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Pursuing advanced high-speed technology
that is both user and environmentally friendly

Since producing the first broaching machine in Japan, NACHI-FUJIKOSHI has been developing a wide array of machine
tools that are crucial to the continuing evolution of production systems.

The seamless fusion of FUJIKOSHI's cutting tools and machines has received high praise and respect.

Today, FUJIKOSHI is producing easy-to-use machines that support the diverse needs of customers by combining

its integrated technologies to make nanometer-order (1 millionth of 1 mm) ultra-precision technology a reality.
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1 J0—FINITD45K Broaching fe;tureé

World's Top Broaches and Broaching Machines

Broaching

Broaching makes it possible to reduce production time on
components that require a combination of work on a hobbing
press, gear shaver and a milling machine. Also, because
broaching has a steady high-level of precision, it can be

used for a wide range of production industries such as
automobile manufacturing. Because broaching is being used

to produce difficult to machine materials like turbine discs used
for electric power production and the aeronautics industry, it

is garnering widespread attention as an essential element of
production in modern industry.
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- Superior finished surfaces
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- Extremely economical machining method
- Skilled labor not needed for machining

N [%8E - 10THI Performance

[1>5—F L7 0—F Ik

e
e %

T
o
o~
\7)
ibvk
Q

WHATIS4 > JO—F
Special spline broach

o0 @s

W tL—a>J0—F
Serration broach

OO Q)
HTO—F
A5 —F I IO—F Round broach
Internal broaches D O O
" BJ0—F
?ﬁ%”% Square broach
Workpiece
O

® e % %

BERATSA(4>J0—F
Parallel side spline broach

SO

sl<R- R
SRS

479—T}b7'Df?ICJZZ;UDI BRI IO—7F
Internal broaching process Special shape broach

(=227 0-—-FNIHI]

HHIYD
Workpiece

— T AAE—F
Surface broach

B[

S
T—2J1AT70—F(CLB NI
Surface broaching process

Y &= )=

Q=2

¢

i} 5 :



#5724, 70— F M TOMAL{L 7RI
MQLINT

JO—FINIE #BHEEEREEDOHTHEE T, tMOMIGETED
FUBMDEVERERZERE T HRBEECIIAIRFIMIHAETT .
RERFKEBOYHLHMFINERAIN TLE Uic, MALTO—F&EMAL
JO—FC. MALICKDHHFHOMAL 7 O—FINTZRBLE LTz,

I MQLANT DR  MaL broaching features

World's First MOL Broaching.
MAQL broaching

Able to handle complex shapes with high precision, broaching
is an absolutely essential component for large lot production
with productivity higher than other machining methods. In the
past, broaching required large quantities of cutting fluid, but
now the MQL broaching machine and the semi-dry broaching
machine are the world's first MQL broaching achieved with mist
processing.
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- Reduced quantity of coolant used to improve work
environment. (photo1,2)
- Reduced of running cost

- Eliminated of post-cleaning process
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- New film coating and adoption of high-quality broach materials means tool

life is longer than with wet broaching

- Helix flute design improves chip removal, reduces grinding load, and lowers
vibration for great energy savings
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- Chip collection is greatly improved Helix flute

e RUNNET O—F DREAVHIEE

- Maximum cutting load of helix flute broach
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15K  Features =

Finish 50-60 HRC hardend materials and the
actual broaching time is less than one second.

Hard broaching

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.
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Performance

N 1EHE - ANTHI

- 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.
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- 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.

- Optimized front angle improves cutting edge rigidity and chipping resistance.
- Cutting face can be re-sharpened for repeated use
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o JHIEE 1~60m/min. /\—RJ7O—F D@l LEH50~60m/min(CXi
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- Cutting speed 1-60m/min. Supports most suitable machining con- ®W2O—25—2 LIS
dition 50-60m/min a hard broach Optimized design by 3D-FEM

- Secure reliability in high-speed drive with ball screw and linear ’7
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

HW-5008

WA Sample

BRI sEHEERRLEEDA VIR
Ua—h2TSA VRO EHE, CVT
=)L, BERETULE

Involute spline hole (gear part for autos)

CVT ball groove, various variant holes

HW-5008
S|EIRES] (KN) Pulling force 50
R AITHE (mm) Max. stroke 800

HIE&E E (m/min,60Hz

Cutting speed

1~60 (FH60)

RO#EE (m/min, 60H2) Return speed 1~60
MILAZ IR (mm) Bolster hole dia 120
WINTWERANE (mm) Max. outside dia. of workpiece 280
I TYESEESS (mm Workepiece fitting height 1.000
EMOES (mm) Machine height 3,400
PREREAE (mm>Xmm) Floor space 1,780%1,900
FEE 8 (ko) Weight 5,700

)10

I E‘ﬁﬂ:ﬁ?ﬂ—?ﬁ Highspeed finishing broaching machines
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- Ten times the cutting speed of previous models, and semi-dry broaching capability reduces
production costs by 15%.
- Surface cutting with movable cutter. .

Hi-5010 %

Hi-5008/5010 Hi-5014
 3REA] (KN) Max. pulling force 50 50
RATHE (mm) Max. stroke 800/1,000 1,400
YIHELRE (m/min,60Hz) Broaching speed 1~80 1~44
ROEE (m/min,60Hz) Return speed 1~80 1~44
JO—FYUT75—1712 (mm) Lifter stroke 400
MIVAZIEE (mm) Bolster hole dia 120 =
LY E AMNE (mm) Max. outside dia. of workpiece 280 280
FEEHE (kW) Main motor ACH—7 52 ACtF—1 16
DS (mm) Machine height 2.900/3.300 4340
PRERENRE (mmXmm) Floor space 1,300%1,700 1,300%2,000
e & (ko) Weight 3,700 6,000
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| NEXAZHLITO—FE

NBx ')—X series

o —RE—Y(CLKDEEIMT
YHIRE2.3& 6 — 15m/min
SLFERE 14 - 6%

OHELREICKDEIR

C BAR—X

- 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.

Small size mechanical broaching machines

NBx-7.5-10

NBx-7.5-10
SIEIRES] (KN) Pulling force ]
BRAITIE (mm) Max. stroke 1,000
HIHEZ (m/min,60Hz) Broaching speed 15
REDEE (m/min,60Hz) Return speed Max.27.2
JO—FUT75174#2 (mm) Lifter stroke 400
MIVA TR (mm) Bolster hole dia 120
FHINTPERANEE Max. outside dia. of workpiece 290
FToIESE Workepiece fitting height 1475
PREPREA (mmXmm) Floor space 1,250%2,200
BWER (k) Weight 2,500

I ] \ﬂp‘jﬁ?ﬂ-?‘ﬁ Small size hroaching machines
BV !

NBV >1J—X series

T, BAN—ADWHEJO—FHE
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- Internal broaching machine has simple construction and saves space.

