





31

%XUUOHVV FKDPIHULQJ ZLWK WKH ZRUOG V ® UVW 9 VKDSI

XEBEC Burrless Chamfering Cutter™

“Let’s make a chamfering tool that only XEBEC would think of.”

At the time, we were looking for additional ways to automate the deburring process
and reduce the burden on users. The tools we offered could not provide an exact
chamfer. In many cases, users had to alter break edge instructions on drawings to
permit edge blending. After much consideration, we came up with the concept of a
chamfering tool that does not produce secondary burrs. And settled on the world’s
first V-shaped blades as the optimal choice for this best-in-category tool.



The unique V-shaped blades eliminate the need for deburring after chamfering,

reducing man-hours required for deburring, the cost of tools, and machining times.

Reduction of deburring man-hours

The world’s first V-shaped blades (patented) chamfer without
creating secondary burrs, eliminating the need for deburring after
chamfering.

Reduced machining times

The multi-blade design enables high feed rates for reduced
machining time.

Reduction of tool costs

This cutter has twice the tool life of conventional chamfering tools.

—e— XEBEC Burrless Chamfering Cutter
—e— Straight blade
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Material: SUS304 Cutting distance (m)
Flat tip

Flat tool tip prevents rounding and chipping of the tool tip, reducing
tool length measurement errors and improving machining positional
accuracy.
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XEBEC Burrless Chamfering Cutter™

Burrless chamfering with world’s first V-shaped blade

Applicable equipment

This tool can be mounted on equipment shown below.

Machining
center

AITiCrN coated

Lathe
(with live tools)

P:Steel § M: Stainless steel S: Heat-resistant super alloy _

Chamfer . Maximum . .
s e e Shank diameter | Overall length Mol | desdh el Cutting angle Number of Charr.1fermg )
Product code Dcon LF KAPR size Fig.
Dc (mm) (mm) (mm) APMX ) blades (mm)
(mm) (mm) .
XC-C-03-M »2 b6 50 5 1 45 3 C0.3-C0.6 | 18
XC-C-06-M o4 b6 60 — 2 45 4 C0.7-C15 | 19
Uncoated NG ferrouSetal [0 Resin]
Chamfer . Maximum . .
lirrenala. Shank diameter | Overall length Nedklbrganld | comihetan Cutting angle Number of Chan'.\ferlng )
Product code Dcon LF KAPR size Fig.
Dc (mm) (mm) (mm) APMX ) blades (mm)
(mm) (mm) .
XC-C-03-N ®2 b6 50 5 1 45 3 C0.3-C0.6 | 18
XC-C-06-N o4 b6 60 — 2 45 4 C0.7-C15 | 19
Dc
Dc : ;x
<* >
o
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I Applications

Automation of chamfering

Cooling water pipe block
Before

Burrs were formed when
chamfering. Manual deburring
was required.

After

Shortened the chamfering time.
Manual deburring is no longer
required after chamfering.

Material: SUS304
Follows: Drilling
Tool: XC-C-06-M

Automation of chamfering

Machine tool jig
Before

Oil stone was used to remove
burrs after chamfering.

However, it scarred the surface.

After

Oil stone is no longer needed
_ and quality is improved.
Material: S50C
Follows: End milling
Tool: XC-C-06-M

I How to use

Position the chamfering alignment diameter at the chamfering center point of the workpiece.

Chamfer
center point

Chamfer
alignment
diameter
\
I Machining parameters
Offsets
. . Offsets
Product code s sz (mm)
(mm) A B
C0.3 0.85 0.65
C0.4 0.80 0.70
XC-C-03-M/N co5 075 | 075
C0.6 0.70 0.80 m
Cco0.7 1.65 1.35
C0.8 160 | 140 W
C0.9 1.55 1.45
C1.0 1.50 1.50
XC-C-06-M/N C1.1 1.45 1.55 A
c1.2 1.40 1.60
c1.3 1.35 1.65
Cl.4 1.30 1.70
C15 1.25 175

