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THE DIFFERENCE:
MORE POSSIBILITIES

« EXH2BUAICRIEYE TREAS ZiRH

Quotation within 48 hours of drawing receipt
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Available for all HORN circular milling
systems
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Fast delivery due to in-house coating
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HTC - Horn Tool Configurator
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www.horn-group.com/contact/technical-request-gear-cutting

Today's gears are becoming increasingly complex. We have the right tool with our HTC (Horn Tool
Configurator] and the perfect solution for machining a variety of blanks when speed and flexibility are
required.

Gear machining requires having the right tools available and the gears often need to be delivered quickly.
With just a few details about the gear teeth, the configurator will provide you with a quotation including a
detailed drawing of the tool in the shortest possible time. Once all details have been clarified, production
begins and you receive your tools after just one week, irrespective of whether it involves classic gears
according to DIN 867, profiles according to DIN 5480 or special solutions.

In the table on page 6 and 7 you will find available diameters and number of teeth according to the module.

www.horn-group.com/contact/technical-request-gear-cutting
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Technical Enquiry Gear Machining

(ph HORN i)

NI 753% / Machining technology

OFVIAAMEYY oFVI—U2Y oFVvIO—F>7

Gear broaching

Gear Skiving Gear milling

7 — &%k / Workpiece data

~ — 2 XENo.

Workpiece drawing no.

RIS

Material

BEANBE

hardened

BEDFETTE CEALTET L,

Please enter reference profile

EVa-IIBAX/EyTF

Normal module / diametral pitch

7118

Normal pressure angle

B
Number of teeth

ftng (0

Helix angle

BN AHE

Flank direction

HSEMRERE 0
Tip diameter

BEMABED (mm)

Root diameter min

TIF.4ZE 0 (mm) min
Root form diameter K 7z ld/or

max

BE7ER (mm)
Tooth root radius

max

FSEELD <& (mm)

Radius of tip chamfer

B VR 2 — FNEEED (mm)
Tip form diameter

TEB5R (mm)
Tool tip radius

BITEF % / Measuring type

IR <723 L\ Please choosel!

ZF—/N—R—)L4Z (mm)

Measurement between 2 balls min

F—N—E>2F

min
Measurement between 2 rollers

FLTHWE TR

Length across teeth min

max

1—-%,

Company

AR5EE#

Distributor

{iCKness
g |

Taoth
v

Measuning roll, ball @

i

Tooth thickness

1B ER / Machine data

W W W

1=
Tooth thickness

TES v O RA S

Spindle interface

R
Gap width

S IIHORERE |,

Swivel angle of milling spindle

ERAR—IL £72F E2FD (mm)

Measuring device @

£ [FIHARIER

Maximum rotational speed (synchronised)

BN EESETT / Additional gear parameters

{imZ / Notes

/LT EOR)
Roughing / finishing (stock)

B ST - BETTEIEN D (=W
Tip relief / root relief / K-chart yes

LWz
no

TOFaNT U RERE (=40
Protuberance yes

(AIAY-4
no

BRAELE « 1) — MMELE (=40

Profile crowning / length crowning | yes

LWz
no
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Selection of the insert

(ph HORN ph)

A G = RRT  Type 304 X06 X08 X11
Zﬂgfﬁ% D /Cutting 97,7 9117 0157 0177
T/ Number of teeth T/ Number of teeth FI# / Number of teeth F# / Number of teeth
3 e 9 23 69 2] 3| 6| 92| 3] ¢]| 9| 1
£ a2 —)L / Module
[E/I£8 / Pressure angle [E738 / Pressure angle [E7/38 / Pressure angle [E/38 / Pressure angle
20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°
02 ole ole|o|e ole|o|e|ole cle|o|e|ole
03 ole ole|lol|e ole|lol|e . cle|o|e|ole
04 ol e o|e|o|e ole|o|e . o|e|ole o
05 ole ole|lol|e ole|lo|e . cle|lo|e .
0,6 o|e o|e|o|e o|e|o|e ° o|le|o|e °
0,7 0| e . o|le|o|e . o|le|o|e °
0,8 o| e ° o|e|o|e ° o|e|o|e .
0,9 0| e o|le|ole ° o|le|o|e °
1 ol e o|e|lol|e . o|le|lo|e .
11 . ol e ° °
1,2 . ol e ° °
1,3 ol e .
14 3| c .
1,5 ol e .
1,6 °
1,7 °
1,8 °
1,9 °
2 °
2,1 °
2,2 .
2,3 .
2,4 .
2,5 °
2,6
2,7
28
2,9
3
I\:;imrlm)g Zg;ﬁyﬁg{j/ M304 M306 M308 M311

