEORE IS5 bFryT TITA M yT ——y
Roundness correction Ferrite cap Ferrite cap

IND—TJ4=Y¥ Power Finisher

MF650

o HANE S HES(FRERDS50% (HHREEL)

o N—JLRI, UZFHARICESHBEERAICKD
HEOBEHEEARE

 J 4 )V - ENEITXTM/CRIEKDHTEE

- Power consumption has been reduced to 50 percent (compared to
our previous model).

- Use of a self-lubricating device for the ball screw and linear guide

eliminates the need for routine lubricating oil management.
- Film can be changed and recovered from the front of the machine.

ST MNI#
Before machining After machining

B I 54 by y TREEROHEE

=
Bearing surface after removing ferrite cap L

Bearing surface

100X 400X

MF650

MF650
RAINTER (mm) Max. workpiece length 350 ~ 630
T CEDER(mm) Workpiece dia. ®60
SN ETEENR (mm) Polishing width 15 ~ 50
RAA D=2 (mm) RDDHBA)  Max. stroke(Eccentricity) 515
SR w F (mm) Supported pitch 31~515
TP —LH(A) Number of arms Max.11
IIZDEE (mm) Processing height 1,100
AR (mm) Machine height 2,000
HABEE (ko) Weight 5,000
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l\olj_j’f:‘yy'\" Power Finisher

IND =T =<4 Power Finisher ._ INBYNT—T £ =<4 Small size Power Finisher

LF-500/900/2500NC LF-250

e SEMNCOZENELEER o |\¥ER R D EIEREN S RN T A WAIIH Sample ] & E
o HyFIO—TJICLDEHEER YV IHEE CHENMIH CEREMEHBOET ﬂJ . o
- 3 Axis N.C is flexible for smalllvolumes and.a wide variety of workpieces. _ - For lapping of small parts. ’ - := \f
- Automatic datum surface sensing system with touch probe. J : B e il - Machines capable of internal lapping are also available. J i
. LF-900N Y -
LF-900NC B LF-250
BRANILER (mm) Max. workpiece length 900
BRAIRD (mm) Max. swing 250 LF-250
I TEZDERE(mm) Workpiece dia. 20 ~ 100 RAMNIE(mm) Max. length of workpiece 50 ~ 250
DNTETRENE (mm) Polishing width 15 ~ 50 DI ETaERR (mm) Range of 0.D.of workpiece @10 ~70
RARZ RO—2 (mm) (RODEHBA)  Max. stroke (eccentricity) Max. 60 AN TME (mm) Max. microfinishing width of workpiece 40
AR D (mm) Machine height 2300 73— MRAHE (cpm) Max. speed of oscillation 360
e E (ko) Weight 9,000 INITHDOEE (mm) Center height 1,000
A= (mm) Machine height 1,700
P EREFE (mm X mm) Floor space 1,6001,200
HARE S (ko) Weight 1,000

IND—2J 1=+ Power Finisher

LF-740/1800

IND=D4Z=w 9% RIW=T4—RI A D’ Power Finisher Through-Feed type

o IITUARIVI, WALYYIS 3002w 7 MITOE A bt TF-4H
O BHDMIAT—YaV TRERAESNEINS YA T7—54A4T T, EICH R o . . . ___.- - i
LY+ I R ONTHE LTERENET, o X JL—J4—RARDEHEAICKD - Introduction of workpieces sequentially 8-
. i ' NS — ENVed while machining by adopting the
©Y—UY LA PIMNCEOMILALIECOMIATRET, HAD L S D R R A i ' = "
. o — — -~ o EEMDE LEFANR—REZERE rougn-teed metno ;
INTEEB3A. Jr—FIUNIEZR—-RAF—Y3V TMIT2TE . ’ - Improved productivity and space savin ' !
o KUY VI T LLERAL prove” ? yend sp g :
BORET T, - Uses polishing film and has four =8

- Fully automatable Machining Level T and I camshaft crankshaft machining
- Transfer type machine that is configurable in multiple station layouts and is used mainly for camshaft machining.

