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Mechanism of SKIVING process

V=D ENYIICRERESZ I NDZEFRESE CRIINTIZIT oI

Apply crossed axes angle to workpiece and cutter, gear generating machining by sliding
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Characteristics of SKIVING process
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Comparison of characteristics of gear processing method
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Running cost (©) & ©) o Suitable for a wide-variety small-lot producution
HRI—5 ggﬁn cear (@) X (@) O M The processing efficiency for shaper machining
Work M To enable processing work of blind hole shape
Internal gear X (©) ©) ©} M To enable correcting profile and lead
LEDRAAR (BxfE) X X O @) M Both internal gear and external gear can be machined
pund shaps (with Steppec) M Suitable to machining by combined processing machine
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Correcting profile and lead
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For mass production For mass production For large item small scale production
@ Processing time is short @ Processing time is short @ Suitable for stepped and blind hole shape
@ Low tool cost @ Low tool cost in line production @ Both internal gear and external gear can be machined
@ Suitable to machining by combined processing machine @ Initial tool cost is expensive @ Long machining time
@ Only for external gear @ Only for internal gear !
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Usage of SKIVING process
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Production quantity (Machine/Month) O Skiving: Process integration using combined processing machine is possible Gear Shaper machining
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Skiving: Increase productivity, suitable for modification of tooth profile and tooth lead




SKIVING CUTTER
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SKIVING cutter lineup

Optimum cutter design by cutting simulation
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B Combined processing machine (Turning machine, machining center)
M Special machine for skiving processing

External gear
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Internal gear
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| Deep counterbore type
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Suitable for various work and equipment

ANAEVIIMIICHEHELTE
RE S

Optimal material specialized for skiving process
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Optimal surface treatment of skiving process
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Note Cheap for difficult for general By cutter which is without coating on face, wear progressed early and
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Processing Example by SKIVING CUTTER (Processing accuracy of Internal Gear)
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Work specifications (Internal gear) Cutter specifications Cutting conditions /AL

mxPA m1.5xPA20° [E3E No. of teeth 30 FvALEREN Cutter rotation  1600/1600 rpm
HEE No. of teeth W 70 R_NA Helix angle SPUR IRDRE  Sliding speed  148/148 m/min
RAUNA Helix angle 20°RH vir=t Cutter material FAX55 EDhE Feed amount  0.05/0.05 mm/rev
YNz Work material SCM420 Od—35«>/% Coating Hyper DuAl GP 3<W\VEJ-Mg IElH Cutting oil SHTME Oiliness

[ealiF] Tooth width 25mm With coating on cutting face REA Crossed axes angle  20°
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SKIVING CUTTER

Processing Example by SKIVING CUTTER (Processing accuracy of External Gear)
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"The machining of the external gear is theoretically inferior in machinability to the internal gear,
therefore increasing the crossed axes angle improves the cutting performance and improves the machining accuracy”
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Profile accuracy Lead accuracy
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Work specifications (External Gear) Cutting conditions
EJa—)U Module 2.7 4[@LIh
EHA Pressure angle 20° 4 Pass cutting
R_UNA Helix angle 20°(RH) T EF
1Pass 2Pass 3Pass v
[Eapad No.of teeth 27 Finishing
fE3])] Tooth width 22mm 75 B 1600m"
(%)=} Work material SCM420 Cutter rotation
SNOEE 100m/min
Sliding speed
Ayt EOE 0.3mm/rev 0.2mm/rev
Cutter specifications Feed amount
XEA Crossed axes angle  30° ThiAH2
R_UNAE Helix angle 10°(LH) Depth of cut 2z Ll = 0.3mm
[k No.of testh 34 J—SUh Ty MIT KA
Od—5+«>% Coating Hyper DUAI GP g <L\EJ—~EbD Coolant Wet cutting (Water Soluble)
With coating on cutting face MTH 1008
vip=t Cutter material FAXG1 No.of machined work pieces 100 pieces
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@ The designs, specifications and / or dimensions are subject to change without notice.
@ Unauthorized reproduction of catalog contain is strictly forbidden.

OHFOTBHANB DI R U I —FE<RUFT .

2306-2
2019.05.Q-MIZUNO

CATALOG NO.




