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Expanded tool range for the economical production of gears



(ph HORN i)

B nocneaHue rogbl HORN NoCTOsIHHO pacLumMpsieT CBOW aCCOPTUMEHT MHCTPYMEHTOB AN
BbICOKO3(h(PEKTUBHOIO NPOM3BOACTBA 3ybyaTbix Konec. Beibop MHCTPYMEHTanbLHOrO peLleHnsi 3aBncuT
OT pasnu4HbIX haKTOPOB:

pasmep Moaynsi, BENM4MHa NapTum u JOCTyMNHas TexHonorns o6paboTkn — OCHOBHbIE (haKTopbl,
onpegensoLlme BbI6op TexHonoruu npoussoactea. Komnanns HORN paspabortana
BbICOKOMPON3BOAUTENBHOE MHCTPYMEHTarNbHOE peLleHne ANns HECKOMbKUX BAapUaHTOB NMPUMEHEHNS.

B yacTHOCTW, HOBbIE CTaHKN C CUHXPOHM3NPOBaHHBIMW OCAMM MO3BOSSOT NPOU3BOAUTL 3yb4uaThble
Koreca, XoTs 40 CMX Nop Anst 3Toro TpeboBannck cneunanbHble CTaHKW.

Mpwn aTom HORN BbICTYyNaeT He TOMbKO B KAYECTBE MOCTaBLUMKA UHCTPYMEHTOB, HO U B KayecTBe
napTHepa no pa3paboTke HOBbIX CTpaTervii NPoM3BOACTBa HEMOCPEACTBEHHO Ha CTaHKe. 3afaHue
HaCTPOEK MHCTPYMeHTa nofpas3yMeBaeT onpefeneHne napameTpoB 06paGoTKu U BbIMOSTHEHWE HACTPOEK
Ha CTaHKe; 3TU YCINyr NpeaoCcTaBnsaTCa Npu nepeaadye UHCTpyMeHTa. [MoarotoeBka 3y6opesHbIx
WHCTPYMEHTOB — OCHOBHOW (pakTOp Npu pacCMOTPEHUN YAENbHON CTOMMOCTY EAUHMLBI MPOAYKLMN.
HORN camocTosiTeNbHO BbINOMHSIET BCe NPOM3BOACTBEHHbIE 3Tarbl BMNOTb 40 YMCTOBOIO LUNMOBaHNS
W rapaHTUpyeT NOCTaBKy MHCTPYMEHTa C Ka4ECTBOM HOBOTO MHCTPYMEHTA B CPOK MeHee NATU Heferb.

Over the last few years HORN has continuously expanded its tool portfolio for the economical
production of gears. Which tool solution is used depends on various factors:

Module size, batch sizes and the available machine technology are the essential factors that decide
on the production technology to be selected. HORN has developed a productive tool solution for some
applications. In particular, new machine tools with synchronised axes now offer possibilities for gear
manufacturing that were previously reserved for special machines.

HORN presents itself not only as a tool supplier, but also as a partner in the development of new
manufacturing strategies. The design of a tool also includes determination of the machining parameters
and the settings on the machine tool and are supplied by us when the tool is delivered. The preparation
of the gear cutting tools is a fundamental point when considering cost-per-part. HORN has in-house
control over all production processes for regrinding and guarantees the quality of a new tool in a delivery
time of less than five weeks.
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O630p MeToa0B Hape3aHus 3ybyaTbIX Kornec

Overview Gear Processes

(ph HORN pil1)

TexHonorng
Technology

Hebonblasa cepus
Small series

CpenHun pasvep
napTum
Medium batch sizes

KpynHas cepus
Large series

dpesepoBaHme 3ybyaTbIx Konec

(HapyxHoe)
Gear milling (external)

+++

++

3yb6oponbneHune

(HapyxHoe 1 BHyTpeHHee)
Gear broching (external and internal)

+++

++

3yboobpaboTtka metogom Skiving

(Hapy>XHas N BHYTPEHHSSA)
Gear skiving (external and internal)

+4++

3yboponbneHne metogom obkarta

(Hapy>HOe 1 BHyTpPEHHee)
Gear shaping (external and internal)

0 He nogxoAUT + YCIIOBHO NogxoauT

0 not suitable  + limited suitability

++ suitable

++ XopoLuo nogxoguTt

+++

+++ O4YeHb XOpOLLO NoAXOOUT

+++ very suitable



O630p MeToaoB Hape3aHus 3ybyaTbIX Kornec

Overview Gear Processes

(ph HORN i)

TexHonorus
Technology

Hebonblas cepus
Small series

CpegHun pasmep
napTum
Medium batch sizes

KpynHas cepus
Large series

BuxpeBoe gpesepoBaHme
(Hapy>Hoe)
Single-point gear milling (external)

+++

dpesepoBaHne KOHNYECKNX

3ybyatbix Konec (Hapy>kHoe)
Bevel gear milling (external)

+++

5-oceBoe (hpesepoBaHme 3yduaTbix

Konec (Hapy»xHoe)
5-Axis milling of gears (external)

/

+++

3auuncTtka 3ayceHUeB C 3yo4arbix

Konec
Deburring of gears

N
%

\\“‘4'4 oY

D-
-

N

+++

0 He noaxoguT
0 not suitable

+ yCINoBHO noaxoauT
+ limited suitability

++ Xopolwo noaxoanT

++ suitable

+++

+++

+++ o4YeHb XOopoLlo nogxoauT

+++ very suitable



dpesepoBaHue 3ybGUaTbIX Komnec

Gear Milling

(ph HORN pil1)

(

N

Pexywme nnactmHbl ansa 3yoyarbiX Konec v BanoB
Milling inserts for spur gears and gear shafts

3ybuyatble koneca / 3ybuatble Banbl / Pexywias nnactuHa, Ds
3ybyaTble penku Crynuupl / Wnuuesoe | Ttun [MMm]
McxogHbi npodounb 1 coefnHeHne Insert type [mm]
cornacHo DIN 5480 / ANSI B92.1
DIN 3972 Gear shafts / Shaft-hub /
Cylindrical gears / Tooth bars Serration
Basic profile 1 according to DIN 5480 / ANSI B92.1
DIN 3972
m <0,8 m <1/d;240 606 11,7
m <1 m <1,5/d;240 608 15,7
m <1,25 m <2/d;240 611 17,7
m <15 m <3/d;222 613 21,7
m <2 m <2,5/d;240 628 27,7
m <2,5/Ne5-8
m_<2,25/Ne 2-8 m <2,5/d;230 632 31,7
m <2 Ne1-8
m <3 m <3/d;250 635 34,7
m <15 m <2/d;260 636 35,7




HOBUHKA

@®PE3EPOBAHUE 3YBYATbIX KOJIEC

Pasmepbl Mogyns o1 0,5 go 4 MM

GEAR MILLING

Module sizes from 0.5 up to £ mm






OT/INMME: BOJIbLLE
BO3MO)XHOCTEMU THE
DIFFERENCE: MORE
POSSIBILITIES

e PazMmepbl Mmoaynsa ot 0,5 oo 4 MM AOCTYNHbDI
Ha cKknape
Module sizes 0.5 mm to A mm from stock

e BonbLioe KONMYECTBO pPeXKYLNUX KPOMOK
ANSA yCKOpeHUs 06paboTKmu
High number of cutting edges for short
machining times

e Uspenus c ApyruM pasmepomM Moayns Ao 6 MM

MOryT ObITb NOCTaBNEHbI B KpaT‘-IaﬁI.IJMe CpOKM
Further module sizes up to module 6 mm available for
short term delivery



dpesepoBaHue 3ybGUaTbIX Komnec (ph HORN fil1)
Gear Milling

Pexyuwias nnactuHa
Insert

613/628/632/635

CTtpaHuual/Page
12-18

Ne cpesbl *Z (konnyecTBo 3y6bEB
Mg @it (R Ha 3y64aToMm korece)
id(Nofiteeloylindricallgean) Mpumep 3akasa: 613.3972.100.8

12-13 Ordering example:
14-16 ®pe3sa Ne / Milling cutter N° 8

17-20 Mogaynb 1 / Module 1
21-25 DIN 3972
26-34 ®pesa Tuna /
35-54 Milling cutter type 613
55-134

= 135...3ybuatas penka/Tooth bar

(oo} BaNN Kool K& - NSVH N\ EN

10



CDpesepOBal-me 3y6anb|x KoJlecC
Gear Milling (I]h HORN I]h)

613/628/632/635

..........

