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Trust&Technology

EBS(Ebisuya Precision Tool Mfg. Co., Ltd.) has established since 1912.

We accepted various demands since the establishment of a business.

We meet the high demand of the client from now on.
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AINTZI—EFEM (VU YRIPALT) SPIRAL BEVEL GEAR CUTTERS SOLID-TYPE

IA 9147 0.5”~ 2”
ATYPE 0.5"~ 2"
FICEH TH- S Foidiz T

It is processed the gears such as an electric tool / the sewing machine mainly.

IBv17 2.75”~ 4.5”

B TYPE 2.75"~ 4.5"
T A A — F XL ANF —D W2 T

It is processed the gear of an outboard motor / the motorcycle dune buggy mainly.

| 2EBDLHT NAME OF EACH PARTS

IC 9147 57~ 9”

CTYPE 5"~ 9”

FICHBHDO T4 7 7L v > vV W % I T
It is processed the differential gear of the car mainly.
O7V—FORBPAR, THRBWMB LY,
O7V—FIZHXESH 5
OmflzhP I LbiE

IC 947 5"~ 9”

CTYPE 5"~ 9"

FYRIBYIEH 7a—FHIcY AR L, WA Y T A

It is gear molding cut exclusive gear use brooch blade and it used it with special tooth cut board.
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47 | 7194 — 497 (AD)
MY ERE (B PD) I35 (BP)
RA LA EE
|91 7%I~F%5% DIMENSION LIST
Unit : mm
N5 FHE(FOER) N & SEE
Ave.di i
507 ve.dia Size Blades
type | AvF SU BRUL|UNE | MR | BB | B | 4 |6 |8 li12l16] 20| 24| 28
inch mm Maxdepth | Hub.dia |Outside.dia | Inside.dia Hight
0.50" 12.70 35 | 43 16 9 |254/30 | @ | O | O
0.75" 19.05 35 | 43 | 225 | 145 | 254/30 | @ | O | O
0.90" 22.86 35 | 43 26 185 | 254/30 | O | O | @
A 1.10" 27.94 35 | 43 34 | 245 | 254/30 Ol e
1.20" 30.48 35 | 455 | 34 27 | 25.4/30 Ol e
1.30" 33.02 35 | 505 |3835 | 26 | 254/30 Ol e
1.50" 38.10 50 | 56 43 31 | 25.4/30 oOlo|e
2.00" 50.80 50 | 67 57 43 | 25.4/30 Olo|e
2.75" 69.85 7.0 77 60 27 olojlo|e]|oO
3.00" 76.20 7.0 86 66 27 olojlo|e]|O
5 3.50" 88.90 95 97 71 27 olojo|e]|O
3.75" 95.25 95 104 80 33 Olo|e
400" | 101.60 95 12 84 33 olo|e
4.50" 114.30 9.5 123 102 33 O O [} O
500" | 127.00 95 135 | 112 50.8 O|le| o
C 6.00" | 152.40 95 160 | 130 50.8 O|le| o
750" | 19050 | 13.0 200 | 130 50.8 O|le| o

ORENEIH
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AIN1TFIVIEIY

SPIRAL BEVEL GEAR CUTTERS INSERT-TYPE

IV RF«1 H [30201% JL—K+AvE]

SOFT BODY ROUGHING

30201 TYPE BLADE+HEAD

IN=-FRF+ TH

HARD BODY ROUGHING

130207% 7L—K

30207 TYPE BLADE

IN—-FRikFs EH

HARD BODY ROUGHING

[30207% FL—K+AvR

30207 TYPE BLADE+HEAD

IN=KRKF+ {1 EH

HARD BODY FINISING

(30212% 7L—K+AwR

30212 TYPE BLADE+HEAD

IN=-FRF+¥¥ tLH

30205 TYPE BLADE+HEAD

130205% FL—R+AvYR

HARD BODY FINISING

IBE7L—K [30200% 7L—K

CARBIDE TIPPED BLADE 30200 TYPE BLADE
BEABIEHs80D XY 2 YIHI > > 794 FIKTHIM
fl1ic30202%.30216 %DM 7L —Fb B

It is processing gears of hardness shore 80,single side method.besides a considerably hard braid of 30202,
30216type is produced.