- High productivity from keyway to spline cutting.
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NBV-5-6/8/10A

NBV-7.5-8/10/12A

51tk 77 (KN)
BAITIE (mm)
HIHIEE (m/min,60HZ)
RDIRE (m/min,60Hz)
JO0—FUT75D17#2 (mm)
RIVAZDIE (mm)
WHIMODER KL (mm)
T—IVEDEE (mm)
FEBNEE (kW)
BEMDBE (mm)
PREREHE (mmXmm)

HHEE 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>6.5

14

400

120

300
1,000/1,200/1,400
55
2,350/2,750/3,200
1.300%1,600

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
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- 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.

mANIH  Sample

BV-T7.5-12M

BV-T5-8/10MS BV-17.5-10/13MS BV-T10-10/16MS BV-T12-12MS

5|tk E S (KN) Pulling force 50 75 100 120
RAITEE (mm) Max. stroke 800/1,000 1,000/1,300 1,000/1,600 1,200
YIHILRFE (m/min 60Hz) Cutting speed 6 6 6 75
BRDEE (m/min 60Hz) Return speed 6 6 6 75
JO—F U DPD1TFE (mm Broach lifter stroke 450 450 500 500
MIVAZDIEE (mm) Bolster hole diameter 90 90 127 127
JDFRAE (mm) Max. workpiece dia 260 260 300 300
JLVEIDSE (mm) Table height 950 950 1,050 1,150
TEREIEE (kW) Main motor 55 75 1" 1
BHOEE (mm) Machine height 2,850/3,050 4,000/4,300 4,200/4.800 4450
PREREME (mmXmm) Floor space 1,500%1,750 2,000%2,000 2,500% 3,000 2.500X3,000
FEME R (ko) Weight 3.500 5,500 7,500 7,500

| IO —oBEBRIO—F 58
BV-T-:i:S >1)—X series
LY NBDI—IBEHSNT. SAUBRIES

o (ERMUENERRE - RIEMUDIRET

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

- Lower working position results in better maintenance and operation.

ATl Sample

.
BV-T15-14S

BV-T5-8/10S  BV-T7.5-8/10S BV-T10-108 BV-T15-14S  BV-T20-14/23S BV-T30-208

Pulling force 50 75 100 150 200 300

BRAITIE (mm) Max. stroke 800/1,000 800/1,000 1,000 1,400 1,400/2,300 2,000
YIELEE (m/min,60Hz) Cutting speed 1~T2 1~8 1~8 1~8 1~8 1~6.5
ROEE (m/min,60Hz) Return speed 125 16 16 24 24 20
JO—FUI5D171E (mm) Broach lifter stroke 440 500 500 600 600 700
MRILAZDTE (mm) Bolster hole diameter 90 90 90 127 127 140
HHPORALE (mm) Max. workpiece dia 260 300 300 300 300 360
T—J)VEDBE (mm) Table height 900 900 1,050 1,150 1150 1,250
FEEEIHE (kW Main motor 556 1 15 22 30 37
BEMOEE (mm) Machine height 2,985/3,385 3,250/3,650 3,650 4,250 4,250/5,650 5100
FRERER (mmXmm Floor space 1,500%1,800 2,000X2,500 2.300%2,500 2,500%3,500 2,500%3,500 2.800%4,000
A E 8 (ko) Weight 2,500 4,000 5,000 7,500 8.000 10,000




JO=F & sroaching machines

I ’J‘ﬂ’\')ﬂlbjﬂ—fﬁ Smalliue helical broachrinrg machines

NBV-:+M <')—X series
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- Flexible production on automated production lines is possible through a
combination with the optional ATC which makes it easy to switch between
helical splines and straight gear splines with different specifications
- High-performance machining of compact reduction gears and internal
helical gears for motortycle clutches.

NACHi NBV-3-6UNC

- Compact design reduces space requirements. NBV-3-6MNC
as?
NBV-3-6MNC NBV-5-8MNC
51HRES] (KN) Pulling force 30 50
RAITIE (mm) Max. stroke 600 800
YR (m/min,60Hz) Cutting speed 1~78 1~8
RDRE (m/min,60Hz) Return speed ~11 1~8
J0—-FU 750172 (mm) Broach lifter stroke 600 800
RIVAZ DR (mm) Bolster hole diameter 90 100
HHIDERALR (mm) Max. workpiece dia 100 170
U—RETREFE Lead control NCHIfE NCH|{E
FEHHE kW) Main motor ACH—R 55 ACH—iR 55
HEMDOZE (mm) Machine height 2,671 3177
FRELREAE (mmXmm) Floor space 1.950%1,900 1.750%2.500
HAREE (ko) Weight 2,500 3,000

I '\Uﬁlb?ﬂ—?ﬁ rlgl??al broaching machines

Hx-T >1)—X series

N . D a
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o )N B TS AR T M T =R E
- Internal helical gear can be cut with high accuracy.
- High-accuracy cutting of difficult jobs using gear cutter.
WANTE  Sample
Hx-T25-17 L
BV-T7.5-12MNC Hx-T25-17 Hx-T25-20 Hx-T50-20
513kEA (KN) Pulling force 15 250 250 500
RAITIE (mm) Max. stroke 1,200 1,700 2,000 2,000
FIMIEE (m/min,60Hz) Cutting speed 1~6 1~10 1~10 1~10
RDRE (m/min,60Hz) Return speed 1~8 17 17 15.5
JO—FUTHD17#2 (mm)  Broach lifter stroke 500 450 800 800
HRILAZDIE (mm) Bolster hole diameter 127 200 200 1862
HHIORARE (mm) Max. workpiece dia 140 190 190 190
U—REBITHREHE Lead control NCHIfE NCHIIfE NC )l NCHiJfE
FEEHE kW) Main motor ACH—i 8.2 ACHf—it 40 ACH —i 40 ACH—ik 60
HEMDES (mm) Machine height 5,365 4900 5,400 5,400
PR PREFE (mmXmm) Floor space 2,050%2,925 40004100 40004100 7.000X6.300
M EE (ko) Weight 11,000 15,000 20,000 35,000
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- 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

mAITH Sample
}
|

® - -

Pl

SV-20-28M

SV-16-28M SV-20-28M

17 (KN Pulling for 16( 200

AT (mm) Max. stroke 2,800 2,800

HIhER S min, 60H Cutting speed 1.5~1 1.5l

RDFEE (m/min,60Hz) Return speed 2~20 2~20
Maximum number of NC axe:

Main motor ACtT—iR 60 ACtr—it 60

nmXxmm) Floor space 5,000%6,000 )0 6,000

Weight 60,000 60,000

I *ﬁﬁ;ﬁ@?ﬂ—}ﬁ Horizontal surface broaching machines

e VHTOVY, 9—EVTARIEEEEZRGIERIMNT
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- High speed and efficient two-way cutting for cylinder blocks,
turbine disks, etc

- NSL series has a wide selection including mechanical types.

mAIIE Sample NSL-35-S61M

NSL-35-D31M NSL-35-S61M

PR 77 (KN Pulling force 350 350
BRAITIE (mm Max. stroke 3,100 6,100
EIMIERE (m/min) Cutting speed 1~3 18
B ANCHREYL Maximum number of NC axes 1 4
Main motor ACH—it 80 ACtr—ih 80

FREKREME (mmXmm) Floor space 10,000 5,000 16,500 7,000
BB S (ko Weight 45.000 130,000

10
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I Xﬁ:ﬁ'bgb‘y h?ﬂ—?% Mechanical turret broaching machines
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- Small design, high efficiency and two way cutting.
- Turret type holder to handle a variety of work

- Compact design to save energy and space.

s

TSL-2.5-10/12 TSL-7.5-15 TSL-15-23
51RES] (KN Pulling force 25 75 150
RAITRE (mm) Max. stroke 1,000/1.200 1,500 2,300
YIEEE (m/min, 60Hz Cutting speed 10 1 4~15
INIT¥EFFH0TEL (pes.) Number of simultaneous procedures 1 1 2
JO—F R ER No. of Broach attaching section 2/4 4/6 4
FEEHE (kW) Main motor ACH—iR 4.4 ACH—iR 15 ACH—iR 30
HEHOSE (mm Maching height 2.300 2,800 3.800
FREREFRE (mmXmm) Floor space 2,500%4,300 2,900%5,800 5,300%6,000
EHESE (kg Weight 6,000 15,000 35,000

I Fﬁ“J hjﬂ—fﬁ Pot broaching machines
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- Simple push-up type of construction.