Pexywme nnacTUHbI Inserts with
c 6 pexywmmm KpoMKamm 6 cutting edges

Paamep moaynsa ot 0,5 Mm o 3 MM Modul sizes 0.5 mm up to 3 mm

1"



dpesepoBaHue 3ybGUaTbIX Komnec

(ph HORN pil1)

Gear Milling
Pexyuwasa nnactuHa 613 i ™
Insert

MogynbHas 3ybopesHasi dpesa Ans 3y64aTbix KOMeC C 3BOMbBEHTHbLIM 3aLienneHnem
cornacHo DIN 867
WexogHbii npodounb 1 cornacHo DIN 3972 gns uictoBon 06paboTkum, KoadrumneHT

cmeLeHusa npocpuna 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

N3meputenbHas
NOBEPXHOCTb

/ Measuring surface

o
O6o3HaueHue Mopynb Zys Z o E,
Part number Module

613.3972.050.1 0,5 12 13 1,1
613.3972.050.2 0,5 14 16 1,1
613.3972.050.3 0,5 17 20 1,1
613.3972.050.4 0,5 21 25 1,1
613.3972.050.5 0,5 26 34 1,1
613.3972.050.6 0,5 35 55 1.1
613.3972.050.7 0,5 55 134 1,1
613.3972.050.8 0,5 135 999 1,1
613.3972.070.1 0,7 12 13 1,6
613.3972.070.2 0,7 14 16 1,6
613.3972.070.3 0,7 17 20 1,6
613.3972.070.4 0,7 21 25 1,6
613.3972.070.5 0,7 26 34 1,6
613.3972.070.6 0,7 35 55 1,6
613.3972.070.7 0,7 55 134 1,6
613.3972.070.8 0,7 135 999 1,6

A cocknaga/onstock A4 Hegenu/ 4 weeks X no 3anpocy / upon request
® pekoMeHJoBaHO / recommended
0 AnbTepHaTUBHOE NpUMeHeHwne / alternative recommendation
- HE NogxXoauT / not suitable
TBEPAbIV crnaB 6e3 NOKpbITUS / uncoated grades
[ TBEpAbIVi cnnas C NOKPbITUEM / coated grades
Il c Hanavikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM
Dimensions in mm

12

5,7
57
57
57
57
5,7
57
57
57
57
5,7
57
5,7
57
57
57

¥ J

[na dpesepHOro XxBoCToBMKA
for Milling shank

Tun M313
Type

Yron npodunga 20°
Pressure angle 20°

[ Ds
1,1 21,7
1,1 21,7
1,1 21,7
1,1 21,7
1,1 21,7
1,1 21,7
1,1 21,7
1,1 21,7
1,6 21,7
1,6 21,7
1,6 21,7
1,6 21,7
1,6 21,7
1,6 21,7
1,6 21,7
1,6 21,7

Mapkn TBE€pgoro cnnasa
Carbide grades



dpesepoBaHue 3yGUaTbIX Komnec

(ph HORN pil1)

Gear Milling
Pexyuwasa nnactuHa 61 3 r ™
Insert

MogynbHas 3ybopesHasi dpesa Ans 3y64aTbix KOMeC C 3BOMbBEHTHbLIM 3aLienneHnem
cornacHo DIN 867
WcxoaHbin npocunb 1 cornacHo DIN 3972 ans unctoBon 06paboTku, KoaduumneHT

cmeLeHusa npocpuna 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

NameputenbHas
NOBEPXHOCTb
/ Measuring surface
d==x

O603HayYeHne Moaynb Z Z e E
Part number Module

613.3972.080.1 0,8 12 13 1,6
613.3972.080.2 0,8 14 16 1,6
613.3972.080.3 0,8 17 20 1,6
613.3972.080.4 0,8 21 25 1,6
613.3972.080.5 0,8 26 34 1,6
613.3972.080.6 0,8 35 55 1,6
613.3972.080.7 0,8 55 134 1,6
613.3972.080.8 0,8 135 999 1,6
613.3972.090.1 0,9 12 13 2,5
613.3972.090.2 0,9 14 16 2,5
613.3972.090.3 0,9 17 20 2,5
613.3972.090.4 0,9 21 25 2,5
613.3972.090.5 0,9 26 34 2,5
613.3972.090.6 0,9 35 55 2,5
613.3972.090.7 0,9 55 134 2,5
613.3972.090.8 0,9 135 999 2,5

A cocknapa/onstock A4 Hepenn/ 4 weeks X Nno 3anpocy / upon request
® pekoMeHJ0BaHo / recommended
0 AnbTepHaTMBHOE NPUMEHEHME / alternative recommendation
- He NoAXoAuT / not suitable
TBEpAbIV crnaB 6e3 NoKpbITUS / uncoated grades
I TBEpAbIV CNaB C NOKPbITUEM / coated grades
Il c Hanavikon/Cermet / brazed/Cermet

Pasmepbl ykazaHbl B MM
Dimensions in mm

57
5,7
57
5,7
5,7
57
5,7
57
8,7/
5,7
57
5,7
57
8,0/
5,7
5,7

% J

[nsa dpe3epHOro XxBOCTOBMKA
for Milling shank

Tun M313
Type

Yron npodcuns 20°

Pressure angle 20°

t o Ds
1,6 21,7
1,6 21,7
1,6 21,7
1,6 21,7
1,6 21,7
1,6 21,7
1,6 21,7
1,6 21,7
2,5 21,7
2,5 21,7
2,5 21,7
2,5 21,7
2,5 21,7
2,5 21,7
2,5 21,7
2,5 21,7

Mapku TBEpgoOro cnnasa
Carbide grades

13



CDpesepOBaHMe 3yﬁ'~laTbIX KoqnecC
Gear Milling

(ph HORN pil1)

Pexyuwasa nnactuHa 613
Insert

MogynbHasi 3y6opesHasi dppesa Ansi 3y64aTbix KOMeC C 3BOMbBEHTHbLIM 3aLenneHnem
cornacHo DIN 867
UcxopHbii npocmnb 1 cornacHo DIN 3972 ansa uictoBon 06paboTkm, kKoaduumeHT

cmelleHns npocpuns 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

N3meputenbHas
NOBEPXHOCTb

/ Measuring surface
=

o
O6o3HaueHue Mopynb Zys Z o E,
Part number Module

613.3972.100.1 1,00 12 13 2,5
613.3972.100.2 1,00 14 16 2,5
613.3972.100.3 1,00 17 20 2,5
613.3972.100.4 1,00 21 25 2,5
613.3972.100.5 1,00 26 34 2,5
613.3972.100.6 1,00 35 54 2,5
613.3972.100.7 1,00 55 134 2,5
613.3972.100.8 1,00 135 999 2,5
613.3972.125.1 1,25 12 13 2,5
613.3972.125.2 1,25 14 16 2,5
613.3972.125.3 1,25 17 20 2,5
613.3972.125.4 1,25 21 25 2,5
613.3972.125.5 1,25 26 34 2,5
613.3972.125.6 1,25 35 54 2,5
613.3972.125.7 1,25 55 134 2,5
613.3972.125.8 1,25 135 999 2,5

A cocknaga/onstock A4 Hegenu/ 4 weeks X no 3anpocy / upon request
® pekoMeHJoBaHO / recommended
0 AnbTepHaTUBHOE NpUMeHeHwne / alternative recommendation
- HE NogxXoauT / not suitable
TBEPAbIV crnaB 6e3 NOKpbITUS / uncoated grades
[ TBEpAbIVi cnnas C NOKPbITUEM / coated grades
Il c Hanavikon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM
Dimensions in mm

14

5,7
57
57
57
57
5,7
57
57
57
57
5,7
57
5,7
57
57
57

e )

¥ J

[na dpesepHOro XxBoCToBMKA
for Milling shank

Tun M313
Type

Yron npodunga 20°
Pressure angle 20°

[ Ds
2,2 21,7
2,2 21,7
2,2 21,7
2,2 21,7
2,2 21,7
2,3 21,7
2,3 21,7
2,4 21,7
2,6 21,7
2,7 21,7
2,7 21,7
2,7 21,7
2,7 21,7
2,7 21,7
2,8 21,7
2,8 21,7

Mapkn TBE€pgoro cnnasa
Carbide grades



dpesepoBaHue 3yGUaTbIX Komnec

(ph HORN pil1)