154 7RIS

ROUGH SKETCH ACCORDING TO TYPE

|
|
T

|

ROUGHING

I

SOFT BODY ROUGHING SOFT BODY FINISING HARD BODY HARD BODY FINISING
YINRT FEF YIRRTr A N=RRF1 A N=RRFr LR
30 201% 30 200% 30 207% 30 202%
30 211% 30 212%
30 232%
N—RRFr FPHLR
30 205%
1741478 7L—K# NUMBER OF BRAIDS ACCORDING TO TYPE
Unit : mm
VI MRF 1T VIZhRFrfEE N=RRT17 N=RRT17 N=RRTrtE
ﬂ‘y(%%%ﬂ& SOFT BODY(R) | SOFT BODY(F) | HARD BODY(R) | HARD BODY(R) | HARD BODY(F)
gyt
AVE Dia 30 201% 30 200% 30 207% 30 211% 0 g%; I
30 201 Type 30 200 Type 30 207 Type 30211 Type 305305 30235 Tﬁ:
AVF =Y TL—RE | AL | TL—RE | BL | TL—RE | BIL | TL—RE | BsL | TL—RE | B3
inch mm Blades [MaxDepth| Blades |MaxDepth| Blades [MaxDepth| Blades [MaxDepth| Blades [Max.Depth
35" 88.9 8 10.0 10 100 8 100
45" | 1143 8 10.0 10.0
50" | 127.0 16 12 10.0
6.0" | 1524 16 100 12 10.0 20 100 20 130 16 100
75" | 1905 20 13.0 12 13.0 24 130 24 130 20 13.0
9.0" | 2286 24 15.0 16 15.0 28 15.0 28 13.0 24 15.0
120" | 304.8 32 20.0 20 20.0 32 20.0 32 15.0 28 20.0
160" | 406.4 40 20.0 24 20.0 40 20.0 32 20.0
180" | 4572 24 25.0 40 25.0 24 25.0
20.0" | 508.0 24 25.0
TOPREM SPECIFICATION
A. TOPREM B. TOPREM
(FOR FIVE-CUT METHOD PINION FINISH) (FOR COMPLEATING METHOD)
A-1. STANNDARD TOPREM (2.25DEG) ~ A-2. SECOND TOPREM LETTER Y-TYPE (3.5DEG) B-1. SECOND TOPREM LETTER H-TYPE(24DEG) ~ B-2. SECOND TOPREM LETTER J-TYPE(35DEG)  B-3. SECOND TOPREM LETTER K-TYPE(4.5DEG)
DM DEG DM DEG DT DEG DT DEG DT DEG
F | 0.050-0.055 | 2.25 FY | 0.050-0.055 | 3.5 FH 0.050 2.4 FJ 0.050 35 FK 0.050 45
E | 0.065-0.070 | 2.25 EY | 0.065-0.070 | 3.5 EH 0.065 2.4 EJ 0.065 35 EK 0.065 45
C | 0.085-0.090 | 2.25 CY | 0.085-0090 | 35 CH 0.080 2.4 cJ 0.080 35 cK 0.080 45
B | 0.105-0.110 | 2.25 BY | 0.105-0.110 | 35 BH 0.100 2.4 BJ 0.100 35 BK 0.100 45
A | 0.125-0.130 | 225 AY | 0.125-0.130 | 35 AH 0.120 2.4 Al 0.120 35 AK 0.120 45
Z | 0.155-0.160 | 2.25 ZH 0.150 2.4 zJ 0.150 35 ZK 0.150 45
W | 0.195-0.200 | 2.25 WH 0.190 2.4 W 0.190 35 WK 0.190 45
M | 0.235-0.240 | 2.25 MH 0.230 2.4 MJ 0.230 35 MK 0.230 45
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7TA4RA K7  FACEHOBS

1714 RAK7

FACE HOBS GLEASON TYPE

Ay RNoFHD/\1 ABEIL—KR Unit: mm
pysrm | 7T e | Ay ko + %
Cutter Radius Bl?gleaéserg)up Max.Depth Head.No Size
30218001 RH
51 7 (14) 7620 | 30218002 LH
10.16x12.7x93.98
30218 003 RH
64 11 (22) 9525 | 30518004 LH
30 218 005 RH
76 13 (26) 10.795 | 30518 006 Ly
30218 007 RH
88 17 (34) 12.065
30218 008 LH | 10.16x12.7x96.52
30218 009 RH
105 19 (38) 1397 | 30518010 L1

171 RAKRT

FACE HOBS OERLIKON TYPE

1724 RART 2005051788

FACE HOBS  KLINGELNBERG TYPE

174 RAKT hyIAYER

FACE HOB CUTTER HEAD

FEET L EE

patent pending

Pidtal OO ik z A wWIPED S 2Rl AN 2 928

New designed clamp method,high stiffness&handiness

|74 75I~F%3 DIMENSION LIST

EBS#% 4 7| EBS TYPE

Unit : mm
TL—RTIL—7F
W ALY ‘.N ~ X
Ty 5 HFE (FL— 1% BRI v R.No 5 &
Cutter Radius L Max.Depth Head.No Size
(Blades)
L-52001 RH
51 7 (14) 7.620 L-52002 LH
L-52003 RH
64 11 (22) 9.525 L-52004 LH
10.0x12.0x98.0

L-52005 RH
76 13 (26) 10.795 L-52006 LH
L-52007 RH
88 17 (34) 12.065 L-52008 LH
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BEEMHAKRT7 GEARHOBS

IEEART

GEAR HOBS TIN COATING

IEERKRT

GEAR HOBS TIAIN COATING

IXKBEERKRT m25~40

LARGE MODULE GEAR HOBS m25-~40
JISBI DKM F T

A nonstandardized article.

