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High Speed Gear Cutting by Carbide Hobbing
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There is renewed interest in carbide hobbing due to its high productivity and its pollution-free gear cutting method. In
this paper, the authors introduce a 2nd generation carbide gear hobbing process. (1) Development of a carbide hobbing
machine. Main spindle with viscous damping and backlash~free table drive prevents chipping of hob and extend tool service
life. (2) Refined carbide material, suitable cutter design and reverse hand hobbing also extended tool service life. (3) Dry
cutting suppresses the thermal cracking of the carbide hob and offers higher cutting speed and a clean workshop. Mitsubishi

NC Carbide Hobbing Machine GS 20 CNC has twice the productivity of the conventional H.S.S hobbing machine.
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