S it .
Iy FEABREZ R machining heads as standard 1 Il | . |

o J4)VLDHEEREZ - Higher precision by sequentially Sl B

- Up to Machining level II machining is possible depending on tooling layout. IERZEZ D EICKDEEEL chanlging the grinding wheel grain size of
Course cam lobes and machine journal bearings can be machined at the same station. the film
'l.-.' 3
LF-1800 LF-740 S TF-4H
AL+ T MRARS (mm) M. length of camshaft that can be worked 625 600 _
DNTEIRES LR—R 4% (mm) Radius of cam space that can be worked 15 ~ 60 20 ~ 40 W75 h—KE Plateau Surface BO—JORE Part surface
ST araE L0 (mm) Width of cam lobe that can be worked 10 ~ 46 4~30 SHBODERSNSBHIMICEB/NLE TS b—FKEAZEIR (XKEHNFS POTA] Ra 0.08um  BeforeRa0.08um 0T# Ra 0.04um  AfterRa0.04um
ITAIBEY +—F LR (mm) Radius of journal that can be worked 15 ~72 15 ~ 60 T, BHEEROODMEED D)
ILOIEEY +—F JLIE (mm) Width of journal that can be worked 10 ~ 40 10 ~ 50 Achieve ideal surface is flat and having functions as an oil reservoir for lubrication
HEDE S (mm) Machine height 2,000 2,000 WREIDNT  Grinding TA)UTYHITL  Film lapping
HMEE (ko) Weight 20,000 25,000 FENTST RO HEE DD
RENBDEBENLERE
Achieve ideal surface
p N Flat and having functions as an oil reservoir for lubrication - -
X30 X30
INZLAJL Machining Level MWJ' b Frty— ;p
0 I
oI LA I - Machining Level I
KIE#500 (30 um) BBEDRU w9 4 )UAEEL, EICEMEDRE.E Improved roundness due mainly to use of lapping film with a TF-4H
ETVET . #500 grain (30pm) T — 5442 (mm) (BFZIRD ) Part Outer dia »10 ~ 30
oI TLALI - Machining Level T J—o 2R (mm) Part Full length 150 ~ 550
KIE# 1000 (15 um)IZEDRY w97 ¢ )LAKERL. EICREEE %R Improved surface roughness due mainly to use of lapping BART—IHEAE— R (mm/sec) Part loading max speed 120
FatET g'm with at#m'?ﬁ grain (15pm) ) A — T—I5R @ 22mmDIRE (D — 2 [EERHD) (1pm) (Outer dia @22mm) (Part rpm) 5,000
. ° = o omponents with a pre-process rougnness ot ra U.opm (Rz " _ N ISP : -
BT LRa0.5um (Rz2.4um) D@ TlF. Ra0.08um (Rz0.4um) i2E 2.4ym) can be improved to about Ra 0.08um (Rz 0.4pm). %%*Dﬁ(i)b@/(b('j I 2RDUMMDIZE) (sec) Cycle time (ref.) (Work length 240mm) #735 About 5sec
FCHLESEDIENTEET, Machining Level TI NI RECE (set) No. of heads 4
T LA ’ Byi(;inlglanlgppi?]\éeﬁlm With 2 #2000 grain (9um), surface =3 BBV AT LRDE Coolant filtration system 1st R—)\—2J1)L% Paper filter
#2000 (QumEBEDHR w5 T 4 JUAEBLN. LA . LA roughness can be even further improved beyond level T and I—SV hBBIYRT L 2RDiE Coolant filtration system 2nd I\ T4)L% Bagfilter
D%, COTREEREL TS SICEEISFE LS BET, level I . fERED 7 )L LDEIR Treatment of used film NI R EBBTEELD Roll-up above lapping heads
e [ - ith a pre-process roughness of Ra 0.5um (Rz DB (mm) Machine height 2,363
AN TRa0.5 um (Rz2.4 um) DR Tl BHEHIICRa0.04 um (Rz0.2 um) SAITENLS W E R ; g ,
EEECH LU N TEET 2.4um) can have their finished surface roughness improved B8 BT (A4£) (Wmm X Dmm) Floor space 1.935%1,876
> < ° to Ra 0.04pym (Rz 0.2um). - )
L ) HMEE (ko) Weight 4,000
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il — M
V‘J_“JQ t) ll Machining Cell
INTEEZESME. L/D20EIND./ VAT v TIIZFIR | Realize 5 times the drilling efficiency non-step drilling of L/D 20 deep holes.
MQL MaChlnlng MQLI\D t’l’ MQL Power Cell

