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Abstract: This paper presents a study on the helical gear inspection system for application to vehicle transmission
gear manufacturing lines. The special gear profile inspection system is not suitable for manufacturing lines due to
the measuring time. The master gear method, which was used in this study and compared with the machined gear
in the line, is more efficient and economical. In this paper, three helical gear inspection parameters were of
concern: nick, run-out, and PCD (pitch circle diameter) error. To evaluate its influence on the accuracy, the gear
measuring system was also studied. This system can be useful in practical vehicle transmission gear manufacturing

lines, where imported equipment is currently being used.
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