o FOMDEYa—ILTAZEBRVEDLE LT,
o HIERCEBEERIIEETITZEI,
o XIFHHEIIEL. IMHIDU AT LIEZNI D ET,

Other module sizes on request
Cutting edge and seating diameter can be changed

When specifying the type, X is the placeholder for the number of teeth, e.g. 913
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Selection of the insert

(ph HORN ph)

X13 X28 X32 X35 636
0 21,7 0277 ?31,7 ? 34,7 ? 35,7
}]Eﬂ( / Number of teeth }J?ﬁ( / Number of teeth }Uﬁ / Number of teeth }U@/Number of teeth }]Eﬂ( / Number of teeth
36 923 e 9236 9 2] 3] e 9 23] 6] 9|10
£33 / Pressure angle [E7378 / Pressure angle [E73£8 / Pressure angle [E7378 / Pressure angle [E7378 / Pressure angle
20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°|20°|30°
oO|le|Do|e|DO|e O|le|o|e|DO|e oO|le|o|e|DO|e O|e|o|e o|e
o|le|o|e|O|e o|le|o|e|DO|e o|le|o|le|Do|e o|le | Do e ol e
O|e|o|e|O|e o|le|o|e|O|e o|le|o|e|O| e o|le|o| e o e
a L] a L] o L] a L] o L] o L] a L] o L] a L] o L] a L] a L]
o|le | 0O e . O|e | O e . O|le|oO|e . O|e|O|e o|e
o|le|o|e ° o|le|o|e ° o|le|o|e . o|le|o|e ol e
o|le | O e . o|e | O e . O|e|oO|e . O|e|O|e o|e
-
o|le | o e . 8 o|le | O e . o|le|O|e . O|le |0 e ole
=)
O|le | O e . g o|e | O e . O|le|o|e . O|e|O|e o|e
o
o|le | O e . c o|le | O e . o|le|O|e . O|le | DO e .
o
oL
o|le | O e . S o|e | O e . O|le|o|e . O|e|oO|e .
~
o|le | O e ° o|le | O e . o|le|O|e oO|le | O e .
o
o|e|o|e ° > o|e|o|e ° O|le|o|e O|e|O|e .
ie)
o|le | O e ° ] o|le | O e ° o|le|O|e oO|le | O e .
o|e . \T_J/ o e . O|le|o|e O|e|O|e .
ol e . Q ol e ° o|le|o|e o|le | DO e .
qa
. . p o e . O|le|o|e O|e|O|e
-y
. . iy ol e ° o|le|o|e o|le |0 e
10
° . o e . O|le|o|e O|e|o|e
° . ol e o|le|o|e o|le | Do e
. . . o|le|o|e o|le|o| e
L] L] L] a L] L] o L] a L]
. . . o|e . O|e|O|e
. . . o e ° o|le|o|e
. ) . o|e .
. . . ole .
. . . o|e .
. . . ole .
. . ° o| e .
M313 M328 M332 M335 M332
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FIND YOUR RIGHT
TOOLING SOLUTION NOW.

horn-group.com

BARSAIRIS

HRE1tIZUSHI
REEE/ N T I Z A2 —
T448-0807 EHEXIATHRXIBEI—TH_ZHH2

Tel 0566-62-8075
Fax 0566-62-8084

horn@ztec-izushi.co.jp

www.phhorn.jp

(ph HORN fill)

DEUTSCHLAND, STAMMSITZ
GERMANY, HEADQUARTERS
Hartmetall Werkzeugfabrik
Paul Horn GmbH
Horn-Strafle 1

D-72072 Tubingen

Tel +49 7071/ 70040
Fax +49 7071/ 72893

info@de.horn-group.com
horn-group.com
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