Starting parameters

Product code Workpiece Cutting speed |Rotational speed Feed rate Feed per tooth
material (m/min) (min™") (mm/min) (mm/t)
Steel 60 -100 12000 1800 0.05
Stainless steel 40-80 9000 1350 0.05
XC-C-03-M 64 titanium 45 - 60 8000 1200 0.05
Inconel 20-30 4000 600 0.05
Aluminum alloy 200-300 40000 6000 0.05
XC-C-03-N Resin 60-100 12000 1800 0.05
Steel 60-100 6300 1260 0.05
Stainless steel 40 - 80 4800 960 0.05
XC-C-06-M ¢ 4 titanium 45 - 60 4000 800 0.05
Inconel 20-30 2000 400 0.05
Aluminum alloy 200 - 300 20000 4000 0.05
XC-C-06N Resin 60-100 6300 1760 0.07




XEBEC Ceramic Stone™
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XEBEC*™eramic Stone™

“A friend with a dream worth realizing.”

XEBEC was founded from a belief in the invention of a
childhood friend. A grindstone that can be molded, but does
not bend, break, or chip. With the vision of the world’s best
ceramic grindstone firmly in their minds, two friends teamed

up with a materials manufacturer and developed a unique
ceramic fiber suited to grinding. They also received a patent

for a grindstone with an original structure that maximizes
strength and polishing performance. Known as XEBEC
Ceramic Stone, this product now dominates the market
for the polishing of intricate features in molds, such as ribs,
bosses and corners, and has a reputation for making manual
deburring safer and more efficient.
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XEBEC Stone™ Flexible Shaft

Deburring and polishing front and back of crossholes, grooves and areas deep inside

the workpiece. The spring steel shaft absorbs vibrations for a soft surface contact.

Applicable burr size

Burr thickness <0.2 mm
(Burrs this size can be bent
by fingernails)

Burr thickness

4’47

_

1 ) .‘ ) Burr
height
| J
VIDEO
- = - - -
Applicable equipment
This tool is used on equipment with rotational speed control.
9] @’ﬂ
- off Of ©
Machining Lathe Dedicated Robot Rotary tool
center (with livetools)  machine (electric)
15| 40| 923 15| 140
Ball type
Equivalent Head Shaft Shank | Overall Standard Maximum
grit Product code size dia. dia. lengthL | rotational rotational Fig. L | L
(color) (mm) (mm) (mm) (mm) | speed (min™) | speed (min™) 'y T |L 'y
CH-PB-3B »3 ®1.5 ®3.0 715 5000 - 8000 15000 20
#800 CH-PB-4B o4 »1.5 $3.0 72.0 5000 - 8000 13000 20
(blue) CH-PB-5B ®5 »1.5 ®3.0 72.5 5000 - 8000 12000 20 30 30
CH-PB-6B ®6 »1.5 $3.0 73.0 5000 - 8000 10000 20
CH-PO-3B »3 »1.5 $3.0 715 5000 - 8000 15000 20
#400 | CH-PO-4B o4 ®1.5 $3.0 720 | 5000 -8000 13000 20 b3 HY L p3H YV
(orange) | CH-PO-5B ®5 »1.5 $3.0 72.5 5000 - 8000 12000 20
CH-PO-6B ®6 »1.5 $3.0 73.0 5000 - 8000 10000 20 ) B )
CH-PM-3B 3 15 3.0 715 | 5000-8000 | 15000 20 Fig. 20 Fig.22
CH-PM-4B o4 »1.5 $3.0 72.0 5000 - 8000 13000 20 Fig. 21
CH-PM-5B ®5 »1.5 $3.0 72.5 5000 - 8000 12000 20
CH-PM-6B 6 1.5 3.0 730 | 5000-8000 | 10000 20 CH-PM-4B-L
#220 CH-PM-10B ®10 $1.5 $3.0 75.0 4000 -5000 6000 20 CH-PM-5B-L
(gray) CH-PM-3B-L ®3 $1.5 $3.0 71.5 — 1000 20 CH-PM-6B-L
CH-PM-4B-L o4 $2.3 $2.3 72.0 — 3000 21 CH-PM-10B-L
CH-PM-5B-L ®5 $2.3 $2.3 72.5 — 3000 21
CH-PM-6B-L »6 $2.3 $2.3 73.0 — 3000 21
CH-PM-10B-L ®10 $2.3 $2.3 75.0 — 2000 21 14
o4
. e
Cylinder type .:::.%2 T
Equivalent Head Shaft Shank | Overall Standard Maximum
grit Product code size dia. dia. lengthL | rotational rotational Fig. _ _
(color) (mm) (mm) (mm) (mm) | speed (min") | speed (min™")
#800 CH-PB-3R $®3x%x3 ®1.5 ®3 71.5 5000 - 8000 15000 22
(blue) CH-PB-4R b4 x4 ®1.5 ®3 72.0 5000 - 8000 13000 22 78
CH-PB-5R ®5%5 ®1.5 ®3 72.5 5000 - 8000 12000 22
#400 CH-PO-3R $®3x3 ®1.5 ®3 71.5 5000 - 8000 15000 22
(orange) CH-PO-4R b4 x4 ®1.5 ®3 72.0 5000 - 8000 13000 22
9 CH-PO-5R ®5%x5 ®1.5 ®3 72.5 5000 - 8000 12000 22
CH-PM-3R $®3x3 ®1.5 $3 71.5 5000 - 8000 15000 22
#220 | CH-PM-4R d4 x4 ®1.5 ®3 72.0 5000 - 8000 13000 22 L 23 U
(gray) |CH-PM-5R d5%5 ®1.5 ®3 72.5 5000 - 8000 12000 22
CH-PM-5R-CO1| ¢5x10 | ¢15 ®3 725 | 5000 - 8000 12000 22 Fig. 23 Fig. 24
Disc type - stone Disc type - shaft
Equivalent grit| Product He'ad el Mgz . Product Shaft dia. Ozl Mounting L e s .
(colon) code x thickness speed Fig. code (mm) length screw speed Fig.
(mm) (min-1) (mm) (min™)
#220 (gray) | CH-PM-14D ®14 %2 5000 23 CH-D-SH $2.3 78 M2 x 6 5000 24