IXERUNERKRT (RSKT)
LARGE MODULE HOBS FOR ROUGHING (RS HOBS)  TIN COATING
W ISR R RBIERZ AN HICEO B2l 0L LRI Z B RERISITH

Special break-edge breaks up chips and performs rough cutting efficiently.

IMNBEERAKRZ(E727AY1K7)
SMALL MODULE GEAR HOBS (MICRON HOBS)
R 75 W1 WS % 00 1 ikl

Micron hobs can produce precise gears.

Iy IKRT

SHANK TYPE HOBS

| BEDLEFT  NAME OF EACH PARTS

2 R
[«—————— Overall length

X
Outside dia.

DA
b Lead angle
Flutes -
\ iR
Relief angle

NTRE
Hub length

A

"~ Hub face

ey F ey F
™ Axial pitch™] ~ Axial pitch’J

) BYIH \ YA
Cutting face Right-cutting edge, Left-cutting edge

BT LOVILYEE [ EY Fla
Thread helical Pitch

DR
Center line

5%[0__)|“/t)bh?|=_\=.’f»? . \
ute helix 5
¢
@Eﬁa\ p\tc\"
P Eon itch
ressure pitc
bvF B
Pitch ] €
N HE_,. I~ E(-g
BSEDHMFH  Tooth thickness S
Top corner radius E%
Eo -
o
_ T .é(c:» E%
By 78 e W3
Pitch line B5 <
— ——\——"0 S

(R OB f
Start of modification m g
&
[SE
" ) w2
Normal section of hob tooth profile EO

Hub dia.

Recess

Helix angle

HEOBUNA
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| BRI

HOB TOOTH PROFILE

| 5§EA/RT GeEARHOBS
MODULE SYSTEM Unit : mm DIAMETRAL PITCH SYSTEM Unit : mm
EVa-IL | A ® £ kK AN =3 BB A &g 2 R AN =3 BOK
M‘(Jr:;“e Outside dia. z\;g;:[ Hole dia. Flutes DF. Qutside dia. %:g;:l Hole dia. Flutes
1 50 50 24 50 50
1.25 50 50 22 50 50
15 55 55 12 20 50 50 12
175 55 55 22225 18 55 55 20225
2 60 60 ;; 16 55 55 or
2.25 60 60 14 55 55 b
25 65 65 12 60 60
275 65 65 1 60 60
3 70 70 10 65 65
325 70 70 10 9 65 65 o
35 75 75 26.988 8 70 70
375 80 75 or 7 80 75 26.988
4 85 80 27 6 85 80 ;;
45 %0 85 5 95 90
5 95 90 4 110 110
55 100 95 35 115 115 31.75
6 105 100 3 120 130 or o
65 100 110 31.75 275 125 145 32
7 115 115 or 25 130 160
8 120 130 32 9 225 150 175 s
9 125 145 2 170 200 :
10 130 160 1.75 190 220 Z(;
K 150 175 15 200 230 5
12 160 190 381 1.25 240 270 50.8
14 180 210 or 1 270 320 80
16 200 230 40
18 220 250
20 240 270 508 8
22 250 300 or
25 270 320 80
= > N
| KBUBGEEFATRT LARGE MODULE GEARHOBS I ABEEIEERT Rsto) (nope - OUCHHOBS
Unit : mm Unit : mm
EVa-I | A 7|2 R | R~ 7| B 8 EVa-IL | 4 7| 2 k| R 7| B # WERLE
Module | iside dia. | OVeral Hole dia. Flutes L o Hole dia. Flutes
(m) length (m) length
26 280 340 8 150 190
28 300 360 o 9 160 200
30 310 380 10 170 210
32 320 10 . 1 180 220 60 e
34 360 12 190 10
35 370 430 13 200 230
36 380 440 80 14 220
38 390 460 15
230
40 400 480 16 250 0.7
e . SMALL MODULE GEAR HOBS ;i 250 300 0
I INBUBREERRT (zy0vmo) (MICRON HOBS)  Unit - mm > 260 .
eva-L s &2 ®|R BB A 24 270 220 10
MM o e | el Hole dia. Flutes 25 280
(m) length
0.1~0.25 24 8 8 12
8| 0.3~055 24 10 8 12
#| 06~10 24 12 8 12
0.2~0.35 32 12 10 12
0.4~0.45 32 15 10 12
10/ o5~10 32 20 10 12
#| 125~15 40 25 10 12
1.75~2.0 40 30 10 10