MQLAIT

DH524/DH514/DH314/GH423

RUILDRTINTClE. 00 <FTHEDRLIEDIEH AT v TIMNTHNE Drilling deep holes requires a step process because chips 0 ISV T NDNGIF TIEDEEMNED REMICH L
EENTVELR, Lb, JEBED T AICTHIcggcamh e  aredifficult o remove, On top of that, not applying cutting MQLAIT] [SHL. ERN—R - BAEEN T Z R

_ o . fluid directly to the cutting point shortens the service life of o o )
KDEEFEMPHNIEDIRCLDF vE VT, BEEFLEENRRET. i the cutting edge and vibration may cause damage and uneven - Achieving high-performance machining in a small space with support

for “MQL Machining” to dramatically improve productivity in crankshaft

TREXRDE EIFHRE T UTc. BTN LTORENTIZEE LT, BFESSR wear to the cutting edge. This makes it difficult to increase drilling operations

£S5 T MOBIEEDBOETH. MAL) ST—0O> 4 RUJLE productivity. Drilling lubrication holes for auto crankshafts
i i R _ o is a typical example of deep drilling where using the MQL
COBRICFHELIEMAL D — )L EfHEDED LT, JITEESRS Power Long Drill combined with the MQL Power Cell improves

BZERIELTCVET, productivity five-fold.

IS0 % T MADORGIFINT
MQL machining of a crankshaft

U £ Features

o JURATYIMIICKD, MNTREEESEIC

- Non-step drilling, increases efficiency five-fold DH524 DH514/DH314 GH423
A O—2(X-Y-Z) (mm)  Stroke (XY-Z) 500X200X460 500X125X460/340X125X460 475X200X<300
WAERDHNTI conventional drilling BSR4 Drilling condition DR (X-Y-Z) (mm) Rapid speed (X-Y-2) 484848 48%30%48 48X3248m/min
= 100y - HSSO>/ &7 UL (HSS Long Drill) = @ 5mm AIRER(X-Y-2) (mm)  Acceleration (XY-2) 046042082 046026082 0.466}0.3660.826
T[] YIRLRIE (Cutting Speed) - 20m , min F#T—) ¢ Spinde taper KM8350 or HSK-A63 KM8350 or HSK-A63 KM6350 or HSK-A63
dil 4h 4B @€ & T« 4« [ERGEER X0 (Fead) : 150mm / min T HEIERE (i) Spindle speed ~ 8,000 ~ 8,000 ~ 8000
FHE—% Spindle motor 5.5/3.TkWACAE >/ R)LE—% Spindle motor ~ 5.5/3.7kwACREE>/ R)LTE—2 Spindle motor  11.0/7.5kwACR 2>/ R)LE—24 Spindle motor
W —) DI () Number of stored tools 12 9 20
EMQLIITY R L oL drilling PLIESE Dfi"inq c§)ndition TEXBmAT Magazine S HY T, Movable magazine type N HYEI  Movable magazine type 7—ALI  Amtype
- 100mm = INTHSES: 108 tMJJQ;IJ};;_[%\t/tQSI\Ud}]b %OL/POW.&H ool = g TEERSN Tool selection method EETE  Fixed address EMETE  Fixed address EIEE  Fixed address
@ Nopha [F:ed'gg; i Y - TESKE(mm) Max. tool diameter ?90 ?90 ®90
TEZEKRR(Mm) Max. tool length KM6350---240 HSK-A63---235 KM6350---240 HSK-AB3---235 100
TERAES () Max. tool weight 3 3 5
o NTHEM EEMIRHEDOI VI MEICED., TRIETUXY JIVEEICHE 18X B4TE (mmXmm)  Width by depth 1,2004,100 1,200%3,000/1,000%3,000 1,300%3,280
&t (mm) Height 2,000 1,570 2,050
- Supports flexible production for efficiency improvement and space-saving. REE (K@) Weight 3,850 3,000 5.300
Many%z%
A5 EIEY
(R~ Y=—ItEUY) MQLERERINT
In line center MQL high-efficiency machining
Ve T
Single special purpose machine
~NSURTPRI Y
Transfer machine
@\
Small type
R e - MQL/{D—0> 5 KU
Sl Volume of p%iuction Large MQL Power Long Drill

