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INGERSOLL - CITELIMAAUCT B OBAACTU OBPABOTKU 3YBYATbIX MEPEAAY

Komnanus Ingersoll Cutting Tools Hauana CBOKO AEATEABHOCTb C MPOU3BOACTBA GpPE3EPHOrO U CBEPAUABHOTO
MHCTpyMeHTa B 1962 roay B COCTaBe BCErO AULLb 23 COTPYAHWKOB B KAU€CTBE BCMOMOraTeAbHOro NPOM3BOACTBA
komnaHuu Ingersoll International Inc. B Pokdpopae, CLUA. MepBbiit 3y6odpesepHblit UHCTPYMEHT BbIA CAEA@H NO TUMY
3aTOYHOTO MHCTPYMEHTA CO CMEHHbIMM BbICTPOPEXYLLMMU U TBEPAOCMAABHbIMU A€3BUSMU. 3aTOUKa U NEPEToUKa 3Toro
MHCTPYMEHTa B COOTBETCTBUM C TpebyeMbiM NPODUAEM OCYLLECTBASIAGCH Ha NMPOPUABHO-LIAUPOBAABHBIX CTaHKaX GUPMbI
Ingersoll.

B cBA3u ¢ Bo3pocLuei notpebHocTbio 06paboTkum 3ybuatbix nepeaay HxeHepbl Ingersoll pazpaboraan B 1977 ropy
NepBYIO AUCKOBYIO MOAYAbHYIO dpedy ¢ moayreM 16, avameTpom 370 MM CO CMEHHBIMU TBEPAOCTAABHbLIMU
NAaCTUHaMMU.

HoBoM Bexoii cTano co3aaHue YepBAUHbIX GPe3 CO CMEHHbIMU TBEPAOCTAABHBIMU NAAGCTUHAMU. TOABKO ABa roAa CrycTs,
B 1979 roay, B Ingersoll pa3paboTtaav nepByto YePBAUHYIO dpe3y ¢ moayreM 25 u anametpom 400 MM € YeTbipbMs
cermeHTamMu.

Ingersoll ropAUTCS CBOMM MHOTOAETHUM OMbITOM B 06AacTh 06paboTku 3ybuatbix nepeaay. 3a NpoLleALlre roabl B
Ingersoll co3paBanu pa3Ho06pa3HbIi PEXYLLMIA MHCTPYMEHT AAA 3y6006paboTKM Kak CTaHAAPTHbIN, Tak U CNeLUanbHbIM,
COOTBETCTBYIOLUMIA NOTPEBHOCTAM 3aKa3uMKOB, HauMHasA C MOAYASi 6 U BoAbLLe. Hanpumep, YepHoBas AMCKoBas
MOAYAbHast dppesa ¢ moayrem 60 n panamerpom 520 MM, yuctoBas MoAyAbHas dpesa ¢ moayrem 80 u anametpom 423
MM, a Takxe camasi 6oAbLLasn yepBsyuHas dppesa ¢ moayreM 42 u pamerpom 500 Mm.

Ingersoll obrapaer CyLLeCTBEHHbIMU NHXUHUPUHTOBbIMU MOLLUHOCTAMM, 4T06bl COOTBETCTBOBATH BbICOKUM TEXHUYECKUM
Y BPEMEHHbIM Tpe6OBaHMﬂM.
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Ingersoll Cutting Tools started the production of milling and boring tools in 1962 with just 23 employees,

as a subsidiary of Ingersoll International Inc. in Rockford, USA. The first gear milling tools were made as
grind-type tools with exchangeable HSS as well as solid carbide blades. The grinding and regrinding of the tools,
according to the specific profile, was carried out on Ingersoll profile grinding machines.

In order to meet the demands of metal cutting in gear milling, the engineers at Ingersoll designed in 1977 the first
roughing gasher, module 16, diameter 370 mm, with indexable carbide inserts. A further milestone came with the
development of hobs with indexable carbide inserts. Only two years later, in 1979, Ingersoll designed the first skiving
hob, module 25, 400 mm in diameter, with four segments.

It is with pride, that Ingersoll looks back on many years of experience in the field of gearing. During the last years,
Ingersoll has designed numerous cutting tools; both in standard design, as well as special design, in accordance
with the individual needs of the customer, from module 1 to larger modules as for example the roughing gasher,
module 60 with a diameter of 520 mm, the finishing gasher, module 100, 460 mm in

diameter, as well as the largest hob, module 42, with a diameter of 500 mm.

Ingersoll has the essential engineering know-how to comply with the high technical and temporal
requirements.
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. S-MAX YEPHOBAA MOAYJIbHASI ®PE3A BP IV (DIN 3972)

S-MAX ROUGHING GASHER BP IV (DIN 3972)

OlMNCAHUE / GENERAL DESCRIPTION

HepaBHO paspabotaHHas AMHErKa MHCTPYMEHTa AAA NMPEABAPUTEALHOM
06paboTKM HaPYXHbIX U BHYTPEHHMX 3ybuaTbiX nepeaay - pe3yAbtat
ONTUMU3ALMKU HEraTUBHOW U ABOWHOW MO3UTUBHOM TaHreHUMaAbHON
reoMeTpMUM PEXYLLMX NAACTUH. Y ocHOBaHWsi obpabatbiBaemoro 3yba
HeraTMBHbIE NAACTUHBLI 06eCneunBatoT HEOBXOANMYH CTaBUABHOCTb PE3aHUA B
YCAOBMSAX BOABLLMX NOAAY M TAYOUH Cpe3aemoro CAoSi.

HeraTuBHbIe NAGCTUHBI UMEIOT HAKAOHHbIE 0TBEPCTUS. MpK Takom cnocobe
KPENAEHUA NAACTUHbI AOCTUIaEeTCs YBEAUUEHHAA yOUHA BBUHUMBAHWS, UTO
AeNaeT KpenAeHWe NAaCTHHbI B rHe3ae Bonee HapeXHbIM U CHUXaeT
HanPsKEHWE B KOPNyce MHCTPyMEHTA. MAACTUHbI ¢ ABOMHON NO3UTUBHOM
reometprei S-MAX CHUXaOT 3HAUEHUS OCEBOW COCTABASIOLLEN CUAbI
pes3aHus Ha 6OKOBbIX CTOPOHax 3yba M AeAatoT npouecce pesaHus bonee
NA@BHbIM.

TouHoe NO3ULMOHMPOBAHWE MAGCTUH B COOTBETCTBUM C MHAMBUAYAAbHBIMM
YCAOBUAMU pe3aHus obecneunsaet 6e3BMOpaLMOHHYI0 paboTy MHCTPYMEHTa.
370 NPEACTABASIET BO3MOXHOCTb MPOU3BOAUTL MHCTPYMEHT AASt 06paboTKu
aAbTEPHATUBHbIX MPOGUAEI B COOTBETCTBUM C TPeBOBaHUSMU 3aKa3umKa.
A5 npeaBapUTeAbHOV 06paboTKK LecTepeH ¢ HEOOABLLLMM KOAUYECTBOM
3y6beB MOXET ObITb 3KOHOMUYECKM BBIFOAHO MCMOAB30BaTh MHCTPYMEHT,
UMEOLLMIA 9BOABBEHTHYHO GOPMY 3yObEB C BbICTYNAOLWMMU NAGCTUHAMM.
Takoi UHCTPYMEHT M3roTaBAMBAETCA MO 3anpocy.

Moaynb

9,43 8,59 0,37 3,17 14,7
8 12,57 11,20 0,41 4,41 ’|,8 19,6
10 1571 13,79 0,44 5,67 18 24,5
12 18,82 16,37 0,47 6,93 2,8 29,4
14 21,99 18,95 0,50 8,20 2,8 34,3
16 2513 21,51 0,52 9,47 2,8 39,2
18 28,27 24,07 0,54 10,75 4,0 441
20 31,42 26,63 0,56 12,03 4,0 49,0
22 34,56 2918 0,58 13,32 12,3 4,0 539
24 BIVI0N SIS 0,59 14,60 4,0 58,8
26 40,84 34,28 0,61 15,89 4,0 63,7
28 43,98 36,82 0,62 17,18 4,0 68,6
30 4712 39,36 0,64 18,47 15,9 4,0 73,5
32 5027 419 0,65 19,76 17,2 4,0 78,4
34 53,41 44,44 0,67 21,05 50 83,3
36 56,55 46,98 0,68 22,35 193 5,0 88,2

Mopynb 6

Module 6
—Sw—
[

Moaynb 8 - Moayas 26
Module 8 - Module 26

The newly developed tool series for the pre-machining of outer and inner
gear production, is the result of the optimization of negative and double-
positive tangential cutting edge geometry. At the root of the tooth, the negative
insert provides the stability necessary to implement high feed rates thus reali-
zing a high chip removal rate.

The negative insert has an inclined bore. With the inclined position of the
insert screw a higher depth of thread is achieved, which stabilzes the insert
pocket and thus the whole tool. The double-positive S-MAX insert allows for a
smooth cutting process at the flank of the tooth, which reduces the axial force
enormously.

The exact positioning of inserts for each individual cutting process provides
a vibration-free performance of the cutter. It is certainly possible to produce
alternative profiles according to customers' specifications. When premachining
pinions with a low amount of teeth, it may be more economical to use a tool
which complies to the involute shape with protuberance inserts. Tools such as
these can be supplied in special design.

YepHoBas ¢ppe3a AA BHYTPEHHUX 3yObeB ¢ MoAyAeM 16
Roughing of annulus module 16

Moaynb 28 - Mopyab 36
Module 28 - Module 36

r/ ‘\A
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NMPUMEPbI UCITOAb30BAHUA / APPLICATION EXAMPLES

YepHoBasa moaynbHasA ¢pesa

LLecTtepHsi ¢ moayrem 16, obpabaTbiBaeMblit MaTepUan - CTaAb

18X2H2M

D =360 mm n =95 06./MuH
fz=0,4 mm vf = 304 mm/MUH
ae = 36,5 um

Roughing Gasher
Pinion gear module 16; material: 18CrNiMo6

D =360 mm n=95rpm
fz=0,4 mm vf =304 mm/min
ae = 36,5 mm

YepHoBaa mopynbHas dppesa

C WAMGDOBAHHBIMK NMAACTUHAMU AAA AOCTUXKEHHUSA
paBHOMEPHOTO Npunycka. KOHCTPYKLMS ¢ MpoTybepaHLem.
LLecTepHs ¢ moayrem 10, obpabatsiBaeMblii Matepuan -
cTanb 18X2H2M

D =250 mm n = 180 06./MuWH

fz=0,4 mm vf =430 mm/MUH

ae =22,5Mm

Roughing Gasher

with profile ground inserts to obtain an equal stock.
Design including protuberance.