gk« =BG BGAiZ STANDARD AND TOOTH PROFILE Unit - mm
Bz DiESE iz = N7
Profile Type Standard High Ad Topping
Jiszs N RGH-H1 TOP
HEFHA Pressure Angle a 20° 20° 20°
HEARDL Addendum ha 1.25m 1.35m 1.25m
BETT DL Dedendum hf 1.25m 1.25m 1.00m
YIS Cutting Depth h 2.25m 2.35m 2.25m
e Whole Depth ho 2.50m 2.60m 225m
EESED H A Top Corner Radius ra 0.375m 0.30m 0.375m
BT D AL Fillet Radius rf 0.375m 0.30m 0.20m
BRRIEBEEEAZ  STUB TOOTH PROFILE Unit : mm
L Efltxlsi s/tz 71‘: IgvjsZ 7l;f:‘f;a}llj i;rstZ 1j-s::?d;r;n/cll\
Jiszs SYB (-N) STB-F STB-W
HEEFHA Pressure Angle a 20° 20° 20° 20° 20°
RO Addendum ha 1.00m 1.25ms 0.9425m 1.10m 1.0053ma
HTTOX Dedendum hf 1.00m 1.25ms 0.9425m 0.89m 1.0053ma
YA Cutting Depth h 1.80m 2.25ms 1.7279m 1.99m 1.8849ma
ST Whole Depth ho 2.00m 2.50ms 1.885m 2.20m 2.0106ma
BT DAL Top Corner Radius ra 0.30m 0.375ms 0.22m 0.30m 0.20ma
BT DOAH Fillet Radius rf 0.30m 0.375ms 0.22m 0.30m 0.20ma
a
Z1EBAZ TOOTH PROFILE MODIFICATION Unit  mm ‘
B O BS-A2,B BS-CD HyF—FUR ) ra/
Jiszs MF-B1 MF-B2 WF-W } £
HEE A Pressure Angle a 20° 20° 20° 2o [
ERDL Addendum ha 1.25m 1.25m 1.0053ma = ©
BIEDL Dedendum hf 1.25m 1.25m 1.0053ma !
AL Cutting Depth h 2.25m 2.25m 1.8849ma . !
28 Whole Depth ho 2.50m 2.50m 2.0106ma ﬂ
BESC D ALH Top Corner Radius ra 0.375m 0.3896m 0.20ma
BITT DR Fillet Radius f 0.375m 0.30m 0.20ma g " £
2 S
EIERIA DL hm 1.757m 1.622m 1.62ma - \
BERE () R 1.575m 12.87m - rf
BEA atm — — 22° 30’ \ 0
EEOEER q 0.009m 0.019m 0.0183ma L o
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IR 7BE® Hoss ZEEMEBIKE  PROFILE GENERATING

1x—EYYJRIMIA rresHaviNG IEA A BIRX  STANDARD PROFILE GENERATING

PHIREDORBEICIEHDRANH 2/, SEHICEEZBLEIEZLHICY—EYIMIZTS, ZORMIBE L TURTDEADEZ0.Tm
B Uy Yz—EVT AV I DA EEEOETHATHELRWVRICT VS —HAy & BITH) £25X5K7TTY,

A tool not to interfere it.

I THEIBIINITE rre-riNDING

YI—EVIMIIRR > TH ¥ 54 5 THEIINMIY 25A0ORMIART TS,
It has to go through two more procescs before it is finished.

Yr—Eyy (HE) K

vI—Evy

Stock GEN

Before shaving
(grinding)
" T %
1
After shaving IEEEREIRX  SEMI-TOPPING TOOTH PROFILE GENERATING
rindin

SZQ

Tm-»==1.35m =

FUT—=hy
undercut

D+F
~— 235m —*

ol

mm _Ag

)i TOF 25 VAR EHEETY
Hob tooth profile PROTUBERANCE Gear tooth profile
LA
c |
£
[Te)
™
1 K-
- O
Chamten I Chamten
20 NT 80 NT
-— d'c
P PP PSH . —
PR PGP PGSPH 1I7Z7OF2—INSVAEMREIRK  PROTUBERANCE PROFILE GENERATING
eI
GRINDING STOCK Unit : mm *‘/I—l:‘/ﬁﬁ
B W oE R AR R SHAVING STOCK Unit : mm
Module 48 i EV2— | vz—EYIR | AMRIVE
1.255F 0.15 0.10 Module AS H,
15~1.75 0.20 0.15 1.75LF 0.04 0.035
2~275 0.25 0.18 2~2.75 0.05 0.040
3~55 0.30 0.20 3~45 0.06 0.045
6~12 0.40 0.30 5~5.5 0.07 0.050
13~18 0.50 0.35 6~9 0.08 0.055
20~25 0.60 0.40 10~12 0.10 0.065 | Finish profile
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E-AYHhyH

PINION CUTTERS

|71 A%

DISC-TYPE
PN B, BT E B o i 1

Processing of a inside gear and gear with the steps.

| RILE

BELL-TYPE

b HL DL P B L BE A E O T

Processing of a gear, inside gear and gear with the steps.