IITH& Work Materials

0 IS UTIVIN EZAVIVIN RSUYRZYIIVI T NHIT
- Qil holes of crankshafts, pinion shafts, transmission shafts.
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ﬁﬁi@ﬁﬁﬁ Special purpose machine
HA—R>/BITHE carbon processing machine BEHIFESHH

CFP3216-TR / CFN3216-TR EOF30N-17H

y 4
X

P11

Automatic cylindrical grinding machine

BIF CTHRORAIS v I Z/ET DRICERATINERNETZ
FMDOSTERET, EBHTMILET,

Fully automatic processing from material to completion of artificial BRIV Dy NOERNESBOHRE]. /vFENT
graphite electrodes used when melting iron scrap in an electric furnace. DETRET T,

Fle, AVIYrOBRERE (REREERARE) OO
BHAEET T,

Grinding and notch grooving of the outer periphery of the straight body
of single crystal silicon ingots are possible.

It is also possible to install an ingot transfer device (reversing type
automatic loading device).

R—)UADI#% Pole processing machine

1
R—JL Pole

—wJUAIT#E Nipple processing machine

CFP3216-TR

EOF30N-17H

Zw)b Nipple

EOF30N-17H
D=9 A ZX(AVF) Processing height 8§~12
D—o 2K (mm) Work length 580 ~ 3,300
HERDZ T (mm) Machine height 2,470
PREEPREFE (mm>Xmm) Floor space 3,720%7,000
HAREE (ko) Weight 17,000

CFN3216-TR
CFP3216-TR CFN3216-TR
T—OYAR(AVF) Processing height 16 ~ 32 16 ~ 32
D—2o % (mm) Work length 1,700v2,900 355.6 ~ 736.6
HDBET (mm) Machine height 5,200 3,200
P EREIRE (mm X mm) Floor space 9,900%15,000 12,000% 21,900
HEEE (ko) Weight Approx 160,000 Approx 80,000

ZFIEA T3>/ Variety of options

f
Lo

-
SA4 VA CEEETAINERE NACHIQOR Y hEFERALT. =y FILDR UIAHEATEE
Automatic measurement within the line is possible Using NACHI's robot, it is also possible to screw in nipples.
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ﬁﬂ%ﬁ Plants and Offices

NACHI-FUJIKOSHI CORP.

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

Shiodome Sumitomo Bldg. 17F 1-9-2 Higashi-shinbashi, Minato-ku, Tokyo 105-0021, JAPAN
Tel: +81-(0)3-5568-5111 Fax: +81-(0)3-5568-5206

Toyama Plant

1-1-1 Fujikoshi-Honmachi, Toyama 930-8511, JAPAN
Tel: +81-(0)76-423-5111 Fax: +81-(0)76-493-5211

AS |A Sales Offices

NACHI-FUJIKOSHI(CHINA)CO., LTD.

