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PaclumpeHHbI acCOPTUMEHT MHCTPYMEHTOB AJ151 BbICOKO3hdEKTUBHOMO
NPoM3BOACTBa 3ybuaThix Kofec

GEAR MACHINING

Expanded tool range for the economical production of gears



(ph HORN pil)

B nocnegnue rogbl HORN nocTtosHHO paclumnpsieT CBoW acCOPTUMEHT MHCTPYMEHTOB A4S
BbICOKO3(O(DEKTUBHOIO NPOM3BOACTBA 3ybyaTbix Konec. Beibop MHCTPYMEHTanbLHOro peLleHnst 3aBncuT
OT pasnun4HbIX haKTOPOB:

pasmep Mogynsi, BENMYMHa NapTum 1 AOCTyNHas TexHonorna o6paboTkn — OCHOBHbIE haKTopbl,
onpegensowme Boibop TexHonornm nponssoacTea. Komnanua HORN paspabortana
BbICOKOMPON3BOAUTENBHOE MHCTPYMEHTarNbHOE peLleHne Ans HECKOMbKUX BapuaHTOB NPUMEHEHNS.

B yacTHOCTW, HOBbIE CTAHKN C CMHXPOHM3NPOBAHHBIMW OCAMM MO3BOMSIOT NPOU3BOAUTL 3yb4aTble
Koneca, XoTa Ao CMX Mop ANs 3Toro Tpebosanuch crneumanbHble CTaHKK.

Mpu atom HORN BbICTynaeT He TONbKO B KA4eCTBE NOCTaBLUMKA MHCTPYMEHTOB, HO M B Ka4ecTBe
napTHepa no pa3paboTke HOBbIX CTpaTernii NPON3BOACTBA HEMOCPEACTBEHHO Ha CTaHKke. 3agaHve
HaCTPOEK MHCTPYMEHTa noapa3ymMeBaeT onpeaeneHne napameTpoB o06paboTkM 1 BbINOMHEHME
HACTPOEK Ha CTaHKe; 3T YCInyru NpegocTaBnsAlTCa Npy nepegadye MHCTpymeHTa. Noarotoeka
3y60ope3HbIX UHCTPYMEHTOB — OCHOBHOW (DAKTOP NpU PAaCCMOTPEHMUN yAENbHOW CTOMMOCTUN €4MHULBI
npoaykuun. HORN camocToATENBHO BhINOMHSAET BCE MPOU3BOACTBEHHbLIE 3Tanbl BNOTb 40 YNCTOBOMO
LWNMGOBAHNUS U rapaHTUPYET NOCTaBKY MHCTPYMEHTA C KAYECTBOM HOBOIO MHCTPYMEHTA B CPOK MEHee
nATU Heaenb.

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 manu-
facturing 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 ph)

TexHonorus
Technology

Hebonbliag

cepus
Small series

CpenHun pasmep
napTum
Medium batch sizes

KpynHas cepus
Large series

dpesepoBaHme 3ybyaTbIX Konec

(HapyxHoe)
Gear milling (external)

+++

++

3ybononbneHune

(Hapy>xHOe 1 BHYTpeHHee)
Gear broching (external and internal)

+++

++

3yb6oobpaboTka metogom Skiving

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

+++

3yboponbneHne metogom obkarta

(Hapy>kHOe 1 BHYTpPEHHee)
Gear shaping (external and internal)

0 He noaxoauT
0 not suitable

++ suitable

+++

+ yCcnoBHO noagxoauT ++ Xopolwo nogxoauT +++ oYeHb XOpoLlo noaxoauT
+ limited suitability

+++ very suitable



O630p MeToa0B Hape3aHus 3ybyaTbIX Kornec

Overview Gear Processes

(ph HORN pl»)

TexHornorus
Technology

Hebonbluasn cepus
Small series

CpegHun pasmep
napTum
Medium batch sizes

KpynHas cepus
Large series

BuxpeBoe gpesepoBaHme
(HapyxHoe)
Single-point gear milling (external)

+++

dpesepoBaHME KOHNYECKNX

3ybuaTbIx Konec (HapyxHoe)
Bevel gear milling (external)

+++

5-oceBoe hpesepoBaHme 3yb4aTbix

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

/

+++

3auuctka 3ayceHLeB

C 3y6anb|x Kornec
Deburring of gears

% }"'

-~

Ay

- -
'-'.‘a a

0 He noaxoauT
0 not suitable

+++

++ suitable

+++

+++

+ yCcnoBHO noagxoauT ++ Xopolwo nogxoauT +++ oYeHb XOpoLlo noaxoauT
+ limited suitability

+++ very suitable



PpesepoBaHMe 3ybUaTbIX Konec

Gear Milling

(ph HORN pl»)

-

N

Pexyuwme nnactmHbl Ana 3ydyaTtbIX Korfec U BarnoB
Milling inserts for spur gears and gear shafts

3ybuyatble koneca / 3ybyaTtble Banbl / Pexyuwas nnactuHa, Ds
3ybyaTble penku Ctynuubl / T™Mn [Mm]
McxoaHbin npodumnb 1 LWnuueBoe coeanHeHue | Inserttype [mm]
COrfacHo 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 <15/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 <25/d;240 628 27,7
m_<2,5/Ne5-8
m <2,25/Ne2-8 m <25/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
®PE3EPOBAHME 3YBYATbIX KOJIEC
Pasmepbl Mogyns o1 0,5 go 4 MM
GEAR MILLING
Module sizes from 0.5 up to £ mm






OTJINMME: BOJNIbLLE
BO3MO)XHOCTEM

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 PeXKYLNUX KPOMOK
ANSA YyCKOpeHUsA 06paboTKmu
High number of cutting edges for short
machining times

e Uspenus c ApyruM pasmMmepomM Moayns Ao 6 MM

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



PpesepoBaHMe 3ybUaTbIX Konec
Gear Milling Cﬁh HORN I]h)

Pe>|<yu1,aﬂ nnacTtunHa

Insert

613/628/632/635
CTpaHunua/Page
12-18

Ne dopesbl *Z (Konn4ecTBo 3ybbes

Ha 3yb4yaTom konece)

Milling cutter N° A
e (Dioniestieyndricaligear) Mpumep 3akasa: 613.3972.100.8

1 12-13 Ordering example: \_

2 14 - 16 N ®pesa Ne / Milling cutter N° 8

3 17 - 20 [ Mogynb 1 / Module 1

4 21-25 DIN 3972

5 26 - 34 ®pesa Tmna / Milling cutter type 613
6 35-54

7 55-134

8

> 135...3y6uaras pevika/Tooth bar

10



PpesepoBaHMe 3ybUaTbIX Konec
Gear Milling (ﬁh HORN I]h)