1 2v2 I8
SHANK-TYPE
INENRHL, A7 574 v DL

Processing of a inside gear and spline.

I BEE= Ay
CARBIDE TIPPED PINION

PN B L oD BVL BB o 1 B 1L

Use finish working after heat-treatment of internal gears.

| 4 ZXU% DIsCTYPE

da
| |
i -
| % ! 4
| | 14,
| B 7
L Pdo(Ey F HER) N
SHAPE AND DIMENSION Unit : mm
FOHE EYVa-) vy FHER
Nominal Module (do) () d L L dh a
diameter (m) (approx.)
075 ~ 1 75 31.742 16 8 50 3
75 125 ~ 2 75 31.742 18 8 50 3
225 ~ 35 75 31.742 20 8 50 3
375 ~ 5 75 31.742 22 10 50 3
1 100 18 10 65 4.5
125 ~ 2 100 31.742 20 10 65 4.5
100 225 ~ 35 100 E17S 22 10 65 4.5
375 ~ 6 100 44.450 24 10 65 4.5
65 ~ 7 105 28 12 65 4.5
15 ~ 2 125 44,450 22 10 85 4.5
125 225 ~ 35 125 44.450 24 10 85 4.5
375 ~ 6 125 44.450 26 12 85 4.5
65 ~ 8 135 44.450 30 12 85 4.5
175 ~ 2 150 44.450 24 12 95 4.5
150 225 ~ 35 150 44.450 26 12 95 4.5
375 ~ 6 150 44.450 28 14 95 4.5
65 ~10 150 44.450 32 14 95 4.5
2 175 44.450 26 14 110 4.5
225 ~ 35 175 44.450 28 14 110 4.5
175 375 ~ 6 175 44.450 30 14 110 4.5
65 ~ 10 175 44.450 34 14 110 4.5
11 ~ 12 175 44.450 36 16 110 4.5
BELL TYPE
bd
|
H I
| —'¢
l 3
! 13
l gan | 7
| Gdo(Ey FHEBER) i
SHAPE AND DIMENSION Unit : mm
HOHE EJa2-) vy FHER
Nominal Module (do) (#9) d L L L2 d a
diameter (m) (approx.)
075 ~ 1 50 19.050 30 12 8 28 3
50 125 ~ 2 50 19.050 32 14 8 28 3
225 ~ 35 50 19.050 34 16 8 28 3
375 ~ 4 60 19.050 38 18 8 28 3
075 ~ 1 75 31.742 34 16 8 50 3
75 1256 ~ 2 75 31.742 36 18 8 50 3
225 ~ 35 75 31.742 38 20 8 50 3
375 ~ 5 80 31.742 42 22 10 50 3
1 100 38 18 10 65 4.5
1256 ~ 2 100 31.742 40 20 10 65 4.5
100 225 ~ 35 100 ElzS 42 22 10 65 4.5
375 ~ 6 105 44.450 44 24 10 65 4.5
65 ~ 7 110 50 28 12 65 4.5

17 PRECISION TOOLS

PRECISION TOOLS

18



FVIRAYY

RACK TYPE CUTTERS

1JIS 1% JIS 2#

JISNO.1 TYPE JIS NO.2 TYPE

1JIS 3#

JIS NO.3 TYPE

1S 1]
Y28 — 50 1 4k ) L B

SUNDER LAND CUTTERS

Dis2w]

< — 2tk v O i 2 BT

MAAG CUTTERS

le =]

