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CNC GEAR SHAPING MACHINE CNC GEAR SHAPING MACHINE

AFAF Q] THE S&T CNC GEAR SHAPING MACHINE
U3 7R AR AE GSP-250

The best Partner for Successful Business S&T CNC GEAR SHAPING MACHINE
Realization of high speed, rigidity, and productivity for GSP—250

GSP-250

CNC GEAR SHAPING MACHINE

o
O 13z 23 710lE A2
(High—Precision Hydraulic Static Pressure Guide Used)
GEAR
SHAPING MACHINE | SHAPING HEADO| nHI=o| RFY 7tojl= ¥ ME
I S42 HgEoRM, MARPSAT} TS0l HoiLt,

Bt slso 2ol By,

Superior cutting stability and vibration reduction
are provided. Precise run—-out of head is
guaranteed by applying high—precision hydraulic
static pressure guide and metal bush to the
shaping head.

O 1™z DUAL LEAD WORM A2

(High—precision Dual Lead Worm Used)

y SHAPING HEAD %! TABLE INDEX WORM=2 TRANSMISSION ERROR 10um O|LH2| 1HT= DUAL LEAD WORM=
S&T oynamics : AFZBto 2, BACKLASHE! DIMIZH0| K55t 45t GEAR 7HBNLE B,
ynam

By using dual lead worm (with a precision level less than 10um for transmission error) in order to
treat shaping head and table index worm, it is possible to achieve fine control on backlash while
guaranteeing excellent precision for gear processing.

O EHiI‘% EE:EHDOI %“L! iH% (Interactive Programming Environment)

sk D=2 efy HAl GUD(Global User Data) &tZiicz wmo| mz7zfulo|
ZQRIoH, HEAIY, SAEAIY, HAERQ| ooz 247 7|0{7k50] 7ts.

7|71|I_-|| Ezg (DISTINCTIVE FEATURES) By utilizing the interactive programming environment of GUD(Global User
Data), additional programming is not necessary and gear processing is easy
with just the input of specifications of hob cutter, workpiece, and cutting

condition.
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CNC GEAR SHAPING MACHINE CNC GEAR SHAPING MACHINE
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GSP-250 7|A2IF T (MACHINE DIMENSION)

Il‘_ll i S ==

96

O HE{OI{ MIE(Cutter arbor set)

"k U
2263
1400
O]
2167

% I <Y o

=y H T o .
(DISK TYPE) (SHANK TYPE) @ @@ T TLﬁ?@ [FUR
605

193‘ 1982 648
O #a|Z 7}10|=(Helical guide) 0803 |

440

GSP-250 7S HHT (WORKING AREA) GSP-250 TABLE A} (TABLE SPECIFICATION)

14-M12 TAP 1 0| 24
¢ (AE23 9KXH) 210.2 DRILL 2030
(POSITION ADJUSTMENT)

l l «

CUTTER SPINDLE | =
- i)
kS

3

<0

&t

o
233
(STROKE HIGHEST MEDIAN)

23 3
(STROKE LOWEST MEDIAN)

b
3

50 20

345 (AE
370(AE

23017 0%

@I5HT P

j ﬁ
75
Cy ~
| | |
T I T TiT
E QJ{ : )
|

| |
T

 —

T T

! [*2}
|

| \
WORK TABLE 100
EEBLE (STANDARD ACCESSORIES) EHBAZ (OPTIONAL ACCESSOREES)
« 7|AI2A| / Main body « MO | Tail Stock
5t 7Y |/ Half splash guard « &ig|Z 7}10|= | Helical Guide
« M| BE | Leveling bolt & nut « OFIHIE! MZ{2|0|E| /| Magnetic Separate
« LA | Standard tool kit + 7{E{OIHMIE | Cutter Arbor Set
« XAZ | Work light « Mo|Z! X|22 / Shaping Jig