Gear Milling
Pexyuwasa nnactuHa 61 3 - i N\
Insert

MopynbHas 3y6opesHas dppesa Ans 3yb4aTbix KOrec ¢ 3BOfIbBEHTHLIM 3aLenneHnemM
cornacHo DIN 867
WcxopHbi npocomnb 1 cornacHo DIN 3972 ans uictoBon 06paboTku, KoadbuLmMeHT

cmeLleHusa npoguns 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

NameputenbHas
NMOBEPXHOCTb

/ Measuring surface

O603HayYeHne Moaynb Z Z e E
Part number Module

613.3972.150.1 1,5 12 13 2,5
613.3972.150.2 1,5 14 16 2,5
613.3972.150.3 1,5 17 20 2,5
613.3972.150.4 1,5 21 25 2,5
613.3972.150.5 1,5 26 34 2,5
613.3972.150.6 1,5 35 55 2,5
613.3972.150.7 1,5 55 134 2,5
613.3972.150.8 1,5 135 999 2,5

A cocknapa/onstock A4 Hepenw/ 4 weeks X no 3anpocy / upon request
® pekoMeHJoBaHO / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HE NogxXoauT / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
I TBEpAbIV CNNaB € NOKpbITUEM / coated grades
Il c Hanarkon/Cermet / brazed/Cermet

Pa3smepbl ykazaHbl B MM
Dimensions in mm

57
57
57
57
5,7
57
5,7
57

% J

[nsa dpe3epHOro XxBOCTOBMKA
for Milling shank

Tun M313
Type

Yron npodcuns 20°

Pressure angle 20°

tMaK(L DS
3,1 21,7
3.2 21,7
3,2 21,7
3.3 21,7
3,3 21,7
3.3 21,7
3,3 21,7
3.3 21,7

Mapku TBEpLOro cnnasa
Carbide grades

15



CDpesepOBaHMe 3yﬁ'~laTbIX KoqnecC
Gear Milling

(ph HORN pil1)

Pexyuwasa nnactuHa 628
Insert

MogynbHasi 3y6opesHasi dpesa Ansi 3y64aTbix KOMEeC C 3BOMbBEHTHLIM 3aLienneHnem
cornacHo DIN 867
UcxopHbii npochmnb 1 cornacHo DIN 3972 ansa uictoBon 06paboTkm, kKoaduumeHT

cmeLleHusa npodcpuna 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

N3meputenbHas
NOBEPXHOCTb

/ Measuring surface
=

o
O6o3HaueHue Mopynb Zys Z o E,
Part number Module

628.3972.175.1 1,75 12 13 3.4
628.3972.175.2 1,75 14 16 3,4
628.3972.175.3 1,75 17 20 3,4
628.3972.175.4 1,75 21 25 3,4
628.3972.175.5 1,75 26 34 3,4
628.3972.175.6 1,75 35 54 3,4
628.3972.175.7 1,75 55 134 3,4
628.3972.175.8 1,75 135 999 3,4
628.3972.200.1 2,00 12 13 3,4
628.3972.200.2 2,00 14 16 3,4
628.3972.200.3 2,00 17 20 3,4
628.3972.200.4 2,00 21 25 3,4
628.3972.200.5 2,00 26 34 3.4
628.3972.200.6 2,00 35 54 3,4
628.3972.200.7 2,00 55 134 3,4
628.3972.200.8 2,00 135 999 3,4

A cocknaga/onstock A4 Hegenu/ 4 weeks X no 3anpocy / upon request
® pekoMeHJoBaHO / recommended
0 AnbTepHaTUBHOE NpUMeHeHwne / alternative recommendation
- HE NogxXoauT / not suitable
TBEPAbIV crnaB 6e3 NOKpbITUS / uncoated grades
[ TBEpAbIVi cnnas C NOKPbITUEM / coated grades
Il c Hanavikon/Cermet / brazed/Cermet
Pa3smepbl ykasaHbl B MM
Dimensions in mm

16

7,45
7,45
7,45
7,45
7,45
7,45
7,45
7,45
7,45
7,45
7,45
7,45
7,45
7,45
7,45
7,45

e )

¥ J

[na dpesepHOro XxBoCToBMKA
for Milling shank

Tun M328
Type

Yron npodunga 20°
Pressure angle 20°

[ Ds

3.8 27,7
3,8 27,7
3,8 27,7
3,9 27,7
3,9 27,7
3,9 27,7
3,9 27,7
3,9 27,7
4,2 27,7
4,2 27,7
4,2 27,7
4,3 27,7
4,4 27,7
4.4 27,7
4,4 27,7
4,5 27,7

Mapkn TBE€pgoro cnnasa
Carbide grades



CDpesepOBaHMe 3y6anb|x KoJlecC
Gear Milling

(ph HORN pil1)

Pe>Kyu.|,aﬂ nnacTtHa
Insert

632

MopynbHas 3y6opesHas dppesa Ans 3ybyaTbix KOMec ¢ 3BOfIbBEHTHLIM 3aLenneHnemM
cornacHo DIN 867
UcxopHbii npocomnb 1 cornacHo DIN 3972 ans uictoBon 06paboTku, KoadbduumeHT

cmeLleHusa npodpuna 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

NameputenbHas
NOBEPXHOCTb
/ Measuring surface
d==x

O603HayYeHne Moaynb Z Z e E
Part number Module
632.3972.225.2 2,25 14 16 3,45
632.3972.225.3 2,25 17 20 3,45
632.3972.225.4 2,25 21 25 3,45
632.3972.225.5 2,25 26 34 3,45
632.3972.225.6 2,25 35 54 3,45
632.3972.225.7 2,25 55 134 3,45
632.3972.225.8 2,25 135 999 3,45

A cocknaga/onstock A4 Hepenu/ 4 weeks X no 3anpocy / upon request
® pekoMeHJoBaHO / recommended
0 AnbTepHaTUBHOE npumMeHeHwue / alternative recommendation
- HE No4xX0oauT / not suitable
TBEpAbIV crnas 6e3 NoKpbITUSA / uncoated grades
I TBEPABIN cNNaB C NOKPbITMEM / coated grades
Il c Hanawikon/Cermet / brazed/Cermet

Pa3mepbl ykazaHbl B MM
Dimensions in mm

7,5
7,5
7,5
7,5
7,5
7,5
7,5

é )

% J

[nsa dpe3epHOro XxBOCTOBMKA
for Milling shank

Tun M332

Type

Yron npodcuns 20°

Pressure angle 20°

b, Ds
4,7 31,7
4,8 31,7
4,9 31,7
4,9 31,7
5,0 31,7
5,0 31,7
5,0 31,7

Mapku TBEpgoro cnnasa
Carbide grades

17



CDpesepOBaHMe 3y6'~IaTbIX KoqnecC
Gear Milling

(ph HORN pil1)

Pexywasa nnactuHa 635
Insert

MogynbHas 3y6opesHasi dpesa Ansi 3y64aTbix KOMeC C 3BOMbBEHTHbLIM 3aLienneHnem
cornacHo DIN 867
UcxopHbii npochmnb 1 cornacHo DIN 3972 ansa uictoBon 06paboTku, KoaduumeHT

cMelleHus npoduns 0
Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

MameputensHas
NMoBEpPXHOCTb
/ Measuring surface

u
O603HauyeHue Mogaynb Z Zoo E,
Part number Module

635.3972.225.1 2,25 12 13 5,5
635.3972.250.1 2,50 12 13 5,5
635.3972.250.2 2,50 14 16 55
635.3972.250.3 2,50 17 20 55
635.3972.250.4 2,50 21 25 55
635.3972.250.5 2,50 26 34 55
635.3972.250.6 2,50 35 54 55
635.3972.250.7 2,50 55 134 55
635.3972.250.8 2,50 135 999 55
635.3972.275.1 2,75 12 13 55
635.3972.275.2 2,75 14 16 5,5
635.3972.275.3 2,75 17 20 55
635.3972.275.4 2,75 21 25 5,5
635.3972.275.5 2,75 26 34 5,5
635.3972.275.6 2,75 35 54 55
635.3972.275.7 2,75 55 134 5,5
635.3972.275.8 2,75 135 999 55
635.3972.300.1 3,00 12 13 5,5
635.3972.300.2 3,00 14 16 55
635.3972.300.3 3,00 17 20 55
635.3972.300.4 3,00 21 25 5,5
635.3972.300.5 3,00 26 34 55
635.3972.300.6 3,00 35 54 55
635.3972.300.7 3,00 55 134 55
635.3972.300.8 3,00 135 999 55

A co cknapga/onstock A4 Hepenu/ 4 weeks X no 3anpocy / upon request
® pekoMeHJoBaHO / recommended
0 AnbTepHaTUBHOE nNpuMeHeHwne / alternative recommendation
- HE No4xXoauT / not suitable
TBEpAbIV cnnaB 6e3 NoKpbITUSA / uncoated grades
I TBépAbIN cnnaB C NOKPbITUEM / coated grades
Il c Hanavikon/Cermet / brazed/Cermet