613/628/632/635

PexyLime nnacTuHbI Inserts with
C 6 pexywWwmnMm KpoMmKamMmm 6 cutting edges

Paamep moayna ot 0,5 Mm O 3 MM Modul sizes 0.5 mm up to 3 mm

1"



PpesepoBaHMe 3ybUaTbIX Konec

(ph HORN pl»)

Gear Milling
Pexyuwlas nnactuHa 613 i ke
Insert

MopgynbHas 3ybopesHas dopesa ans 3ybvaTtbix KOMec ¢ 9BOSNIbBEHTHBIM 3aLenneHneM
cornacHo DIN 867

McxoaHbii npodomnb 1 cormacHo DIN 3972 ans unctoBon 06paboTkm, kKoadhduUMeHT
cmeLeHus npocpunsa 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

11818
Vi ) 4
MameputensHas
NOBEPXHOCTL
_ / Measuring surface
!
u's
O6o03Ha4YeHne Moaynb Z Z e E
Part number Module z.. .
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 cocknapa/onstock A4 Henenw /4 weeks X No 3anpocy / upon request
® pekoMeHJ0BaHO / recommended
0 ansTepHaTUBHOE NPUMeEHeHWeE / alternative recommendation
- He noaxoauT / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM
Dimensions in mm

12

57
5,7
57
DY/
5,7
5,7
5,7
57
8,7
57
57
5,7
57
5,7
57
5,7

-

Ans opesepHOro XBoCToBMKA
for Milling shank

Tvn M313
Type

Yron npodcpunga 20°
Pressure angle 20°

MakC. DS w

: <
max (<I('J
1,1 21,7 A
1,1 21,7 A
1,1 21,7 A
1,1 21,7 A
1.1 21,7 A
1.1 21,7 A
1,1 21,7 A
1.1 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A

Mapku TBEpAOrO cnnasa
Carbide grades



PpesepoBaHMe 3ybUaTbIX Konec

(ph HORN pl»)

Gear Milling
Pexyuwlas nnactuHa 613 i ke
Insert

MopgynbHas 3ybopesHas dopesa ans 3ybvaTtbix KOMec ¢ 9BOSNIbBEHTHBIM 3aLenneHneM
cornacHo DIN 867

McxoaHbii npodomnb 1 cormacHo DIN 3972 ans unctoBon 06paboTkm, kKoadhduUMeHT
cmeLeHus npocpunsa 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

11818
Vi ) 4
MameputensHas
NOBEPXHOCTL
_ / Measuring surface
!
u's
O6o03Ha4YeHne Moaynb Z Z e E
Part number Module z.. .
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 Henenw /4 weeks X No 3anpocy / upon request
® pekoMeHJ0BaHO / recommended
0 ansTepHaTUBHOE NPUMeEHeHWeE / alternative recommendation
- He noaxoauT / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM
Dimensions in mm

57
5,7
57
DY/
5,7
5,7
5,7
57
8,7
57
57
5,7
57
5,7
57
5,7

-

Ans opesepHOro XBoCToBMKA
for Milling shank

Typ M313
Type

Yron npodcpunga 20°
Pressure angle 20°

MakC. DS w

: <
max (<I('J
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
1,6 21,7 A
25 21,7 A
2,5 21,7 A
2,5 21,7 A
2,5 21,7 A
2,5 21,7 A
25 21,7 A
2,5 21,7 A
25 21,7 A

Mapku TBEpAOrO cnnasa
Carbide grades

13



PpesepoBaHMe 3ybUaTbIX Konec

(ph HORN pl»)

Gear Milling
Pexyuwlas nnactuHa 613 i ke
Insert

MopgynbHas 3ybopesHas dopesa ans 3ybvaTtbix KOMec ¢ 9BOSNIbBEHTHBIM 3aLenneHneM
cornacHo DIN 867

McxoaHbii npodomnb 1 cormacHo DIN 3972 ans unctoBon 06paboTkm, kKoadhduUMeHT
cmeLeHus npocpunsa 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

11818
Vi ) 4
MameputensHas
NOBEPXHOCTL
_ / Measuring surface
!
u's
O6o03Ha4YeHne Moaynb Z Z e E
Part number Module z.. .
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 cocknapa/onstock A4 Henenw /4 weeks X No 3anpocy / upon request
® pekoMeHJ0BaHO / recommended
0 ansTepHaTUBHOE NPUMeEHeHWeE / alternative recommendation
- He noaxoauT / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM
Dimensions in mm

14

57
5,7
57
DY/
5,7
5,7
5,7
57
8,7
57
57
5,7
57
5,7
57
5,7

-

Ans opesepHOro XBoCToBMKA
for Milling shank

Tvn M313
Type

Yron npodcpunga 20°
Pressure angle 20°

MakC. DS w

: <
max (<I('J
2,2 21,7 A
2,2 21,7 A
2,2 21,7 A
2,2 21,7 A
2,2 21,7 A
2,3 21,7 A
23 21,7 A
24 21,7 A
2,6 21,7 A
2,7 21,7 A
2,7 21,7 A
2,7 21,7 A
2,7 21,7 A
2,7 21,7 A
2,8 21,7 A
2,8 21,7 A

Mapku TBEpAOrO cnnasa
Carbide grades



PpesepoBaHMe 3ybUaTbIX Konec
Gear Milling Cﬁh HORN I]h)

Pexyuwlas nnactuHa 613 i ke

Insert

MopgynbHas 3ybopesHas dopesa ans 3ybvaTtbix KOMec ¢ 9BOSNIbBEHTHBIM 3aLenneHneM
cornacHo DIN 867

McxoaHbii npodomnb 1 cormacHo DIN 3972 ans unctoBon 06paboTkm, kKoadhduUMeHT
cmeLeHus npocpunsa 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 opesepHOro XBoCToBMKA
for Milling shank

Tvn M313
Type

- = o r -

MameputensHas
NOBEPXHOCTL
1
=y
L Yron npoduns 20°
Pressure angle 20°
O6o03Ha4YeHne Moaynb Z Z e E S b Ds 0
Part number Module z.. . - 5
<
613.3972.150.1 1,5 12 13 2,5 57 3,1 21,7 A
613.3972.150.2 1,5 14 16 2,5 57 3,2 21,7 A
613.3972.150.3 1,5 17 20 2,5 57 3,2 21,7 A
613.3972.150.4 1,5 21 25 2,5 57 3,3 21,7 A
613.3972.150.5 1,5 26 34 2,5 5,7 3,3 21,7 A
613.3972.150.6 1,5 35 54 2,5 57 3,3 21,7 A
613.3972.150.7 1,5 55 134 2,5 5,7 3,3 21,7 A
613.3972.150.8 1,5 135 999 2,5 5,7 3,3 21,7 A