| ®
L |._T_.| L
Unit : mm Unit : mm
EVa—IL (m) w2 EVa-I)b (m) B (2
Module H U L No. of teeth Module A ! L No. of teeth E
1 55 20 60 18 1 48 20 76 24 35
1.25 55 20 60 14 1.25 48 20 94 24 4
15 55 20 60 12 1.5 48 20 113 24 5
1.75 55 20 60 10 1.75 48 20 132 24 6
2 55 20 65 10 2 48 20 132 21 6.5
2.25 55 20 75 10 2.25 48 20 135 19 75
25 55 20 75 9 25 48 20 150 19 8
2.75 55 20 80 9 2.75 48 20 156 18 9
3 55 20 85 9 3 48 20 170 18 10
3.25 55 20 85 8 3.25 48 20 174 17 105
35 55 20 90 8 35 48 20 176 16 11
3.75 55 20 95 8 3.75 48 20 177 15 12
4 55 20 105 8 4 48 20 176 14 125
45 55 25 105 7 45 48 20 170 12 145
5 55 25 115 7 5 48 20 173 11 16
55 60 25 125 7 55 48 20 174 10 18
6 60 25 135 7 6 58 20 153 8 20
6.5 60 25 145 7 6.5 58 20 165 8 21
7 60 25 155 7 7 58 20 176 8 22
8 65 25 180 7 8 68 23 176 7 25
9 65 25 200 7 9 68 23 197 7 28
10 65 25 190 6 10 68 23 219 7 31
11 70 25 210 6 11 78 23 241 7 34
12 70 25 230 6 12 88 23 224 6 36
14 75 32 265 6 14 88 23 216 5 42
16 85 32 300 6 16 98 23 246 5 48
18 90 32 280 5 18 98 23 219 4 53
20 95 32 310 5 20 108 23 243 4 59
22 100 32 270 4 22 123 23 266 4 64
25 110 32 310 4 25 128 23 223 3 72

-_J 1S3

Yy =7k

7OV~ F )L bk Bl
DOUBLE HELICAL

SUNDERLAND CUTTERS

_ —
-/
T
L —T—>
By 5 —5> K SUNDERLAND TYPE Unit - mm
EY21—J)L (ms) 3-Al type 3-A2 type 3-B1 type 3-B2 type
module H ¥ (z (2 B (z ¥ (z
7 2 3 U L g o L e o e L
1.5 55 25 75 12
1.75 55 25 85 12
2 55 25 95 12
2.25 55 25 95 11
2.5 55 25 95 10
2.75 60 25 100 10
3 60 25 100 9
3.25 60 25 105 9
35 60 25 115 9
3.75 60 25 120 9
4 60 32 115 8 40 120 8 32 165 12 40 170 12
45 65 32 130 8 40 135 8 32 185 12 40 190 12
5 65 32 140 8 40 145 8 32 205 12 40 210 12
5.5 65 32 155 8 40 160 8 32 225 12 40 225 12
6 65 32 165 8 40 170 8 32 225 11 40 225 11
6.5 65 32 180 8 40 185 8 32 220 10 40 225 10
7 65 32 190 8 40 195 8 32 235 10 40 240 10
8 65 32 190 7 40 195 7 32 265 10 40 270 10
9 65 32 185 6 40 190 6 32 270 9 40 275 9
10 65 32 205 6 40 205 6 32 300 9 40 300 9
11 70 32 220 6 40 225 6 32 325 9 40 330 9
12 70 32 240 6 40 245 6 32 355 9 40 355 9
14 75 40 280 6 45 285 6 40 370 8 45 370 8
16 80 40 320 6 45 320 6 40 370 7 45 370 7
18 85 40 355 6 45 355 6 40 410 7 45 415 7
20 90 40 390 6 45 395 6 40 455 7 45 455 7
22 95 40 430 6 45 430 6
25 100 40 485 6 45 490 6
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FVIRHhYY

RACK TYPE CUTTERS

HYIIR £t

GEAR CUTTING TOOLS

OTHERS

| KBI9—IS5Y97Y%  LARGE MODULE MAAG RACK TYPE CUTTERS

JISBI SN D R M= — T v %

A nonstandardized article.

IEERAIVRSL

GEAR CUTTING END MILL
mE6~50DHEHBDAL YR 2a—FHIBKROT Y 7 HE

It corres ponds to m6~50.

KBV—I5vIhyyTikk Unit: mm
EYa—IL (m) g (2
module A ! L No. of teeth
26 133 23 233 3
28 138 23 249 3
30 143 23 266 3
32 145 23 281 3
33 148 23 290 3
34 152 28 297 3
36 157 28 205 2
38 162 28 215 2
40 167 28 225 2
| KBUBEE K= 73V  SINGLE TOOTHED MAAG RACK TYPE CUTTERS
2= WY Y ZOVEIITL D L. SR o R Y) A3 T] E
A high-efficiency hobs. pitch ranges from m20~50 are manufactured.
H5EHE L]
Top land Width
g
=
R E Y F Height
Hole-distance
R SN R — R
- /
RKBBEIY—THhv 5 Unit: mm
ML =517 EYVa—IL (m) H W
Holder type module

D 20~24 105 28

E 24~33 95 28

F 33~40 113 28

J 42~50 128 28

| EEAYYITIVNYY

INVOLUTE MILLING CUTTERS

AN=FX NV ALFY RNV FPHOEKEA Y FY 2— P

Various kinds of single cutters.

| EERVERY YT IVhYY

ROUGHING MILLING CUTTERS
m6~50D K WBDA YRV 2a—FRIB R T v 7 KB
It corres ponds to m6~50.

| XBEERY IV NY Y
LARGE MODULE MILLING CUTTERS
m6~50DFWBDA Y AY 2—bRIERDYT v 7 HiIE

It corres ponds to m6~50.
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ZFODfth TE OTHERS TOOLS

AR Wi
RACK FORM SINGLE CUTTERS

HBIHH A7 7Y ¥ 78

For automobile steering parts.