- Multiple grooves on circumference can be cut in one pass.
- EV series for high efficiency cutting.

mANIH Sample

EV-10-8 EV-15-11 EV-25-15
51#REA (KN) Pulling force 100 150 250
BRA17EE (mm) Max. stroke 800 1,100 1,500
)] & (m/min 60Hz) Cutting speed 1~8 1~6 1=~7
BDEE (m/min60Hz) Return speed 13.5 8 10
#WHIODERAZE (mm) Min. workpiece dia 90 160 200
FEEHE (kW) Main motor 185 185 300
DS (mm) Machine height 3750 4,500 4,800
PrEFREFE (mmXmm) Floor space 2,500x4,100 2.500%4,100 4,200X4100
B AR kg Weight 7,000 9,000 12,000

11



§ IR

Ej D_;ﬁ Vertical interior broaching machmes

NUV V) —X series

o AR RGBT b
e L OREF AN BAEER
o STRS TS UIHI TR D =l 14

- General purpose heavy-duty machinery

- Mass production using multiple axes

- High-rigidity to handle extreme work
conditions

Sample

NUV-20-16

NUV-10-14 NUV-15-14 NUV-20-16/19 NUV-30-18 NUV-40-23

SliREA (K Pulling force 100 150 200 300 450
BKITIE (mm) Max. stroke 1,400 1,400 1,600/1,900 1,800 2,300
YIELEE (m/min,60Hz) Cutting speed 1~=6 1~8 1~865 1—=8§5 {—~§
DIEE (m/min,60Hz) Return speed 15 20 15 15 15
J0O0—FYUDI25DITHE (mm) Broach lifter stroke 440 440 540 540 1.000
RIVAZDIE (mm) Bolster hole diameter 127 127 170 230 320
HHID AR (mm) Max. workpiece dia 380 380 380 500 520
FEEHE (kW) Main motor 15 22 22 37 8
BEEMOSS (mm) Machine height 4,900 5,000 6,100 6,100 5,850
PREEREIRE (mm>Xmm) Floor space 1,600%2,900 2.400%3,300 2.800%4,800 2,800%4,800 3,500%5,100
HWMES (k) Weight 6,500 8,000 12,000 13.000 24,000

l ﬁﬁ?ﬁﬁ?ﬂ—?ﬁ Vertical surface broaching machines

NSV >1)—X series

e HEYHIY—T T X MNTHE
s RKENMIHFHDEHE
e FEI IO T —TIVTHARIEIMNT
o Sl THIERE R

xIJO—F8

- Heavy-duty surfacing machine

- High-performance broaching machine for surfacing

- Wide variety of operations using jigs and tables

- High rigidity maintains great accuracy over the
long term

WANTHl Sample

NSV-10-14

NSV-10-14 NSV-15-17 NSV-20-23 NSV-25-24

‘7|1)\< 77 (KN) Pulling force 100 150 200 250
BX1TIE (mm) Max. stroke 1,400 1,700 2,300 2,400
EIHIERE (m/min.60Hz) Cutting speed 1:~8.2 2~10 2~15 218
RORE (m/min,60Hz) Return speed 20 26 31 30
Z /& (mm) Ram width 430 430 480 580
FEBNHE (kW) Main motor 15 37 55 3ITX2E
B OE S (mm) Machine height 4600 4,800 6,760 7.750
FREB R E RS (mmXmm) Floor space 2,500%4,500 2,950%5,500 4,300%8,000 5,2006,500
BEMES & (ka) Weight 11,000 11,000 17,000 35,000

I 'J‘&uﬁﬁjﬂ—?'ﬁ Small size surface broaching machines

SV >1)—X series

o SRYHITREEER

o/ \YERE@RDREN LICHRE

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

SV-3-6/9 SV-3-6/9M SV-5-6/9 SV-5-6/9M

SIRES (KN) Pulling force 30 30 50 50
RAITIE (mm) Max. stroke 600/900 600/900 600/900 600/900
HIHEEE (m/min,60Hz) Cutting speed 1~72 10 1~72 10
RED#E (m/min 60Hz) Return speed 12 10 12 10
T—)VEODEE (mm) Table height 1,000/1,300 1,000/1,300 1,000/1.300 1.000/1,300
FEHEHE (W) Main motor 55 37 75 55
R DEE (mm) Machine height 2,800/3,400 3,000/3,300 2.800/3,400 3,000/3,300
PRELRERE (mmXmm) Floor space 1,800/2,000 1,800/2,000 1,800/2,000 1,800/2,000
RS & (ko) Weight 2,500 2,500 2,700 2,700

12



"_7 ﬁ Brorchig macrhines =

FE{7E%El  Technical materials

13

B JO—FYHIEEDE

T8 E (kef) =tIHINE (mm) X1XDEAH (mm)
) X HEEYIEIE (kgf/m?) X BB IEIF %

Z4HE (kgf) =1.8XFEEE (kef)

o FRREEL. JO—FHEBORECTHNLIDDICHELFYIHISNTT,

e TRFHELIF. JO—FONEDEFRNMEDICHROTYIHEINZBI O
HEOREL LD ETO—FHREBLIED, TO—FEORBIKREIC
FOTIRYIEIRICELETDHEENDODET, TNZHLSCHDFEY)
HIDZEWLWETD,

pIETEER =1

BRATSATO—F : 020X p186X4AXNT6

Mg, tIHIR=25mm

oty F=75

o G HINE=25/75=3833 —+ 4

o 1 ADYIAH (RKD) =25um

o THETE= (4X6) X0.025X0.4xX4=1ton

e 24T E=1X1.8=1.8ton

® Calculation of pulling force

Expected force (kgf) = Cutting widthxCutting depth / 1 tooth (mm)
xspecific cutting resistance (kgf.mm?)
xNumber of simultaneous cutting teeth

Safety load (kgf) = 1.8xExpected force

- Expected force means the necessary cutting force for
broachifig under normal conditions.

- Safety-load is the permitted cutting force

Example of calculation

Square spline broach : @ 20x g 16x4xNT6
Heat resisting steel, cutting length = 25mm

+ Pitch=7.5

- Number of simultaneous cutting teeth = 25/7.5=3.3 — 4
- Cutting depth / 1 tooth (show below) = 25pm

- Expected force = (4x6)x0.025x0.4x4 = 1ton

- Safety load = 1x1.8 = 1.8ton

1RAEED DAY (KD (um)
h ; |

THEYOHE Cutting depth /1 tooth (one side) (um) B _— ttt?ﬁ]?ﬁ?ﬁ.
Material o — pecific cutting resistance

3k 2TS5A4V =HE (kgf/mm?)

Round Spline Surface
o | - -
S i | 10~20 25~30 30~70 ; 300~400
Alloy steel |
wix 10~20 252538 30~70 300
Steel |
| - | S
#ix ( |
) ‘ 25~40 [ 25~40 50~75 200
Cast iron | ‘
| o

IRES T 25~35 25~35 50~75 150~200
Malleable cast iron
Ba® 35~50 30~40 60~100 \ 100~200
Light alloy metal

B O0—-F2RETO-FEIAO—IDER
JO0—FORTRITO—FBOAO—IBRUERICLOTHIRZER
FET

o JO—FHAR+EHBWER (MAX) = (RRAMO—7) - (WHIK)
*FIBAND—I=AR+EBMEHHIR<TO-—FBRAINO—T

m Broach cutter length and machine stroke

Broach length is limited by machine stroke and jig / fixture.

- Broach cutter teeth length + Length of rear end shank(Max)
= (Max stroke) — (Cutting length)

- Necessary stroke = Teeth length + Length of rear shank +
Broaching length < Machine max stroke




m IHLEE m Cutting speed
PHIREFETO—FINIORE. £ LEICBDEEITDENIEFHICH Broaching accuracy, surface finish and life of cutters are

LEAGNET, FERSEETERIO—FOIWYEIMT DY) influenced by cutting speed. The table below shows
recommended cutting speeds for materials to be broached.

