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NANJING NO.2 MACHINE TOOL WORKS
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CNC Gear Shaving Machine Model YW4240CNC

The whole circulation of the shaving is controlled by computer
and showed by CRT. If the tool is failure,it can diagnose by
itself and showed by the screen,which make the operator
eliminate the failure quickly and well.In the distinct position of
the tool can be equipped with the three-colors light. The light
can clew the working position of the tool.The numerial control
tool adopts FANUC(liquid crystal) system and has transmitted
entrance (RS232C) with the notebook computer.During the
circle machining of the tool ,electromagnetism lock makes the
safeguard door not open.In addition,any button may not stop

developed control software with prop

property rights. The X-axis, Y-axis, and Z -axis perform
three-dimensional linked interpolation so that the shaving
cutter and the workpiece make mutual movement along
the designed space curve to process the workpiece
tooth surface into all kinds of required tooth curves.
The operation interface realizes the truly parametric
programming for the CNC gear shaving machine: Filling
in the parameters on the foreground and generating
processing program on background.
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the lubricant system is consisted of continuous lubricant
system and intermittent lubricant system:The continuous
lubricant system lubricates X axes feeding gear box,Y
axes,Z axes worm gear box and cutter rest gear box.The
intermittent lubricant system lubricates the ball beeline
guide and ball guide screw of X axes, Y axes,Z axes .The
X axes, Y axes,Z axes of the tool and active frame(right)
adopt SCHNEEBERGER high precision(Accuracy class
G3),high rigidity(Prelord class V3)ball beeline guide. X

( MKEZESH: ) Main specification;

YW4240CNCE! #3541
CNC Gear Shaving Machine Model YW4240CNC

axes, Y axes,Z axes ball guide screws of the tool are high
precision and high rigidity
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The cutter rest principal axis of the tool can adopt changing

rapidly structure(plate spring lockable,loosen with hydraulic
pressure)or imported plastic nut lockable cutter.
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T wAHMZ Workpiece ;: The max. diameter mm 400
R AEEL The maximal modulus mm 8,/6(plunge)
SAkiEE The maximal number of teeth mm 140
T1E. \mKHMR Cutter. The maximal diameter mm 250
=AkJIE The maximal width of the cutter mm 50
AR The fixed hole diameter mm 63.5
e ATSE]2h Maximal Dist. between centers mm 500
THSHENHOEE center distance between workpiece and shaving machine mm 255885
Xehghm LS. HKITE X axes axial feeding:The maximal travel mm 150
. PuE Rapid feeding mm /min 1-500
Ti# Feeding mm,/min 10~150
=IMEE The minimum increment mm 0.001
Yi{l[E#ss . mKITIE Y axes (tangental feeding).The max travel mm 40( £ 20)
RE. PR Rapid feeding speed mm /min 1-125
T Feeding speed mm /min 10-80
w=/MEE The minimum increment mm 0.001
2R s . BKITIE Z axes radial; The maximal journey mm 210
HE.: RiE Rapid feeding speed mm /min 0.1-500
Ti# Feeding speed mm /min 0.2-4
SIS Minimum increment mm 0.001
AL ATEE A axes rotation range deg +200(FEZEh Ry EE
125-270% YHOAb)
KR The maximal Speed rpm 3.02
The minimum increment deg 0.001
Ekgn The speed of the spindle rpm 50-~400 (variable)
FHH (EHEB) Main Motor kw 7
XEm{= AR BB X axes servo motor kw 1.6
Yia{E] AR B A Y axes servo motor kw 1.6
ZH{AI AR B Z axes servo motor kw 1.6
ALf{AIAR B A axes servo motor 0.75
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