I Applications

Deburring crosshole

Aircraft pipe part

Material: Stainless steel
Follows: Drilling
Tool: CH-PM-6B

Before

Deburring was carried out with
arubber grinding stoneon a
rotary tool. Finish quality varied
depending on the workers’ skill.
40 minutes was required to
deburr 16 crossholes.

After

The toolisinsertedina
crosshole and retracted gently
while tracing around the hole
edge. Quality of finish is uniform
and less time is required for
deburring.

Deburring groove hole

Shaft

Material: SCM
Follows: Drilling
Tool: CH-PM-14D

Before
An oil-impregnated grinding
disc was used. The grinding
stone shaft was short, making it
difficult to access the deburring
area. Tool life was poor.

After
The longer shaft of the disc
type grinding stone makes

it easy to access the groove.
The ceramic fiber stone is
replaced less often because it
has a longer tool life. The shaft
is reusable. Only the grinding
stone is replaced.

I How to use

The entire surface of the ceramic stone is abrasive and therefore can be used for deburring and polishing.

Ball type

i

Cylinder type

Disc type

I Characteristics

The spring steel shaft absorbs vibrations for soft contact
with the workpiece surface. The ceramic stone does not
bounce around, thereby reducing the risk of scratching
the workpiece. This makes this tool ideal for polishing and
deburring areas that are deep inside the workpiece. The

stone is safe to touch as it is not a cutting tool. ]

Trial set

This set includes a disc type stone and shaft.

Product code
CHPM14D-SET

®2.3 to 3 Collet Adapter
Adapts the 2.3 shaft to fit on rotary tools with ¢3 shanks.

Product code
RMP3024X

Precautions for use

A ceramic stone tool will be damaged when:
* used beyond the maximum rotation speed
¢ used with a pneumatic rotary tool

Users of the disc type should be careful to use only normal
(clockwise) rotation. Reverse (counter-clockwise) rotation
may cause the screw to loosen and the head to fly off.
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XEBEC Stone™ Mounted Point

Suitable for use with pneumatic rotary tools at high rotational speed

Applicable equipment

This tool can be mounted on rotary tools.

o 7

Applicable burr size

Burr thickness <0.2 mm
(Burrs this size can be bent
by fingernails)

Burr thickness

4"7

Rotary tool Rotary tool
(electric) (pneumatic)
Equivalent Head size Shank Head Overall Maximum
grit Product code (mm) dia. length length |rotational speed| Fig.
(color) (mm) (mm) (mm) (min™)
#220 AX-PM-3R ®3 ®3 20 48 60000 25
(gray) AX-PM-5RF ®5 ®3 8 48 30000 26
9"y T AX-PM-6T 6 3 20 48 60000 27
3 5 ®6
8
20 - 20
48 48 48
3 - o I — 3 -
Fig. 25 Fig. 26 Fig.27
AX-PM-3R AX-PM-5RF AX-PM-6T
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I Applications

Deburring of edges

Material: Stainless steel
Tool: AX-PM-6T

Before

A file was used for deburring.
However, it caused secondary
burrs and a quality problem.