EREOHREEZRULE T,
HHIM Material YK Cutting speed (m/min)
#  Steel 38
¥ Tough T
AT VLA Stainless steel i . — I
| HREI Free cutting 6~8
8% Castiron A el ‘ 10
7tﬁ%ﬂT Bra;s Y 10 :
i éronze | 7 1(;
PUE=oL Aumom [ T w
NORUD L Magnesium B 10 -
B T{EYDES m Hardness of workpiece

JO—FMNIISEIHIEYDIES(F. —MKIC200 ~ 230HBT T A Suitable hardness for broaching is between 200 to 300 HB,
300HBREF CIREEHEINTUVET, MiRlcHSHVBOESE. however a hardness up to 300 HB is normally used. Extremely
| e g 2 8200 o = : Sl P Ee ok ¢ soft steels may tend to cause deposits to form and result in
AOREP > REBICEEZ R IAENSHO. GLIEENED. ft splits, which creates a poor finished surface.
TENBLHEDIENHDFET, 300HBU EDBDIE. 7O—F0DFH Broaching material harder than 300 HB is not economical

HHMETURENREE VI F A because of shorter tool life.
m YIE A m Cutting oil
JO—FIMIOEHEEEFICIE. BRBCPIULWVWERIU—5A4TDI— We recommend using chlorine-free coolants that are

Sy NEHEELTHENE T, ISR INEIES B Ic27 Uit o environmentally friendly for cutting oil when doing broaching'*

sl : = - . el o work. Thus assuring piece count, machining precision, and
JOYIHPEAS . EROEFRESBICZHUIOEERICELHEICHS surface roughness functions for which traditional cutting oils,

HINTEZ. NIHE. NIEESOMEZERUTCEDET, BFR T particularly cutting oils that have excessive inorganic additives
U — B DR EIC M5 ’7—71‘3%1 NIEMOBVNTELD such 'as Izviirge amounts of actiye surfgce chlorid.e, are inferior. At
D N T B0 E T DT ORISR < 22 ) Nachi-Fujikoshi, we have a wide variety of lubricants ready for
4 = e e ol each type of work and work material, so be sure to contact us for

EOICEZRSAMIOEFELEEICHD. EERENE. HFLIED the beat selection in chlorine-free cutting oils.

BELE. BT, TESFGUPICERUWCULET. RETHE S/ D/\D We delivgr machines that absolutely satisfy our customer§

D LS DR R - B RN (0 B S R N LE S by applying the knowledge developed through our extensive-
AR T ik - experience in semi-dry machining, through which we have

contributed to improving the work environment, eliminating

cleaning processes, saving energy, and increasing tool life.

14



ﬁiﬁﬁ Precision roll forming machines

HhEHHTRU . RATSA /. 93— LI EE Precision roll-forming of screws, splines and worm
EEEE N TLEY shafts in just several seconds

B Precision roll forming machines
=gt

I FERELMS I T D45 Features of precision roll forming

—MRCHEBTNINTZTTUEITDT. EMTICHERTIEDHICE Generally, roll forming is completed in a matter of several seconds,
LT, BREECINThORERIE< . MTEESGESH which is far more efficient than conventional machining. With roll

forming, the machining stability is high, and machining accuracy
EDHTRIFTY . ISHEFISHEICADFHMT. HWEWRED and surface roughness are extremely good. The structure of the roll

WEOTRENE ELET. B—8EDATSAPRUBLEF] formed area is designed to pass along the surface to be rolled, which

TRTCINTHTE. B8N TSA /EE;O)%(&*%‘C?JDI‘C* improves both the roll forming effect and strength. Splines and screws
along the same axis can be machined in a single pass, and stepped

g.:gt" shaft splines can be machined up to next to the step.
(Em&ENNT5E]
BILSEOEE BRIEJO0ER W E2EMMITE RIRET—o

Rolling machine Rolling process Rolling tools Rolling work

Tx—=2J5 w2 Forming rack

é e

ANAVIARY' 7 (NN E
: =

#ritst After

BEa

Slide base

.

FF—EISY
Forming racks

mnIy
Workpiece

T—ILARYD
Tailstock

I RIBICBULLWESRSAERE  Environmentally friendly semi-dry roll forming

BB LWL - Environmentally friendly
é?tt: RSATEBESAIMAFICED TS RSAGEREE Semi-dry roll forming is achieved by NACHI semi-dry forming rack
. and highly rigid solid main body of machine.
e HTRILF— . b !
e LB o i 3 . - Energy savin
FHOBHE, I RSAEBICED, HBRTRILF—EER i . | A
Power consumption is reduced by an electric power drive and semi-
e FFIFEEMDOER dry rolling.
BHaEROSHNAEL. TEOERDNES - Easy setup change
A wide opening is provided on the front of the machine to facilitate
B2TSAYS v IBRIE tool mounting and dismounting.

Comparison of spline rack's life

50~100%18

Shait

Tool life

100% [~

il KB TIRSA BIRSA

Oily Water soluble ~ Semi-dry poj =]

Semi-dry supported tools
(h =] PATP

Convention tools

15



l b Y2 0 372 ¥ s -
! B“J—ﬁf}*ﬁﬁfa %]Eﬁg Vertical precision roll forming machines

o SRH DR E(LERBILTIMITHEED KRG L
o IVN\Uh-EAIX EESZXIR

- Stabilization and optimization of rolling conditions greatly
improves machining accuracy

- Compact energy saving and low noise '
LY
= |
— i 22l
! &
‘- i
&
|
PFM-330E # PFM-610X PFM-915X
PFM-330E PFM-610X PFM-915X
S TEDHIRANMIE (mm Max. rolling dia 20 40 40
SwIMILY RANE (mm) Max. rack holder width 60 145 145
rEHRATI a1 Max. rolling module m1.0 m1.30 m1.30
& (mm)  Max. rack length 370 725 1,028
& (mm Max. rack stroke 400 800 1150
E: 52 (mm) Opening section distance 90 139.7 139.7
PREEREHE (mm>Xmm) Floor space 800X1,650 19002800 1,.900%2.800
HHER (k) Weight 2,000 9,000 12,000

i *ﬁﬂ?%%%%% Horizontal roll forming me

PFL-1220B/X

s CEHmANLE (mm) Max. rolling dia 50/55
Sw IRV R A (mm) Max. rack holder width 300
LS CEDmATT 21— Max. rolling module m1.75
JBRAKRS (mm)  Max. rack length 1,220
SwIRKEEE (mm) Max. rack stroke 1600
FROIER~ A (mm) Opening section distance 1524
P REIAE (mm>Xmm) Floor space 5.000x6,000/5.800%4,000
FEWMESE (ko) Weight 23,000/22,000

mANIH  Sample
PEM /1) —Z - PFL-1220B :£38) (PFM series .~ PFL-1220B compatible)
[ | ) ) ‘ ‘

w\ - “&’ # “ S %‘ . |




I=I)4_Y =P Power Finisher

S

i A ]

HREZESRECELETDMNIVATA

IND=J14ZvIv
BINITA5 L Machining System

Machining System “Power Finisher” gives
bearings a high precision finish

MU ITT 4 )bT2V Uy ROA M—=2T
I G T DT T T I —
FIVEZEN S EOREEZSHBECE EINT
LET,

BNIVAFL (Y—UVIR)
Machining System (tooling)

T,
CIwR) A Ly sae]
stone (solid) 1)Ll
Polishing film
Y3——~" - PN
Shoe Workpiece radius

IR Features

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

o HMEDBIENTIHE

VU ROy O TPy T a—E BREZEERMEORI S 2T T 1)U
LZEFERLCWSIc). EREOBIENTIRET I,

o SmE MR E DRI

- Making true roundness possible

film improve roundness

- Generating high-quality bearing surfaces

The solid backup shoe and relatively incompressible lapping

MLTIVRTLDUN)VIT, EHERa0.08um (Rz0.4um) D@
ENEIEET T,

e Ly REDIRU v IHaREE (O—F—R)

misEZ RERICEM UL D«)LAEERLUTC. J—F—REBHRU Y
It HF TR EDTEETD,

e JITA vy IDIRE

IR ENFHOREICHTEL., BIREFDICKEIHEEEZDKEFT I
A F v IZBRELEFR T,

B EAEORIE
Roundness correction

BIJISA vy
Ferrite cap

With Machining System's level II , it is possible to improve
surface roughness to Ra 0.08um (Rz 0.04um).