IRLYRIKT
THREAD HOBS
HEIH A7 7Y v 7

For automobile steering parts.

12 okhyy
RACK TYPE CUTTERS
HEIHH X779y 27N

For automobile steering parts.

IS9vokAYH

RACK TYPE CUTTERS

HBI ] RAF7 7Y 7

For automobile steering parts.

IFIKVIThYT (FL=I25hvY)

DEBURRING CUTTERS
SRV T

For automobile gear chamfering.

IEmRKT

CHAMFERING HOBS

HB HH A 78 ISR

For automobile installation hobs.

IRA—=
HOLLOW MILLS

FIBh i kg o B

For automobile gear chamfering.

17xA—LKAYY
FORM MILLING CUTTERS
% MBI IR

For all kinds of form milling cutters.

ItL—=>a>hvs
SERRATION MILLING CUTTERS
% MBI IR

For all kinds of serration milling cutters.

IRTZ142HvH
SPLINE MILLING CUTTERS
7 Hl b JE B IR

For all kinds of spline milling cutters.
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DYRXRLAADYH CHRISTMAS TREE FORMED CUTTERS

I9—EvO—%BBNIRAAYY
ROTOR SLOTTING CUTTERS ROUGHING CUTTER
FREMFIBIL2Y—EMITH &R TR 2 988l

High precision from by the exclusive.

I9—EvAO—9REBMIRBAYY

ROTOR SLOTTING CUTTERS FINISHING CUTTER

19—EY7L—RiEZAHBMIANY Y

BLADE SLOTTING CUTTERS ROUGHING CUTTER

I19—EY7L—RiEZAHBMIANAYY

BLADE SLOTTING CUTTERS FINISHING CUTTER

19—EYTL—FRiERAHBMIAAYY

BLADE SLOTTING CUTTERS FINISHING CUTTER

19—EY7L—KRiEZAHBMIANAYY

BLADE SLOTTING CUTTERS FINISHING CUTTER

ly—cvo—sE2EmMIBHYY

Ay 2 TIEMHMEAD T 74 7 28 L, UIEIED L Roughing cutter employ an orignal nick and perform best cutting.

KB Ay 202 k0 BEROR L 2 e high precision finishing cutter can make from which require high accuracy.

AN

Tt ERDYY

Finishing cutter /

FRAYY
Roughing cutter

\

BRIy

Steam turbine

Y—ErO—5EHRK

Turbine roter groove

| 9—EYTL—KREZAHBMIAAYY
MRS HES —EY TV - FOMAABEOM LA 22 BELTOET

Various kinds of tools.

5—EYTL—R(FUNIARE) Y—EYTL—R(TURIRH)
Turbine BLADE (OUT SIDE TYPE) Turbine BLADE (CHIRISTMAS TREE FORMED TYPE)
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RBI7A—VBHESEANAYHY COMBINATION CUTTERS FOR FORK SLOTS

1VIYRI914T

SOLID TYPE

17L—=K5%17

INSERT TYPE

HEY—EVERGIMIA FOR TURBINE PARTS

IZEY—EVBRINTIH

FOR TURBINE PARTS

IZEY—EVBRINTIHA

FOR TURBINE PARTS

IZREY—EVBRINTH

FOR TURBINE PARTS
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I£7-3M A%
(ER) -
FAYY-T1-7AH &4 I\ TE) (=27
FAYYTq- 572l WynErvyy SHETEMK
e MEAF T~ L GESH
MR mE TR Rz BAHY R T Lkt BB
alleEEET £l Fey—(—4—EvaviRk—2 Y WORLD INDUSTRIES ACE CORP.
Wg s BEER HESE=EH Rm—E T
(R EmsE T AT HET « — 2L TEH =HpE TR
RAIRERET £ W=yt DYMO S INC.
NI E T 20 HAX 7 T2
(bR 4 TSI HARBITIR
e T e EsEmR H I THHR) itf Sk o]
womsy WRE sz 2755
(=t s HEF el SiRmmik
/N EE TR E+ETER hZELTR
Wa<y S SEmERTER
> — L =zpasTER BIEE s
W17~ =EETEW SRR
GKN R314754Y MOF7/09- =325 k3v 2 - KW
Hy=—2 T 2\
P& eS| TNATY v
ERSBITEMH EpEmT W
EREMH TR
e XA 9 TAIE
IRIEBEROIERE

(RERMX) (PEERHEX ) (HPEBIHERX ) (GENHX)
HEEBWERZE HEEEW HEEEREEEXE RITTVIH
w572/ W=fr%= HRe TR R @B
o HA AN @)K HrEE HELE BRAF
=MBEETER EHETE® PN Es REES BREAFE
TEEEW Yy E—1— =H
(FARDESS WA Ty (F PN ES

YT RYFU—

o=l R - =

P |
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PRECISION TOOLS

2 % L 2 A COMPANY PROFILE

HrHet BERAETIERER

EBISUYA PRECISION TOOL MFG. CO., LTD.