After

Secondary burrs are not formed
and edge quality is improved.

Deburring of parting lines

Material: Aluminum
Tool: AX-PM-6T

Before

A rotary bar was used because
the burrs were large. However,
there was a safety problem.

After

The switch to abrasive stone
makes the process safer to
perform. The ceramic fiber
stone’s grinding power
improves work efficiency.

I How to use

All surfaces of the ceramic stone are abrasive and all of them can be used for deburring and polishing.
These ceramic stones are capable of withstanding high speed. As such they can be used with pneumatic
rotary tools in addition to electric rotary tools.

40



Mobile Micromotor System

Battery-powered rotary tool for use at workstations where power supply is unavailable.

The handpiece is ultra-lightweight, ideal for manual operation without causing fatigue.

"
44»)(’EBEC‘

Matching shank Maximum rotational
Product code diameter speed Standard components
(mm) (min™)

Handpiece with stand, controller,
M2P33STX ®3 mm shank 30000 ON/OFF foot switch, power cable
for charging

W Capable of about 5 hours of continuous use on a single charge.



Technical Information
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XEBEC Brush™ Surface

I How to select

Refer to the charts below and select the brush color based on the workpiece material,

burr thickness and surface roughness.

Deburring Cutter mark removal and polishing
Resin Copper, Brass Copper, Brass
Aluminum Aluminum
3 Steel . Steel
:]Aq/;r:r;i)ﬁce | | Stainless steel n/;tr?;Tce | | Stainless steel
3 ‘ HRSA steel ‘ ‘ HRSA steel
3 ‘ Castiron ‘ ‘ Castiron
' ' Hard material ' ' Hard material
Micro fine burrs ‘ : X <Ra 01um :
Burr size ‘ Burr thickness (< 0.1mm) ‘ sAuch;;ec\;able ‘ >Ra 01um
H \ Burr thickness (0.1- 0.2mm) H H H
! v : roughness ; ; |
Brush A13(pink) | All(red) | A21(white) | A32(blue) Brush A13(pink) | All(red) | A21(white) | A32(blue)
(color) BN [ | | colon §  Hammmm
Crndns > vign | | Condns > it

W Not all brush colors are available in all sizes.
B HRSA (heat resistant super alloy)

B Not all brush colors are available in all sizes.
B HRSA (heat resistant super alloy)

I Machining adjustments - Burrs remain

Take the following actions, if burrs remain despite using the recommended depth of cut for

the given burr size.

1. Increase rotational speed
Increase the rotational speed to the maximum.

. . Maximum
. Initial rotational .
Brush size rotational
Product code speed
(mm) (min™ speed
(min™)
o6 A13-CBO6M, A11-CBO6M, A21-CBO6M, A32-CBO6M 8000 10000
®15 A13-CB15M, A11-CB15M, A21-CB15M, A32-CB15M 4800 6000
$25 A11-CB25M, A21-CB25M, A32-CB25M 4000 5000
®40 A11-CB40M, A21-CB40M, A32-CB40M 2400 3000
$60 A11-CB60M, A21-CB60M, A32-CB60M 1600 2000
$100 A11-CB100M, A21-CB100M, A32-CB100M 960 1200
®125 A11-CB125M, A21-CB125M, A32-CB125M 800 1000
»165 A11-CB165M, A21-CB165M, A32-CB165M 600 750
$200 A11-CB200M, A21-CB200M, A32-CB200M 480 600

2. Check the rotational direction of the brush
XEBEC recommends cutting upwards so that the bristles lift burrs up.

3. Change the brush color
Check whether the brush color is suitable for the workpiece material and burr size.

The grinding power of colors increases as follows: pink < red < white < blue.