- 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.

- Ferrite cap removal

Removal of ferrite caps protruding from spherical graphite cast
iron, which have a major effect on the service life of bearings.

e
e

100X

BT 154 bF vy TREEROMZMHE

HNTAEG
Before machining

mI#

After machining

Bearing surface after removing ferrite cap

e

100X 400X



I ’\olj_j‘f:‘y:/'\" Power Finisher e

O FTBRAN—R(FERDEE% (H#HERHELE)

o B EE T HE B (I HERDE50% (HHReRHEL)

o h—)LRI, UZT7HARICHEHSHBRERAICKODEHEDREHEEAR

® 71 )UL3THR - OlU7ZE I TM/CRIE KD ETEE

ot Jvr—FILDEIINILICKDEERLIMN LTI ATLTHDENS,
EITDELDIS VIV IMNDEBHNES

- The required machine space has been reduced to 55 percent (compared to our previous model)

- 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.

- Simultaneously working on pins and journals means this high performance machining system makes it easy
to change the setup for crankshafts with different specifications

MF650
oA RS (mm) Max. workpiece length 350~630
TEDIER (mm) Workpiece dia ®95
I& (mm) Polishing width 15~50

CARO—2 (mm){RODHE)  Max. stroke(Eccentricity) 51.5
X7 F(mm) Supported pitch 3615
=L () Number of arms Max11

I 1\0'7—74:‘y9'\7 Power Finisher . | -

o BEINCOZAE D E LA

o YyFIO—TJICKLIEBBERE T YV THEE

- 3 Axis NC is flexible for small volumes and a wide variety of workpieces
- Automatic datum surface sensing system with touch probe.

LF-900NC

MILTEDRARS (mm Max. workpiece length 900
RAIRD (mm) Max. swing 250 e

NIT 1% (mm) Workpiece dia 20~100

"CEAHME (mm) Polishing width 15~50

BRAANO—7 (m)(fRODEE)  Max. stroke (eccentricity) Max. 60

eNTLAN)LI

ZITWVE T
eMITLANLI

rEEET,

e T L)L

MIURIL 'Ma'cﬁi:ningv Level

¥IE#500 (30um) BEOIRU v JT 1 )LAZRV. FICEMREDG E

KIE# 1000 (15um)BEDRY > T T 1)L AZZRV, FICKEHESZG

AIMNTRa0.5um (Rz2.4um) OEB@ETIE. Ra0.08 um (Rz0.4um) 2E
ETHLEEIHBITENTEET,

- Machining Level I

- Machining Level II

- Machining Level I

KIE #2000 Qum)BEORU T4 )ULZERL. NIV T XNV
D% . COIRERBLUTCEIOICKREESZO LS EFET,
FIMNTIRa0.5um(Rz2.4 um) DERR TIE. R#&HMICRa0.04 um (Rz0.2 um)
BEFCOLIEDTENTEFT,

Improved roundness due mainly to use of lapping film with a
#500 grain (30pm)

Improved surface roughness due mainly to use of lapping
film with a #1000 grain (15um)

Components with a pre-process roughness of Ra 0.5um (Rz
2.4pm) can be improved to about Ra 0.08pm (Rz 0.4pm)

By using a lapping film with a #2000 grain (9um), surface
roughness can be even further improved beyond level 1 and
level TT.

Components with a pre-process roughness of Ra 0.5pm (Rz
2.4pum) can have their finished surface roughness improved
to Ra 0.04pm (Rz 0.2pm).

18



"07_74:'.9:-/1’ Power Finisher

19

I '\09_7‘{:‘y:/'\7 Power Finisher

1/1910/1520

e USUIUYIM ALYYINMIIOMIUANIVIL IR AR

oLF-1500(F. 1RF—Y3aVFFEB2RAT -3V THEREIN. T
SVOVPITINOCALY v INEEZNLTIDNAYATTT,

M DIELDMIYEMIUNIVITTMNIITDIENTE. EXL
XAV I v—FIVEB. Y—ILEBDIED. ASAMEBMIITHIEDT
TEI,

O LF-1520(F. 1AFT—Y3VEBMDALY v IRZENTIDNRETAT
TY,

- Standard machine for Machining level T and I for crankshaft and camshaft

I |
machining - e

- Ifié LF-1510 is the standard machine for lapping crankshafts and camshafts LF-1500
and can be set up as one station or as two side-by-side stations.

- LF-1500 can machine a variety of bearings, from pins to main journal
bearings to seals and other pieces, and the thrust surface can also be used for
machining.

- The LF-1520 is the standard one station machine for camshaft machining.

LF-1510 LF-1520 LF-1500

FIERT—T Main workpiece 252427 Crankshaft H L+ Camshaft 3 A Crank/Camshaft
MIRT—3# Number of stations 1AT—2/ 32 station 1AT—3/3 2/ station 1~3RA T —/3 2/ station
MILTEDmRARS (mm) Max. length of workpiece 640 550 640/550
FARIRD (mm) Max. swing 240 - 240/—
ML TEDER (mm) Workpiece dia ®15~72 »15~72 @Q5~72
I TESM%E (mm) Polishing width - Max. 50 Max. 50
BRAANDO—2 (nm)(RSDBE) Max. stroke (Eccentricity) Max. 60 Max. 60,

I ’\0'7_74:“J:J'\7 Power Finisher

740/1800

oML, MWHLYVIS IFV0TvTMITOEAEXIIEHE

O IEHDNMIAT—Y3VTHBREINDNS VY RT7—54A4T T, EICH
LY+ TROIMITAEVTEREINE T,

0/ —VTUATIONMIEKDIIUNVIE TOIMNIHMEIEET. HLO
TNLIE®BE5A. Jv—FIUNIZE—AT—Y3VTNITAHIE
BOJEET .

e HAOTD, Iv—FIVIIIDHEST, A1)L—)LR/NUEDIITH
OJgET 9,

- Fully automatable Machining Level T and II camshaft crankshaft machining

- Transfer type machine that is configurable in multiple station layouts and is
used mainly for camshaft machining.

- Up to Machining level T machining is possible depending on tooling layout
Course cam lobes and machine journal bearings can be machined at the same
station.

- It's not just for cam lobes and journal bearings; oil seals and burr removal
can also be handled.