A cocknapa/onstock A4 Henenw /4 weeks X No 3anpocy / upon request
® pekoMeHA0BaHO / recommended
0 ansTepHaTUBHOE NPUMeEHeHMWeE / alternative recommendation
- He noaxoauT / not suitable
TBEpALIN cnnae 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3smepbl ykazaHbl B MM Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades

15



PpesepoBaHMe 3ybUaTbIX Konec

(ph HORN pl»)

Gear Milling
Pexyuwlas nnactuHa 628 i ke
Insert

MopgynbHas 3ybopesHas dopesa ans 3ybvaTtbix KOMec ¢ 9BOSNIbBEHTHBIM 3aLenneHneM
cornacHo DIN 867

McxoaHbii npodomnb 1 cormacHo DIN 3972 ans unctoBon 06paboTkm, kKoadhduUMeHT
cmeLeHus npocpunsa 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
NOBEPXHOCTbL

/ Measuring surface

i I S :
<D -

O6o03Ha4YeHne Moaynb Z Z e E,
Part number Module Z Z
628.3972.175.1 1,75 12 13 3,4
628.3972.175.2 1,75 14 16 34
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 34
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 cocknapa/onstock A4 Henenw /4 weeks X No 3anpocy / upon request
® pekoMeHJ0BaHO / recommended
0 ansTepHaTUBHOE NPUMeEHeHWeE / alternative recommendation
- He noaxoauT / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl 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

-

Ans opesepHOro XBoCToBMKA
for Milling shank

Tun
Type

M328

Yron npodcpunga 20°
Pressure angle 20°

Makc.

38
38
38
3,9
3,9
3,9
3,9
3,9
4,2
42
4,2
43
4,4
4.4
4.4
45

Ds

27,7
27,7
27,7
27,7
27,7
27,7
27,7
27,7
27,7
27,7
27,7
21,7
27,7
27,7
27,7
27,7

> > > > > D> P> D>D>D>D>D>D>D> D> D> AS45

Mapku TBEpAOrO cnnasa

Carbide grades



PpesepoBaHMe 3ybUaTbIX Konec

(ph HORN pl»)

Gear Milling
Pexyuwlas nnactuHa 632 i ke
Insert

MopgynbHas 3ybopesHas dopesa ans 3ybvaTtbix KOMec ¢ 9BOSNIbBEHTHBIM 3aLenneHneM
cornacHo DIN 867

McxoaHbii npodomnb 1 cormacHo DIN 3972 ans unctoBon 06paboTkm, kKoadhduUMeHT
cmeLeHus npocpunsa 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

- ._—:(_ o r -

MameputensHas
NOBEPXHOCTE
1

ui §
O6o03Ha4YeHne Moaynb Z Z e E
Part number Module Z Z
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 co cknapga/onstock A4 Hegenu /4 weeks X Mo 3anpocy / upon request
® pekoMeHJ0BaHO / recommended
0 ansTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- He noaxoauT / not suitable
TBEpAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMMaB C NOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3smepbl ykazaHbl B MM
Dimensions in mm

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

-

Ans opesepHOro XBoCToBMKA
for Milling shank

Tun
Type

M332

Yron npoduns 20°
Pressure angle 20°

Makc.

47
4,8
4,9
4,9
5,0
5,0
5,0

Ds

31,7
31,7
31,7
31,7
31,7
31,7
31,7

> > > B> B B> B> AS45

Mapku TBEpPLOrO cnnasa
Carbide grades

17



PpesepoBaHMe 3ybUaTbIX Konec

(ph HORN pl»)

Gear Milling
Pexyuwlas nnactuHa 635 i ke
Insert

MopgynbHas 3ybopesHas dopesa ans 3ybvaTtbix KOMec ¢ 9BOSNIbBEHTHBIM 3aLenneHneM
cornacHo DIN 867

McxoaHbii npodomnb 1 cormacHo DIN 3972 ans unctoBon 06paboTkm, kKoadhduUMeHT
cmeLeHus npocpunsa 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

Ds

MameputensHas

NOBEPXHOCTb
/ Measuring surface

g

O6o3HaueHue Mopynb Z Z, o E,
Part number Module z.. Z
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 5,5
635.3972.250.3 2,50 17 20 5,5
635.3972.250.4 2,50 21 25 5,5
635.3972.250.5 2,50 26 34 5,5
635.3972.250.6 2,50 35 54 5,5
635.3972.250.7 2,50 55 134 5,5
635.3972.250.8 2,50 135 999 5,5
635.3972.275.1 2,75 12 13 5,5
635.3972.275.2 2,75 14 16 5,5
635.3972.275.3 2,75 17 20 5,5
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 5,5
635.3972.275.7 2,75 55 134 5,5
635.3972.275.8 2,75 135 999 5,5
635.3972.300.1 3,00 12 13 5,5
635.3972.300.2 3,00 14 16 5,5
635.3972.300.3 3,00 17 20 5,5
635.3972.300.4 3,00 21 25 5,5
635.3972.300.5 3,00 26 34 5,5
635.3972.300.6 3,00 35 54 5,5
635.3972.300.7 3,00 55 134 5,5
635.3972.300.8 3,00 135 999 5,5

A cocknapa/onstock A4 Hegnenw /4 weeks X No 3anpocy / upon request
® pekoMeHA0BaHO / recommended
0 ansTepHaTUBHOE NPUMEHeHWE / alternative recommendation
- He noaxoauT / not suitable
TBEPAbIV crnaB 6e3 NoKpbITKS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet

Pa3smepbl ykazaHbl B MM
Dimensions in mm

18

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

-

Ans opesepHOro XBoCToBMKA
for Milling shank

Tvn M335

Type

Yron npoduns 20°
Pressure angle 20°

47
54
54
54
5,5
55
5,5
57
5,7
57
58
58
59
5,9
6,0
6,1
6,1
6,2
6,4
6,4
6,4
6,5
6,5
6,6
6,6

MaKc.

Ds

34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7
34,7

> > >D>D>D>D>D>D>D>D>D>D>D>D>D>D>D>D>D>D> D> D> D> > AS45

Mapku TBEpPLOrO cnnasa

Carbide grades



(ph HORN pill)
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PpesepoBaHMe 3ybUaTbIX Konec

Gear Milling

(ph HORN pl»)

HacagHasa cdpesa
Arbor Mounted Cutter

M279

PexyLuas nnactMHa
Insert

RS279

20
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PpesepoBaHMe 3ybUaTbIX Konec
Gear Milling Cﬁh HORN I]h)

M279

HacagHas dpe3sa Arbor mounted cutter
C pexywumMu nnactuHamu with inserts

Mogynb oT 3,25 MM 40 4 MM Module 3.25 mm up to 4 mm

21



PpesepoBaHMe 3ybUaTbIX Konec

Gear Milling

(ph HORN pl»)

HacapgHas c¢pesa
Arbor Mounted Cutter

@ pexyLuen KpoMKM

Cutting edge @

M279

C BHYTpeHHen nogaven COX
with through coolant supply

100 MM/mm

OTBepcTUe 1 WNoHo4HbIN na3 no DIN 138

Cutterhole and cross keyway as per DIN 138

&8l '

M279.0100.A32...