I Machining adjustments - Edges too rounded

It is not possible to remove burrs with brushes without rounding edges to some extent.
Take the following actions to improve edge sharpness.

1. Increase

feed rate

To make a sharper edge, increase the feed rate in 1,000 mm/min increments within the range
where burrs can be removed. Increasing the feed rate also helps reduce the cycle time.

2. Decrease rotational speed

Decrease rotational speed in 10 to 20 percent increments within the range where burrs can

be removed.

3. Check the brush color

Check whether the brush color is suitable for the workpiece material and burr size.
Rounding of edges increases as follows: pink < red < white < blue.

I Reference data - Tool life

Example 1
Material Aluminum die-casting
Follows Face milling
Burr thickness 0.1 mm

Tool path length

1000 mm/piece

Tool A11-CB25M
Rotational speed 4000 min™
Feed rate 2400 mm/min
Depth of cut 1mm

Wear amount

50 mm out of 75 mm

[Tool life

[ 10 km (10000 pieces) |

Example 2
Material S45C
Follows End milling
Burr thickness 0.1mm

Tool path length

200 mm/piece

Tool A21-CB25M
Rotational speed 4000 min”
Feed rate 2000 mm/min
Depth of cut 0.5 mm

Wear amount

50 mm out of 75 mm

[Tool life

[ 3 km (15000 pieces) ]

B Tool life varies greatly depending on the material, machining conditions, and burr size and direction.
B The above data is not guaranteed. Please use as a guide.

I Machining adjustments - Surface roughness worsens

It may be possible to improve the surface finish. Try the following.

1. Check th

The ability to improve surface roughness is inversely proportional to the grinding
power, meaning that A13 (pink) achieves the best surface roughness, followed by
A11(red), A21 (white), and A32 (blue). Make sure to select the appropriate brush

e brush color

color based on the workpiece material and target surface roughness.

2. Wet machining
The brush can be used for both dry and wet (oil-based and water-soluble)
machining. Wet machining may improve surface roughness and tool life.

3. Increase the number of passes

When comparing with the same cycle time, increasing the number of passes
makes a bigger difference than decreasing the feed rate.

Example
Rotational speed 4000 min™
Depth of cut 0.5mm
Feed rate 600 mm/min
Number of passes 1

. 4

Rotational speed 4000 min”
Depth of cut 0.5 mm
Feed rate 1200 mm/min
Number of passes 2

I Reference data - Surface roughness after deburring

Material A11 (red) A21 (white) A32 (blue)

A5052 Approx.Ra 0.6 um, Rz 5.0 um

S50C Approx.Ra 0.2 um, Rz 1.6 um

SUS304 Approx.Ra 0.3 um, Rz 2.4 um
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XEBEC Brush™ Surface End Type

I How to select

Refer to the chart below and select the brush color based on the workpiece material,
burr thickness and surface roughness.

45

Resin Copper, Brass
Aluminum
X Steel
Workr_)lece ' ' Stainless steel
material ' '
3 : HRSA steel
3 : Cast iron
' ' Hard material
Micro fine burrs | 1
Burr size | Burr thickness (< 0.1mm) |
Achievable <Ra0.1um | |
surface | >Ra 0.1 um
roughness ' ' '
Brush A13(pink) | Afi(red) | A21(white) | A32(blue)
(colon f M
Grindng > High

B HRSA (heat resistant super alloy)




XEBEC Brush™ Crosshole

I How to select

Refer to the chart below and select the brush color based on the workpiece material,
burr thickness and surface roughness.

Resin Steel
Copper, Brass Stainless steel
Workpiece Aluminum
material HRSA steel
Castiron

Hard material

Micro fine burrs
Burr size \ Burr thickness (< 0.1mm)

Achievable <Ra 0.1um

surface >Ra 0.1um
roughness !
Brush A12(red) | A33(blue)

(color) I

| A34 (dark blue)

Grinding N Wi
power 2 High

B HRSA (heat resistant super alloy)

I Machining adjustments - Burrs remain

Take the following actions, if burrs remain despite using the correct brush and rotational
speed for the given burr size.

1. Check the brush color
2. Increase rotational speed to the maximum
3. Increase the number of passes

4. Decrease the feed rate

I Machining adjustments - Extending tool life

Try the following, if tool life is short despite using the correct brush for the given burr size.