Pinion gear module 10; material: 18CrNiMo6

D =250 mm n =180 rpm
fz=0,4 mm vf =430 mm/min
ae =22,5mm

CABOEHHasA yepHoBas MoAyAbHas dpesa

C WAMPOBAHHbIMK NAACTUHAMM AASE AOCTUXEHMSA
paBHOMEpPHOro Npunycka. KOHCTpyKUMsi ¢ NpoTybepaHLem.
BHyTpeHHUI MoayAb 16, obpabaTbiBaeMblit MaTepUan -
cTanb 42XM

D =420 mm n= 100 06./MuWH

fz = 0,38 mm vf = 380 mm/MUH

ae = 36,7 MM

Duplex-Roughing Gasher

with profile ground inserts to obtain an equal stock.
Design including protuberance.

Annulus module 16; material: 42CrMo4

D =420 mm n =100 rpm
fz=0,38 mm vf = 380 mm/min
ae = 36,7 mm
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. [MPOEKTMPOBAHUWE MOAYJIbHbIX ®PE3 10 CIMNELUNAJIbHBIM 3AKA3SAM
CUSTOM-MADE SPECIAL DESIGNED ROUGHING GASHER

CIELIMAANBHOE UCIOAHEHUE / CUSTOM-MADE

YepHoBasA MoAyAbHasA ¢ppe3a Ansd 06paboTKu LecTepHU

C HepaBHOMEPHbLIM MPUMYCKOM MO HOKOBLIM NMOBEPXHOCTAM 3yba
1 UMCTOBOM 06paboTKOM NpoTybepaHLa.
* MAaCTUHbI Ha NpoTybepaHLe ¢ ABYMSI PEXYLLMMU FPaHsIMU.
* BbOKOBblE NAGCTUHbI C YETLIPbMS PEXYLLUMU FPAHAMMU.
Roughing gasher for pinion gear
with unequal stock at the flank and finish milled protuberance.
* Protuberance insert with four respectively two cutting edges.
* Flank insert with four cutting edges.

YepHoBasa MoayAbHas ¢ppesa And 06paboTKK LwecTepHU

C paBHOMEPHbLIM NPUMYCKOM MO BOKOBbLIM NMOBEPXHOCTAM 3y6a U
uucToBoW 06paboTkoi npoTybepaHua.

¢ MIAaCTUHbI Ha NPOTYBEPaHLE C YEThIPbMS PEXYLLUMU FPaHSIMU.
* [IAGCTUHbI Ha 3BOABBEHTE C ABYMS PEXYLLUMU FPAHAMMU.

Roughing gasher for pinion gear
with equal stock at the flank and finish milled protuberance.

* Protuberance insert with four cutting edges.
* Involute insert with two cutting edges.

YepHoBasa MoAyAbHas ¢pesa ANA BHYTPEHHUX 3yObeB
C HepaBHOMEPHbIM MPUMYCKOM.
* [IAaCTUHbI C YETLIPbMSA PEXYLUMMMU FPAHAMM.

Roughing gasher for annuluses
with an unequal stock.
* Insert with four cutting edges.

YepHoBasA MoAyAbHasA ¢ppe3a AN BHYTPEHHUX 3y6beB

C paBHOMEPHbIM MPUMYCKOM MO 6OKOBbIM NOBEPXHOCTAM 3yba U
yncToBOM 06paboTKoM NpoTybepaHua.

 MAacTiHbI Ha NpoTybepaHLEe ¢ YETbIPbMSA PEXYLUMMK FrpaHAMMU.
 MAQCTMHbI Ha 3BOABBEHTE C ABYMS PEXYLUMMU TPAHAMM.

Roughing gasher for annuluses

with an equal stock at the flank and finish milled protuberance.
* Protuberance insert with four cutting edges.

* Involute insert with two cutting edges.
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- HOBBIE MOAYJIbHbIE ®PE3bl C KAHAJIAMW I/ MOABOAA COTC
NEW GENERATION OF GEAR GASHER WITH COOLANT CHANNEL

YUEPHOBbIE MOAYAbHBIE ®PE3bl C KAHAAAMU ANA ITOABOAA COTC / ROUGHING GASHER WITH COOLANT CHANNEL
UepHoBas MoayAbHas ¢pesa ¢ KaHanamu Ars noaBoaa COTC
Roughing gasher with coolant channels

B TeueHne MHOMMX AeT KomnaHus Ingersoll npon3BoAWT Gpesbl U CBEPAA
C KaHanaMu AAA BHYTPeHHero noaBoaa COTC. 3TOT NOAOXKMUTEAbHbINM OMbIT
NMOCAYXWA MPUUMHON pa3paboTKM HOBOTO MOKOAEHUSI MOAYAbHbLIX Gpe3 ¢
KaHanaMK AN OXAQXKAEHUS (BO3AYXOM UAM 3MYAbCUEN).
OxAaxAaatoLLmMe KaHaAbl PacnoAOXeHbl B Koprnyce ¢pesbl Takum 06pasom,
yT06bI 06ECMNEUNTL YMEPEHHOE OXAAXKAEHWE HEMOCPEACTBEHHO NMAACTUHBI.
B AOMOAHEHWE K MOAOXKUTEABHOMY YCMEXY OXAQXAEHUS yAyULLaeTCes
CTPY)XKOAOMAHUWE M OTBOA CTPYXKKMU M3 30HbI Pe3aHUsi, YTO MOAOXKMUTEAbHbLIM
06pa3om BAMSIET Ha KAYeCcTBO NOAyYaeMOW AETaAM.

Ingersoll co3paet MHHOBALMOHHbIE TEXHOAOTHM!

UuctoBaa MoayAbHasA ppesa ¢ kaHaraMmu aas noasoaa COTC
Finishing gasher with coolant channels

For a long period of time Ingersoll GmbH has produced milling and
boring tools with internal coolant supply. These positive experiences
were reason enough to develop a coolant supply (air or emulsion) for
the various gear gasher types as well. The coolant channels are posi-
tioned in the tool in such a way that the respective medium cools the
insert directly.

In addition to the positive cooling effect the chips are either blown or
flushed away from the operation area which has an enormous influence
on the tool life of the inserts. Another advantage is the lower degree of
warming of the workpiece during the machining operation which has a
positive effect on the quality of your product.

Innovative technology thanks to Ingersoll!
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- YEPHOBAA MOAYJIbHASI ®PE3A BP IV (DIN 3972)
ROUGHING GASHER BP IV (DIN 3972)

@d1

.'\.:;\..\J I
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dpe3a c TOpLEBOW WNOHKOM

Cutter with radial keyway DIN 138

Moaynb 0603HaueHue Habop naacTuH

Module Designation : Fitting insert
37W8F210006GE-00 210 50 50 16 8 120 16xQ)

6 37W8F270006GF-00 270 60 50 20 10 140 20xQ)
37W8F350006GA-00 350 80 70 24 12 170 24xQ)
3SW8F210008GE-00 210 50 50 24 8/4 120 16xQ) C)

8 3SW8F270008GF-00 270 60 50 30 10/5 140 20xQ® 10x@®
3SW8F350008GA-00 350 80 70 36 1216 170 24xQ 12x@
3SW8F210010GE-00 210 50 60 24 8/4 120 16xQ C)

10 3SW8F270010GF-00 270 60 60 30 10/5 140 20x@®@ 10x@
3SW8F350010GA-00 350 80 70 36 12/6 170 20xQ 120
3SW8K210012GE-00 210 50 70 24 613 120 120 12:0@

12 3SW8K270012GF-00 270 60 70 24 6/3 140 120 12:0
3SW8K350012GA-00 350 80 90 32 8/4 170 16xQ® 16x@
3SW8K210014GE-00 210 50 70 24 6/3 120 12xQ) 12x@

14 3SW8K270014GF-00 270 60 70 24 6/3 140 12xQ) 12x@
3SW8K350014GA-00 350 80 90 32 8/4 170 16xQ® 16x@
3SW8K270016GF-00 270 60 90 30 613 140 1260 18x@

16 3SW8K350016GA-00 350 80 90 40 8/4 170 16xQ® 26x@®
3SW8K450016GC-00 450 100 90 50 10/5 190 20x@® 30x@
3SW8M270018GF-00 270 60 90 30 6/3 140 12xQ 18x@®

18 35SW8M350018GA-00 350 80 90 40 8/4 170 16xQ 24x@
35W8M450018GC-00 450 100 90 50 10/5 190 20xQ 30x@®
3SW8M270020GF-00 270 60 90 36 613 130 12:0 26x@®

20 35W8M350020GA-00 350 80 90 48 8/4 170 16x@ 3@
35W8M450020GC-00 450 100 90 60 10/5 190 20x@ 40x@®@
3SW8M270022GF-00 270 60 90 36 6/3 130 12xQ 24xQ®

22 35SW8M350022GA-00 350 80 90 48 8/4 170 16xQ 3@
35W8M450022GC-00 450 100 90 60 10/5 190 20xQ 40x@
3SW8N270024GF-00 270 60 100 36 6/3 130 12x@ 24x@®

24 3SW8N350024GA-00 350 80 100 48 8/4 170 16xQ@ 32O
3SW8N450024GC-00 450 100 100 60 10/5 190 20x@ 40x@

2% 3SW8N350026GA-00 350 80 120 56 8/4 170 16xQ@ 40x@®
3SW8N450026GC-00 450 100 120 70 10/5 190 20xQ@ 50x@

28 3SW8M350028GA-00 350 80 120 56 8/4 170 16xQ 40x@®
35SW8M450028GC-00 450 100 120 70 10/5 190 20x@ 50x@

30 3SW8M350030GA-00 350 80 120 64 8/4 160 16x@ 48x@®
35W8M450030GC-00 450 100 120 80 10/5 190 20:Q 60x@®

2 35W8M400032GA-00 400 80 120 64 8/4 170 16x@ 48x@®
35W8M500032GC-00 500 100 120 80 10/5 190 20x@ 60x@®

n 3SW8N400034GA-00 400 80 120 64 8/4 170 16x@ 48x@®
3SW8N500034GC-00 500 100 120 80 10/5 190 20x@ 60x@®
3SW8N400036GA-00 400 80 140 72 8/4 170 16x@ 56x@

% 3SW8N500036GC-00 500 100 140 90 10/5 190 20x@ 70x@®
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NAACTUHDbI / INSERTS

A LNV333-500T05-A B LNV333-501T05-A € DPM424-001 D LNV434-500T05-A

= -

OcHoBaHUsA Root OcHoBaHUsA Root bokoBas Flank OcHoBaHusA Root

254 &,
@ )
= =
115 476 115 476 L;H%& 1429 6.35

E  LNV425-500T05-A F ' LNV436-500T05-A G LNV436-501T05-A

ks

24.41 2441

19.05
74

19.05
{
A\
19.05

OcHoBaHus Root OcHoBaHusA Root OcHoBaHus Root
254 254 &, T
| 9| = :
E E e b
f 1429 | 794 1429 || 952 ' 14.29 | 952
n uar u3 IN2040 u IN2005.

Inserts available in grades IN2040 and IN2005.