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3Ha4YeHune
Part number

M279.0100.A32.10.10.IK
M279.0100.A32.2.10.05.1K

Pa3smepbl ykaszaHbl B MM
Dimensions in mm

Ds h
100 50
100 50

MOMEHT 3aTsKK1 BUHTOB CM. B TEXHMYECKNX PEKOMEHAALUSIX.
For torque specification of the screw, please see Technical Instructions.

3anacHble yacTu
Spare Parts

HacapgHas cpesa

Arbor Mounted Cutter | knrou

Allen Wrench

M279...

22

LLlecTUrpaHHbIN

SW14,0 DIN 911

3aXXMMHOM Knioy TORX PLUS®
BUHT TORX PLUS® Wrench
Clamping Screw

030.0516.T20P T20PQ

a )

-

[Ns pexyLlen nnacTuHb

M279.0100.A32.2...

for Insert
Tvn RS279
Type
d5 d2 d3
17,5 79 32
17,5 79 32
MogknagHan BuHT C
wanbéa LUNUHAPUYECKON
Washer rornoBKou
Cylindrical screw
17.0.433 16.35.912



PpesepoBaHMe 3ybUaTbIX Konec
Gear Milling Cﬁh HORN I]h)

Pexywan nnactuHa RS279 i B

Insert

MopgynbHas 3ybopesHas dopesa ans 3ybvaTtbix KOMec ¢ 9BOSNIbBEHTHBIM 3aLenneHneM
cornacHo DIN 867

McxoaHbii npodomnb 1 cormacHo DIN 3972 ans unctoBon 06paboTkm, kKoadhduUMeHT
cmeLeHus npocpunsa 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

[Ns HacadHbIX dpes

for Arbor mounted cutter
16

] Twn M279

l%‘;\ﬂ_ . ! ; )\\\ o ) I' e
\1 | ] \W AR N
«A» = OQHOPASHBIN «B» = gByxpAaHbIN
= single-row = two-row
o i ' )
f_J : ,g = b L é:h}ww
l__m ﬁ 12 I. 'Iﬂj
h OnopHas cTopoHa
Blockside
Yron npodcpunga 20°
Pressure angle 20°
O603Ha4yeHue Moaynb Z Z e E, s b VA dopma 0
Part number Module Z . - Form é
RS279.3972.325.1 3,25 12 13 5,25 10,5 6,70 2 A A
RS279.3972.325.2 3,25 14 16 5,25 10,5 6,80 2 A A
RS279.3972.325.3 3,25 17 20 5,25 10,5 7,00 2 A A
RS279.3972.325.4 3,25 21 25 5,25 10,5 7,00 2 A A
RS279.3972.325.5 3,25 26 24 5,25 10,5 7,10 2 A A
RS279.3972.325.6 3,25 35 54 5,25 10,5 7,20 2 A A
RS279.3972.325.7 3,25 55 134 5,25 10,5 7,20 2 A A
RS279.3972.325.8 3,25 135 999 5,25 10,5 7,20 2 A A
RS279.3972.350.1L 3,50 12 13 5,25 10,5 7,35 2 B A
RS279.3972.350.1R 3,50 12 13 5,25 10,5 7,35 2 B A
RS279.3972.350.2L 3,50 14 16 5,25 10,5 7,45 2 B A
RS279.3972.350.2R 3,50 14 16 5,25 10,5 7,45 2 B A
RS279.3972.350.3 3,50 17 20 5,25 10,5 7,40 2 A A
RS279.3972.350.4 3,50 21 25 5,25 10,5 7,50 2 A A
RS279.3972.350.5 3,50 26 34 5,25 10,5 7,65 2 A A
RS279.3972.350.6 3,50 35 54 5,25 10,5 7,70 2 A A
RS279.3972.350.7 3,50 55 134 5,25 10,5 7,80 2 A A
RS279.3972.350.8 3,50 135 999 5,25 10,5 7,80 2 A A
A cocknapa/onstock A4 Henenw /4 weeks X No 3anpocy / upon request
® pekoMeHAoBaHO / recommended
0 ansTepHaTUBHOE NPUMeHeHMWeE / alternative recommendation
- He noaxoauT / not suitable
TBEpAbIN cnnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanaiikoi/Cermet / brazed/Cermet
Pa3smepbl ykaszaHbl B MM Mapku TBEpgoro cnnasa
Dimensions in mm Carbide grades
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PpesepoBaHMe 3ybUaTbIX Konec

Gear Milling

(ph HORN pl»)

Pexyuwiana nnactuHa

Insert

MogynbHas 3ybopesHas dpesa Ans 3ybyaTbix KONEC C 3BOSIbBEHTHBIM 3aLenneHnem

cornacHo DIN 867

McxoaHbii npodomnb 1 cormacHo DIN 3972 ans unctoBon 06paboTkm, kKoadhduUMeHT
cmeLeHus npocpunsa 0

RS279

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

I

iy ll‘L—\_]l\_
W\
b

\ \
s Mootz
WS
v

He!
h\ Y|

«A» = OQHOPASHBIN

= single-row

/
5,25

T=

O6o3Ha4YeHune
Part number

RS279.3972.375.1L
RS279.3972.375.1R
RS279.3972.375.2L
RS279.3972.375.2R
RS279.3972.375.3L
RS279.3972.375.3R
RS279.3972.375.4L
RS279.3972.375.4R
RS279.3972.375.5

RS279.3972.375.6

RS279.3972.375.7

RS279.3972.375.8

RS279.3972.400.1L
RS279.3972.400.1R
RS279.3972.400.2L
RS279.3972.400.2R
RS279.3972.400.3L
RS279.3972.400.3R
RS279.3972.400.4L
RS279.3972.400.4R
RS279.3972.400.5L
RS279.3972.400.5R
RS279.3972.400.6L
RS279.3972.400.6R
RS279.3972.400.7

RS279.3972.400.8

Blockside

AN
" OnopHas cTopoHa

Moaynb
Module

3,75
3,75
3,75
3,75
3,75
3,75
3,75
3,75
3,75
3,75
3,75
3,75
4,00
4,00
4,00
4,00
4,00
4,00
4,00
4,00
4,00
4,00
4,00
4,00
4,00
4,00

NN

‘min

12
12
14
14
17
17
21
21
26
35
55
135
12
2
14
14
17
17
21
21
26
26
35
35
55
135

.