LF-1800 LF-740
NI TEDNLYvIRRARS (mm) Max. length of camshaft that can be worked 625 600
NI TEDHLN—ARE (mm)  Radius of cam space that can be worked 15~60 20~40
MITZESHLOTME (mm) Width of cam lobe that can be worked 10~46 4~30
NI TEDIv—F)L#E (mm) Radius of journal that can be worked 15~72 15~60

MITEDIv—F)UtE (mm)  Width of journal that can be worked

10~40




| VBND—DrZvy

Small size Power Finisher

o/ |\ EBn D EIFRER SR AN T A
S NEMIN TEDEMEHDET

- For lapping of small parts.
- Machines capable of internal lapping are also available.

mANIH Sample

LF-250

T CEDBEES (mm) Max. length of workpiece 0~250
NI TEHEFROHFE (mm)  Range of 0.D.0f workpiece ®10~70
= AN A& (mm Max. microfinishing width of workpiece 40
FU—bRKAEE (cpm) Max. speed of oscillation 360
wAL#LEL (min Max. revolution of workpiece 180
MITHODEE (mm) Center height 1,000
REDRS (mmXmm Floor space 1,600x1.200
HmODEE (ko) Weight 1,000

RE/IND—=J1 =+

End surface Power Finisher

eCVTDOY—JHEMNIHA
o )\ B8 E AN LA
- For CVT sheave surfacing
- For facing of small parts

SF-70V
MIT AR (mm)  Max. length of workpiece 250
T EI BT T E(mm) Surfaces that can be worked AIRA0 ~2HZ1900DFEE  40mm inside dia ~ 190mm outside dia
N T AIBEFFEDEE(E) Angles of surfaces that can be worked 6~ 16
I —MRAERE (cpm) Max. speed of oscillation 100
mRAC#R & (min-) Max. revolution of workpiece 1,000
PR PREIRE (mm X mm) Floor space 1,350%1,350
pA D B & (kq) Weight 2,000

20



MQL' (D_tul MQL Power Cell

I EESFKSME. L/D202RIND
S VAT I NI ZRR

MQL/\D—t)b

RUJLODZETNI TR, §10 < THEDBL LD IHRT v TMIHUE
EENTVFELR. Lbe, TIEBBOINIAICTHICHETERVNT &IC
K DEESPALEDERBCLDFvEYY, BEERERREHNBERET. M
THEOH LZEBT U, ErUIORKRNTIRE LT, BEHESSR
OS50 T RORTEEDBOETH. MALID—OV Y RUJLE
T DRI LIEMAL/ D — IV EBHEDE R T LT, MIAEES
BEFRLTVET,

I 45K Features

o /URAFTYITIIICKD. MIEERELMEIC
- Non-step drilling, increases efficiency five-fold

MGEEDINL  Conventional drilling

Realize 5 times the drilling efficiency non-step
drilling of L/D 20 deep holes.

MQL Power Cell

Drilling deep holes requires a step process because chips

are difficult to remove. On top of that, not applying cutting
fluid directly to the cutting point shortens the service life of
the cutting edge and vibration may cause damage and uneven
wear to the cutting edge. This makes it difficult to increase
productivity. Drilling lubrication holes for auto crankshafts

is a typical’example of deep drilling where using the MQL
Power Lang Drill combined with the MQL Power Cell improves
productivity five-fold.

D302 +% 7 MADONRBIFINL
MQL machining of a crankshaft

EIHISEE  Drilling condition

B ~_100mm - HSSO /2 KUJL (HSS Long Drill) @ ¢ 5mm
‘<17mm><77@" P YIHIEE  (Cutting Speed) : 20m .~ min
G d@ @ @ @& @ 2« 00 RIDUEEEy 20 Fed ismmomn
BEMQLANT X5 Ly maL drilling EIHISR  Drilling condition
100mm | MQL/SD—0O22 KUJL (MQL Power Long Drill) : ¢ 5mm
- — - — - . Y
‘ E | ﬁi&'&?‘;gﬁ"a YIMIERE (Cutting Speed) : 80m .~ min
_— 1 EDIRE (Feed) : 750mm .~ min

o T ZNEE EEMIERBDIVINT MEICKD. ZmETLF TIVEREICKHT

- Supports flexible production for efficiency improvement and space-saving.

21 A
Many type
(VS5 VEs i
(€ i m Y e ) MQLERERIMNT
In line center MQL high-efficiency machining
Vorsay AT
Single special purpose machine
AR TR
Transfer machine
)N
Small/lype V
INE = — 8
Smal Volumeﬁ-%%%ducuon Large

B I0THE Work Materials

MQLND—0O>J RUJL
MQL Power Long Drill

OISV IMN EZAIIYIN, FSUVAZWIIVI YT NEIN
- Qil holes of crankshafts, pinion shafts, transmission shafts.
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I MQL’ \og_t”/ MaL Power Cell

0 ISV INDNSITTIREDEENENRERNICEH L.
MQLINT] ISR, BAN—X - SRERIN L ZXKIR

- Achieving high-performance machining in a small space with support

for “MQL Machining"to dramatically improve productivity in crankshaft drill-

ing operations

mANIH Sample

DH524

DH514/DH314

[ FE4:)
AO—72 (X-Y-Z)(mm)

Stroke (X:Y-Z)
Rapid speed (X-Y-Z

Acceleration (X-Y-Z)

Spindle taper

500% 200460
48x48x48

0.46X0.42X0.82

KM6350 or HSK-A63

500X125>%460/340<125X460
48X30%48
0.46%X0.260.82

KM6350 or HSK-A63

0.46G0.366%0.826G

KM6350 or HSK-A63

Spindle speed 8,000 8,000 8,000
Spindle motor 55/3.7kwACRAE >/ K)LTE—2 Spindle motor ~ 5.5/3.7kWACAE >/ RJLE— Spindle motor ~ 11.0/7.5kwAC A~/ B)LE—2 Spindle motor
) Number of stored tools 12 9 20
Magazine JH &)U  Movable magazine type 2 BE)T Movable magazine type — /538 Armtype
I8; Tool selection method #HEE  Fixed address FIEE  Fixed address #HHBEE  Fixed address
mK i Max. tool diameter ®90 ®90 »90
TERAK (mm Max. tool length KM6350---240 HSK-A63:--235 KM6350---240 HSK-AB3---23¢ 100
[E R AEE (kg Max. tool weight 5
f 72 (mm>mr Width by deptt )0X 4,100 1,200 3,000/1,000 1.300%3,280
e (mm) Height 2,000 1,570 2,050
HME B (Kg Weight 5( 3,00 5,300
o
"
MQL /I\D—1IJb warowercen
® /v I NDINBIF TIRDEENFENREN(CE L MQLIIT ] [SXRU.
WAl Sample

BAN—A - SEERMITZRIR

- Achieving high-performance machining in a small space with support for*MQL ‘

Machining"to dramatically improve productivity in shaft drilling operations

ZH524

Y40
ARO—2 (XY-Z)(mm)

B (XY-2)(mm

Afx (mm

A
LERAR(mm)

LR KEE (kg
[ =37 R
e X BT (mmXmm
X (mm)
Ka

Stroke (X-Y-Z)
Rapid speed (X-Y-Z

Acceleration (X'Y-Z)

Spindle taper
Spindle speed

Spindle motor

Number of stored tools
Magazine

Tool selection method
Max. tool diameter
Max. tool length

Max. tool weight
Width by deptt
Height

Weight

500X 200460
184848

0.46Gx0.42GX0.82G

KM6350 or HSK-A63
~8,000

5.5/3.7kwACAE">/ R)LE—% Spindle motor

12

ble magazine type

Fixed address
®90
240

3
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73)4] Gear shape machining center
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I 45K Features

Turning, drilling, and gear shaping combined in one center

Gear Shape machining center

This gear shaping machining center has multiple functions
based on a gear shaper combined with a lathe.

