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GEAR MACHINING

Expanded tool range for the economical production of gears



(ph HORN i)

EEEN/LFEER , HORNTHY ARTREAS , UEFEF AR, EFABHTEBRTRMATEMEER:
BRRS, #EXNHMTANIBERRREEF I ZEENELARR, HORNER W —LRAFLT —
MEMNIEMRAR, B2 , MOVKERSH , RERHT ERHEW TR , SE N ERISER
EHo

HORNA R R TEMFE , iR HER KRR SENE. TENRITEDFENTSHOEEMIK L
MIRE , AEDEXNSHBHRNRE. ZREAREN , BRTDENEZR-—MELER, HORNEER
DREMAE-EIENEE  ARIEFIENRE , EFAEANIEEREIN,

Laalln.  Hplos Hon (g

Lothar Horn Markus Horn Matthias Rommel
Geschaftsfuihrer Geschaftsfuihrer Geschaftsfuihrer
Paul Horn GmbH Paul Horn GmbH Paul Horn GmbH

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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Overview Gear Processes

AR PR hE#HE R#tE
Technology Small series Medium batch sizes Large series
W)
Gear milling (external)
+++ ++ 0
‘\EGMENAE)
Gear broching (external and internal)
+++ ++ &
W (SN A L)
Gear skiving (external and internal)
0 = +++
WE AT (S )
Gear shaping (external and internal)
0 & e
0 FAiE + BIRBEE ++ B1& +++ RS
0 not suitable + limited suitability ++ suitable +++ very suitable
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Overview Gear Processes

BAR NEE hE#HE R#tE
Technology Small series Medium batch sizes Large series
BRQARH (S )
Single-point gear milling (external)
0 +++ +
i858 (FMA)
Bevel gear milling (external)
& & +++
SHILH (4hF)
5-Axis milling of gears (external)
+++ 0 0
WA A
Deburring of gears
A A S
0 FAiE + BIRBEE ++ B1& +++ FEHE BT
0 not suitable + limited suitability ++ suitable +++ very suitable
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Gear Milling

EXMERNBtEI) A

Milling inserts for spur gears and gear shafts

B A / T0 58 105/ R/ JRER Ds
RIEEARET DIN 5480 / ANSI B92.1 | Inserttype [mm]
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 <25/d,>40 628 27.7
m <2.5/Nr.5-8
m <225/Nr.2-8 m <25/d, 230 632 317
m <2Nr.1-8
m <3 m <3/d, 250 635 34.7
m <15 m <2/d, 260 636 35.7
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