«B» = gByxpAaHbIN
= two-row

L ot
ZMaKcA E1
13 5,25
13 5,25
16 5,25
16 5,25
20 5,25
20 5,25
25 5,25
25 5,25
34 5,25
54 5,25
134 5,25
999 5,25
13 5,25
13 5,25
16 5,25
16 5,25
20 5,25
20 5,25
25 5,25
25 5,25
34 5,25
34 5,25
54 5,25
54 5,25
134 5,25
999 5,25

A cocknapa/onstock A4 Henenw /4 weeks X No 3anpocy / upon request

® PEKOMEHO0BaHO / recommended

0 ansTepHaTMBHOE NpUMeEHeHMe / alternative recommendation

- He noaxoauT / not suitable
TBEpAbIV crnaB 6e3 NoKpbITHS / uncoated grades

TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanalikoi/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM

Dimensions in mm

24

10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5
10,5

7

-

%

Ons HacagHblx pe3
for Arbor mounted cutter

Tun
Type

MaKc.

7,80
7,80
7,85
7,85
8,00
8,00
8,10
8,10
8,10
8,20
8,30
8,35
8,30
8,30
8,40
8,40
8,55
8,55
8,65
8,65
8,75
8,75
8,80
8,80
8,80
8,90

M279

Yron npodung 20°
Pressure angle 20°

VA dopma
Form

NNRNONNOMNOMNNRNONRNONNOMNMNOMNRNRNOMNNMNMNNNNOMNOMNMNNMNNNDNDNDN
>2> 00 000 WWwwWw®WwWWW®WW®>P>P>OOOWwwWwwwom

> > >D>D>D>D>D>D>D>D>D>D>D>D>D>D>D>D>D>D>D>D> D> D> > AS45

Mapku TBEépAOro cnnasa
Carbide grades



HOBUHKA

3YBOAOJIBJIEHUE

o mopyns 5

GEAR BROACHING

Up to module 5






OTJINMMUE: BOJIbLUE

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 FeoMeTpUuecKkue napaMeTpbl peXKyLUUX
KPOMOK, aAanTUpoBaHHble K KOHKPETHOM
o6nactu npuMeHeHus
Balanced cutting geometry depending on the
application

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

27



3ybononbneHue
Gear Broaching

(ph HORN pl»)

Pexyuwiana nnactuHa

Insert
Tun Makc. pasmep
Type Mozt m_
ma. Module size m_
N105 1,5
N110 1,5
S117 5
MpenmywecTBa:

N105
N110
S117

MWH. OKpYy>XHOCTb BEpLUMH
3ybbeB Ha 3yb4aTtom Konece

C BHYTPEHHMUM 3aLenjieHnem
min. tip circle for ring gear

4
5
14

Makc. anuHa
bokoBon

NOBEPXHOCTU
max. length of flank

20
40

Pasmepbl B MM
Dimensions in mm

- CneumanbHble MHCTPYMEHTbI, agarfnTUpoBaHHbIE K BalLUUM 3aadvam
- Bbicokas npon3soanTesibHOCTb B COMETaHN C AoN6eXHbIMU npmneBoaHbIMU

onokamu

- UnctoBasi obpaboTka Ha O4HOM CTaHKe
- [lo mogynsa 5 mm

- [locTaBKa B KOPOTKME CPOKK

Advantages:
- 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



3y6onon6nexue (ﬁh HORN fil1)

Gear Broaching

Mpumep: Supermini
Example:

29



3ybononbneHue
Gear Broaching

(ph HORN pl»)

Mpumep: S117

Example:

30



HOBUHKA

3YBOOBPABOTKA METOOM SKIVING

3ybyaTtble koneca ¢ mogynem ot 0,2 MM 0 8 MM

GEAR SKIVING

Gear teeth from module 0.2 mm up to module 8 mm






OTJINMMUE: BOJIbLUE

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 nepeTouka (5 Heaenb) npu Manbix
o6beMax
Short resharpening time of 5 weeks to reduce
stock in circulation
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3yboobpaboTka meToaom Skiving
Gear Skiving

(ph HORN pl»)

ToBapHas rpynna WSA:

- Ot mogyns m = 0,2 MM CO CTyneH4yaTbiM WnngosaHuem
-0OTd=7mMm

- [lo mogyna m = 1 Mm

-0od =30 mm

- [NonHoCTbI0 TBEPAOCNIABHOE UCMOMHEHNE

- C BO3MOXHOCTbLIO NEPETOYKHM

- Mpn HeoBxoaANMMOCTU ¢ nogpesaHnemM (3anateHToBaHO)

Product range WSA:

- From module mn = 0.2 mm with step cut
-Fromd =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 pl»)

ToBapHas rpynna WSR:

- BbICOKOTOYHBIN MHTEPMENC KpenneHs Ans MakcumarnbHON TOYHOCTU
BpaLlleHus 6e3 pagmanbHoOro oneHus (3anaTeHToOBaHO)

- CMcTeMa CMEHHbIX PEeXYLLMX NNacTUH 40 Moaynsa m =4 Mm

-01d=25Mm

- PasnunyHble BapuaHThel nogayn COX

- CTaHgapTHbIE XBOCTOBUKM pPasnn4YHOM ANUHbI OCTYMHbI Ha cknage

Product range WSR:

- Precision interface for high concentricity (patented)

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

- Adjustable coolant supply

- Standard shanks of different lengths from stock




3yboobpaboTka meToaom Skiving
Gear Skiving Cﬁh HORN I]h)

AepxaBka ans 3y6oobpabotku  MDR 7 N
meTtoaom Skiving

Gear Skiving Holder

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

@ pexyLuen KpoMKM Cutting diameter Cucrema WSR = o 35.6-80.6 M
System WSR=35,6-80,6 mm \ /
- L - Ans pexyLlen nnacTuHsbl
for Insert

Tun WSR4-WSR8
Type DR044-DR081

MpumeyaHue:

[epxaBkn npegHasHayeHbl Ans cuctembl 3y6oobpaboTtkm metogom Skiving WSR u coBmectumbl ¢ passepTtkamun Tuna DR.
CraHgapTHoe ncnornHeHue ¢ BHyTpeHHen nogadenn COX «Dy». 3ameHuB 3arnywky COXX Ha onuuoHanbHbIA pacnpegenutens
COX, MOXHO nepeocHacTUTb AepxaBKy Ha BapuaHT nogayun COX «Ax.

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".