Reduction gears and gears for construction machinery can be
made using just one chuck mounting for consistent production
accuracy and greatly reduced idle time

O ERTIENSEYIDIMIET. VVF vy INMIICKDIEMIEFREH
KIEICHIEL. MTHELRE

N&lF5vT

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

i i
’ wi ] =
TV

D—UBiR DHUERDTE

I :F-\vyI—jt“JQ Gear shape machining center

e NTHEDRELEAAN—RA, JANT# =YV AD[GE) L7=EIR

- Improves cost performance with stable production accuracy and smaller footprint

WA Sample BE_A>Hhw% Gearshapers and cutters
BARCHOBTEBBE A VAV Y ERBELTVLET

gnlmM;,, Jrieny N r E

. ‘e
GM7134 GM7134
° iE7] e®Machining performa ° ®Main shaft
—Im® A B @70 Turning RPM 3,000
@700 Electric drive (kw) 15/11
INIE i m8 Indexing RPM A0
i A th( )0 Electric driv
mAT 230 oUnit
mA3 0~300 Left-right traverse (X axis
i8] Tooth cutting too [, o Ge Up-down traverse (Z axis 0
o5 —J) el mm Table motion range (Y axis) (m 1.30(
B¥ Diameter @800 peed (X/Y/Z common)
#Z)(Nm) M | 2352 L2
Lathe RPM 300 [ BINMAEL Number of stored tools 30
E c drive (kw) 22 I T tion & |
Divisions RPM 8 o ]— T o — oUtilities
Ele drive & Overa (
C 200 ®Machine siz
®Main shaft Width X depth (mm) 1,080 X 4.5¢
Main shaft taper hole BT50 m Height (mm 3.94(
i 00 B4 & Weight (kq) 0.00(
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WHJ Grinding machines

I Wﬁm‘ﬁ'Uﬁ Internal grinding machines

e SHEE - SREXR TR ROANEMNI.
FEROZEBAEITHIE

® MEFICRMUVMERID IR Y RIS E AN—BDITXICKD. HHIZADEE
ZiHl. ERCOREVCMIEERIR, SARBEHIRE,

- 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 tempera-
tures, and cooling equipment is no longer necessary

WA Sample

1G-06SA 1G-108 1G-208

| CEZ [ 1 Grinding bore 10 ~ 6l 10~100 10~200

T L EDIRD (mm Swing over table 400 400 400
= j 50 (
20 1 1

5( 50 (

1% 2,200 1,500 1,50(
&R EM (AK) (Wmm>XDmm) Floor space 18001640 2400 A 00X1,69¢
FEMLE 8 (kg Weight 4200 4,000 4500

I nUﬁﬁﬁUE.g Thread grinding machines

© RUDZBAFRILICINZ D o
o KOS A EEL CEEM G L
o BNIHFRRMICKDERENT

- Machine meets diversification of threads v
- Productivity is enhanced by unmanned operation for a long period of
time < = =
- Highly accurate grinding by excellent machine element technology
BT Sample e
s B

s
n
-
GTE-55
GTE-58 GTE-5 GTE-10 GTE-20 GTE-30 GTE-40
Max. center distance 200 5( 1,50 300 65 1.5(
Max. grinding outside diameter 250 250 200 200 200 200
Grinding lead 150 45( 1,30( 2,000 3,000 4,000
A mm) Grinding wheel size (ODXWXID) X (10~32) X1524 355 (10~32) X1524 510X (10~75) X228 ¢ 510X (10~75) X228 6 510X (10~75) X228 10X (10~75) X228
Wheel spindle swivel angle HHENTYER +25 +4f 45 14
i (mm) Max. table stroke 200 500 1,400 2,200 4,200
Wmm>Dmm) Floor spac ) X2 80( 8002900 00X4.60( 4.00( 10,0004.000 11,2004,400
Weight 6,000 000 11,000 12,000 18,000 19,000
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5591-%}.‘-‘.-! Plants and Offices

NACHI-FUJIKOSHI CORP.

URL:http://www.nachi.com/

Tokyo 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

ASIA and OCEANIA

Sales Companies

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

VIETNAM REPRESENTATIVE OFFICE, HO CHI MINH
4F., Yoco Bld., 41 Nguyen Thi Minh Khai St., Dist.1, Ho Chi Minh, YIETNAM
Jel! +84-8-3822-3919 Fax: +84-8-3822-3918

VIETNAM REPRESENTATIVE OFFICE, HANOI
5B Fl., Noza Bld., 243 Cau Giay St., Cau Giay Dist., Hanoi, VIETNAM
Tel: +84-4-3767-8605 Fax: +84-4-3767-8604

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 PAVILION |, 7FL JL. HR Rasuna Said Kav. 10-11 Setiabudi Jakarta
Selatan DKI Jakarta -12950, INDONESIA

Tel: +62-021-527-2841 Fax: +62-021-527-3029

URL: //http: www.nachi.co.id/

NACHI TECHNOLOGY (THAILAND) CO., LTD.
BANGKOK SALES OFFICE
Unit 23/109(A), FI.24th Sorachai Bldg., Sukhumvit 63 Road(Ekamai),
Klongtonnua, Wattana, Bangkok 10110, THAILAND
Tel: +66-2-714-0008 Fax: +66-2-714-0740

NACHI KG TECHNOLOGY INDIA PVT. LTD.

GURGAON HEAD OFFICE

Unit No.207, 2nd Floor, Sewa Corporate Park, MG Road, Iffco Chowk,
Gurgaon 122001, Haryana, INDIA

Tel: +91-(0)12-4450-2900 Fax: +91-(0)12-4450-9210

BANGALORE OFFICE

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

Tel: +91-(0)80-3920-8701, 02 & 03 Fax: +91-(0)80-3920-8700

MEA_E(LF)THERLA
NACHI (SHANGHAI) CO.,LTD.
11F Royal Wealth Center, No.7 Lane 98 Danba Road, Putuo District,
Shanghai, 200062, CHINA
Tel: +86-(0)21-6915-2200 Fax: +86-(0)21-6915-5427
URL: //http: www.nachi-china.com.cn/
SR E
BEIJING BRANCH
Room1111, 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

NACHI(JIANGSU)INDUSTRIES CO., LTD.
Established : 2012 Products : Cutting Tools, Hydraulic
Equipment, Automotive Hydraulics and Robots

NACHI SINGAPORE PTE. LTD.

Established : 1975 Products : Cutting Tools, Bearings and
Hydraulic Equipment
NACHI INDUSTRIES PTE. LTD.

Established : 1979 Products : Cutting Tools

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

CHONGQING BRANCH
C17-18/19 Hogding International Building, Jiangbei District, Chongqing

400020, CHINA
Tel: +86-(0)23-8816-1967 Fax: +86-(0)23-8816-1968

LFHSYT 22 E)

SHENYANG BRANCH

Room 304, No.1 Yuebin Street, Shenhe District, Shenyang 110000, CHINA
Tel: +86-(0)24-3120-2252 Fax: +86-(0)24-2250-5316

I 5r2 8

GUANGZHOU BRANCH

101, Buliding1, Science & Technology Park, NO.1 Kehui, kexue load,
Luogang District, Guangzhou 510670, CHINA

NACHI-FUJIKOSHI CORP.

TAIPEI REPRESENTATIVE OFFICE

No.109, Kao Young North Rd, Lung-Tan Hsin, Tao-Yuan Hsien, TAIWAN
Tel: +886-(0)3-411-7776 Fax: +886-(0)3-471-8402

NACHI-FUJIKOSHI CORP.

KOREA REPRESENTATIVE OFFICE

3F A-Youn Digital Tower 314-37, Seongsu-dong 2-ga,
Seongdong-gu, Seoul 133-120 KOREA

Tel: +82-(0)2-469-2254 Fax: +82-(0)2-469-2264

NACHI (AUSTRALIA) PTY. LTD.

Unit 1, 23-29 South Street, Rydalmere, N.S.W, 2116, AUSTRALIA
Tel: +61-(0)2-9898-1511 Fax: +61-(0)2-9898-1678

URL: http://www.nachi.com.au/

Manufacturing Companies

NACHI TECHNOLOGY (THAILAND) CO., LTD.