« T|L|%7{E] / Pinion Cutter

- EIE| EtQl # / Tilting Type Column

« EBHATM | Transformer

« QEZ2[] [ Auto Loading System

o FIZIHEA 0l0]Z1 / Ele. cabinet air conditioner
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CNC GEAR SHAVING MACHINE CNC GEAR SHAVING MACHINE

AEAI Q) THE S&T CNC GEAR SHAVING MACHINE
7 A AR AlE GSV-320

The best Partner for Successful Business S&T CNC GEAR SHAVING MACHINE
Realization of high precision and productivity for GSV-320

GSV-320

CNC GEAR SHAVING MACHINE

= -1 71 = 11 =
O IH= Moy sl= ZUAl BaiE SUL M7
(High—precision Shaving head & Pneumatic workpiece Clamping device)

2012 2mo|LHe] HY SHAVING HEADS} ZofAl ZEi2

2 S Xz 2ot JEE 70718 HE SEE 10|
GSV- s

S&l ojramics . & \ - : High—precision shaving head with less than 2x of run—

out and pneumatic workpiece clamping device allows
more precise gear cutting and faster workpiece

exchange.
::::IE:: MACHINE
( shaving cutter h
O Cist SHAVING gt X|¢

(Various Shaving Methods Supported) ;§> o
PLUNGE, CONVENTIONAL, DIAGONAL, UNDER PASS work [gear T A jl%g
CUT 59| 242 7|52 of2fdel MBS a8 713es b= e
Q| shEEm, &St Mofd it MEdof ofsh =2 AitMo @ ; *‘ﬁi
Alolo] 7ks. N

7, O.Z-Ifmm

Various functions such as plunge, conventional, o 1

diagonal and underpass cut enable easy cutting of
products with various shapes, and shaving with high
productivity is possible through appropriate shaving
method selection.

shaving cutter.

work gear

PR
tarti iti
midway position _‘ Z;ﬂm.’::?‘) ’. starting posttion

ax {0mm

= o work gear
1 0

O ety m2ajy e g

(Interactive Programming Environment) B
T iy W

£
i3k m=efal gAl GUD(Global User Data) StAzfgoz wHEo| mZz{alo| el
714 £ (DISTNCTIVE FEATURES) oo, HEAIY, ZEE A, MAEZA0| aintoz 2407 7]017}20| 7K. A

—
—
—
’ “H_ANGLE_C : - (LN Ctle, + (31 e p—
=
=
o
J

By utilizing the interactive programming environment of GUD(Global User Data),
additional programming is not necessary and gear processing is easy with just the
input of specifications of hob cutter, workpiece, and cutting condition.
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CNC GEAR SHAVING MACHINE

» T ZHZ=2AIRF H|ZHProduction of a customized specification)

© 0lau4|E! Mma|0|E{(Magnetic separator)

© Mlo|&! #{E{(Shaving cutter)

08

[

=

© AIlO0|A(Spacer for shaving cutter) — metric

GSV-320 7|H|IFE (MACHINE DIMENSION)

2425

300

1400

&

il

. AFT T——

Q C -
o

=
4

I

L — -
435 1140

CNC GEAR SHAVING MACHINE

700

2103

2743

GSV-320 7}2HSHE (WORKING AREA)

MIN | 113
A MAX 288
B MIN | 275
MAX | 450

< 425

e

HEEHAZ STANDARD ACCESSORIES)

* 7|AEx] | Main body

« C}0|2 QIC|A|0|Ef / Dial indicator

EHBAZ (p1ONAL ACCESSORES)

« MloJ&! 7{E{2 Am{o|A(Metric) / Spacer for shaving cutter(Metric)