Cnnas
Grade

060.3Hauetuue Onuca_uu_e IN2005
Designation Description
®

LNV333-500T05-A HeratuBHas reometpus R 1,2 / negative geometry R 1,2 ()
LNV333-501T05-A HeraTuBHas reometpus R 1,8 / negative geometry R 1,8 ® )
DPM424-001 nosutusHas reometpus R 0,8 / positive geometry R 0,8 ® ()
LNV434-500T05-A HeratuBHas reometpus R 2,8 / negative geometry R 2,8 ® )
LNV425-500T05-A HeratuBHas reometpus R 4,0 / negative geometry R 4,0 ® ()
LNV436-500T05-A HeraTuBHas reomeTpus R 4,0 / negative geometry R 4,0 ® )
LNV436-501T05-A HeraTuBHas reometpus R 5,0 / negative geometry R 5,0 ® ()
@ =P O=M @ =K

KOMNAEKTYIOLIUE / SPARE PARTS

SM40-110-00 SM40-090-00 SM50-120-10 SM50-140-10
AN NAacTUHbI / for inserts: & AARL A@cTuHbl / for inserts: & AN nAacTUHbl / for inserts: \\\\\\& AN nAacTUHbl / for inserts: \\\&

0o 0 G0 C G0 g

Bur / Insert screw I D

SM50-160-10
AR nAacTUHbl / for inserts:
0006060

Member IMC Group 1 1
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- PEXXWMbI PESAHWA /11 HEPHOBOW MO/AY/IbHON ®PE3bI BP IV
CUTTING DATA RECOMMENDATION ROUGHING GASHER BP IV

Moaynb 0603HaueHue D Zeff. ae1 [mm] fz1 [MM] Ve1 [M/MuH] Vel [M/MuH]
Module Designation [mm] Schnittl/cutl Schnittl/cutl Rm<1000 N/mm2  Rm>1000 N/mm2
37W8F210006GE-00 210 8 13,5 0,40-0,50 160-180 140-160
6 37W8F270006GF-00 270 10 13,5 0,50-0,60 160-180 140-160
37W8F350006GA-00 350 12 13,5 0,55-0,65 160-180 140-160
3SW8F210008GE-00 210 8/4 18,0 0,35-0,45 160-180 140-160
8 3SW8F270008GF-00 270 10/5 18,0 0,40-0,50 160-180 140-160
3SW8F350008GA-00 350 1216 18,0 0,45-0,55 160-180 140-160
3SW8F210010GE-00 210 8/4 22,5 0,35-0,45 150-170 130-150
10 3SW8F270010GF-00 270 10/5 22,5 0,40-0,50 150-170 130-150
3SW8F350010GA-00 350 1216 22,5 0,45-0,55 150-170 130-150
3SW8K210012GE-00 210 6/3 27,0 0,30-0,40 150-170 130-150
12 3SW8K270012GF-00 270 6/3 27,0 0,35-0,45 150-170 130-150
3SW8K350012GA-00 350 8/4 27,0 0,40-0,50 150-170 130-150
3SW8K210014GE-00 210 613 31,5 0,30-0,40 140-160 120-140
14 3SW8K270014GF-00 270 6/3 31,5 0,35-0,45 140-160 120-140
3SW8K350014GA-00 350 8/4 31,5 0,40-0,50 140-160 120-140
3SW8K270016GF-00 270 6/3 36,0 0,30-0,40 140-160 120-140
16 3SW8K350016GA-00 350 8/4 36,0 0,35-0,45 140-160 120-140
3SW8K450016GC-00 450 10/5 36,0 0,40-0,50 140-160 120-140
35SW8M270018GF-00 270 6/3 40,5 0,28-0,38 140-160 120-140
18 3SW8M350018GA-00 350 8/4 40,5 0,32-0,40 140-160 120-140
3SW8M450018GC-00 450 10/5 40,5 0,35-0,45 140-160 120-140
35W8M270020GF-00 270 6/3 45,0 0,28-0,34 140-160 120-140
20 3SW8M350020GA-00 350 8/4 45,0 0,31-0,38 140-160 120-140
3SW8M450020GC-00 450 10/5 45,0 0,34-0,43 140-160 120-140
35W8M270022GF-00 270 613 39,5 0,29-0,36 120-140 100-120
22 3SW8M350022GA-00 350 8/4 39,5 0,32-0,40 120-140 100-120
3SW8M450022GC-00 450 10/5 39,5 0,35-0,45 120-140 100-120
3SW8N270024GF-00 270 6/3 43,0 0,28-0,35 120-140 100-120
24 3SW8N350024GA-00 350 8/4 43,0 0,30-0,38 120-140 100-120
3SW8N450024GC-00 450 10/5 43,0 0,34-0,44 120-140 100-120
2% 3SW8N350026GA-00 350 8/4 46,5 0,30-0,38 120-140 100-120
3SW8N450026GC-00 450 10/5 46,5 0,33-0,43 120-140 100-120
28 3SW8M350028GA-00 350 8/4 50,5 0,29-0,37 120-140 100-120
3SW8M450028GC-00 450 10/5 50,5 0,32-0,42 120-140 100-120
3SW8M350030GA-00 350 8/4 54,0 0,28-0,35 120-140 100-120
30 3SW8M450030GC-00 450 10/5 54,0 0,30-0,40 120-140 100-120
2 3SW8M400032GA-00 400 8/4 57,5 0,30-0,40 120-140 100-120
3SW8M500032GC-00 500 10/5 57,5 0,32-0,42 120-140 100-120
3SW8N400034GA-00 400 8/4 61,0 0,28-0,38 120-140 100-120
3 3SW8N500034GC-00 500 10/5 61,0 0,30-0,40 120-140 100-120
3 3SW8N400036GA-00 400 8/4 64,5 0,28-0,38 120-140 100-120
3SW8N500036GC-00 500 10/5 64,5 0,30-0,40 120-140 100-120
Vi e HocAT i xap P ¥ MOTYT 6biTb p K p 1 NpH Heoo:

The indicated cutting data can only be a recommendation and must be adapted on location and, if necessary, optimized.
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Mopynb 0603HaueHune ae2 [mMm] 22 [MM] V¢2 [M/MuH] Vec2 [m/MuH]

Module Designation : Schnitt2/cut2 Schnitt2/cut2 Rm<1000 N/mm2  Rm>1000 N/mm2
37W8F210006GE-00 210 8
6 37W8F270006GF-00 270 10
37W8F350006GA-00 350 12
3SW8F210008GE-00 210 8/4
8 3SW8F270008GF-00 270 10/5
3SW8F350008GA-00 350 1216
3SW8F210010GE-00 210 8/4
10 3SW8F270010GF-00 270 10/5
3SW8F350010GA-00 350 1216
3SW8K210012GE-00 210 6/3 § =
12 35W8K270012GF-00 270 613 g o
3SW8K350012GA-00 350 8/4 E ‘%
3SW8K210014GE-00 210 6/3 2 £
14 3SW8K270014GF-00 270 6/3 ‘g §
3SW8K350014GA-00 350 8/4 8=
3SW8K270016GF-00 270 6/3
16 3SW8K350016GA-00 350 8/4
3SW8K450016GC-00 450 10/5
3SW8M270018GF-00 270 6/3
18 3SW8M350018GA-00 350 8/4
3SW8M450018GC-00 450 10/5
35W8M270020GF-00 270 6/3
20  3SW8M350020GA-00 350 8/4
3SW8M450020GC-00 450 10/5
3SW8M270022GF-00 270 6/3 10 0,55-0,67 140-160 120-140
22 3SW8M350022GA-00 350 8/4 10 0,62-0,75 140-160 120-140
3SW8M450022GC-00 450 10/5 10 0,70-0,85 140-160 120-140
3SW8N270024GF-00 270 6/3 1 0,50-0,65 140-160 120-140
24 3SW8N350024GA-00 350 8/4 1" 0,60-0,73 140-160 120-140
3SW8N450024GC-00 450 10/5 1" 0,65-0,80 140-160 120-140
2% 3SW8N350026GA-00 350 8/4 12 0,55-0,67 140-160 120-140 g 8
3SW8N450026GC-00 450 10/5 12 0,65-0,77 140-160 120-140 §. =
28 3SW8M350028GA-00 350 8/4 12,5 0,55-0,67 140-160 120-140 E ';D
3SW8M450028GC-00 450 10/5 12,5 0,65-0,77 140-160 120-140 g £
30 3SW8M350030GA-00 350 8/4 13,5 0,53-0,65 140-160 120-140 \g_ §
3SW8M450030GC-00 450 10/5 13,5 0,63-0,75 140-160 120-140 38 =
2 35W8M400032GA-00 400 8/4 14,5 0,58-0,68 140-160 120-140
3SW8M500032GC-00 500 10/5 14,5 0,65-0,75 140-160 120-140
3SW8N400034GA-00 400 8/4 15,5 0,55-0,65 140-160 120-140
3 3SW8N500034GC-00 500 10/5 15,5 0,60-0,70 140-160 120-140
3 3SW8N400036GA-00 400 8/4 16,5 0,55-0,65 140-160 120-140
3SW8N500036GC-00 500 10/5 16,5 0,60-0,70 140-160 120-140
HocAT i W MOryT 6bITb K W NPy Heob:

The indicated cutting data can only be a recommendation and must be adapted on location and, if necessary, optimized.
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. YNCTOBBIE MOAYJIbHbIE ®PE3bl (BHYTPEHHUE M HAPYKHBIE)
INGERSOLL FINISHING GASHER (INTERNAL & EXTERNAL)

OlMNCAHUE / GENERAL DESCRIPTION

YnctoBas obpabotka 3ybuaTtbix KOAEC MOAYAbHBIMU dpe3amu
Ingersoll ycnewHo npuMeHsieTca yxxe B TeUeHne MHormx Aet. Mo
BCEMY MUPY AASt YACTOBbIX ONepaLmi NCNOoAb3yeTCA
MHCTPYMEHT BbINyKAOW GOPMbl ANT 06PabOTKM BHYTPEHHMX
3yObeB M BOTHYTOM - AN HAPYXXHBIX. Koprnyca, Tak xe, Kak U
NAACTWHbI, U3rOTABAMBAIOTCSA C Y3KUMU MOASIMU AOMYCKOB,
yT06bI NOAYYaTh TPEBYEMYIO TOUHOCTL GOPMbI 3yba. B npouecce
06paboTkn popMmbl 3yba BoAbLLASA YaCTb METAAAA YAQAAETCS Y
OCHOBaHus 3yba, B TO BPEMS Kak Ha 3BOAbBEHTE yallle
OCYLLECTBAAIOTCA YNCTOBbIE OMEpPaLUK.

Takon KOMMNAEKC onepaLLmMi MOCAYXMUA MPUYMHON AAS
pa3paboTKM UHCTPYMEHTA, KOHLENTYaAbHO MPUMEHUMOTO AAS
pa3AMYHbIX YCAOBUIM 06paboTKK. B pedyabtate nosaBUACA
MHCTPYMEHT C Pa3AMYHbIMW PaAnaAbHBIMU YIAGMHU U
nepekpbiBatoLLenca GOpMON NAACTUH.