5F, Building A, National Center for Exhibition and Convention, 1988
Zhuguang Road, Qingpu District, Shanghai, 201702, CHINA

Tel: +86-(0)21-6915-2200
Fax: +86-(0)21-6915-5427
URL: http://www.nachi.com.cn/

BEIJING BRANCH

Room 1111, Kuntai international Mansion, Building O, Yi No.12 Chao
Wai Street, Chao yang District, Beijing 100020, CHINA

Tel: +86-(0)10-5879-0181
Fax: +86-(0)10-5879-0182

CHONGQING BRANCH

Room 405, Building D, CINDA INTERNATIONAL, No.67
middle Huangshan Avenue, Yubei District, 401121, Chongging, CHINA

Tel: +86-(0)23-8816-1967
Fax: +86-(0)23-8816-1968

SHENYANG BRANCH

Room304, Fangyuan Building, No.1 Yuebin Street, Shenhe District,

Shenyang 110000, CHINA
Tel: +86-(0)24-3120-2252
Fax: +86-(0)24-2250-5316

GUANGZHOU BRANCH

2F Building A, Yixiang Science and Technology Park, No.72 Nanxiang
Two Road, Science City, Hightech Industrial development Park,

Guangzhou City, 510670, CHINA
Tel: +86-(0)20-8200-6163

WUHAN BRANCH

Room 402, D Building, Dongh-e Center, Dongfeng 3rd. Road, Wuhan
Economic and Technological Development Zone, Wuhan City 430056,

Hubei Province, CHINA
Tel: +86-(0)27-8473-1747

NINGBO BRANCH

2F Building G No.128, Qixin Road, Yinzhou District, Ningbo City, 315040,

Zhejiang, CHINA
Tel: +86-(0)574-8813-5499

CHANGCHUN OFFICE

Room1827, Minghan International Building, No.3333 Jingyang Road,
Changchun City, Jilin Province, 130062, CHINA
Tel: +86-(0)431-8939-5595

L dplarrry i

NACHI-FUJIKOSHI (CHINA) CO., LTD.
Established : 2004

Products : Cutting Tools, Bearings, Hydraulic Equipment,
Special Steels, Machine Tools and Robots
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NACHI (JIANGSU) INDUSTRIES CO., LTD.

Established : 2012

Products : Cutting Tools, Hydraulic Equipment,

Automotive Hydraulics and Robots

BAOJIA NACHI ROBOT APPLICATION

DEVELOPMENT QINGDAO INC.
No.67 Xinyue Rd., High-tech Industrial Development Zone, Qingdao,
Shandong City, 266122, CHINA
Tel: +86-(0)532-5875-9267

NACHI TAIWAN CO., LTD.
2F, No.23, Lane 15, Sec. 6, Minquan E. Rd., Neihu Dist., Taipei City
Tel: +886-(0)2-2792-1895

NACHI TECHNOLOGY (THAILAND) CO., LTD.

BANGKOK SALES OFFICE

Unit 23/109(A), FI.24 Sorachai Bldg., Sukhumvit 63 Road(Ekamai),
Klongtonnua, Wattana, Bangkok 10110, THAILAND

Tel: +66-2-714-0008

Fax: +66-2-714-0740

NACHI SINGAPORE PTE. LTD.
No.2 Joo Koon Way, Jurong Town, Singapore 628943, SINGAPORE
Tel: +65-65587393
Fax: +65-65587371

NACHI VIETNAM CO., LTD.
1502B, 15floor, Lot A1 Indochina Plaza
Hanoi, 241 Xuan Thuy Street, Dich Vong Hau
ward, Cau Giay dist, Ha Noi city, VIETNAM
Tel: +84-24-3767-8605
Fax: +84-24-3767-8604

HO CHI MINH BRANCH

4Fl., Yoco BId., 41 Nguyen Thi Minh Khai St., Dist.1, Ho Chi Minh,
VIETNAM

Tel: +84-28-3822-3919

Fax: +84-28-3822-3918

FUJIKOSHI-NACHI (MALAYSIA) SDN. BHD.

No.17, Jalan USJ 21/3, 47630 UEP Subang Jaya, Selangor Darul Ehsan,

MALAYSIA
Tel: +60-(0)3-80247900
Fax: +60-(0)3-80235884

PT.NACHI INDONESIA

Tempo Scan Tower, 31st Floor JI.H.R Rasuna Said Kav. 3-4, Kuningan,

Jakarta 12950 INDONESIA
Tel: +62-021-527-2841
Fax: +62-021-527-3029

NACHI AMERICA INC.

