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Mechanism of SKIVING process

J—0&NY I ICRERZESZ TNDERES B CRIRMN I ZT M IE

Apply crossed axes angle to workpiece and Gutter, gear ganerating machining by siiding
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Characteristics of SKIVING process
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Comparison of characteristics of gear processing method
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Wark mEE T 3 = G M To enable processing work of blind hole shape
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For mass production For mass production For large item small scale production
@ Processing time is short ® Frocessing time is short @ Sutable for stepped and blind fHols shape
@ Low tool cost @ Low tool cost in line production @ Both internal gear and extarnal gear can be machined
@ Sutable to machining by combined processing machine @ Initial tool cost IS expensive @ Long machining time
@ Only for external gear ® Cnly for internal gear
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Usage of SKIVING process
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SKIVING CUTTER
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SKIVING cutter lineup
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Optimum cutter design by cutting simulation
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M Combined pracessing machine {Turning maching, machining center]
W Special maching for skiving grocessing
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Deep counterbore type
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Optimal material specialized for skiving process Optimal surface treatment of skiving process
FAX38 FAX55 FAP2 FAXG1
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Processing Example by SKIVING CUTTER {Processing accuracy aof Internal Gea
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Waork specifications (Internal gear) Cuttar specifications Cutting conditions
mxPA m1.5xPA20" [Eapad No. of teeth 30 F1w S EEREL Cutter rotation 1600/ 1600 rpm
JE3E No. of teeth Q70 RUNA Helix angle SPUR FROEE  Siding speed  148/148 m/min
AUNA  Helix angle 20'RH wE Cuttar material FAX55 EOE Feed amount  0.05/0.05 mm/rev
e Wark material SCM420 d—F+2/% Coating Hyper DUAIGP 3<VAI-ME LD Cutting oil ST Oiliness
R Tooth width 25mm With coating on cutting face  3X7EFY  Crossed ares angle 20°



SKIVING CUTTER
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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,
therefare increasing the crossed axes angle improves the cutting perfarmance and improves the machining accuracy”
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Work specifications (External Gear) Cutting conditions
EJ2—)U Moduke S N B ’ 4@y
s Pressure angle  20° - o 4 Pass cutting
Ebﬂ% Helix angle 20°(RH) T 1Pass 2Pass 3Pass fLL
2355 No.of teeth 27 o IRy & I Finishing
iR Tooth width 22mm VAR5 1600m"'
ME Work material SCM420 Cutter rotation |
g |
IROEE | ;
Sliding speed 100m/min
s itE peo)=-
Cuttar specifications ~ Feed amount 0.3mm/rev Ol (e
RER Crossed axes angle  30° A= y
= =
RLN&E Heli angle 10(LH) ~ Depth of o 2.2mm 1.8mm 1.5mm 0.3mm
[k _No.of teeth 34 -5k Dy GKEE)
d—5+42/%7 Coating Hyper DUAI GP  §<W\ED—RED Coolant Wet cutting (Water Soluble)
\With coating on cutting face T 100@
M  Cuwer material FAXG1 N No.of machined work pieces [ 100 pieces
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