O603Ha4yeHue L d, ApanTep Pasmep OxnaxpeHve
Part number Adapter Size Coolant
MDR.044.C6.060.W 60 32 C6 WSR4 D
MDR.044.C6.080.W 80 32 C6 WSR4 D
MDR.044.C6.100.W 100 32 C6 WSR4 D
MDR.044.HSKT063.060.W 60 32 HSK-T063 WSR4 D
MDR.044.HSKT063.100.W 100 32 HSK-T063 WSR4 D
MDR.052.C6.060.W 60 39 C6 WSR5 D
MDR.052.C6.100.W 100 39 C6 WSR5 D
MDR.052.HSKT063.060.W 60 39 HSK-T063 WSR5 D
MDR.052.HSKT063.100.W 100 39 HSK-T063 WSR5 D
MDR.081.C6.060.W 60 56 C6 WSRS8 D
MDR.081.C6.100.W 100 56 C6 WSR8 D
MDR.081.C6.125.W 125 56 C6 WSR8 D
MDR.081.C8.060.W 60 56 C8 WSR8 D
MDR.081.C8.100.W 100 56 C8 WSR3 D
MDR.081.C8.125.W 125 56 C8 WSR8 D
MDR.081.HSKT063.060.W 60 56 HSK-T063 WSR8 D
MDR.081.HSKT063.100.W 100 56 HSK-T063 WSR8 D
MDR.081.HSKT063.125.W 125 56 HSK-T063 WSR8 D
MDR.081.HSKT100.125.W 125 56 HSK-T100 WSR8 D

Pasmepbl ykasaHbl B MM
Dimensions in mm

3anacHble YyacTu

Spare Parts
LepxaBka BuHT YnnoTtHuTenbHas 3arnyLika
Gear skiving holder Screw Sealing plug
MDR.044... C009002 10.1.08.913
MDR.052... C009002 12.1.12.913
MDR.081... C009004 16.1.12.913
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3yboobpaboTka meToaom Skiving
Gear Skiving

(ph HORN pl»)

UcnonHeHue c BHyTpeHHeu nogaven COX
Internal coolant supply design

NcnonHeHne «Dy ¢ 3arnyLukomn
Version "D" - with Sealing plug

3arnyLwka
Sealing plug
7/
% Cucrema 3arnywka
g System Sealing plug
MDRO044 10.1.08.913
MDRO052 12.1.12.913
MDRO081 16.1.12.913

NcnonHeHne «A» ¢ pacnpegenutenemM notoka oxnaxaatowen XUakocTu

Version "A" - with Coolant distributor

Pacn penoennTtenb NOoToKa

Coolant distributor

oxnaXgarLLemn XXNaKocTn

Cuctema Pacnpegenutenb
System noToka oxnaagaroLiemn
YKUOKOCTU
Coolant distributor
MDRO044 020.2510.6506
MDRO052 020.3212.6505
MDRO081 020.5616.6246

Tpybka gnsa COX | ins aepxxaBok Tuna
Coolant tube 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 (ﬁh HORN I]h)

ToBapHaa rpynna M117:

- Cncrtema co CMEHHbIMU NnacTuHamy 4o mogyns 8

- CMeHHas nnacTuMHa ycTaHaBnMBaEeTCA B CAMOLEHTPUPYIOLLee rHe3no nog pPexyLlyo nnacTtuHy
- KoHCTpyKumns Tvna HacagHow dpesbl ANst pa3nNnyHbIX 3aXXMMHbIX YCTPOWCTB

- Co BcTpoeHHon nogadven COX B 3aBUCMMOCTU OT onepauumn obpaboTku

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 Cﬁh HORN I]h)

- PEMOHT MHCTpYMeHTa: YCrnyrn no nepetovke cunaMmy KoOMnaHum B Te4eHne 5 Hegenb

- HOLI,DGSaIOLLI,I/Ie MHCTPYMEHTbl MOI'yT UCMNOJ1b30BaTbCA NMpu O6p860TKe prﬂHOOGpaﬁaTblBaeMbIX
mMaTtepunanoB onda ymeHblIeHna 06pasoBava 3ayceHueB Ha O0OKOBbIX NOBEPXHOCTAX

- [Ana npocunen 3aroToBOK C O4EHb KPYThbIMU BOKOBBIMU MOBEPXHOCTAMM Mbl UCMOMNb3yEM CreLnanbHyo
TeXHonormw WnmgoBaHnA, NO3BONAIOLW Y0 0OpabaTbiBaTh Takne GOKOBLIE MOBEPXHOCTU METOAOM

Skiving

- MHCcTpyMeHThl ans 3y6oobpaboTkm metogom Skiving MOryT M3rotaBnmBaThbCs, B TOM Yncne, gns
crneumanbHbiX Npodunen, B HaCTHOCTM, HAaKaToK, NITOCKOCTEN Mo KITHOY Y COEAMHUTENbHbIX 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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HOBUHKA

3YBOAOJIBJIEHUE METOAO0OM OBKATA

r[LJ'I‘;I HapPy>XHOro N BHYTPEHHEro Hape3aHun4d 3y6beB

GEAR SHAPING

For external and internal gears






OTJINMMUE: BOJIbLUE

BO3MO)XHOCTEM
THE DIFFERENCE:
MORE POSSIBILITIES

e BbiCOKOTOUYHbBIE MOMIHOCTLIO TBEPAOCNIaBHbIE
MHCTPYMEHTbI U UHCTPYMEHTDI C
HenepeTtauMBaeMbIMU PeXXYLLMMH 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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3ybononbneHne metoaom obkara |
Gear Shaping (ﬂh HORN I]h)

- CneumanbHble MHCTPYMEHTbI, aganTUpOBaHHbIE K BallMM 3agadam
- 1N Hapy>XHOro 1 BHYTPEHHEro Hape3aHus 3yobeB

- NS 3BONbBEHTHbLIX U MPAMOOOYHbLIX LUNNLEB

- [Ana cneumanbHbIX Npodunen

- C paamepom mogyns ot 0,2 MM o 5 mm

- MHCTpyMeHT, BKNoYasi NpoekTupoBaHue npotecca

- 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 ¢ yMeHblUEHMEM NEPEABUXKEHNN MHCTPYMEHTA

SINGLE-POINT GEAR MILLING

Process with fewer tool movements






OTJINMMUE: BOJIbLUE

BO3MO)XHOCTEM
THE DIFFERENCE:

MORE POSSIBILITIES

e HenpepbiBHOe 3y60OHape3aHUe Ha TOKapHbIX
CTaHKaX ¥ ToKapHo-¢pe3epHbIX LLeHTpax
Continuous gear cutting on lathes and turn-mill
centres

e Bbicokasi Npou3BOAUTENIBHOCTD 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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BuxpeBoe chpesepoBaHue
Single-point Gear Milling Cﬁh HORN [lh)

BuxpeBoe dpesepoBaHne — npouecc MetannoobpaboTkm, Npu KOTOPOM 3aroToOBKa U UHCTPYMEHT
BpaLlatTCs C onpedeneHHbIM COOTHOLEHNEM YacToT BpalueHus. [1pyM 3TOM MHCTPYMEHT yCcTaHaBnmBsaioT
nof onpegeneHHbIM YoM K 3aroToBke. BaxHo, 4Tobbl WNMHAENb 3aroTOBKN Y MHCTPYMEHT Obinn
CMHXPOHU3NPOBAHbI.