Established : 1962

Products : Cutting Tools, Machine Tools, Bearings,
Hydraulic Equipment and Special Steels

NACHI TECHNOLOGY INC.

Established : 1974 Products : Bearings

NACHI TOOL AMERICA INC.

Established : 2005 Products : Cutting Tools

NACHI TECHNOLOGY INDIA PVT. LTD.

GURGAON HEAD OFFICE

Unit No.108, 1st Floor, Sewa Corporate Park, M.G Road,
Gurgaon-122002, Haryana, INDIA

Tel: +91-124-450-2100

Fax: +91-124-450-2910

BANGALORE OFFICE

F-11 Asha Chamber, No.2, Venkata Swamy Raju Road, Kumara Park
West, Bangalore-560020, INDIA

Tel: +91-(0)80-3920-8701

Fax: +91-(0)80-3920-8700

A/\/\ERK:A Sales Offices

NACHI AMERICA INC.
HEADQUARTERS

715 Pushville Road, Greenwood, Indiana, 46143, U.S.A.
Tel: +1-317-530-1001
Fax: +1-317-530-1011

URL: http://www.nachiamerica.com/

WEST COAST BRANCH

12652 E. Alondra Blvd. Cerritos, California, 90703, U.S.A.
Tel: +1-562-802-0055

Fax: +1-562-802-2455

MIAMI BRANCH-LATIN AMERICA DIV.
2315 N.W. 107th Ave. Suite B8, Doral, Florida, 33172, U.S.A.
Tel: +1-305-591-0054

ATLANTA TECHNICAL CENTER
1950 Evergreen Blvd. Suite#500, Duluth, GA 30096, U.S.A.
Tel: +1-470-210-2282

NACHI CANADA INC.
89 Courtland Ave., Unit No.2, Concord, Ontario, L4K 3T4, CANADA
Tel: +1-905-660-0088
Fax: +1-905-660-1146
URL: http://www.nachicanada.com/

NACHI MEXICANA, S.A. DE C.V.
Aerotech Industrial Park, Tequisquiapan No.2, Localidad Galeras,
Municipio de Colon, Queretaro, C.P.76295, MEXICO
Tel: +52-442-153-2424
Fax: +52-442-153-2435

ENGINEERING CENTER

Aerotech Industrial Park, Tequisquiapan No.2, Localidad Galeras,
Municipio de Colon, Queretaro, C.P.76295, MEXICO

Tel: +52-442-153-2424

Fax: +52-442-153-2435

NACHI EUROPE GmbH

Established : 1967

Products : Cutting Tools, Machine Tools,
Robots, Bearings,

Hydraulic Equipment and Special Steels

NACHI TECHNOLOGY (THAILAND) CO., LTD.
Established : 1999
Products : Bearings, Cutting Tools, Machine Tools,
Hydraulic Equipment and Robots

E U RO P E Sales Offices

NACHI EUROPE GmbH
Bischofstr. 99, 47809 Krefeld, GERMANY
Tel: +49-(0)2151-65046-0
Fax: +49-(0)2151-65046-90
URL: http://www.nachi.de/

SOUTH GERMANY OFFICE
Pleidelsheimer Str.47

74321 Bietigheim-Bissingen, GERMANY
Tel: +49-(0)7142-77418-0

Fax: +49-(0)7142-77418-20

CZECH BRANCH
Obchodni 132, 251 01 Cestlice,
CZECH REPUBLIC

Tel: +420-255-734-000

Fax: +420-255-734-001

U.K. BRANCH

Unit 3, 92 Kettles Wood Drive
Woodgate Business Park
Birmingham B32 3DB, U.K.
Tel: +44-(0)121-423-5000
Fax: +44-(0)121-421-7520

TURKEY BRANCH

Ataturk Mah. Mustafa Kemal Cad.
No:10/1A,

34758 Atasehir/Istanbul, TURKEY
Tel: +90-(0)216-688-4457

Fax: +90-(0)216-688-4458

PT.NACHI INDONESIA

Established : 2003

Products : Cutting Tools, Bearings, Machine Tools and
Hydraulic Equipment
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