3TOT HOBbIN MHCTPYMEHT Nprobpen 6oAbLIEE KOAMYECTBO
3ddEKTUBHBIX 3yObEB Y OCHOBaHMWSA, B TO BPEMS Kak KOAUYECTBO
60KOBbIX 3ODEKTUBHBIX 3yObEB CHUXEHO BABOE AASI ONTUMM3ALMM
TOALLMHBI CTPYXKK. MPerMyLLECTBO 3TOM pa3paboTku KOMNaHWK
Ingersoll BbipaxaeTca B 60AbLLEN CTOMKOCTU MHCTPYMEHTA,
MeHbLUEM HarpeBe AETaAel, a TakKe B CHWXEHWUU 3aTpaT Ha
PEXYLUMIA UHCTPYMEHT.

The finishing of gears has been practiced successfully with
Ingersoll tools for many years now. For the finishing operation
all over the world tools with a convex (internal gear production)
or concave (external gear production) form are applied. The
tools, as well as the inserts are within very narrow tolerances
to achieve the required accuracy of the tooth gap. During the
machining of the tooth gap, a lot of material is removed from
the tooth base, whereas in the involute area rather a finishing
operation and polishing of the surface are carried out.

This complex machining operation was reason enough
to develop a tool concept suitable for the various cutting
requirements. The result is a tool with different radial angles as
well as overlapping insert geometries.

These new tools obtain fully effective teeth at the root of the
tooth and half effective teeth at the tooth flank thus optimizing
the chip thickness. The advantages of this Ingersoll design are
reflected in a longer tool life, improved surface finish, lower heat
development on the component, as well as in a reduction of the
cutting material costs.

14 Member IMC Group
® /ngersoll

Cutting Tools



OlMMCAHUE / GENERAL DESCRIPTION

YucroBaa MmoayabHas ¢pesa co WAMdOoBaHHbIM NPodUAEM NAACTUH
Moayab 20; obpabaTbiBaeMblit matepuan 42XM, okoHuYaTeAbHas
06paboTka (BTOPOM MPOXOA)

D =290 mm n = 132 06/MuWH
fz=0,4 mm vf = 520 MmM/MUH
ae =2 MM

Finishing gasher with profile ground inserts
Outer ring module 20; material: 42CrMo4 finishing

(2nd cut)D = 290 mm n =132 rpm
fz=0,4 mm vf =520 mm/min
ae=2mm

YucroBaa MmoayAbHas ¢pesa co WAMdOoBaHHbIM NPodUAEM NAACTUH
Moayab BHYTpeHHUX 3ybbeB 10; obpabatbiBaeMblit MaTepuan 42XM,
UYMCTOBOW MPOXOA

D =380 mMm
fz = 0,45 mm n =140 06/MuH
ae =225 Mm vf = 785 MM/MWH

Finishing gasher with profile ground inserts
Inner ring module 10; material: 42CrMo4 finishing

D =380 mm n =140 rpm
fz=0,45 mm vf = 785 mm/min
ae =22,5mm

15
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. YNCTOBASA MOAYJTIbHASA ®PE3A (BHYTPEHHAA)
FINISHING GASHER (INTERNAL)

@d1

dpe3sa ¢ TOPLEBOH WNOHKOH = s %
Cutter with radial keyway DIN 138

Moayab  0603HaueHue Habop naacTtuH

Module Designation : Fitting insert

37W82300006GA-I 300 80 90 24 1216 160 00
6 37W82360006GA-I 360 80 90 28 14/7 170 00
37W8Z420006GA-| 420 80 90 32 16/8 180 00
37W82300008GA-I 300 80 90 24 1216 160 600
8 37W82360008GA-I 360 80 90 28 14/7 170 (C (D)
37W82420008GA-I 420 80 90 32 16/8 180 00
37W82300010GA- 300 80 90 24 12/6 160 00
10 37W82360010GA-I 360 80 90 28 1417 170 00
37W82420010GA-I 420 80 90 32 16/8 180 00
37W82300012GA-I 300 80 90 24 12/6 160 00
12 37W82360012GA-I 360 80 90 28 147 170 00
37W82420012GA-I 420 80 90 32 16/8 180 00
37W82300014GA-I 300 80 90 24 1216 160 oo
14 37W8Z360014GA-I 360 80 90 28 14(7 170 (1 2 )
37W8Z420014GA-| 420 80 90 32 16/8 180 oo
37W82300016GA-I 300 80 90 24 12/6 160 00
16 37W82360016GA-I 360 80 90 28 1417 170 oo
37W82420016GA-I 420 80 90 32 16/8 180 oo
37W82300018GA-I 300 80 90 24 1216 160 o0
18 37W8Z360018GA-I 360 80 90 28 14/7 170 Q0
37W8Z420018GA-| 420 80 90 32 16/8 180 Q0
37W82300020GA-I 300 80 90 24 1216 150 00
20 37W82360020GA-I 360 80 90 28 14/7 170 00
37W82420020GA-| 420 80 90 32 16/8 180 00
37W82300022GA- 300 80 90 24 12/6 150 00
22 37W82360022GA-I 360 80 90 28 14/7 170 00
37W82420022GA-I 420 80 90 32 16/8 180 00

KOMMNAEKTYIOLLWE / SPARE PARTS

SM40-090-00 SM50-100-00 SM50-140-10 SM50-160-10 /
AR NAacTUHBI / for inserts: AN MAACTUHBI / for inserts: AAS NAacTUHBbI / for inserts: AN nAacTUHbI / for inserts: \\\\\&
0000 0 0000 000000 (O
00 '
16 Member IMC Group
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MAACTUHbI/ INSERTS
¢ FNC443--MOD8 D LNA332-MOD8

A FNC332--MOD6 -

OcHoBaHUsA Root OcHoBaHUsA Root bokoBas Flank OcHoBaHusA Root
115 40 i ‘ UL B 381 — J429, a6 (5 Lﬁy
ERto] 1 O 3 e
oas <B:‘i<4d EiH 044 : 254 % f;?: 4 &@
E FNC444-1-M0D10 F LNA333-M0D10 G FNC464-1-M0OD12 H LNA434-M0D12
—2a -— il -
BokoBas Flank OcHoBaHUs Root BokoBas Flank  OcHoBaHus Root
429 635 115 48 . 429 | 635 M.Ts 635
i 10 g o . : 16 Jai
T 054 & N 244 % 254 % T ess
I 'FNC465-1-M0OD14 J  LNA444-M0D14 K FNC475-I-MOD16 L LNA454-M0D16
- o o= o
Root bokoBas Flank OcHoBaHusA Root

Flank OcHoBaHUsA

BokoBas
uzm

1429 1% _ 1429 635 1429 -
E i H;u 7 H@, B\ f il ﬁ
s, &
&,
| 254 54 & 254

1

N LNA454-M0D18 0 FNC496-1-M0D20 P LNA446-M0D20

Root

Root bokoBas Flank OcHoBaHus

A
)
L

Py

24

iy

M FNC485-1-MOD18

Flank OcHoBaHUsA

1z LI 2 14 um 98 e o5
2 o B
Tl o
e 254

254

Q' FNC4106-I-M0OD22 R LNA446-M0D22

Flank OcHoBaHUs

BokoBas

=

508

bBokoBas Root

1429 95

MAacTuHbI 3rotaBaMBatoTesa U3 cnaasa IN2040. Gopma 60KOBLIX IAACTHH yKa3aHa B TabauLe Ha cTp.16.
Inserts available in grade IN2040. Design of flank inserts depends on gear data.

® Iiigérsoll

Cutting Tools




. YNCTOBAS MOAYJIbHASA ®PE3A (HAPYXKHASA)
FINISHING GASHER (EXTERNAL)

®pe3sa c Topuesoit
LWINOHKOW
Cutter with radial keyway

DIN 138

Moaynb 0603HaueHne Habop naactuH

Module  Designation Fitting insert

37W8Z300006GA-E 300 80 90 24 1216 160 (AJNB)
6 37W8Z360006GA-E 360 80 90 28 1417 170 00
37W8Z420006GA-E 420 80 90 32 16/8 180 00
37W8Z300008GA-E 300 80 90 24 1216 160 (C (D]
8 37W8Z360008GA-E 360 80 90 28 1417 170 (CIN(D]
37W82420008GA-E 420 80 90 32 16/8 180 (CIND)
37W82300010GA-E 300 80 90 24 1216 160 00
10 37W82360010GA-E 360 80 90 28 1417 170 00
37W82420010GA-E 420 80 90 32 16/8 180 00
37W82300012GA-E 300 80 90 24 12/6 160 00
12 37W82360012GA-E 360 80 90 28 1417 170 00
37W8Z420012GA-E 420 80 90 32 16/8 180 00
37W82300014GA-E 300 80 90 24 12/6 160 00
14 37W82360014GA-E 360 80 90 28 14(7 170 (1 0 ]
37W8Z420014GA-E 420 80 90 32 16/8 180 00
37W82300016GA-E 300 80 90 24 12/6 160 (L)
16 37W82360016GA-E 360 80 90 28 1417 170 (L)
37W82420016GA-E 420 80 90 32 16/8 180 (K L)
37W82300018GA-E 300 80 90 24 12/6 160 (MIN)
18 37W82360018GA-E 360 80 90 28 1417 170 (MIN)
37W8Z420018GA-E 420 80 90 32 16/8 180 (MIN)
37W82300020GA-E 300 80 90 24 12/6 150 00
20 37W82360020GA-E 360 80 90 28 1417 170 00
37W8Z420020GA-E 420 80 90 32 16/8 180 00
37W82300022GA-E 300 80 90 24 1216 150 00
22 37W82360022GA-E 360 80 90 28 1417 170 00
37W82420022GA-E 420 80 90 32 16/8 180 00

KOMMAEKTYIOLLME / SPARE PARTS

SM40-090-00 SM50-100-00 SM50-140-10 SM50-160-10
AR NA@cTUHBI / for inserts: A mAacTUHbl / for inserts: AAA mAacTUHBI / for inserts: AAA MAacTUHBI / for inserts:
0000 00 0000 (KN LXMENNO]

000

1 8 Member IMC Group
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MAACTUHbI/ INSERTS

A FNC332-E-MOD6 B LNA332-Mod6 C ' FNC443-E-MOD8 D' LNA332-MOD8

bBokoBas Flank OcHoBaHUsA Root bokoBas Flank OcHoBaHus Root
— 40 H 115 381 — BRI 361 — T L—Hk
g O g 10 4 161 4 6 EL%
] 744 A 244 % :i_ 244 o448
E FNC444-E-MOD10 F LNA333-MOD10 G FNC464-E-M0OD12 H LNA434-M0D12
bokoBas Flank OcHoBaHUs Root bokoBas Flank OcHoBaHus Root
J%. &'V_ﬁx . 15 476 1429 714 16.‘29 635 .
254 % 254 & ' 254
| FNC465-E-MOD14 J LNA444-M0D14 K FNC475-E-MOD16 L LNA454-M0D16
bokoBas Flank OcHoBaHUs Root bokoBas Flank OcHoBaHus Root
1429 6.35 uziz.__1 813 1429 714
31k ¥ ERR <t
T ese % s