« QEL0] / Auto door

« OF2H|E! MIm2|0|E / Magnetic separator

* 3tZ AHH /| Half splash guard
A

X8 BF

« J2t2H EX| / Crowning device

+ Mo[&! Ot / Shaving arbor

| Leveling bolt/nut & Base plate

- 352 9% £ A0

+ Mo]2} 7E{ / Shaving cutter

« 351 YA | Standard tool kit

| Work locating jig

« EMARH / Transformer

« XAS | Work light

R EECE

« TZEA 00171 / Ele. cabinet air conditioner

« AUTH XS S HX| [ Right tail

| Cutter mounting flange

stock Auto. Clamping device

+ 22 ™ / Ol fan

* Mlo|&} #E{E Am{o|M(nch)

| Spacer for shaving cutter(inch)
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R-CHAMFERING(DEBURRING) MACHINE CHAMFERING MACHINE

TCR-7 * e . IcG-10
R-CHAMFERING(DEBURRING) MACHINE

CHAMFERING MACHINE

® o
7|AM E%! (DISTINCTIVE FEATURES)

0 EEHAZ(STANDARD ACCESSORIES) 0 EYHEAZ(OPTIONAL ACCESSORIES) 0 EEHAE(STANDARD ACCESSORIES) 0 EHEAZ(OPTIONAL ACCESSORIES)
« 7|AI2X| | Main body « ZZ2 X2 [ Work jig « J|AEX | Main body « ZX2 X3 | Work jig

+ 7Y FUE [ Hydraulic unit « X|2IX] 7|01 | Change gear « 20+ SLIE | Hydraulic unit « 28t | Divide plate

« MXIREZ | Leveling bolt & Base plate R-MMAY(CIHZ)ZT | R—Chamfering(Deburring) tool « MXIEEE | Leveling bolt & Base plate « MM 23 | Chamfering tool

« XIAS | Work light « 1S | Work light

+ ZFHEA | Standard tool kit « 37HIA | Standard tool kit

10
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WHEEL DEBURRING MACHINE

GDB-300

WHEEL DEBURRING MACHINE

7|H1X EX (DISTINCTIVE FEATURES)

GEAR CUTTING MACHINE

ZX| MO AR (GsP-250 1 GSv-320)

FANUC 0Oi-C

U |

H|0{=4 (Controlled axis) GSP:35(X,Y,C)

H|O|Z F= (Tape code) EIA/ISO RtSH

GSV:3%(X,Y,C) EMZE (Communication port) RS-232C
- GSP:3% DNC2% DN ti
SAIH0 =4 (Simultaneously controlled axis) — Crstil (e eEs e
GSv:2& B4l (Compensation functio)
Z|AURIELS (Least command increment) 0.001mm/0.001, 719 mX| @A} 2 (Stored pith error compensation)

AEZ3 2[0|E 31 (Stored stroke check 1)

Z70[5 (Jog feed) 0~1260mm/min

Eh3)|4] B (Backlash compensation)

ZEH 74 (Tool offset pairs)2LEA 7h4: 647K

IE2H2}0|E (Feedrate override) 0~150%(Et21:10%)
20|14 2H{2I0|= (Rapid traverse override) F0,25,50,100%

SH=0[4 HIE (Manual handle feedrate) x1, x10, x100

S4e

SEARIZA (Tool offset)

AlZ(Machine lock)
A==Z(Single block)
7tsAIZE 224 HARun hour and parts count display)

50~120%(Et%:10%)

Hj/SEX|H (Absolute/Incremental command) G90/G91

o2 7M/AIHA HS EMM(Program/Sequence number search)
H22| E5(Memory protect)
AIZtEAl(Clock display)

31 & 0I&/2Y 014 (Feed per minute/revolution) G96/G94 Z2 72 #A(Program check)

OIE T2 72 XA (Part program storage) 320m £210] #(Dry run)

SEx27 74 (No of registered programs) 40074 I HEZ2E(Manual absolute)

SIZIHE7|S (Extended part program editing) EA/0|E/HE XI7|RIEt 7|5(Self diagnostic) | 22t History EAl(Alarm history display)

M & 2! (Background editing) HIAX|(Emergency stop) | 2LHEZE (Over travel)

