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Shaving to Skiving Blank Conversion

Front rake angle for a high speed steel tool -
Start with a 20° angle for steels (Max. 30°).

Start with a 15° angle for non -ferrous materials (Max. 25°).

Feed rates start at double form tool feed rate.
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Front rake angle for a carbide tool -

Start with a 10° angle for steels (Max. 300).

Start with a 15° angle for non-ferrous (Max. 25°).
Feed rates start at triple form tool feed rate.
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