MOMVMMO M3roTOBNEHNS TOPLEBLIX N LUIMHAPUYECKMX 3yByaTbiX KOnec, 3TOT NpoLecC MOXHO
ncnonb3oBaTb AN 3pHEeKTUBHOIO NPON3BOACTBA 3BOMbBEHTHBIX UK LWUNMLEBbLIX 3ybyaTbiXx COeANHEHUN.
[nsa aToro MOXHO ncnonb3oBaTb NpakTuyeckn nwbole cuctemol ppes HORN.

K npenmMyLuecTBam 3TOro npouecca OTHOCUTCA YMEHbLUEeHWE NepeaBuMKeHUn MHCTPYMEHTa, Tak Kak Bce
BMaAuWHbl BbIpe3atoTCH 3a 04MH NpoxoA. STOT Npouecc MoxeT ObiTb peanu3oBaH NPakTUYeCKn Ha Nobbix
TOKapHO-(pe3epHbIX LIeHTpax U NOTOMY OYeHb YHUBEpPCAreH.

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 3ybyatoe coeguHeHne Spline gearing

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

OnutenbHOCTb TakTa: 15 ¢ Cycle time:15 s

CkopocTb pe3anusi: 150 M/MuH Cutting speed: 150 m/min
f:01mm/Z f.:0,1mm/Z
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HOBUHKA

®PE3EPOBAHMUE KOHUYECKUX
3YBYATbIX KOJIEC

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

BEVEL GEAR MILLING

From module 0.6 mm up to module U mm






OTJINMMUE: BOJIbLUE

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 HaCTPOMKH
MHCTPYMEHTa ANS pasnuyHbIX Moaynei
Adjustment options on the tool for different
modules

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



Ppe3epoBaHMe KOHUYECKMUX 3yO4aTbIX Korec
Bevel Gear Milling (ﬁh HORN [lh)

B aACCOPTUMEHT NpoayKUunMn BXOOAT MHCTPYMEHTbI ANnA N3roToB1€HUA CI'II/IpaJ'IbH03y6bIX KOHNYEeCKNX
3ybByaTbiX KOec ¢ anuuukronganbHoOM NpogonbHon opmon 3yba n NoCTOSHHOWM BbICOTOM 3y0a.

Opyrue bopMbl 3yGbeB TpebytOT OTAENbHBLIX UCMbITAHUA.

3afaHune HacTpoek npouecca 3yboHapesaHus ¢ y4eToM BCex napameTpoB 06paboTku ocyLecTBnsieTcs
COBMeCTHO ¢ Index Ha ocHoBe getanen 3akasuymka. OnpegeneHne reoMeTpun MHCTPYMEHTa U HacTponka
napameTpoB MHCTPYMEHTA 3aBUCAT OT MaTepuarna 3aroToBKM M OCYLLIECTBSIOTCS C LIENbI0 JOCTUXKEHNS
BbICOKON TOYHOCTU 3arOoTOBKU N YCKOPEHNsT 06paboTKK.

O6paboTka nepegHen n 3agHe CTOPOH Ha OOHOM CTaHKe MO3BOJISIET BbIMOMHATL NOMHY 06paboTKy, npu
KOTOpOW BCce (DyHKLMNOHANbBHO 3Ha4YMMble anemMeHTbl 0OpabaTtkiBaloTca 3a 04Hy onepaumio, bnarogaps
4yeMy OoCcTuraeTca MmakcnmarnbHaa TOYHOCTb. KoHunyeckune 3y6anb|e Koneca OT NpyTKa Ha yHUBepcalbHbIX
CTaHKax.

ACCOPTUMEHT NpoayKUmMK:

B accopTMMeHT Hallel NnpoayKuumn BXogdaTt dpesbl ¢ MHTepdencom kpenneHms tuna HSK-T40 n HSK-T63

C PasnNYHbIMU OKPYXXHOCTSIMU, OMNMUCLIBAEMbIMU BEPLUMHOW UHCTPYMEHTA, U psiaamMu 3yObeB/konnyecTBoM
3axogosB. KomnnekT (bpes MOXET UCNOoNb30BaTbCA ANA KOHU4YEeCKNX 3y6‘-IaTbIX KoNnecC pasrmiMyHbIX pa3mMepos.
PexyLume nrnacTvHbl ABYX pasHbIX pa3MepoB OXBaTbIBAOT pa3mepbl 3yb4yaTtbix kornec ot mogyns m = 0,6 mm go
Moayns m = 4 mm.

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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Ppe3epoBaHMe KOHUNYECKMX 3yO4YaTbIX Korec
Bevel Gear Milling (ph HORN D)

ACCOpTMMeHT MHCTPYMEHTOB afanTnpoBaH K CTaHKaM Index n COOEPXKUT cneaywowine n3genma:

- Kopnyc ppesbl ¢ untepgencom kpennennst tTuna HSK-T40 nnm HSK-T63

- OTpenbHas 3ybopesHas ronoBka Ansg BHYTPEHHUX U HapYXHbIX pe3uoB — obpaboTka ogHON GOKoBON
MOBEPXHOCTW AN NOBbILWEHWUS TOYHOCTU Y TMBKOCTM NPy KOppeKunm

- WoeHTu4Hble Kopnyca Ans BHYTPEHHETO U HapyXXHOro pesLoB

- MnacTnHbl cTaHQAapTHON CUCTEMbI ABYX pa3MepoB AN pasfMyHbiX Moaynewn

- Cuctembl Ans nesoro unun NpaBoro BpaLleHus

- CneumanbHble AMCKU AN agantauum MHCTPYMEHTOB K PasnuyHbIM AnaMeTpam/oKpyKHOCTAM,
OonucbiBaeMbIM BEPLUNHOWN UHCTPYMEHTa

- ['nbkasa koppeKkuns AnnHbl 3yba nyTem perynmpoBKN 3KCLEHTPUCUTETA HAPYXXHOTO U BHYTPEHHEro
pagnycoB C NOMOLLbIO Pa3NNYHbIX PACNOPHbLIX NAacTUH

- CooTBeTcTBYIOWME TBEPAbIE CMNMaBbl A8 Pa3fnMyHbIX MaTepmanos

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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Ppe3epoBaHMe KOHUYECKMUX 3yO4aTbIX Korec
Bevel Gear Milling (ﬁh HORN [lh)

Mpumep obpaboTkm KoOHUYeckoro 3ybuaroro koneca / Machining example Bevel Gear

CnuvparnbHoe 3auennieHne, HernpepbiBHbIV METOA AeNneHnst (PUCYHOK NpUBEAEH AN nNpuMepa)
z=50/mn=1,5mm