M’ FNC485-E-MOD18

N LNA454-M0D18

0. FNC496-E-M0OD20

BokoBas Flank OcHoBaHuA Root Bokosas Flank OcHoBaHuUA Root
12 958 1429 114 1429 953
R 1
— 254 Hiln 254 g ] 953 o 254 *
Q' FNC4106-E-MOD22 R’ LNE446-M0D22
bokoBas Flank  OcHoBaHus Root
1429 Mi 953
254 | 953 7 054
MAacTuHbl 3rotaBAMBatoTca U3 cnaasa IN2040. Gopma 6 y B Tab Ha c1p.16.
Inserts available in grade IN2040. Design of flank inserts depends on gear data.
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@ PEXUMbI PESAHUA V1A 4YMCTOBOM MOAY/TbHON ®PE3bI (BHYTPEHHEWM/HAPYXKHOW)
CUTTING DATA RECOMMENDATION FINISHING GASHER (INTERNAL/EXTERNAL)

Moayab  0603HaueHue D Zeff. ae1 [mm] fz1 [mm] Ve1 [M/mMuH] Ve1 [M/MuH]
Module  Designation [mm] Schnitt1/cutl Schnitt1/cutl Rm<1000 N/mm2 Rm>1000 N/mm2
37W8Z30006GA-I/E 300 1216 13,5 0,50-0,60 160-180 140-160
6 37W8Z360006GA-I/E 360 1417 13,5 0,55-0,65 160-180 140-160
37W82420006GA-I/E 420 16/8 13,5 0,58-0,72 160-180 140-160
37W8Z300008GA-I/E 300 1216 18,0 0,42-0,52 160-180 140-160
8 37W8Z2360008GA-I/E 360 147 18,0 0,48-0,58 160-180 140-160
37W8Z420008GA-I/E 420 16/8 18,0 0,52-0,62 160-180 140-160
37W8Z300010GA-I/E 300 1216 22,5 0,38-0,48 150-170 130-150
10 37W8Z360010GA-I/E 360 1417 22,5 0,42-0,52 150-170 130-150
37W8Z420010GA-I/E 420 16/8 22,5 0,45-0,55 150-170 130-150
37W8Z300012GA-I/E 300 1216 27,0 0,35-0,45 150-170 130-150
12 37W8Z2360012GA-I/E 360 1417 27,0 0,38-0,48 150-170 130-150
37W8z2420012GA-I/E 420 16/8 27,0 0,42-0,52 150-170 130-150
37W8Z300014GA-I/E 300 1216 31,5 0,32-0,42 150-170 130-150
14 37W82360014GA-I/E 360 147 31,5 0,35-0,45 150-170 130-150
37W8z2420014GA-I/E 420 16/8 31,5 0,38-0,48 150-170 130-150
37W8Z300016GA-I/E 300 1216 36,0 0,30-0,40 140-160 120-140
16 37W8Z360016GA-I/E 360 1417 36,0 0,32-0,42 140-160 120-140
37W82420016GA-I/E 420 16/8 36,0 0,36-0,46 140-160 120-140
37W8Z300018GA-I/E 300 1216 37,5 0,30-0,38 140-160 120-140
18 37W8Z2360018GA-I/E 360 1477 37,5 0,32-0,42 140-160 120-140
37W8z2420018GA-I/E 420 16/8 37,5 0,35-0,45 140-160 120-140
37W8Z2300020GA-I/E 300 1216 41,0 0,29-0,37 140-160 120-140
20 37W82360020GA-I/E 360 14/7 41,0 0,32-0,40 140-160 120-140
37W8Z420020GA-I/E 420 16/8 41,0 0,34-0,42 140-160 120-140
37W8Z300022GA-I/E 300 1216 44,5 0,29-0,35 120-140 100-120
22 37W8Z360022GA-I/E 360 1417 44,5 0,30-0,38 120-140 100-120
37W8Z420022GA-I/E 420 16/8 44,5 0,32-0,42 120-140 100-120

YKka3aHHble PeXuMbl pe3aHusl HOCAT peKOMeHAaTeI\beIﬁ Xapakrep u moryt 6bITb apanTUPOBaHbl K KOHKPETHBIM YCAOBUAM 06paﬁon(u unpu HeOﬁXOAVIMOCTM ONTUMU3UPOBAHbI.
The indicated cutting data can only be a recommendation and must be adapted on location and, if necessary, optimized.
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Moayab  O6o3HaueHue ae2 [mm] fz2 [Mm] Vc2 [M/MuH] Vc2 [M/MuH]

Module  Designation : Schnitt2/cut2 Schnitt2/cut2 Rm<1000 N/mm2 Rm>1000 N/mm2

37W8Z300006GA-1/E 300 1206

6 37W8Z360006GA-l/E 360 1477
37W8Z420006GA-1/E 420 16/8
37W8Z300008GA-1/E 300 1206

8 37W8Z360008GA-I/E 360 1477
37W82420008GA-1/E 420 16/8
37W8Z300010GA-1/E 300 1206 =

10 37W8Z360010GA-/E 360 1417 g9
37W82420010GA-1/E 420 16/8 S E
37W8Z300012GA-1E 300 1206 g g

12 37W8Z360012GA-IE 360 1477 § g
37W82420012GA-1/E 420 16/8 s=
37W8Z300014GA-I/E 300 1216

14 37W8Z360014GA-IE 360 1417
37W82420014GA-1/E 420 1618
37W8Z300016GA-1/E 300 1216

16 37W8Z360016GA-/E 360 1417
37W82420016GA-1/E 420 1618
37W8Z300018GA-I/E 300 1206 30 0,81,0 160-180 140-160

18 37W8Z360018GA-l/E 360 1477 3,0 0,9-1,1 160-180 140-160 -
37W82420018GA-1/E 420 16/8 3,0 1,01,2 160-180 140-160 s g
37W8Z300020GA-1/E 300 1206 4,0 0,81,0 160-180 140-160 £t

20 37W8Z360020GA-IE 360 1417 4,0 0,9-11 160-180 140-160 2%
37W82420020GA-1/E 420 16/8 4,0 1,012 160-180 140-160 £E
37W8Z300022GA-1/E 300 1206 5,0 0,810 140160 120-140 § g

22 37W8Z360022GA-l/E 360 1417 5,0 0,911 140160 120-140 =
37W82420022GA-1/E 420 16/8 5,0 1,0-1,2 140-160 120-140

Yka: p HOCAT p ¥ XxapakTep ¥ MOryT 6biTb aAaNTUPOBaHbI K KOHKPETHBIM YCAOBUAM 06paboTKK M NpU HEO6X0AUMOCTH ONTUMU3UPOBAHDI.

The indicated cutting data can only be a recommendation and must be adapted on location and, if necessary, optimized.
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- YEPBAYHBIE ®PE3bI INGERSOLL
INGERSOLL HOBS

OlMNCAHUE / GENERAL DESCRIPTION

YepssuHble ¢pesbl Ingersoll - pesyastat MpOAOAKUTEABHbBIX Ope BaHHE LWECTEPHH C HAKAOHHLIM 3y6
NOCAEAOBATEABHbIX Pa3paboToK HaLLIMX UHXEeHePOoB. OnbIT U Hobbing of a helical gear
WHAVMBUAYAbHbBIE NMOXEAAHUA HALLMX 3aKa34YMKOB ObIAW YUTEHbI B
pa3paboTke U KOHLENLMKU UCTIOAHEHUS. ITOT MHCTPYMEHT NO3BOASIET
BbIrOAHO 0b6pabatbiBaTb 3ybuatbie KOAéca C MOAYAEM OT 6 1 Bbile. C
NpUMEHEeHWEM TBEPAOCMA@BHbIX MAACTUH BoAbLIasA
NPOU3BOAMTEABHOCTb MOXET ObITb AOCTUTHYTa NPU BbICOKMX CKOPOCTSIX
pesaHus.

The Ingersoll hobs are the result of continuous further development by
our engineers. The experience and individual requirements of our custo-
mers were carefully included in the development and conception. These
tools allow an
economical machining of gears from module 6 and upwards. With the
application of carbide inserts a high chip removal can be achieved at high
cutting speeds.

YepssauHble ¢ppesbl Ingersoll coCTOAT U3 OTAEAbHbIX CErMEHTOB -
YCTAHOBAEHHbIX MOCAEAOBATEABHO OAHOBUTKOBBIX AMCKOBbIX dpes.
Boablne obpabaTbiBaemble NOBEPXHOCTU TPEBYIOT HAAEXKHOTO
No3ULMOHMPOBAHUA CETMEHTOB B CNUPaAWU. ITU CErMEHTbI COEAUHSIIOTCA
BUHTaMU Yepes ABe 3arnyLlku. Kaxabli cermeHT cnupanm 360°,
NOrPELLUHOCTb U3rOTOBAEHUSI OAHOTO BUTKA CErMeHTa MMHUMaAbHa, a
COOTBETCTBEHHO, TOYHOCTb COBPAHHON YEPBAYHOW HPe3bl MOBLILLIAETCS.
CermeHThbl Ingersoll cnpoekTMpoBaHbl Kak eAMHUUYHbIE MHCTPYMEHTbI: 13
HUX HabupaeTca pexyLuan YacTb Gpesbl HYXXHOW AAMHbI - MPEAEABHO
npocTas KOHCTPYKUMSA. HyXHbl TOAbKO 6OAeE AAMHHbBIE BUHTBI. Kpome Toro,
3TO rapaHTUpyeT NpocTyto cOOpKy U pas3bopky.

Ingersoll hobs consist of individual segments which are positioned by
means of high-precision cross slots. Large fitting surfaces allow us form-
fit support of each segment in the spiral. These segments are connected
with clamping screws via two end caps. Because a 360° spiral forms a
segment, the production tolerances within one rotation are minimized,
which has a positive effect on the quality class of the hobs. The Ingersoll
segment design makes an extension of the tool - an enlargement of the
cutting length - comparatively simple. Only longer pull bars are required.
Moreover, easy assembly and disassembly is guaranteed.

C pa3paboTKkoit HOBOW reoMeTPUM NAACTUH C MOBEPHYTLIM MOA YIAOM
OTBEPCTUEM AASI KDEMAEHUSI BUHTOM 3aMeHa NAACTUH CTana 3HaUYUTEAbHO
npotue. Ceyac MEHATb MAACTUHBI CTAAO BO3MOXHO C NOMOLLbIO
CTaHAAPTHOIO KAKOUa, Aaxe Koraa dpesa B cbope. Elle opHO
NPEeUMYyLLECTBO NMOBEPHYTOrO OTBEPCTUSA - ABTOMATUUECKOE TOUHOE
NO3ULUMOHUPOBAHKE NAACTUHbBI NPW 3aBUHUMBAHKUK. [AACTMHA NPOCTO He
MOXET OblITb 3aKpenAeHa HeBepHo.