Pa3mepsbl ykasaHbl B MM
Dimensions in mm
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11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9
11,9

e 2

¥ J

[na dpesepHOro XxBoCToBMKA
for Milling shank

Tun M335
Type

Yron npodcpunga 20°

Pressure angle 20°

tMaKc_ Ds o)
&
<

4,7 34,7

54 34,7

54 34,7

54 34,7

5,5 34,7

5,5 34,7

5,5 34,7

5,7 34,7

5,7 34,7

5,7 34,7

5,8 34,7

5,8 34,7

59 34,7

59 34,7

6,0 34,7

6,1 34,7

6,1 34,7

6,2 34,7

6,4 34,7

6,4 34,7

6,4 34,7

6,5 34,7

6,5 34,7

6,6 34,7

6,6 34,7

H
Mapkn TBE€pgoro cnnasa
Carbide grades



(ph HORN i)
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dpesepoBaHue 3yGUaTbIX Komnec

Gear Milling

(ph HORN pil1)

HacagHas cpesa
Arbor Mounted Cutter
M279

Pexylwias nnactmHa
Insert

RS279

20
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¢pesepOBaHMe 3y6anb|x KoJlecC
Gear Milling (I]h HORN I]h)

M279

HacapgHas dpe3sa Arbor mounted cutter
C pexywumu nnactuHamu with inserts

Mogynb ot 3,25 MM 0 4 MM Module 3.25 mm up to 4 mm

21



CDpesepOBaHMe 3Y6'~IaTbIX KoJlecC
Gear Milling (I]h HORN I]h)

HacapgHas dpesa M279 i ™\

Arbor Mounted Cutter C BHyTpeHHel nogavert COX

@ pexyLlen KpOMKK Cutting edge @ 100 MMm/mm

¥ A

OTBepcTUe 1 WNOHO4YHbLIN na3 no DIN 138

Cutterhole and cross keyway as per DIN 138 .
ANA pexyLien NnacTuHbl
for Insert

Tun RS279

Type
- h -—
| % N IS o o °
o
S| gt 8
(] o) o
M279.0100.A32... IZIDS M279.0100.A32.2...
MokasaHo npasoe UcnosfiHeHne
Picture = right hand cutting version
O6o3Ha4yeHue V4 Ds h d, d, d,
Part number
M279.0100.A32.10.10.IK 10 100 50 17,5 79 32
M279.0100.A32.2.10.05.IK 10 100 50 17,5 79 32

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHAALINN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
HacagHas dpesa|lllecTurpaHHbin kntoy |3axkumHon BUHT |[Kntou TORX PLUS® MopgknagHaa |BUHT ¢ umnuHapuyeckomn
Arbor Mounted Cutter |Allen Wrench Clamping Screw TORX PLUS® Wrench wanba rorioBKom
Washer Cylindrical screw
M279... SW14,0 DIN 911 030.0516.T20P T20PQ 17.0.433 16.35.912

22



CDpesepOBaHMe 3y6anb|x KoJlecC
Gear Milling

(ph HORN pil1)

Pe>Kyu.|,aﬂ nnacTtHa
Insert

RS279 4 R

MopgynbHas 3ybopesHas opesa ans 3ybyaTbiX KONeC C 9BONbBEHTHBIM 3aLENEHNEM
cornacHo DIN 867

WcxopHbii npocmnb 1 cornacHo DIN 3972 ans unctoBon 06paboTku, KoahdULMEHT
cmeLeHusa npodcpuna 0

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867 \ )
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

Ans HacagHblx dope3
for Arbor mounted cutter

16 Tun M279
Type
|
\
R
: C
«A» = OOHOPSIAHbIN «B» = gBYXpsAaHbIA
= single-row = two-row
L_
wn
B 9| L |
T |
Ty} |
\ OnopHas cTopoHa
Blockside
Yron npodcuns 20°
Pressure angle 20°
O603HayYeHne Moaynb Z Z e B S t o Ds
Part number Module
RS279.3972.325.1 3,25 12 13 5,25 10,5 6,70 2 A
RS279.3972.325.2 3,25 14 16 5,25 10,5 6,80 2 A
RS279.3972.325.3 3,25 17 20 5,25 10,5 7,00 2 A
RS279.3972.325.4 3,25 21 25 5,25 10,5 7,00 2 A
RS279.3972.325.5 3,25 26 24 5,25 10,5 7,10 2 A
RS279.3972.325.6 3,25 35 54 5,25 10,5 7,20 2 A
RS279.3972.325.7 3,25 55 134 5,25 10,5 7,20 2 A
RS279.3972.325.8 3,25 135 999 5,25 10,5 7,20 2 A
RS279.3972.350.1L 3,50 12 13 5,25 10,5 7,35 2 B
RS279.3972.350.1R 3,50 12 13 5,25 10,5 7,35 2 B
RS279.3972.350.2L 3,50 14 16 5,25 10,5 7,45 2 B
RS279.3972.350.2R 3,50 14 16 5,25 10,5 7,45 2 B
RS279.3972.350.3 3,50 17 20 5,25 10,5 7,40 2 A
RS279.3972.350.4 3,50 21 25 5,25 10,5 7,50 2 A
RS279.3972.350.5 3,50 26 34 5,25 10,5 7,65 2 A
RS279.3972.350.6 3,50 35 54 5,25 10,5 7,70 2 A
RS279.3972.350.7 3,50 55 134 5,25 10,5 7,80 2 A
RS279.3972.350.8 3,50 135 999 5,25 10,5 7,80 2 A

A co cknapga/onstock A4 Hepenu/ 4 weeks X no 3anpocy / upon request
® pekoMeHJoBaHO / recommended
0 AnbTepHaTUBHOE NpuMeHeHwue / alternative recommendation
- He NoAXoAUT / not suitable
TBEpAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
I TBEpAbIVi cnnae ¢ NOKPbITUEM / coated grades
Il ¢ Hanaiikoi/Cermet / brazed/Cermet

Pa3smepbl ykazaHbl B MM
Dimensions in mm

Mapku TBEpPLOrO cnnasa
Carbide grades
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CDpesepOBaHMe 3y6anb|x KoJlecC
Gear Milling (I]h HORN I]h)

PexyLwasa nnactuHa RS279 i ™\

Insert

MogynbHasi 3y6opesHas dpesa ans 3yb4yarbix Kornec ¢ 3BOSIbBEHTHLIM 3aLienneHnem
cornacHo DIN 867
UcxopHbii npocunb 1 cornacHo DIN 3972 gnsa unctoBor 06paboTtku, KoadbuLUmMeHT

cMelleHus npoduns 0
X 7

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing, addendum shift 0

16 Ona HacagHbIxX pes
for Arbor mounted cutter
|
Tun M279
/ R Type
«A» = oAHOPAOHBIN «B» = gBYXpsgHbIv
= single-row = two-row

10,5
1
/i
-

wn [
% | Yron npocuns 20°
N OnopHas cropoka Pressure angle 20°
Blockside
O6o03Ha4YeHne Mogynb Z Z o E, S b Ds 0
Part number Module f,")
<<
RS279.3972.375.1L 3,75 12 13 5,25 10,5 7,80 2 B
RS279.3972.375.1R 3,75 12 13 5,25 10,5 7,80 2 B
RS279.3972.375.2L 3,75 14 16 5,25 10,5 7,85 2 B
RS279.3972.375.2R 3,75 14 16 5,25 10,5 7,85 2 B
RS279.3972.375.3L 3,75 17 20 5,25 10,5 8,00 2 B
RS279.3972.375.3R 3,75 17 20 5,25 10,5 8,00 2 B
RS279.3972.375.4L 3,75 21 25 5,25 10,5 8,10 2 B
RS279.3972.375.4R 3,75 21 25 5,25 10,5 8,10 2 B
RS279.3972.375.5 3,75 26 34 5,25 10,5 8,10 2 A
RS279.3972.375.6 3,75 35 54 5,25 10,5 8,20 2 A
RS279.3972.375.7 3,75 55 134 5,25 10,5 8,30 2 A
RS279.3972.375.8 3,75 135 999 5,25 10,5 8,35 2 A
RS279.3972.400.1L 4,00 12 13 5,25 10,5 8,30 2 B
RS279.3972.400.1R 4,00 2 13 5,25 10,5 8,30 2 B
RS279.3972.400.2L 4,00 14 16 5,25 10,5 8,40 2 B
RS279.3972.400.2R 4,00 14 16 5,25 10,5 8,40 2 B
RS279.3972.400.3L 4,00 17 20 5,25 10,5 8,55 2 B
RS279.3972.400.3R 4,00 17 20 5,25 10,5 8,55 2 B
RS279.3972.400.4L 4,00 21 25 5,25 10,5 8,65 2 B
RS279.3972.400.4R 4,00 21 25 5,25 10,5 8,65 2 B
RS279.3972.400.5L 4,00 26 34 5,25 10,5 8,75 2 B
RS279.3972.400.5R 4,00 26 34 5,25 10,5 8,75 2 B
RS279.3972.400.6L 4,00 35 54 5,25 10,5 8,80 2 B
RS279.3972.400.6R 4,00 35 54 5,25 10,5 8,80 2 B
RS279.3972.400.7 4,00 55 134 5,25 10,5 8,80 2 A
RS279.3972.400.8 4,00 135 999 5,25 10,5 8,90 2 A