Optional &2 AZ|(Optional block skip) 174 MO0, MO1, M02, M30

Custom Marco B

I ZHE 7| (Workpiece coordinate system) G54~G59 HAIEXIAI (Display unit) 8.4" Zgt LCD
272 H0|E| 22 (Programmable data input) G10

Pattern Cf|0|H /2(Pattern data input)

AXIZH (Positioning)

Cto|Lt2l 2§ 7|5 (Dynamic graphic display) Zet Jegl

XIMEZHASE 7K inear/Circular interpolation) G01/G02,G03
=2 7|(Dwell function) G04
A2 7155(Skip function) G31
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GEAR CUTTING MACHINE

7| HIAFQF (MACHINE SPECIFICATION)

8= (DESCRIPTION)

UNIT GSP-250

&= (DESCRIPTION)

UNIT GSV-320

32 (DESCRIPTION)

GEAR CUTTING MACHINE

SAl(Form)

Z_(-| I:H gﬁ% Q@/%%F(Maximum work piece diameter/weight)  mm/ kg

Z|oi 2 (Largest module)

Z|rf MAH STROKE(Max cutting stroke)
HO|E ZIZ(Table diameter)

RADIAL O|&(Radial feed)

RADIAL 20|&(Radial rapid feed)
ROTARY 0|&(Rotary feed)

Z|c STROKE 4(Max number of stroke)
o) 742 =7 LHX|ZKInner gear)

Max processing dameter 0| x| xHOuter gear)
CUTTER SPINDLE ZlZ(cutter spindle diameten)

Z|tf 0]&2K(Max feed rate)

Hoz &t SU(Center pass)
(TABLE) A SPINDLE Z[ci742|

Upper surface to spindle max distance)

o =

|E2 Z(Twisted angle)
SPINDLE(cont./30min)

OIS O&(XR) (Table feed X-axis)
CUTTER 2H(YZ) (Cutter rotation Y-axis)

TABLE SJM(ZZ) (Table feed Z-axis)

2 ssE o

(MOTOR) =27(Lubrication)
HAL(Coolant)
2242(Hydraulic)

Z=HMRH(Working voltage)

Z1k4(Frequency)

IS DAY (DAECHHA 1660

=]

Work piece clamping force(piston area 166¢r)

NC CONTROL SYSTEM
MX|HE(LXWXH) (Floor space)

7| AEZ (Weight)

mm
mm
mm/str
mm/min
mm/str
mm/min
mm
mm
mm
mm
mm
mm
deg
kW
Nm
Nm
Nm
kW
kW
kW

Hz

ton

mm

kg

CNC GEAR SHAPING MC
@#250/35
M6 (DP 4.25)
65
@230
0.005~1.0
5,000
Z|ti(Max) 0.6
700
135+CUTTEREIHE
315-CUTTERZIE
90
310
75
342.5
AC 3.7/4.9
12
12
12
0.4
0.4
2.2
380(220)
60(50)
0.8~4EH7tS)
SEMENS/FANUCISENTROL
2823x2983X2263
7000

(Capacity)

Al(Form)

E|0lE SF ZRIFH Working area of table)

TELXEXHH

(Number of T groovesXwidthXspacing)
HOIE 3|tzte

(Rotational range of table)

7HE 3= M=

(Rotational motion range of cutter head)

E[0]E 4 0|S(Horizontal feed of table)

T
rssH PARALLEL M0[H(Parallel shaving)

mm
mm
max deg
max deg

max mm

UNDERPASS M0|&(Underpass shaving) max mm

DIAGONAL Afl0|&(Zt==0f|t2h)
(Diagonal shaving(angular))

Bl0]2 £Zl0/5(Vertical feed of table)
HloJ8) e Infeed of shaving cutter)
H 0[5 72|(Maximum displacement)
Moy B(Outer diameter)
7{Ef

(Shaving
cutter)  =(width)

Z Al 2HZA(Diameter of central hole)

Q|Z(Outer diameter)
HEE

(Work) 2=(Module)

