GEAR SKIVING WITH
INDEXABLE INSERTS
FOR USE WITH MODULE 5 T0 8
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THE DIFFERENCE:
MORE POSSIBILITIES
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For module 5 to 8
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Increased efficiency due to
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Precise insert seating for high
repeatability
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Gear Machining
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Gear Skiving with HORN

Gear skiving of large modules represents a particular challenge and requires special solutions. New
solutions are needed to increase gear skiving efficiency and reduce tool costs.

HORN has already impressively demonstrated its capabilities in the module range 5-8 for example,
with the proven S117 milling insert with special undercut. A unique, patented insert seat now allows
the proven system to be expanded to two cutting edges. This increases service life while reducing
costs. Quality is maintained and can even be improved in some cases. The system will initially be
launched for modules 5-6, with larger modules to follow.
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Product Group W2

w2 &

-EPa—I)Ilm=5~8 B Y- bHBA T L
- BEREOEEE R AO-T O/ — b
- BT TR MAIT —N—EOMHIFR

- IIIREICIE L THREREHICH S

Product range W2

- Interchangeable insert system for modules 5-8
- Interchangeable insert with self-centring insert seat
- Arbour version with different adapters

- With internal coolant supply depending on the machining application




Indexable Insert W2
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FIND YOUR RIGHT
TOOLING SOLUTION NOW.

horn-group.com
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Tel 0566-62-8075
Fax 0566-62-8084

horn@ztec-izushi.co.jp

www.phhorn.jp
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DEUTSCHLAND, STAMMSITZ
GERMANY, HEADQUARTERS
Hartmetall-Werkzeugfabrik
Paul Horn GmbH
Horn-Strafle 1

72072 Tubingen

Tel +49 7071/ 7004-0
Fax +49 7071/ 72893
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