A co cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
® pekoMeHJ0BaHO / recommended
0 AnbTepHaTUBHOE NpuMeHeHwne / alternative recommendation
- He NoAXoAuT / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades

I TBEpAbIV CNaB C NOKPbITUEM / coated grades S|
Il c Hanavikon/Cermet / brazed/Cermet H| -
Pa3mepbl ykasaHbl B MM Mapku TBEpgoOro cnnasa
Dimensions in mm Carbide grades
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HOBUHKA

3YBOAOJIBJIEHUE

o momyna 5

GEAR BROACHING

Up to module 5






OT/INMME: BOJIbLLE
BO3MO)XHOCTEM
THE DIFFERENCE:
MORE POSSIBILITIES

e Hapy)xHoe u BHyTpeHHee Hape3aHue 3y6beB
Ha TOKapHbIX U ppe3epHbIX CTaHKaX, a TaKXKe
Ha ToKapHo-¢dpe3epHbIX LLeHTpax
External and internal gears on lathes, milling
machines and mill-turn centres

e FeoMeTpUuecKue napaMeTpbl peXKyLLUX
KPOMOK, aAanTUpoBaHHble K KOHKPETHOM
obnactu npuMeHeHus
Balanced cutting geometry depending on the
application

e Bbicokasi npou3BOAUTENIBHOCTb NMPU HU3KUX
MHBECTULMOHHbBIX 3aTpaTax
High productivity at low investment costs
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3yb6ononbneHue
Gear Broaching

(ph HORN pil1)

NnactuHa

Insert
Tun Makc. pasmep
Type Moaynsi m_

ma. Module size m_

N105 1,5
N110 1,5
S117 5
NpeumylwiecTBa:

N105
N110
S117

MWH. OKpYy>XHOCTb BEPLUWH
3ybbeB Ha 3ybyaTom Konece ¢

BHYTPEHHUM 3alenneHnem
min. tip circle for ring gear

4
5
14

Makc. anuHa
OokoBoM
NOBEPXHOCTU

max. length of flank

20
40

Pa3smepbl B MM
Dimensions in mm

- CneunanbHble MHCTPYMEHTbI, adanTUpoBaHHbIE K BalLlMM 3ada4v4am

ornokamu

1o moayns 5 mm

Advantages:

YncrtoBas obpaboTka Ha OQHOM CTaHKe

[TocTaBka B KOPOTKNE CPOKU

- Special tools designed for your application
- High productivity In combination with broaching devices

- Finishing on one machine
- Up to module 5 mm
- Short delivery times

28

Bbicokas npon3BoaAUTENbHOCTb B COYETaHNN C ,EI,OJ'I6e>KHbIMI/I npnBOAHLIMA



3y6onon6neHune (ph HORN i)

Gear Broaching

Mpumep: Supermini
Example:
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3yb6ononbneHue
Gear Broaching

(ph HORN pil1)

Mpumep: S117

Example:
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ot HoRN p)

HOBUHKA

3YBOOBPABOTKA METOOM SKIVING

3ybuaTble koneca ¢ mogynem ot 0,2 MM 1o 8 MM

GEAR SKIVING

Gear teeth from module 0.2 mm up to module 8 mm






OT/INMME: BOJIbLLE
BO3MO)XHOCTEM
THE DIFFERENCE:
MORE POSSIBILITIES

e Tpu pasnnyHble UHCTPYMEHTasNbHble CUCTEMbI
B 3aBUCMMOCTH OT pa3Mepa Moayns
Three different tooling systems depending on the
module size

 MepexnioyaeMbie CUCTEMb] OXNTA)KAEHUA ANA
MaKCUMaNbHON HAAEXXHOCTU TeXHONOrM4YyecKoro
npouecca
Switchable cooling systems for maximum
process reliability

» BbicTpas nepeTtouka (5 Hepaenb) npu Manbix
o6beMax
Short resharpening time of 5 weeks to reduce
stock in circulation
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3yboobpaboTka meToaom Skiving
Gear Skiving (I]h HORN I]h)

ToBapHasa rpynna WSA:

- OT mogynsa m = 0,2 MM Cco CTyneH4aTbIM WnndgoBaHnem

-0Td=7Mm
- o mogyns m =1 Mm
- dod =30 mm

- MNonHocTblo TBEPAOCMNABHOE UCTIONHEHNE
- C BO3MOXHOCTbIO NEPETOHKU
- Mpu HeobBxoamMmocCTU ¢ NnogpesaHneM (3anaTeHToBaHO)

Product range WSA:

- From module mn = 0.2 mm with step cut - From d =7 mm
- Up to module m =1

-Uptod=30mm

- Solid carbide version

- Resharpenable

- Head cutting if required (patented)




3yboobpaboTka meToaom Skiving
Gear Skiving

(ph HORN pil1)

ToBapHasa rpynna WSR:

- BbICOKOTOYHBIN MHTEPMENC KpenneHns Ang MakCcMMmarbHON TOYHOCTH
BpalleHust 6e3 pagmanbHoro 6ueHus (3anaTeHToBaHoO)

- CrcTeMa CMEHHBIX PexyLyX NacTUH 4o Moayna m =4 Mm

-0O1d=25Mm

- PasnunyHblie BapuaHTbl nogayn COX

- CTaHgapTHbIE XBOCTOBMKN PasfnMYHON AfMHbI OOCTYMHbI Ha cknage

Product range WSR:

- Precision interface for high concentricity (patented)

- Interchangeable insert systems up to module mn =4 mm
- Fromd =25 mm

- Adjustable coolant supply

- Standard shanks of different lengths from stock




3yboobpaboTka meToaom Skiving
Gear Skiving

(ph HORN pil1)

fepxaeka ansa sy6oo6pabotku  MIDR
meTtoaom Skiving
Gear Skiving Holder

Cucrema WSR = g 35,0-100 mm
System WSR=35,0-100 mm

Cucrtema WSR = g 35,6-80,6 mm
System WSR=35,6-80,6 mm

@ pexyLuen KpOMKU Cutting edge @

e ap——

MpumeyaHue:

[na pexyLien nnacTuHbl
for Insert

Tun WSR4-WSR8
Type DR044-DR081

OepxaBkn anst cuctembl 3y6oobpaboTkm metogom Skiving WSR 1 coBMecTMMbl ¢ passepTkamu Tuna DR. CtaHpgapTtHoe
ucnornHexHve ¢ BHyTpeHHen nopgaden COX «D». 3amenuB 3arnywky COXX Ha onumoHanbHbii pacnpegenutens COX, MOXHO

nepeocHacTUTb iepkaBKy Ha BapuaHT nogadn COX «Ay.

Note:

The shanks are designed for the WSR Gear Skiving System and are compatible with DR reaming inserts. Standard version with internal coolant supply “D”.
By replacing the coolant plug with the optionally available coolant distributor, the shanks can be converted to coolant supply version “A”.