1. Decrease the rotational speed

2.Increase the feed rate

Example
Material S45C
Follows Drilling
Burr thickness 0.1 mm
Main bore ®10 mm
Crosshole ®5 mm
Tool CH-A12-5M-TL
Rotational speed 10000 min-'
Feed rate 300 mm/min
Depth of cut 1mm
Wear amount 10 mm out of 50 mm
[Tool life \ 4500 holes ]

B Tool life varies greatly depending on the material, machining conditions, and burr size and direction.
B The above data is not guaranteed. Please use as a guide.

46



47

XEBEC Brush™ Surface Wheel Type

I Machining adjustments - Burrs remain

Take the following actions, if burrs remain despite using the recommended depth of cut for
the given burr size.

Increase the feed amount
Increase the feed amount in increments of 10 to 20 percent.

I Machining adjustments - Extending tool life

Try the following, if tool life is short despite using the correct brush for the given burr size.

Increase the feed amount
Increase the feed rate in increments of 10 to 20 percent.

I Reference data - Tool life

It is not possible to remove burrs with brushes without rounding edges to some extent. Take
the following actions to improve edge sharpness.

Example
Material S45C
Follows End milling
Burr thickness 0.1 mm

Tool path length

120 mm/piece

Tool W-A11-50
Cutting speed 250 m/min
(Rotational speed) (1600 min™)

Feed per bundle
(Feed rate)

0.7 mm/bundle
(7000 mm/min)

Depth of cut

0.2 mm

Wear amount

50 mm out of 75 mm

[ Tool life

| 600 m (5000 pieces) |

B Tool life varies greatly depending on the material, machining conditions, and burr size and direction.
B The above data is not guaranteed. Please use as a guide.

XEBEC Floating Holder™

I Maintenance

Schedule a regular maintenance for cleaning and greasing sliding parts to ensure smooth
movement and functioning. Recommended grease: Lithium soap grease (NLGI Grade #2).



Safety Precautions

B Please make sure to read the instruction manual before use.

B Inorder to ensure safety, be sure to observe the operator safety measures and

operational precautions listed below.

The following precautions exist to ensure safe use of the
products and prevent injury to persons using the products
and other persons in the vicinity, as well as prevent property
damage. They are classified as “Warnings” and “Cautions”
depending on the level of potential injury and danger
involved. “Warnings” and “Cautions” should be strictly
observed as they all are related to safety.

[WARNINGS]

These have the potential to cause death or serious injury to
persons or serious property damage if handled improperly.
[CAUTIONS]

These have the potential to cause injury to persons or
property damage if handled improperly.

A Warnings

[Use of protective clothing and equipment]

Wear safety glasses, protective gloves and masks when
using the tools. Wear clothing with long sleeves or other
clothing that does not expose the skin. Cuffs and hems of
clothing should be tightly fastened.

[Use of protective covers]

Machine tools and dedicated machines should be
equipped with covers and other safety measures capable
of protecting users from injury in the event of tool
fragmentation.

[Cutting dust and particles]

Cutting dust and burrs are scattered into the air with the
rotation of the tool. These should be removed by a dust
collector and persons should not enter the affected area.

[Work surroundings]

An enclosure should be installed around the work area to
prevent persons other than the operator from entering the
work area. Persons who enter the work area should always
wear protective clothing and use protective equipment.

Ignoring the aforementioned warnings may result in the following:
e Fragments and cutting particles may enter the eyes, causing loss of sight in severe cases.
e Fragments and cutting particles may cause injury by cutting into skin.
e Cutting dust resulting from tool use may irritate the skin, cause allergic reactions and damage lungs.

A\ Cautions

[Prior to machining]

Operate the tool for at least one minute (3 minutes after
the tool has been replaced) before conducting any actual
cutting. Cease operation immediately in the event of any
sign of abnormality with the machine or loosening of the
tool shank. Continued use may result in the shank flying
out of the holder, causing damage to the machine, the
jig, and workpiece, as well as injury or loss of sight to the
operator.

[Abnormal vibration]

Cease operation immediately at the first sign of
abnormalities such as vibration. Continued use may result
in the shank flying out of the holder, causing damage to
the machine, the jig, and workpiece, as well as injury or loss
of sight to the operator.