X[Z(Tooth width)
Mloje HE 3|7
3[M2t  (Shaving cutter speed)
0% oz 43 ojgas
(Rom &  (Horizontal feed rate of table)
Travel)  EIOIE & 0[&&E
(Vertical feed rate of table)

S H(Working voltage)

Zmi(Frequency)
ATIES(cont./30mm)
(Spindle(cont./30mm))
HoIZ 28 0|58
(Horizontal feeding power of table)

. HolE & 0|58
e (Vertical feeding power of table)

(Power) CUTTER HEADAIS|E
2E  (Tuming power of cutter head)

(MOTOR)  osto mme( \byication)

E'IT Oo—
YU HEE(Hydraulic)

HAS HIR(Coolant)

O[2H|E M| 0]
(Magnet separator)

NC CONTROL ASYSTEM / CNC Controller
MR|HE(LXWxH) Floor space(LXWxH)

7| A= 2 Weight)

mm
mm
mm
mm
mm
mm
mm

max mm
rom

mm/min

mm/min
V
Hz
KW
Nm
Nm
Nm
kW
KW
kW
kW

mm

kg

CNC GEAR SHAVING MC
1197X190
2X16x130
+90

150
10
20~150
0.001~0.2
175
175~260
63.5,100
19.5,25.4,30
20~320
M1~M8
150
50~500(EF continuous)
1~1000
1~1000
380(220)
60(50)
3.75)5.25(1500,5500)
6
16
6
0.05
37
0.4
0.22
SIEMENS/FANUC/SENTROL
1815X2918x2425
5000

&Al(Form)

Z|cf X2 ZIZH(Maximum work piece diameter)
2|t 78 2=E(Maximum work module)
TOOL SPINDLE 2|%(Tool spindle speed)

ALIE 0[57{2|(Spindle travel)

7F27ts 7|0f Ql4~(Number of teeth of the gear)
S5t M2 (Division number)
TOOL SPINDLE

WORK SPINDLE
2H HALD

AL(Coolant)
HOTCRY QIS (Hydraulic)

'Igl'l:l‘l'l'
S&S(Lubrication)
MX| HE(LXWXH) (Floor space)

7| AIB2H Weight)

mm

rom
X&
Y&

KW
KW
KW
KW
W
mm
kg

R-CHAMFERING(DEBURRING) M
300
6
1410, 2340
0~449
0~316
10~100
12
0.75
1.5
0.1
0.75
36
1485X1753x1584
1500

= (DESCRIPTION)

&Al(Form)
Z|tf BE= Z1ZA(Maximum work piece diameter)
Z|tf 712 2E(Maximum work module)

AHE 0[57{2|(Spindle travel)

TWIN SPINDLE 2|74~(Twin spindle speed)
7|04 9l=(Number of teeth of the gear)
TOOL SPINDLE
== WORK SPINDLE
(MOTOR) 22(Hydraulic)
FER(Lubrication)
AX| HH(LXWXH) (Floor space)

7| AIS&H(Weight)

mm

&
rom
kW
kW
kW
W
mm

kg

CHAMFERING MC
230
6
0~300
0~400
1410, 2340
6~100
0.75
1.5
0.1
36
2041X1655X1682
2500

= (DESCRIPTION)

&Al(Form)

CA] A} 222 21Z(Max. workpiece dia.)
(Workpiece)  Z|cf Z&l=2 X|Z(Max. workpiece tooth width)

XM XM ZIZ(Wheel diameter)
(Wheel) Z|ti 3|74+(Max. wheel speed)
XML Afst 0lS742](Wheel spindle up—down travel)

Ho|I= Z|tH 3|F4(Max. table speed)

(Table) Hlo[2 ALIS XIZ(Table spindle dia.)

AR HE( XWXH) (Floor space)
7| 7B (Weight)

mm
mm
mm
rpm
mm
rpm
mm
mm

WHEEL DEBURRING MC
@400
240
@#100~150
20,000
240
10 (&, continuous)
@100
500%500X%1,400
135
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