O6o03Ha4YeHne L d, Apantep
Part number Adapter
MDR.044.C6.060.W 60 32 PSC/C6
MDR.044.C6.080.W 80 32 C6
MDR.044.C6.100.W 100 32 C6
MDR.044.HSKT063.060.W 60 32 HSK-T063
MDR.044.HSKT063.100.W 100 32 HSK-T063
MDR.052.C6.060.W 60 39 C6
MDR.052.C6.100.W 100 39 C6
MDR.052.HSKT063.060.W 60 39 HSK-T063
MDR.052.HSKT063.100.W 100 39 HSK-T063
MDR.081.C6.060.W 60 56 C6
MDR.081.C6.100.W 100 56 C6
MDR.081.C6.125.W 125 56 Cc6
MDR.081.C8.060.W 60 56 C6
MDR.081.C8.100.W 100 56 C6
MDR.081.C8.125.W 125 56 C6
MDR.081.HSKT063.060.W 60 56 C6
MDR.081.HSKT063.100.W 100 56 HSK-T063
MDR.081.HSKT063.125.W 125 56 HSK-T063
MDR.081.HSKT100.125.W 125 56 HSK-T063

3anacHble YacTu

Spare Parts
HepxaBka BuHT YnnotHuTenbHas 3arnyuika
Reaming insert holder Screw Clamping Screw
MDR.044... C009002 10.1.08.913
MDR.052... C009002 12.1.12.913
MDR.081... C009004 16.1.12.913

36

Pasmep OxnaxxgeHvne
Size Coolant

WSR4
WSR4
WSR4
WSR4
WSR4
WSR5
WSR5
WSR5
WSR5
WSR8
WSR8
WSRS8
WSR8
WSRS8
WSR8
WSR8
WSR8
WSR8
WSR8

&)

0000000000000 O0O0O0

@)

Pasmepbl B MM
Dimensions in mm



3y6006paboTka meTogom Skiving (ph HORN pil1)

Gear Skiving

UcnonHeHue ¢ BHyTpeHHen nogavyen COX
Internal coolant supply design

WcnonHeHne «D» ¢ 3arnyLukom
Version “D” - with Sealing plug

Cucrtema oxnaxneHus csagmu
IC from the back

3arnyLwka
Sealing plug

McnonHeHne «A» ¢ pacnpegenutenem notoka oxnaxaarLwen XXMaKocTn
Version “A” - with Coolant distributor

Pacnpeoenutenb noTtoka
oxnaxkaarLLlen XXUaKocTun
Coolant distributor

IC from the front

Cuctema oxXrnaxpgeHud criepean

Cucrema Pacn penennTenb
System NOTOKa OXInakaatoLLemn
KNOKOCTU
Coolant distributor
MDRO044 020.2510.6506
MDRO052 020.3216.6505
MDRO081 020.5616.6246

Tpybka gns COX

Coolant tube

[ns aepxaBok TMna
for System Holder

020.4012.1306 HSK-A 40
020.5016.1307 HSK-A 50
020.6318.1308 HSK-A 63
020.0024.1310 HSK-A 100
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3yboobpaboTka meToaom Skiving
Gear Skiving (I]h HORN I]h)

ToBapHasa rpynna M117:

- Cuctema co CMeHHbIMM NnacTuHaMmn 4o Mogyns 8

- CMeHHasi nracTuMHa ycTaHaBNMBaETCs B CAMOLIEHTPUPYIOLLLEE THE3A0 NOA PEXyYLLYo NNacTuHy
- KoHcTpykumsa Tvna HacagHoun dpesbl AN pa3nuyHbIX 3aKMMHbIX YCTPONCTB

- Co BcTpoeHHow nogayert COXX B 3aBMCUMOCTM OT onepauum obpaboTkm

Product range M117:

- Interchangeable insert system up to module 8

- Interchangeable insert with self-centring insert seat

- Arbour version with different adapters

- With integrated coolant supply depending on the machining application
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3yboobpaboTka meToaom Skiving
Gear Skiving (I]h HORN I]h)

- PeMOHT MHCTpYMeHTa: ycryru no nepeToyke cunamm KoMraHum B TedeHne 5 Hepernb

- I'Io,qpesarou.l,me MHCTPYMEHTbI MOT'yT UCMNONb30BaTbCA Npu o6pa60T|<e prﬂH006pa6aTblBaeMbIX
MaTtepuanoB Anda yMmeHbLUeHUA 06pa3OBaHMﬂ 3ayceHLeB Ha OOKOBbIX NOBEPXHOCTAX

- [nga npodunen 3aroToBoK C O4EHb KPYTbIMM BOKOBBIMM MOBEPXHOCTAMU Mbl MCMOMb3yeM
cneumanbHy TEXHONOrMIo WndoBaHus, no3sonsoLLyo obpabaTbiBaTb Takme 6oKoBbIe
NMOBEPXHOCTU MeToAoM Skiving

- WHctpymeHnThbl ong 3y6oobpaboTtkn metogom Skiving MoOryT nsrotaBnvMBarbCsl, B TOM

yucne, Ang cneumanbHbiX Npodunen, B YaCTHOCTU, HAKaTOK, MAOCKOCTEN MO KoY 1
coefiHUTENbHbIX Npodunen

- Tool repair: in-house regrinding service within 5 weeks
- Head cutting tools can be used for critical materials to reduce burr formation on the flanks

- For workpiece profiles with very steep flanks, we use a special grinding process so that these
flanks can be produced by gear skiving

- Gear skiving tools can also be manufactured for special profiles such as knurls, spanner flats
and plug-in profiles
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(ph HORN i)

40



HOBUHKA

3YBOAOJIBJIEHUE METOAOM OBKATA

ﬂ‘ﬂﬂ HapPYy>XHOIo 1 BHYTPEHHEro0 Hape3aHn4d 3y6b€B

GEAR SHAPING

For external and internal gears






OT/INMME: BOJIbLLE
BO3MO)XHOCTEM
THE DIFFERENCE:
MORE POSSIBILITIES

e BbiCOKOTOUYHbBIE MOMIHOCTLIO TBEPAOCNIaBHbIE
MHCTPYMEHTbI U UHCTPYMEHTDI C
HenepeTtauMBaeMbIMM peXXYLLUMH NNACTUHAMM
Perfectly tailored solid carbide tools and
iIndexable insert tools

e KoMmnnekcHoe paccMoTpeHue npouecca Ans
ONTMManbHOW Hape3Ku 3ybbeB
Holistic process for perfect gears

» BbicTpas nepeTtouka (5 Heaenb) npu Manbix
o6beMax
Short resharpening tinne of 5 weeks to reduce
stock in circulation
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3yb6ononbneHne metogom obkara
Gear Shaping (I]h HORN I]h)

- CneumanbHble MHCTPYMEHTBI, adanTUpOBaHHbIE K BallMM 3agadyam
- [N Hapy>XHOro 1 BHYTPEHHEro Hape3aHusl 3ybbLeB

- [Ins 3BONbBEHTHOIO 1 NPSMOOOYHbIX LUNULEB

- [Ina cneumanbHbIX npodunen

- C pasmepom mogyns ot 0,2 MM 40 5 Mm

- VIHCTpyMmeHT, BKNoYas NpoekTMpoBaHme npouecca

- Special tools designed for your application
- For external and internal gears

- For involute and parallel splines

- For special profiles

- From module size 0.2 mm to 5 mm

- Tool incl. process design
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HOBUHKA

BUXPEBOE ®PE3EPOBAHMUE

Cnocob ¢ YMEeHblLUEeHNEM I'Iepe,EI,BI/DKEHI/IPI NHCTPYMEHTa

SINGLE-POINT GEAR MILLING

Process with fewer tool movements






OT/INMME: BOJIbLLE
BO3MO)XHOCTEM
THE DIFFERENCE:
MORE POSSIBILITIES

e HenpepbiBHOe 3y60Hape3aHUe Ha TOKapHbIX
CTaHKaX ¥ ToKapHo-¢pe3epHbIX LLeHTpax
Continuous gear cutting on lathes and turn-mill
centres

e Bbicokasi Npou3BOAUTENIBHOCTb NMPU HU3KUX
MHBECTULMOHHbBIX 3aTpaTax
High productivity at low investment costs

e JKOHOMUYHOE NPOM3BOACTBO C
CMHXPOHU3UPOBaAHHbIMU OCAMM
Economic production with synchronised axes
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Buxpesoe hpesepoBaHue (ph HORN fil1)

Buxpesoe tpesepoBaHue — npoLecc MetannoobpaboTku, Npy KOTOPOM 3aroTOBKa M MIHCTPYMEHT BpaLLaroTcs ¢
onpeaeneHHbIM COOTHOLLEeHWeM 4YacToT BpaLleHust. [pn 3ToM MHCTPYMEHT yCTaHaBNMBaoT NOA onpeaeneHHbIM
yrroMm K 3arotoBke. BaxHo, 4Tobbl WNUHAENb 3aroToBKN U MHCTPYMEHT BbIfv CUHXPOHMU3UPOBAHbI.

MoMUMO M3roToBNEHUSA TOPLEBLIX U LMAMHAPUYECKMX 3yByaTbiX KOrec, 3ToT NpoLecc MOXHO MCMoMnb30BaTh
Anst achdeKTMBHOrO NPOM3BOACTBA 3BOSIbBEHTHbBIX MMM LWINWLEBLIX 3ybyaTbiX coegnHeHun. s 3Toro MOXHO
ncnonb30BaTh NpakTudecku nobble cuctemsl ppes HORN.