[Maximum rotational speed]

Do not operate the tool beyond its maximum rotational
speed. Set the machining conditions based on the
instruction manual. Operation at speeds beyond the
maximum rotational speed may damage the tool, the
machine, the workpiece, and also cause loss of sight or
other injury to the operator.

e A dust collector should be used during machining and cleaned thoroughly afterwards.
e Insufficient removal of dust and cleaning of dust collectors may result in damage to machine tool

slides and other exposed sliding surfaces.
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About XEBEC

Beautiful deburring

XEBEC has been helping factories and machining shops around the world automate

their deburring processes since 2002. With our wealth of knowledge accumulated

over the years, we strive everyday to solve customer deburring problems faster than

before. We aim to change the way people think about deburring and create value-

added in customers’ finishing processes. A world where people can make use of their

creative talents to the fullest, is a world where XEBEC wants to be.

XEBEC'’s three innovations

Technology innovation

Ongoing technological innovation through integration of materials, hardware

and software from many scientific fields enables us to find superior solutions to

fundamental problems.

Process innovation

Challenging accepted practices to optimize and innovate business processes such as

product marketing, manufacturing, sales and delivery.

Precision Management

Attaching the upmost importance to every aspect of quality management, such as

stable product quality, shipping accuracy, and timely and polite customer support.

Corporate outline

Corporate name

Incorporated

Main business

Capitalization

President & CEO

XEBEC Technology Co., Ltd
June 3,1996

Development, manufacturing
and sales of industrial tools for
deburring, polishing, chamfering,
and surface finishing.

JPY 99,000,000

Norihiko Sumiyoshi

Head office

Fuerte Kojimachi 1-7 Building 4F
Kojimachi 1-7-25, Chiyoda-ku
Tokyo, Japan 102-0083

Tel. +81-3-3239-3481
Fax. +81-3-5211-8964



History

XEBEC Burrless Chamfering Cutter™ released.
XEBEC Stone™ Flexible Shaft Disc Type released.

XEBEC Brush™ Crosshole Extra-Large released.

XEBEC Brush™ Wheel Type released.

XEBEC Back Burr Cutter and Deburring Tool Path™ released.

XEBEC Self-Adjusting Sleeve™ released.

Mobile Micromotor System released.

XEBEC Brush Length Adjustment Tool™ released.

XEBEC Floating Holder™ released.

XEBEC Stone™ Mounted Point released.

XEBEC Stone™ Flexible Shaft released.
XEBEC Brush™ Crosshole released.

XEBEC Brush™ Surface released.

XEBEC Ceramic Stone™ Meister Finish released.

Dec.2023

Jul.2023

Feb. 2022

Sep. 2021

Nov. 2018

Jun. 2018

Mar. 2017

Oct. 2016

Jun. 2016

Nov. 2015

Oct. 2015

Apr. 2015

Mar. 2015

May 2014

Jun. 2013

Apr.2013

Aug. 2012

Oct. 2010

Oct. 2008

Oct. 2007

Nov. 2004

Apr.2002

May 1998

Jun. 1997

Jun. 1996

XEBEC Burrless Chamfering Cutter chosen product of the
year in Germany’s Best of Industry Awards
(machining category).

Corporate branding renewed.

XEBEC Back Burr Cutter and Deburring Tool Path a finalist in
Germany'’s Best of Industry Awards (machining category).

'Deburring Productivity Day’ certified by Japan Anniversary
Association

"XEBEC Plus Engineering Center’ opened in Okazaki, Aichi.

One of 100 companies awarded the Diversity Management
Award by the Ministry of Economy, Trade and Industry.

Headquarters moved to current location at Kojimachi,
Chiyoda-ku, Tokyo.

"XEBEC Plus R&D Center’ opened in Ota-ku, Tokyo.
Vertical machining center (with additional axis) acquired.

Test cut facility established at the head office.
SCARA robot acquired.

Norihiko Sumiyoshi appointed president and CEO.

Certified as an authorized corporation by the Ministry of
Economy, Trade and Industry under the Act on Temporary
Measures for Facilitating Specific New Businesses.

XEBEC Technology Co, Ltd incorporated.
(Founder: Takehiko Sumiyoshi)
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