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

z=50/mn=1.5mm

M3roToBneHne KoHNYeckux 3yb4aTbix Konec Bevel gear

Matepuan: 1.7137 / 16MnCr5 Material: 1.7137 / 16MnCr5
KonuyectBo 3y6beB: 23 Number of teeth: 23

Mogyne: 1,15 Module: 1.15

[nuTenbHOCTb TakTa N3roTOBNEHUS Cycle time for gear production: 30 s
3ybyaToro 3auennexus: 30 ¢ Cutting speed: 280 m/min
CkopocTb pe3aHusi: 280 M/MUH * Quality IT5

* nonyyaemoe kayectBo IT5

MonHas obpaboTka Ha cTaHke Index R200 Complete machining on Index R200
* TokapHasi obpaboTtka * Turning

* CBepneHue * Drilling

* 3yboobpaboTtka metogom Skiving * Gear skiving

* duHMLWHasa obpaboTka * Finishing

* NonbneHue na3os * Broaching

* HapesaHue KoHu4eckoro 3yG4aroro korneca * Bevel gear
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HOBUHKA

5-0CEBOE ®PE3EPOBAHME
3YBYATbIX KOJIEC

5-AXIS MILLING OF GEAR TEETH






OTJINMMUE: BOJIbLUE

BO3MO)XHOCTEM
THE DIFFERENCE:
MORE POSSIBILITIES

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

e NlporpaMMa yepHOBOM 06paboOTKM,
pa3spaboTaHHas cCOBMECTHO C MPOU3BOAUTENAMMU
CTaHKOB
Roughing program developed with machine
manufacturers

e YuctoBble UHCTPYMEHTbI BbICOKOW TOYHOCTH
Finishing tools for high precision
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PpesepoBaHMe 3ybUaTbIX Konec
Gear Milling Cﬁh HORN I]h)

Pexywasn ronoeka DGVZ r B
Cutter Head

PexyLias ronoBka ¢ NomnHbIM pagmycoM, KOHM4eckas
Cutter head conicle ball nose

-

Ans opesepHOro XBoCToBMKA
for Milling shank

I3 Tun MDG
l Type

@Ds

ed,
o)

e:d3

r
SW
PexyLwias kpomka
C NepeKpbITUEM LEHTPa
[MokasaHo nNpaBoe UcnonHeHne face cutting edge cutting
. . . . across centre
Picture = right hand cutting version
O603Ha4yeHue Cucrema SW Z Ds d, r I, d, l, o
Part number System %
<
DGVZ.4.10.35.15.00 DG10 8 4 10 9,8 1,5 21 2,86 12,30 A
DGVZ.4.12.35.20.00 DG12 10 4 12 11,7 2,0 24 3,82 14,30 A
DGVZ.6.16.35.30.00 DG16 13 6 16 15,6 3,0 32 5,72 18,40 A
DGVZ.6.20.35.50.00 DG20 17 6 20 19,5 50 37 9,54 20,09 A

A cocknapa/onstock A4 Hegnenw /4 weeks X No 3anpocy / upon request
® pekoMeHA0BaHO / recommended
0 ansTepHaTUBHOE NPUMEHeHWe / alternative recommendation
- He noaxoauT / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawnkon/Cermet / brazed/Cermet

Pa3smepbl ykaszaHbl B MM Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades
MpumeyaHume:

B naHHOM kaTanore npeacTaBneHbl TONbKO MHCTPYMEHThI Asi YNCTOBOW 06paboTkn 3y6beB. MIHCTpyMEHTbI ANst YepHOBOW
obpaboTkn cobpaHhbl B katanor « PPE3EPHbBIE CUCTEMbI» (Hanpumep, dpesbl ¢ 6onbLioi nogaven Ansa pasnmyHbIxX
OVaMeTpoB).

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






OTJINMMUE: BOJIbLUE

BO3MO)XHOCTEM
THE DIFFERENCE:

MORE POSSIBILITIES

o CHATHe PpacKu 3alaHHON reoMeTpUumn
€ 3y6uaTbix Konec
Chamfering of spur gears with defined
geometry

e YcKopeHMe npouecca
Short process times

e 1nsa 3y64aTtbiX Kosiec C NpAMbIMU U
KOCbIMMU 3yObSIMHU
For straight and helical gears
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Mpouecc
Process

(ph HORN pill)

CHsiTMe dpackum ¢ 3yb4aTbix Korec No3BOnsieT BbIMOMHATL NOMHY0 06paboTky
Ha OHOM CTaHKe C TOYHOWN reomeTpuen. CUHXPOHM3aUNSA OCell 3aroTOBKN 1
WMHCTPYMEHTa NO3BOMISIET COKPaTUTL Bpems 0bpaboTku faxe 3ybyaTtbix konec
C 3annedvkamn. VIHCTpyMeHT paspabaTtbiBaeTcsi Nof KaK4oe KOHKPEeTHoe

Koreco.

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.

[Mpumep npumMeHeHns
Matepwuan: 1.7137 / 16MnCr5
KonuyectBo 3y6beB: 25
Mogyne: 1,25

OnuntenbHOCTb TakTa: 8 ¢
CkopocTb pe3anusi: 200 M/MUH
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 3yb64aTbIX Kornec
Tooth parameters

(ph HORN pl»)

Heobxogmmble gaHHble (C gonyckamm)
Information required (with tolerances)

KonuyectBo 3y6beB
Number of teeth

LWar / mogynb
Pitch/ Module

p/m_

ﬂ,I/IaMeTp J:l,eJ'II/ITeJ'IbHOI7I OKPY>XHOCTH
Pitch circle diameter

Yron npodpmns
Pressure angle

o

Yron HaknoHa 3y6a
Bevel angle

p

HanpaeneHune HaknoHa 3y6a
Bevel direction

MpaBoe / neBoe
RH /LH

[dnameTp OKpY>KHOCTM BEPLUMH 3yObEB
Tip diameter

d

a

[nameTp OKpy>XHOCTW BnaguH
Root diameter

d

f

3aprrneHV|e BnagunH
Root radius

&

Mpunyck Ha WnmMdoBKy (Npn YepHoBOM 06paboTke)
Grinding allowance (roughing)

q

[nameTtpanbHbI pasmep 2 PONIMKOB / LLIAPUKOB
Diametrical dimension over 2-pins / dimension over 2-balls

dR dK

%] N3MEPUTESNIbHOIO poJinkKa | D N3MEPUTESTIbHOIo KOHYCa
@ Measering roller / @ Measuring ball

OnunHa obien Hopmanu 3yba
Tooth width

10

Yuncno 3ybbeB, OXBaTbiBAEMbIX pa3mepoM 0o6LLen Hopmanu
Number of measuring teeth
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