K npeumyliectBam 3TOro npouecca OTHOCUTCA YMEHbLUEHWE MEepPeABWKEHUN WHCTPYMEHTa, Tak Kak Bce
BNaavHbl BbIpe3aloTCa 3a OAMH MpPoXod. OTOT MpoLecc MOXET ObiTb peannsoBaH NPakTU4ecKM Ha Niobbix
TOKapHO-Ppe3epHbIX LeHTPax 1 NOTOMY O4E€Hb YHMBEPCAiEH.

Single-point gear milling is a machining process in which the workpiece and the tool rotate at a given speed
ratio. The tool is set at a fixed angle to the workpiece. It is important that the spindle and tool run in synchrony
with each other.

The process can be used to efficiently produce involute or spline gears in addition to crown and spur gears.
Almost all HORN milling systems can be used for this purpose.

The advantages of the process are reduced tool movements as all tooth spaces are produced in one pass. The
process can be implemented on almost all turn-mill centres and is therefore universally applicable.

LnvueBoe 3y6yaTtoe coegnHeHne Spline gearing

Matepuan: 1.7137 / 16MnCr5 Material: 1.7137 / 16MnCr5
KonunyecTtBo 3y6beB: 36 Number of teeth: 36
Mogyne: 0,5 Module: 0.5

OnuteneHocTb TakTa: 15 ¢ Cycle time:15 s

CkopocTtb pesanus: 150 m/MuH Cutting speed: 150 m/min
f:0,1mm/Z f:0,1mm/Z

48



ot HoRN p)

HOBUHKA

®PPE3EPOBAHUE KOHUYECKUX
3YBYATbIX KOJIEC

C paamepom Moayns ot 0,6 MM [0 4 MM

BEVEL GEAR MILLING

From module 0.6 mm up to module U mm






OT/INMME: BOJIbLLE
BO3MO)XHOCTEM
THE DIFFERENCE:
MORE POSSIBILITIES

e MoaynbHast UHCTPYMEHTaNbHasA cuCTeMa ansa
NPOM3BOACTBA CMUPaNbHO3Y6bIX KOHUYECKUX
3y64aTbiX Konec ¢ KpyrosbiM 3y6omM
cornacHo DIN 3965/86 c ncnonnsosaHmem
HenpepbiBHOro MeToAa AesieHus
Modular tool system for the production of
spiral bevel gears according to DIN 3965/86
by face hobbing

e HeckonbKo BapMaHTOB HaCTPOMKHM
MHCTPYMEHTa ANS pasnuyHbIX Moaynei
Adjustment options on the tool for different
modules

e [lonHasa o6paboTKa KOHUYECKOro
3yb4yaToro Koneca c KpyrosbiM 3y6oM
Ha ToKapHodpe3epHOM LeHTpe IndeXx co
cneuManbHbIM LLUKIOM 06paboTKKn
Complete production of a spiral bevel gear on
Index turn-mill centers with special machining
cycle



PpesepoBaHNE KOHNYECKUX 3yObEB
Bevel Gear Milling (I]h HORN I]h)

B accopTMMeHT npoAyKumm BXOASAT MHCTPYMEHTbI AN U3roTOBNEHWS CNNParnbHO3yObIX KOHUYECKNX 3yByaTbixX
Korec c KpyroBbiM 3y6om anuuuknongansHon ANMHOM 3yba 1 MOCTOSAHHOW BbiCOTOM 3y6a. Opyrue copmel
3ybbeB TpebyloT OTAENMbHbIX UCMbITAHUA.

3apaHue HacTpoek npouecca 3yboHape3aHus ¢ y4eTOM BCeX napamMeTpoB 00paboTkM OCyLecTBrsieTcs
coBMecTHO ¢ Index Ha ocHoBe geTanen 3akasumka. OnpegerneHvie reoMeTpum MHCTPYMEHTa M HacTpownka
napameTpoB MHCTPYMEHTa 3aBUCAT OT MaTepuana 3aroToBKM M OCYLLECTBRSIOTCA C LeMblo LOCTUXEHMUS
BbICOKOW TOYHOCTW 3aroTOBKU U YCKOPEeHUs obpaboTku.

O6paboTka nepegHen n 3agHert CTOPOH Ha OAHOM CTaHKe NO3BOMSET BbIMOMHATL NOMHY 06paboTky, Npu
KOTOpON BCe (PYHKUMOHANbHO 3HauduMmble anemMeHTbl obpabaTbiBatoTcs 3a ogHy onepauumio, bnarogaps
4YyeMy OOCTUraeTcsl MakcumarnbHas ToO4HOCTb. KoHnveckne 3ybyatbie koneca OT npyTka Ha yHuBepcCanbHbIX
CTaHKax.

ACCOPTUMEHT MpPOJYKLUN:
B accopTumeHT Halen NnpoayKkumm BXOAAT dpesbl ¢ MHTepdencom kpennenns tuna HSK-T40 n HSK-T63
C PasnMyHbIMN OKPY>XHOCTAMM, ONUCBIBAEMbIMU BEPLLUMHON MHCTPYMEHTA, U pagaMmn 3ybbeB/KonmyecTBOM
3axogoB. KomnnekT chpes MOXET NCNonb30BaTbCA AN KOHNYECKNX 3yBYaThbiX KONec pasnnyHbIX pa3mepoB.
PexyLine nnactuHbl ABYX pasHbIX pa3aMepoB OXBaTbIBAlOT pa3mepbl 3ybyaTbix konec ot mogynsa m = 0,6
MM 4O MOAynst m = 4 mMm.

The product range includes tools for the manufacture of spiral bevel gears with epicycloidal longitudinal tooth
shape and constant tooth height. Other tooth forms require special testing.

The design of the gear cutting process including all machining parameters is carried out in cooperation with
Index based on the customer’s component. The definition of the tool geometry and coordination of the tool
parameters depends on the workpiece material and is carried out with the aim of achieving high workpiece
accuracy and economical machining time.

Front and rear machining in one set-up enables complete machining with all functionally relevant features
are machined in one clamping with the aim of achieving maximum precision. Bevel gears from bar on
universal machines.

Product range:

Our product range includes milling cutters with HSK-T40 and HSK-T63 interfaces in various flight circles and
tooth rows/gear speeds. One set of cutters can be used for different modules and bevel gear dimensions.
Two different insert sizes cover gear tooth sizes from module m = 0.6 mm to module m =4 mm.
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®dpesepoBaHMe KOHNYECKUX 3yObeB (ph HORN i)

Bevel Gear Milling

ACCOPTUMEHT MHCTPYMEHTOB aJanTUPOBaH k CTaHkaMm Index v cogepxuT crieqytoLime n3genus:

- Kopnyc dpesbl ¢ uHtepdericom kpennenns tTuna HSK-T40 nnn HSK-T63

- OTpenbHasg 3ybopesHas rornoeka Ans BHYTPEHHUX U HApY>HbIX pe3LoB — 0bpaboTka ogHon 6OKOBOM
MOBEPXHOCTU ANS MOBbILLEHUSA TOYHOCTU U TMOKOCTU NpY KOpPEKLUnm

- \peHTnyHble Kopnyca Ans BHYTPEHHEO Y HAPYXXHOro pe3LoB

- MnacTuHbl cTaHOapTHON CUCTEMbI ABYX pa3MepoB ANs pasfnuyHbIX Moaynen

- Cnuctembl ons NeBoro unv Npasoro BpalleHus

- CneumarnbHble OUCKM Anst aganTauuy UHCTPYMEHTOB K PasfninyHbIM AMaMETPaM/OKPY>KHOCTSAM,
ONNCbIBAEMbIM BEPLLMHOW MHCTPYMEHTA

- [MbBkas koppeKunsa AnuHbl 3yba nyTeM perynmpoBKU 3KCLEHTPUCUTETa Hapy>XHOMO 1 BHYTPEHHEro pagnycoB
C NMOMOLLbIO Pa3fNYHbIX PACMOPHbIX NNIACTUH

- CooTBeTCTBYyIOLLME TBEPAbIE CNNaBbl ANS pasnMyHbIX MaTepuanos

The tool program has been adapted to Index machines and includes the following:

- Milling body with HSK-T40 or HSK-T63 interface

- Separate cutter head for inside and outside cutters — 1 flank machining for higher precision and flexibility
when making corrections

- Identical body for the internal and external cutters

- System inserts in 2 sizes for different module sizes

- Systems for clockwise or counter-clockwise rotation

- Adapter discs for adapting the tools to different diameters / flight circle radii