Kpome Toro, pocturaetcs 6oAblias raybuHa BpesaHus BUHTa 3a cuet
3aBMHUMBAHKA MOA YIAOM, COOTBETCTBEHHO, BOAEE HAAEXHOE KpenAeHue
NAACTWHbI, HE PAa3BMUBAETCHA NOCAAOUHOE THE3AO MAACTUHBI,
COOTBETCTBEHHO, CPOK CAYXBbl MHCTPYMEHTa BO3pacTaer.

With the further development of the insert with an inclined bore the
problem of exchanging an insert has also been solved. It is now possib-
le to exchange the insert with a standard screwdriver while the hob is
assembled. A further advantage is that the position of the insert can be
exactly defined because
of the inclined bore. The insert can no longer be inadvertently assembled
incorrectly. Furthermore, a larger thread percentage contact area can be

= L= k = - - u
P « g & gd~ § Ak d g &8 ' B sial

achieved thanks to this inclined position of the insert screw which stabili- { ' ‘ ‘ l l l ‘ | » ‘ \ ‘ l .
zes the insert pocket as well as the tool itself. gt S ’ _._..‘ % R RS P RGN | "
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@ OCHOBHbIE [PO®U/IU MCXO/HOW NMPOM3BOASLLEN PEUKU
BASIC RACK PROFILES OF GEAR GENERATING TOOLS

BUAbI MTPO®UAEN UCXOAHOU NPOMU3BOAALLIEN PEUKU DIN 3972 / DEFINITION OF BASIC RACK PROFILES ACC. TO DIN 3972

Mpoduab Npou3BoAsLLEi peliku | / AAs YucTOBOM 06paboTku Mpoduab npousBoAsaLLeit peiiku Il / Ans uncToBoi 06paboTKK
Basic Rack Profile | / For finishing Basic Rack Profile Il / For finishing

Ny = 1,167xm h, = 1,250xm
hp = 2,167xm y hP = 2,250xm
hr,0 = 2,367xm 2 hPo = 2,450xm
paPO ~ 012 xm papo ~ 0,2 xXm
Ppo ~ 0,2xm Ppo ~ 01'_? xm
S, = ——xm
SPO = %X m PO 2
NMpo¢unb npoussoaawei perku lll / npepBapuTeAbHan nepea WAUdOBaHUEM UAU NMpoduab npoussoasLuen peiiku IV / npepBapuTeAbHas nepea YUCTOBOH
wesuroanuem (Basic Rack Profile Il / Preshaping for grinding or shaving) o6pabotkoii (Basic Rack Profile IV / Preshaping for finishing)
Sm S 3
i 3 ~
h, =1,25xm+0,25 Vm hyp =1,25xm+0,60 \m
h, =2,250xm h, =2250xm
h,, =2,450xm h,, =2,450xm
Py ~ 0,2XM Pwo ~0,2xm
o Ppo = 0,2 xm p'PO ~ 01112 Xxm
A I1 S, = 5.xm
o J S = 7gxm " o SN0
i g =025 VmxSIN20° g =06 YmxSIN20
3HaueHue CHMBEOAOR YuctoBasa obpabotka
Description of symbols yepBsUHOU dpe3on
Moaynb koneca 10, z = 94,42XM
h ., = Bbicota ronosku 3y6a/ addendum
hP = B.bICOTa 3yba = raybuHa pesanus/ tooth depth Finishing with hob
= cutting depth Outer ring module 10, z = 94

h ,, = Bbicota 3yba npoussoasLLeli peliki/ tooth
depth of the basic rack profile

material: 42CrMo4

S ,, = ToawwmHa 3yba/tooth thickness D =300 mMm

= i i =148 06/MuH
r . = Paanyc npu BepwuHe/tip radius n
o yenpn Bep /P fa = 4 Mm/06

I'po = PaAMyc BO BnaauHe/root radius ae = 22,5 MM

YepHoBana obpaboTka
yepBsiUHOU dpe3om

LLlectepHsa ¢ mopynem 12, z = 94,
18X2H2M

Roughing with hob
Spur gear module 12,z = 45
material: 18CrMo6

D =270 mm

n =140 06/MuH
fa = 3 mm/06
ae =28 mm
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. YEPBAYHASA ®PE3A BP Il (DIN 3972)

HOBS BP Il (DIN 3972)
L
L1
\
Q| |t a)s 0|0 - =
S —'g ¥

Moaynb 0603HayeHune CermeHTbl 1 Habop naactuh
Module Designation Segm. Fitting insert
77X82180006BDA02 180 40 6 113 173 15 90 125 2,084 90xQ
6 77X82210006BEA02 210 50 6 113 173 17 102 125 1,763 102x@®
77X82240006BFA02 240 60 6 113 173 19 114 160 1,528 114xQ®
77X82180007BDA02 180 40 6 132 192 15 90 125 2,469 90x®
7 77X82210007BEA02 210 50 6 132 192 17 102 125 2,084 102x@®
77X82240007BFA02 240 60 6 132 192 19 114 160 1,803 114
77X82210008BEA02 210 50 6 151 21 17 102 125 2,413 102x@®
8 77X82240008BFA02 240 60 6 151 21 19 114 160 2,084 114x@
77X82270008BHA02 270 80 6 151 21 21 126 180 1,834 126x@
77X82210009BEA02 210 50 6 169 229 17 102 125 2,751 102x@®
9 77X82240009BFA02 240 60 6 169 229 19 114 160 2,372 114x@®
77X82270009BHA02 270 80 6 169 229 21 126 180 2,084 126xQ)
77X82210010BEA02 210 50 6 189 249 17 102 125 3,099 102x@
10 77X82240010BFA02 240 60 6 189 249 19 114 160 2,666 114xQ
77X82270010BHA02 270 80 6 189 249 21 126 180 2,339 126xQ
77X82240012BFA02 240 60 6 226 298 18 108 140 3,276 5@ 54O
12 77X82270012BHA02 270 80 6 226 298 22 132 180 2,866 66x@ 66x@
77X82350012BHA02 350 80 6 226 298 26 156 240 2,194 78x@ 78x@
1 77X82270014BHA02 270 80 6 264 336 22 132 180 3,415 66x@ 66xQ
77X82350014BHA02 350 80 6 264 336 26 156 240 2,547 78xQ 78xQ
1% 77X82270016BHA02 270 80 6 302 375 22 132 160 3,989 66x@ 66xQY
77X82350016BHA02 350 80 6 302 375 26 156 220 2,959 78x@ 78xQ
18 77X82270018BHA02 270 80 5 283 355 22 110 145 4,589 55x@ 55
77X82350018BHA02 350 80 5 283 355 26 130 220 3,383 65x@  65x@
20 77X82350020BHA02 350 80 5 314 386 26 130 220 3,823 65xQ 65x@
77X82450020BJA02 450 100 5 314 386 34 170 270 2,866 85x@ 85x®

YepBauHble cTaHAAPTHbIE ppe3bl NPOU3BOAATCA OAHO3aXOAHBIMU C NPaBbIM BUHTOM, Kaace TouHocT B no DIN 3968. Kaacc TouHOCTM A 1 AeBblii BUHT NPOEKTUPYIOTCA N0 3anpocy.
Hobs are generally produced in a single thread right-hand design in class B according to DIN 3968. Hobs in left-hand design, multiple thread and in class A on request.

KOMMAEKTYIOLLUE / SPARE PARTS

I
SM30-082-20 SM50-140-10
AR nAacTUHBI / for inserts: AR nAacTUHbl / for inserts:
0006 00
24 Member IMC Group
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MAACTUHbI/ INSERTS

A FNC333-131-A B FNC343-117-A C FNC343-108-A D FNC343-118-A

e

| |

: 245 AL 3 745 s 245 B
o g . 2 |4
2 o o 3
2 1% px
s || em 52 15 52 Crl11s 52

E FNC454-135-A F FNC464-137-A G FNC434-116T05-A

54 254 14.28 635 254 3

14.29 714

H FNC474-133-A

31.8
381
;

19.05

)

)
[
&
=

AZ
4445
3|

14.29 | 1. 635 ] 1429 I~ 635

1 FNC434-117T05-A J ' FNC485-124-A K FNC434-118T05-A

‘\' : ‘\.' :

254

8 0.

M FNC454-143T05-A N' FNC496-138 0 FNC446-102T05

L FNC496-137-A

- - = & e

254 o8 & 2541 .

2858

3175

1429 || 784 9.17 M Y 953

MAacTuHb! U3rotaBAMBatotca u3 cnaasa IN2040.
Insert available in grade IN2040.
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- PEXXUMbI PESAHWA /11 YEPBSAYHOM ®PE3bI BP Il (DIN 3972)
CUTTING DATA RECOMMENDATION HOBS BP Il (DIN 3972)

Moayab  0603HaueHue D ae1 [Mm] ae2 [mm] Ve1 [M/MuH] Vc2 [M/MuH] fa [Mm/06] fa [Mm/06] fa [Mm/06]
Module  Designation [Mm]  Schnittl/cutl  Schnitt2/cut2 Rm>1000 N/mm2 Rm<1000 N/mm2 Z<=50 Z=50-100 Z>=100
77X82180006BDA02 180 13,5 - 160-180 180-200 1,5-2,5 2,545 4,5-6,0
6 77X82240006BFA02 210 13,5 - 160-180 180-200 2,0-3,0 3,0-5,0 5,0-6,0
77X87240006BFA02 240 13,5 - 160-180 180-200 2,5-3,5 3,5:5,0 5,0-6,0
77X82180007BDA02 180 15,75 - 160-180 180-200 1,2-2,0 2,0-3,5 3,550
7 77X87210007BEAO2 210 15,75 - 160-180 180-200 1,5-2,5 2,545 4,5-6,0
77X87240007BFA02 240 15,75 - 160-180 180-200 2,0-3,0 3,050 5,0-6,0
77X82210008BEA02 210 18,00 - 140-160 160-180 1,3-2,2 2,2-4,0 4,0-6,0
8 77X82240008BFA02 240 18,00 - 140-160 160-180 1,8-2,5 2,5-4,5 4,5-6,0
77X82270008BHA02 270 18,00 - 140-160 160-180 2,0-3,5 3,5-5,0 5,0-6,0
77X82210009BEA02 210 20,25 - 140-160 160-180 1,2-1,8 1,8-3,5 3,550
9 77X82240009BFA02 240 20,25 - 140-160 160-180 1,5-2,3 2,345 4,5-6,0
77X87270009BHA02 270 20,25 - 140-160 160-180 1,8-2,8 2,8-5,0 5,0-6,0
77X87210010BEAO2 210 22,50 - 140-160 160-180 1,0-1,6 1,6-3,2 3,250
10 77X87240010BFA02 240 22,50 - 140-160 160-180 1,3-2,0 2,0-4,0 4,0-5,5
77X82270010BHA02 270 22,50 - 140-160 160-180 1,6-2,5 2,5-4,5 4,5-6,0
77X82240012BFA02 240 27,00 - 120-140 140-160 0,8-1,3 1,3-2,5 2,5-4,0
12 77X82270012BHA02 270 27,00 - 120-140 140-160 1,2-2,0 2,0-4,0 4,0-5,5
77X82350012BHA02 350 27,00 - 120-140 140-160 1,8-2,8 2,845 4,5-6,0
77X82270014BHA02 270 31,50 - 120-140 140-160 1,0-1,5 1,5-3.2 3,2-4,5
1 77X82350014BHA02 350 31,50 - 120-140 140-160 1,5-2,3 2,3-4,0 4,0-5,5
16 77X87270016BHA02 270 34,00 2* 120-140 140-160 0,9-14 1,5-2,8 2,842
77X82350016BHA02 350 34,00 2* 120-140 140-160 1,4-2,2 2,2-38 3,852
18 77X87270018BHA02 270 38,00 2,5* 100-120 120-140 1,2-1,8 1,2-2,5 2,5-4,0
77X82350018BHA02 350 38,00 2,5% 100-120 120-140 1,2-1,8 1,2-2,5 2,5-4,0
20 77X82350020BHA02 350 42,00 3* 100-120 120-140 0,711 1122 2,2-3,6
77X82450020BJA02 450 42,00 3* 100-120 120-140 1,0-1,6 1,6-34 3,4-45

* A\ BTOPOTO NPOX0Aa oceBasi NoAaya fa Moxert 6biTb UCNoAb30BaHa kak pa Z>=100.
*For the 2nd cut the axial feed rates fa can be used as for Z>=100.