5/5 M, 2, Rojana Industrial Park Nongbua, Ban Khai, Rayong, 21120,
THAILAND

Tel: +66-38-961-682 Fax: +66-38-961-683

URL: http: //www.nachi.co.th/

NACHI INDUSTRIES PTE. LTD.

No.2 Joo Koon Way, Jurong Town, Singapore 628943, SINGAPORE
Tel: +65-68613944 Fax: +65-68611153

URL: http: //www.nachinip.co.sg/

NACHI PILIPINAS INDUSTRIES, INC.

1st Avenue, Manalac Compound, Sta. Maria Industrial Estate,
Bagumbayan, Taguig, Metro Manila, PHILIPPINES

Tel: +63-(0)2-838-3620 Fax: +63-(0)2-838-3623

NACHI KG TECHNOLOGY INDIA PVT. LTD.
NEEMRANA FACTORY
Plot No. Sp-86, Nic(M)Neemrana, Riico Industrial Area, Alwar-301705,
Rajasthan, INDIA
Tel: +91-(0)14-9467-1300 Fax: +91-(0)14-9467-1310

NACHI (AUSTRALIA) PTY. LTD.
Established : 1970 Products : Cutting Tools, Machine Tools
Robots, Bearings and Hydraulic Equipment



NACHI MOTHERSON PRECISION LTD.
179, Sector4, IMT Manesar, District Gurgaon-122 050, Haryana, INDIA
Tel: +91-124-4936-000 Fax: +91-124-4936-022

NACHI MOTHERSON TOOL TECHNOLOGY LTD.
D-59-60, Sector-6, Noida 201301, Distt. Gautam Budh Nagar, U.P. INDIA
Tel: +91-120-425-8372 Fax: +91-120-425-8374

AREA it L7 HREABIR LA

NACHI (JIANGSU) INDUSTRIES CO., LTD.

39 Nanyuan Road, Economic and Technological Development Zone (south),

Zhangjiagang, Jiangsu 215618, CHINA
Tel: +86-(0)512-3500-7616 Fax: +86-(0)512-3500-7615

FREMBTHAFRASE

DONGGUAN NACHI C.Y. CORPORATION

Dangyong Village, Hongmei Town Dongguan City, Guangdong 523160,
CHINA

Tel: +86-(0)769-8843-1300 Fax: +86-(0)769-8843-1330

LA EEEmHAF IR

SHANGHAI NACHI BEARINGS CO., LTD.

Yitong Industry Zone 258, Fengmao Rd. Malu Town, Jiading, Shanghai
201801, CHINA

Tel: +86-(0)21-6915-6200 Fax: +86-(0)21-6915-6202

i $E( LB WETIRFRAR

SHANGHAI NACHI SAW CO., LTD.

1F, 5 Building , 33 Forward Road, Malu Town, Jiading, Shanghai 201818,
CHINA

Tel: +86-(0)21-6915-5899 Fax: +86-(0)21-6915-5898
EHITRRHBRAE

NACHI C.Y. CORP.

No.109, Kao Young North Rd, Lung-Tan Hsin, Tao-Yuan Hsien, TAIWAN
Tel: +886-(0)3-471-7651 Fax: +886-(0)3-471-8402

ChELN| FASH(F)

DAESUNG-NACHI HYDRAULICS CO., LTD.

289-22, Yusan-Dong, Yangsan-Si,GyeongNam 626-230, KOREA

Tel: +82-(0)55-371-9700 Fax: +82-(0)55-384-3270

AMERICA

Sales Companies

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., Doral, Florida, 33172, U.S.A.
Tel: +1-305-591-0054/0059/2604

Fax: +1-305-591-3110

NACHI ROBOTIC SYSTEMS INC.

42775 West 9 Mile Road Novi, Michigan, 48375, U.S.A.
Tel: +1-248-305-6545 Fax: +1-248-305-6542

URL: http://www.nachirobotics.com/

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/

| S
NACHI BRASIL LTDA.
Established : 1972

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

Products : Bearings and Cutting Tools

NACHI MEXICANA, S.A. DE C.V.

Urbina No.54, Parque Industrial Naucalpan, Naucalpan de Juarez, Estado
de Mexico C.P. 53489, MEXICO

Tel: +52-55-3604-0832 / 0842 / 0881 Fax: +52-55-3604-0882/

URL: http://www.nachi.com.mx/

NACHI MEXICANA ENGINEERING CENTER

1171A, Calle Julio Diaz Torre, Fracc. Ciudad Industrial, Aguascalientes,
C.P. 20290, MEXICO

Tel: +52-449-971-1689 Fax: +52-449-971-1689

Manufacturing Companies

NACHI TECHNOLOGY INC.

713 Pushville Road, Greenwood, Indiana, 46143, U.S.A.
Tel: +1-317-535-5000 Fax: +1-317-535-8484

URL: http://nachitech.com/

NACHI TOOL AMERICA INC.
717 Pushville Road, Greenwood, Indiana, 46143, U.S.A.
Tel: +1-317-535-0320 Fax: +1-317-535-0983

NACHI BRASIL LTDA.

Avenida Jodo XXII, No.2330, Jardim Sao Pedro, Mogi das Cruzes, S.P.,
CEP 08830-000, BRASIL

Tel: +55-11-4793-8800 Fax: +55-11-4793-8870

URL: http://www.nachi.com.br/

SAO PAULO BRANCH

Av. Paulista, 453, Primeiro Andar, Conj.11, 12, 13 e 14, Cerqueira Cesar,
Sao Paulo - SP, CEP: 01311-000, BRASIL

Tel: +55-11-3284-9844 Fax: +55-11-3284-1751

EUROPE

Sales Companies

NACHI EUROPE GmbH

Bischofstrasse 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 Strasse 47, 74321, Bietigheim-Bissingen, GERMANY
Tel: +49-(0)7142-77418-0 Fax: +49-(0)7142-77418-20

SPAIN BRANCH

PI. EL MONTALVO II C/Segunda, 6. Portal 1-2° Oficina 5
37188-Carbajosa de La Sagrada Salamanca- Espana, SPAIN
Tel: +34-(0)923-197-837 Fax: +34-(0)923-197-758

CZECH BRANCH
Obchodni 132 251 01 Cestlice CZECH
Tel: +420-(0)255-734-000 Fax: +420-(0)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 OFFICE

Karaman Ciftligi Mevkli, Agaoglu My Prestige, K;13, D;110, 34746,
Atasehir, Tstanbul, TURKEY

Tel: +90-(0)216-688-4457 Fax: +90-(0)216-688-4458

Manufacturing Companies

NACHI CZECH s.r.o.
Prumyslova 2732, 440 01 Louny, CZECH
Tel: +420-415-930-930 Fax: +420-415-930-940

NACHI EUROPE GmbH

Established : 1967

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

o
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Tel076-438-4411
Tel:076-438-8970

H

Fax:03-5568-5206
Fax:076-493-5211

Fax:03-55668-5292
Fax:011-782-0033
Fax:0237-72-5212
Fax:024-935-1450
Fax:0276-46-4599
Fax:0268-21-1185

Fax:052-769-6829
Fax:053-454-4845
Fax:076-492-4319

Fax:06-7178-5109
Fax:082-568-7465
Fax:092-471-6600

Fax:076-493-5221
Fax:076-493-5242
Fax:076-493-5251
Fax:076-493-5231

Fax:076-438-6313
Fax:076-438-8978

URL:http://www.nachi-fujikoshi.co.jp/
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T373-0853
T386-0042

T465-0095
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Before operating any machinery be sure to
read through the “Safety Handbook"
for your safety.
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®The designs. specifications and/or dimensions in this catalog are
subject to change without notice.
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