- Flexible correction of the longitudinal shape of the tooth by adjusting the eccentricity of the outer and inner
radius using various spacer plates

- Coordinated substrates for different materials
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PpesepoBaHNE KOHNYECKUX 3yObEB
Bevel Gear Milling (I]h HORN I]h)

Mpumep 06paboTKM KOHMYECKOro 3ybyatoro koneca / Machining example Bevel Gear

CnupanbHoe 3auenneHue, HenpepbiBHLIN METOA AeNneHus (PUCYHOK NpUBEAEH Ans npumMepa)
z=50/mn=1,5mMm

Spiral teeth, continuous dividing process (lllustration as an example)

z=50/mn=15mm

M3rotoBneHne KoHMYeCcknx 3yb4aTbix Konec Bevel gear

Marepwan: 1.7137 / 16MnCr5 Material: 1.7137 / 16MnCr5
KonunyecTtBo 3ybLeB: 23 Number of teeth: 23

Mogaynb: 1,15 Module: 1.15

[OnuTenbHOCTb TakTa U3roTOBMEHUS Cycle time for gear production: 30 s
3ybuaroro 3auenneHus: 30 ¢ Cutting speed: 280 m/min
CkopocTb pesaHus: 280 M/MyH * Quality IT5

* nony4aemoe kavectso IT5

MonHas obpaboTtka Ha cTtaHke Index R200 Complete machining on Index R200
* TokapHasi 06paboTka * Turning

* CeepneHue * Drilling

* 3yboobpaboTka meTogom Skiving * Gear skiving

* duHULWHaa obpaboTka * Finishing

* lonbneHne nasoB * Broaching

* HapesaHue koHnyecknx 3yb4aToro koneca * Bevel gear
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ot HoRN p)

HOBUHKA

5-0CEBOE ®PE3EPOBAHME
3YBYATbIX KOJIEC

5-AXIS MILLING OF GEAR TEETH






OT/INMME: BOJIbLLE
BO3MO)XHOCTEM
THE DIFFERENCE:
MORE POSSIBILITIES

e U3rotoBneHue 3yb6yarbixX Kosec Ha 5-oceBbIX
ob6pabaTbiBaloOLMX LLeHTpaX
Production of gears on 5-axis machining centres

e NlporpaMMa yepHOBOM 06paboOTKM,
pa3spaboTaHHas cOBMECTHO C MPOU3BOAUTENAMMU
CTaHKOB

Roughing program developed with machine
manufacturers

e YucroBble UHCTPYMEHTbI BbICOKOW TOYHOCTH
Finishing tools for high precision
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CDpesepOBaHMe 3y6anb|x KoJlecC
Gear Milling (I]h HORN I]h)

PexyLian ronoBka DGVZ i ™
Cutter Head

Pe>|<yu.las| royfioBKa C noJiHbIM paanycoMm, KOHU4YecKas
Cutter head conicle ball nose

% J

[nsa dpe3epHOro XxBOCTOBMKA
for Milling shank

3 ) Tun MDG
Type
|2
\ !
B |- o
o o
Qs 2 )
/8 '
: o
SW

PexyLwas kpomka c

nepekpbITMEM LeHTpa
face cutting edge cutting

MokasaHo npasoe UcnosjiHeHne across centre

Picture = right hand cutting version

O6o3HaueHue Cucrema SW z D, d3 r I, d, I,
Part number System

DGVZ.4.10.35.15.00 DG10 8 4 10 9,8 1,5 21 2,86 12,30
DGVZ.4.12.35.20.00 DG12 10 4 12 1,7 2,0 24 3,82 14,30
DGVZ.6.16.35.30.00 DG16 13 6 16 15,6 3,0 32 5,72 18,40
DGVZ.6.20.35.50.00 DG20 17 6 20 19,5 50 37 9,54 20,09

A co cknapga/onstock A4 Hepenu/ 4 weeks X no 3anpocy / upon request
® pekoMeHJoBaHO / recommended
0 AnbTepHaTUBHOE NpuMeHeHwne / alternative recommendation
- He NoAXOoAUT / not suitable
TBEpAbIV crnaB 6e3 NoKpbITUS / uncoated grades
I TBEpAObIN cnnaB ¢ NOKPbITUEM / coated grades
B ¢ nanankon/Cermet / brazed/Cermet

Pasmepbl B MM Mapku TBEpZOro cnnaea
Dimensions in mm Carbide grades
MpumeyaHwme:

B gaHHOM kaTanore npeacTaBneHbl TOMbLKO MHCTPYMEHTbI A4St YUCTOBOW 06paboTkM 3yObeB. VIHCTPYMEHTLI AN YepPHOBOW
06paboTkm cobpaHbl B katanor «PpesepHble cuctembl» (Hanpumep, dopesbl ¢ 6onbLIo nogaden Ansa pasnuyHbIX
AnameTpoB).

Note:
This catalogue contains only the finishing tools for gears. The tools for roughing can be found in our catalogue “ROTATING TOOLS”
(e.g. high-feed cutters for different diameters).
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HOBUHKA

3AYUCTKA 3AYCEHLIEB
C 3YBYATbIX KOJIEC

DEBURRING OF GEARS






OT/INMME: BOJIbLLE
BO3MO)XHOCTEM
THE DIFFERENCE:
MORE POSSIBILITIES

o CHATHe PpacKu 3aJaHHON reoMeTpUum
€ 3y6uaTbix Konec
Chamfering of spur gears with defined
geometry

e YcKopeHMe npouecca
Short process times

e 1ns 3y64aTtbiX Kosiec C NpAMbIMU U

KOCbIMM 3yObSIMM
For straight and helical gears
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Mpouecc

Process

(ph HORN pil1)

CHATMe dackm ¢ 3ybyaTtbix Korec No3BONSAET BbINOMHATL NOMHY 06paboTky
Ha OAHOM CTaHKe C TO4YHON reomeTpuen. CUHXPOHM3aUNsa Oce 3aroToBKN U
WHCTPYMEHTa NO3BONSIET COKPaATUTL BPEMSI 06paboTkM faxe 3ybuaTbix Konec
c 3anneuymkamu. VIHCTpyMeHT paspabaTtbiBaeTcs nog Kaxaoe KOHKpeTHoe

Koneco.

The chamfering of spur gears allows complete machining on one machine
with exact geometries. Synchronised rotation of workpiece and tool allow
short machining times even for gears with shoulders. The tool is designed

exactly for each gear and the process data is determined.

MprmMep NnpMMeHeHus
Marepwan: 1.7137 / 16MnCr5
KonunyecTBo 3y6beB: 25
Moaynb: 1,25

[OnutenbHOCTb TakTa: 8 C
CkopocTtb pesanus: 200 m/MyH
f: 150 mm/MuH

Machining example
Material: 1.7137 / 16MnCr5
Number of teeth: 25
Module: 1.25

Cycle time: 8 s

Cutting speed: 200 m/min
f: 150 mm/min
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MapameTpbl 3y6yaThIX Konec

Tooth parameters

(ph HORN pil1)

Heobxoammble gaHHbIe (C gonyckamm)
Information required (with tolerances)

KonunuecTBo 3y6LeB

Number of teeth z
War / moaynb
T | Pitch/ Modute p/m,
2 ﬂMaMeTpﬂeﬂMTeﬂbHOﬁOprXHOCTM d
Pitch circle diameter
3 Yron npodhuns o
Pressure angle
Yron HaknoHa 3y6a B
Bevel angle
HanpaeneHue HaknoHa 3yba MpaBoe / neBoe
Bevel direction RH/LH
4 [dnameTp OKpY>XHOCTM BEPLUMH 3yObEB d
Tip diameter a
5 ﬂMaMeTPOprXHOCTMBHaﬂMH d
Root diameter f
6 SaKpWﬂeHmeBﬂaﬂMH
Root radius O
Mpunyck Ha WwnmMdoBKy (Npy YepHoBOK 06paboTke)
Grinding allowance (roughing) q
7 [OunameTtpanbHbI pasMmep 2 pornKoB / LWapuKoB M /M
Diametrical dimension over 2-pins / dimension over 2-balls dR dK
8 (] N3MEPUTENTBHOIO PoJiKa %] M3MEPUTESIbHOIO KOHYCa D
@ Measering roller / @ Measuring ball M
9 OnuHa obLen Hopmanu 3yba W
Tooth width k
Yuncno 3ybbeB, OXBaTbIBAEMbIX pa3mMepoM obLLen
10 k

HOpMarnun
Number of measuring teeth
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