YKa3aHHble PeXMMbl Pe3aHUs HOCAT PeKOMEHAATEAbHBIA XapaKTep U MOTyT 6biTb aAaNTUPOBaHbI K KOHKPETHBIM
YCAOBMAM 06paboTKu M NP1 HEOHXOAMMOCTH ONTUMU3UPOBAHBI.

The indicated cutting data can only be a recommendation and must be adapted on location and, if necessary,
optimized.

NosicHenue: fa [mm/WU] = fa [mm/rev]

2 6 Member IMC Group
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. YEPBAYHASA ®PE3A BP Il (DIN 3972)
HOBS BP Il (DIN 3972)

®OPMA MPO®UAA YEPBAYHOW ®PE3bI BPIl / PROFILE DESIGN OF HOBS BP I

Onucanue Moayab 6-10 Onucanue Mopyab 12-20 MpoduAb ¢ nnacTMHaMu A\ NOAPE3aHKUA BEPLUMHBI
Design of module 6 to 10 Design of module 12 to 20 Optional with inserts for semi-topping.

Moayns MapameTtpbl Gopmyasl
P S Formulas
Module aP0 J
1,2

6 9,43 750 14
71100 14 875 19 Spo —
8 1257 16 1000 23 20" '
L ’ L h, =1,250xm
9 1414 18 1125 24
10 1570 2,0 1250 29 o2
12 1885 24 1500 32 h Parg =& XM
| Peo
14 2200 28 1750 38 h
aPO S _IIxm

16 2513 32 2000 42 | bo >
18 2827 36 2250 49 Papo

20 31,42 4,0 25,00 49

Member IMC Group 2 7
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. YEPBAYHASA ®PE3A C NPOTYBEPAHLIEM
ROUGHING HOBS WITH PROTUBERANCE

YepBsuHble ¢ppe3sbl B CTaHAAPTE NPOM3BOAATCA 0AHO3aXOAHBIMM C NPaBbiM BUHTOM, KAacc TouHocTH B no DIN 3968. Knacc TOUHOCTH A M A€BbIA BUHT NPOEKTMPYHOTCA MO 3anpocy.
Hobs are generally produced in a single thread right-hand design in class B according to DIN 3968. Hobs in left-hand design on request.

10

12

14

16

18

20

0603HayeHue
Designation

77X8Z180006BDA00
77X8Z2210006BEAQ0
77X8Z240006BFA00
77X82180007BDA00
77X82210007BEA0O
77X82240007BFA00
77X82210008BEA0O
77X8Z2240008BFA00
77X82270008BHA00
77X8Z2210009BEAQ0
77X8Z240009BFA00
77X82270009BHA00
77X82210010BEA0O
77X82240010BFA00
77X82270010BHA00
77X82240012BFA00
77X82270012BHA00
77X8Z350012BHA00
77X82270014BHA00
77X82350014BHA00
77X82270016BHA00
77X82350016BHA00
77X82270018BHA00
77X82350018BHA00
77X82350020BHA00
77X8Z450020BJA00

180
210
240
180
210
240
210
240
270
210
240
270
210
240
270
240
270
350
270
350
270
350
270
350
350
450

40
50
60
40
50
60
50
60
80
50
60
80
50
60
80
60
80
80
80
80
80
80
80
80
80

100

CermeHTbl
Segm. -
6 113
6 113
6 113
6 132
6 132
6 132
6 151
6 151
6 151
6 169
6 169
6 169
6 189
6 189
6 189
6 226
6 226
6 226
6 264
6 264
6 302
6 302
5 283
5 283
5 314
5 314

173 15
173 17
173 19
192 15
192 17
192 19
211 18
211 18
211 22
229 18
229 18
229 22
249 18
249 18
249 22
298 18
298 22
298 26
336 22
336 26
375 22
375 26
355 22
355 26
386 26
386 34

114

125
125
160
125
125
160
125
160
180
125
160
180
125
160
180
140
180
240
180
240
160
220
145
220
220
270

2,107
1,780
1,540
2,501
2,107
1,820
2,444
2,107
1,852
2,791
2,401
2,107
3,150
2,704
2,368
3,339
2,910
2,174
3,478
2,582
4,074
3,005
4,702
3,444
3,901
2,910

Ha6op naactuu

Fitting insert
90xQ
102x@
NHQ
90x@
102:Q
NHQ
54x@  5Q
54x@ 540
66x@  66xQ)
5@ SHQ
5@ SHQ
66x@  66x@
5@ 5@
5@ 5@
66x@  66xQ
560 SO
66xQ  66x@
%@ 78x@
66xQ@  66xQ
Q0 780
66x@  66xQ
8@ 78xQ
55x@®  55xQ
65x@  65:@
65x@  65xQ
85x@  85xQ

KOMMAEKTYIOLLME / SPARE PARTS

|
SM40-090-00 SM50-120-10 % SM50-160-10

AAA mAacTUHBI / for inserts: AN NAacTUHbI / for inserts: \\\\ NS mAacTUHBI / for inserts:

ggoooo 0000 N (kXuYoXrXoXr]

28
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MAACTUHbI/ INSERTS

A FNC343-115-A B FNC343-116-A C FNC343-102-A D FNC333-124T05-A

244

y b
115 a/:z

2

245

244 S
T S
_—
115 | 584

2858

Amﬂ &
|
" 115 |. 592

19.05

244 y
ol ﬂ
1 115 476

E FNC343-104-A F FNC333-125T05-A G FNC454-136-A H FNC333-130T05-A

| . .

24.4 )

28.58

15 [ 52

244

19.05

15 | | a7

318
i~ 2
=3

14.29

244 5

19.05

By
15 || 476

1 FNC464-119-A J FNC333-142T05-A K FNC474-118-A L FNC434-114T05-A

- “’f N g
[ SS— s . __—". =

254 b

1429 __[M_635

19.05

254 59

5
! D/
14.29 714

4445

P

19.05

hd

1429 || 635

M FNC485-108-A N' FNC434-115T05-A 0 FNC496-131-A P FNC454-142T05-A

14.29

794
«f
E

254§

g

254 >

b

1429 | 635

5.4 12

57.15

14.29 9.52

@ FNC4106-110 R LNA446-145T05

1 i

5.4 S
&
8 O
1429 953

MAacTuHbI H3rotaBaMBatotca u3 cnaasa IN2040.

Inserts are available in grade IN2040.

:

254
i

14.29 9.53
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- PEXXWUMbI PESAHWA /151 YEPBSAYHOMN ®PE3bI C MMPOTYBEPAHLIEM
CUTTING DATA RECOMMENDATION ROUGHING HOBS WITH PROTUBERANCE

Moayab  0603HaueHue D ae1 [Mm] ae2 [Mm] Ve1 [M/MuH] Vc2 [M/MuH] fa [Mm/06] fa [Mm/06] fa [Mm/06]
Module  Designation [Mm]  Schnittl/cutl  Schnitt2/cut2 Rm>1000 N/mm2 Rm<1000 N/mm2 Z<=50 Z=50-100 Z>=100
77X82180006BDA00 180 14,7 - 140-160 160-180 1,2-2,3 2,3-4,0 4,0-5,5
6 77X82210006BEA0O 210 14,7 - 140-160 160-180 1,8-2,7 2,746 4,6-6,0
77X82240006BFA00 240 14,7 - 140-160 160-180 2,2-3,2 3,248 4,8-6,0
77X82180007BDA00 180 17,2 - 140-160 160-180 1,0-1,8 1,832 3,2-5,0
7 77X82210007BEA0O 210 17,2 - 140-160 160-180 1,3-2,2 2,2-4,2 4,2-6,0
77X82240007BFA00 240 17,2 - 140-160 160-180 18-2,8 2,844 4,4-6,0
77X82210008BEA0O 210 19,6 - 120-140 140-160 1,2-2,0 2,0-38 3,8-5,0
8 77X82240008BFA00 240 19,6 - 120-140 140-160 1,5-2,3 2,3-4,2 4,2-5,5
77X82270008BHA00 270 19,6 - 120-140 140-160 1,8-3,2 32-4,6 4,6:6,0
77X82210009DEA0O 210 22,0 - 120-140 140-160 1,0-1,6 1,6-3,2 3,2:5,0
9 77X82240009BFA00 240 22,0 - 120-140 140-160 1,3-2,0 2,0-4,0 4,0-5,5
77X82270009BHA00 270 22,0 - 120-140 140-160 1,6-2,5 2,54,5 4,5-6,0
77X82210010BEA0O 210 24,5 - 120-140 140-160 0,9-1,5 1,5-3,0 3,0-5,0
10 77X82240010BFA00 240 24,5 - 120-140 140-160 1,2-1,8 1,838 3,855
77X82270010BHA00 270 24,5 - 120-140 140-160 1,5-2,4 2,443 4,3-6,0
77X82240012BFA00 240 29,4 - 100-120 120-140 0,6-1,1 1,1-2,0 2,0-3,5
12 77X82270012BHA00 270 29,4 - 100-120 120-140 1,0-1,6 1,6-3,5 3,545
77X82350012BHA00 350 29,4 - 100-120 120-140 1,4-2,4 2,4-4,0 4,0-5,5
1 77X82270014BHA00 270 343 - 100-120 120-140 0,813 1,3-3,0 3,045
77X82350014BHA00 350 34,3 - 100-120 120-140 1,2-2,0 2,0-38 3,855
1% 77X82270016BHA00 270 37,2 2* 100-120 120-140 0,8-1,2 1,2-2,5 2,54,0
77X82350016BHA00 350 37,2 2* 100-120 120-140 1,2-1,8 1,8-3,5 3,5:5,0
18 77X82270018BHA00 270 41,6 2,5% 80-100 100-120 0,7-11 11-2,2 2,2-35
77X82350018BHA00 350 41,6 2,5* 80-100 100-120 1,0-1,6 1,6-3,4 3,4-5,0
20 77X82350020BHA00 350 46,0 i 80-100 100-120 0,6-1,0 1,0-2,0 2,035
77X82450020BJA00 450 46,0 3* 80-100 100-120 0,9-1,5 1,5-3,2 3,2-5,0

* A\ BTOPOTO NPOX0Aa oceBasi noAaya fa Moxer 6biTb UCNoAb30BaHa kak ps Z>=100.
*For the 2nd cut the axial feed rates fa can be used as for Z>=100.