T555-0012
R/ XEHESE3TE1&325 TEL.O6 (6472) 0246 Ak  FAX.06 (6472) 0254

1-32,3-CHOME, MITEJIMA, NISHIYODOGAWA-KU, OSAKA JAPAN. IR—L~R—  http://www.ebs-tool.com/

555-0013
KEHEENXTFAR2TE12& 75 TEL.O6 (6475) 2018f%  FAX.06 (6475) 2863

12-7, 2-CHOME, CHIBUNE,NISHIYODOGAWA-KU, OSAKA JAPAN.

T110-0015
%ﬁ%ﬂﬁﬁ@%kﬁl TE27%1151-k-D¥7-6F TELO3 (3833) 4767 fiZk  FAX.03 (3833) 4769
K

- D TOWER 6F, 27-11, T-CHOME, HIGASHIUENO, TAITO-KU, TOKYO JAPAN.

B 25458
MAY, 1950

5,400 B H

REEHR ZH #

PRESIDENT MAKOTO TADA

BEYHITEDORIE - BR5E
MANUFACTURE AND SELING OF PRECISION CUTTING TOOLS

85 %

85 PEOPLE

200 &
200 MACHINES

=HEKRRIT DERRIT BHRIT

MITSUISUMITOMO RISONA NANTO

R4 FE  TEEFEEKTA &UT. HERYCTRITEEOREZ RS 5,

BER O £ REDMICT, FAEBE L OB ZAED, IRRARBEZRIT 2, T0&R, HEH
ZORMAOZEDNESERREETHE U TERET %,

B2 ARt BEXRETEREUFA & UTHAZWHBE 40 FORBE L ERE
EhLett—heir-> THU < HE,

B39 RREXMZRRUVRAALULOEEEZ#EIIL TW<,

B0 EFE ANEWMRECERO=-—XICHISL BB TREEERBNDRENHZEEL

g REDCEZEQVAIRZREERD, YIHITER, HWEERICHEREC MM ZHIIL

W5,

48 CNC BRI/ B - - - - - - 28 TUVTY - RIVT S
AHCNC MRTSARM- - - - o - - & T2 EROFEME - - - - - - 28
78 CNC #EElEE (y—=>r/tvsd—)-24& INT A IERE - - - - e 5&
4EHCNC ERHFEME - + -« « - o+ oo a
58 CNC Yy=—>vJ/tevy—: - - -« - 28 H—ILY 74 Z3E8

T MRS « v o 0 o e e e e . PN
68 CNC TEIO7 7 LFMEE - - - - - 48 AR 25
68 CNC TEXfFFHrEE. - - - - - - - = TIVTY s R)LTHER
A48 CNC BLEMFEHE - - -« -« o 0 o .. 1= CNC mj**ﬁﬁﬁg .......... 18
58 CNC /3471 >voevd—- - - - - 3&

B EXFR A BUSINESS ESTABLISHMENT

@&t - AHLTIH (KR)

OTF AT (XER)

ORTEXRM

S 1] B | —
EJRMER
Spns

U

EJRKB&ER‘

Iy

JRERFER HEER & 5 79
JREFHR R K BR

€ H139%

Bt BRAETIRREFR

# XKETEREIEHEEITHEIE3I2S
E&E 06(6472)0246 FAX 06(6472)0254

ft T HEABRTEREIIRTFA2TEIZ2ETS
EfE 06(6475)2018 fi& FAX 06(6475)2863

RRPBARXRLEF1TH27E115 |-K-DY7—6F
5% 03(3833)4767 i FAX 03(3833)4769

HEAD OFFICE 1-32, 3-CHOME, MITEJIMA, NISHIYODOGAWA-KU,
OSAKA JAPAN.

CHIBUNE FACTORY 12-7, 2-CHOME, CHIBUNE, NISHIYODOGAWA-KU,
OSAKA JAPAN.

TOKYO OFFICE |-K-D TOWER 6F, 27-11, 1-CHOME, HIGASHIUENO, TAITO-KU,
TOKYO JAPAN.

Cable address "EBS KOUGU" OSAKA™

JREFER HEER & H129 JREDGER] - BRR X b OMREIRERT  fE 5179
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