YKa3aHHbIe PeXMMbl Pe3aHUs HOCAT PeKOMEHAATEAbHBIA XapaKTep U MOTyT 6biTb aAaNTUPOBaHbI K KOHKPETHBIM
YCAOBMAM 00paboTKu M Np1 HEOHXOAMMOCTH ONTUMU3UPOBAHBI.

The indicated cutting data can only be a recommendation and must be adapted on location and, if necessary,
optimized.

MNosicHenue: fa [mm/WU] = fa [mm/rev]

3 0 Member IMC Group
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@ ONMCAHME
GENERAL DESCRIPTION

®OPMA MPO®UAA YEPBAYHbIX ®PE3 C [TPOTYBEPAHLIEM / PROFILE DESIGN OF HOB WITH PROTUBERANCE

®opma mopyneit 6-7 ®opma mopyneii 8 - 10
Design of module 6 to 7 Design of module 8 to 10

N AN

Moayne MapameTpbl BopmyAbl
Module Papo Symbols Formulas
6

®opma mopynei >= 12

Design of module 12 and higher

943 - 24 885 16 c
71100 - 28 1030 19 PO 5, =ILm
8 1257 - 32 11,73 22 20° ' 2
9 1414 - 36 1317 24 o

' ' ' Poql-10 h, =14-m+ 4
10 1570 - 40 14,61 26 o N o sin20°
121885 - 48 1752 33 h

PO = .

142200 - 56 2045 38 / hopo Po =04:m
16 2513 - 64 2337 43
18 28,27 B 7.2 2630 49 P l q = NPUNycK Ha WAUPOBaHUE
20 3142 - 80 2923 58 2Fo q = stock for grinding

*To 3anpocy / *On request
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. YNCTOBBIE YEPBAYHBLIE ®PE3bI BP Il (DIN 3972)
FINISH HOBS BP Il (DIN 3972)

Moaynb 060'3Haqfauue d Komuecm.osmos 11 Zut Zosue/ Zuga Ha.6t?p n./\acmu
Module  Designation No. of windings Fitting insert
75X82090004BCA02 90 32 9 113 136 10 92 60 2,866 (A)

4 75X82120004BDA02 120 40 9 113 136 13 119 90 2,084 (A)
75X82150004BEA02 150 50 9 113 136 16 146 120 1,637 (A)
75X82090005BCA02 90 32 9 141 167 10 92 55 3,699 (B)

5 75X82120005BDA02 120 40 9 141 167 13 119 85 2,666 (B)
75X82150005BEA02 150 50 9 141 167 16 146 115 2,084 (B)
75X82120006BDA02 120 40 6 113 140 10 61 72 3,276 (C)

6 75X82150006BEA02 150 50 6 113 140 13 79 102 2,547 (C)
75X82180006BFA02 180 60 6 113 140 16 97 132 2,084 (C)
75X82150007BEA02 150 50 6 132 155 8 50 98 3,028 (D)

7 75X82180007BFA02 180 60 6 132 155 10 62 128 2,469 (D)
75X82210007BFA02 210 60 6 132 155 12 74 158 2,084 (D)
75X82180008BFA02 180 60 6 151 175 10 62 124 2,866 (E)

8 75X82210008BFA02 210 60 6 151 175 12 74 154 2,413 (E)
75X82240008BHA02 240 80 6 151 175 14 86 184 2,084 (E)

YepBsuHble CTaHAAPTHbIE Gppe3bl NPOU3BOAATCA 0AHO3aXOAHBIMMU C NPaBbIM BUHTOM, Khacc TouHocTH B no DIN 3968. Kaacc TouHOCTH A, A€BbI BUHT U MHOF03ax0AHble Kopnyca
NPOEKTUPYHITCA N0 3anpocy.
Hobs are generally produced in a single thread right-hand design in class B according to DIN 3968. Hobs in left-hand design, multiple thread and in class A on request.

KOMMNAEKTYIOLLWE / SPARE PARTS

I
SM30-082-20 SM50-140-10
AR nAacTUHBI / for inserts: \\\\\& AN NAacTUHbI / for inserts: \\\\\&
000 C 00 &
32 Member IMC Group
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MOAHOMPO®UAbHBIE MAACTUHDI / FULL PROFILE INSERTS

A ZPDW040508 B ZPDW050610 C ZPDW060612 D ZPDWO070814

2
@ &
i h %j
A 17,42

E_ZPDW0B0816 5 B |

Q
<

17,15

MhacTuHbI M3roTaBAMBatoTCA M3 cnaasa IN 4005.
Inserts are available in grade IN4005.

® /rigersoll
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. YEPHOBBIE YEPBAYHBIE ®PE3bI C [TPOTYBEPAHLIEM
ROUGHING HOBS WITH PROTUBERANCE

Mot Desgpaton Nootwinngs 1 . Zo B Fiingineon
75X82090004BCA00 90 32 9 113 136 10 92 60 2,866 (A)
4 75X82120004BDA00 120 40 9 113 136 13 119 90 2,084 (A)
75X82150004BEA00 150 50 9 113 136 16 146 120 1,637 (A)
75X82090005BCA00 90 32 9 141 167 10 92 55 3,699 (B)
5 75X82120005BDA00 120 40 9 141 167 13 119 85 2,666 (B)
75X82150005BEA00 150 50 9 141 167 16 146 115 2,084 (B)
75X82120006BDA00 120 40 6 113 140 10 61 72 3,276 (C)
6 75X8Z150006BEAQ0 150 50 6 113 140 13 79 102 2,547 (C)
75X8Z180006BFA00 180 60 6 113 140 16 97 132 2,084 (C)
75X8Z150007BEAQ0 150 50 6 132 155 8 50 98 3,028 (D)
7 75X8Z180007BFA00 180 60 6 132 155 10 62 128 2,469 (D)
75X82210007BFA00 210 60 6 132 155 12 74 158 2,084 (D)
75X82180008BFA00 180 60 6 151 175 10 62 124 2,866 (E)
8 75X82210008BFA00 210 60 6 151 175 12 74 154 2,413 (E)
75X82240008BHA00 240 80 6 151 175 14 86 184 2,084 (E)

YepBsuHble CTaHAPaTHbIE Gppe3bl NPOU3BOAATCA 0AHO3AaXOAHBIMMU C NPaBbIM BUHTOM, Khace TouHocTH B no DIN 3968. Knacc TouHOCTH A, A€BbLI BUHT U MHO3aX0AHbIE Koprnyca
NPOEKTUPYHOTCA N0 3anpocy.

Hobs are generally produced in a single thread right-hand design in class B according to DIN 3968. Hobs in left-hand design, multiple thread and in

class A on request.

KOMMNAEKTYIOLLWE / SPARE PARTS

- K
SM30-082-20 SM50-140-10
AR nAacTUHBI / for inserts: AN NAacTUHbI / for inserts:
0006 o0
34 Member IMC Group
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MOAHONPO®UAbHBIE MAACTUHbI / FULL PROFILE INSERTS

8l
17,15
8.
o
w
N
9

MAacTuHbI U3rotaBaMBatotca u3 cnaasa IN4005.
Inserts are available in grade IN4005.

YuctoBasa obpaboTka uepBAUHON Pppe3on
3ybuatoe koneco M7, z = 41, obpabatbiBaemblit Matepuan: 18Xl

Finishing with hob
Gear wheel M7, z = 41, material: 16MnCr5

D =210 mm
n, = 334 06./MuH fa, = 2,5 mMm/06 ae, =455 mm
n, = 425 06./MUH fa, = 6 mm/06 ae, = 0,75 mm
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. YNCTOBBIE HYEPBAYHBLIE ®PE3bI DIN 5480
FINISH HOBS DIN 5480

MoayAb 060'3Haqfauue Komuecrs.o B.VITKOB 1 » Ha.6<?p n./\acruu
Module Designation No. of windings Fitting insert
75X82090004BCAS4 90 32 9 113 136 1 100 63 2,690 (A)

4 75X82120004BDA54 120 40 9 113 136 14 127 93 1,990 (A)
75X82150004BEA54 150 50 9 113 136 17 154 123 1,578 (A)
75X82090005BCA54 90 32 9 141 168 10 92 57 3,412 (B)

5 75X82120005BDA54 120 40 9 141 168 13 119 87 2,514 (B)
75X8Z150005BEA54 150 50 9 141 168 16 146 117 1,990 (B)
75X82120006BDA54 120 40 6 113 140 12 74 89 3,049 (C)

6 75X82150006BEA54 150 50 6 113 140 15 92 119 2,408 (C)
75X82180006BFAS4 180 60 6 13 140 18 110 149 1,990 (C)
75X82150007BEA54 150 50 6 132 155 i 68 112 2,834 (D)

7 75X82180007BFA54 180 60 6 132 155 13 80 142 2,338 (D)
75X82210007BFA54 210 60 6 132 155 15 92 172 1,990 (D)
75X82180008BFA54 180 60 6 151 175 13 80 138 2,691 (E )

8 75X82210008BFA54 210 60 6 151 175 15 92 168 2,288 (E)
75X82240008BHAS4 240 80 6 151 175 17 104 198 1,990 (E)

YepBauHble cTaHAAPTHbIE Gpe3bl NPOU3BOAATCA 0AHO3aX0AHBIMM C PaBbIM BUHTOM, KAacc TouHocTH B no DIN 3968. Kaacc TouHOCTH A, AeBbIi BUHT U MHOT03aX0AHbIE KOpNyca NPOEKTUPYIOTCA No 3anpocy.
Hobs are generally produced in a single thread right-hand design in class B according to DIN 3968. Hobs in left-hand design, multiple thread and in class A on request.

KOMMNAEKTYIOLLWE / SPARE PARTS

I
SM30-082-20 SM50-140-10
AR nAacTUHBI / for inserts: \\\\\& NS MAacTUHBI / for inserts: @\&
0006 g 00 C
3 6 Member IMC Group
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MOAHOMPO®UAbHbIE MAACTUHDI / FULL PROFILE INSERTS

A ZPDWO040506 B ZPDWO050608 ¢ ZPDW060609 D ZPDWO070811
& &
LIRE 4 i
D ;

13,89

E_ZPDWOB0813 .

2,
,»’1/

&

MAacTuHbI U3rotaBaMBatotca u3 cnaasa IN4005.
Inserts are available in grade IN4005.
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. AO0MNYCTUMBIE TOIrPELLIHOCTU MHCTPYMEHTA
COMPARISON

COOTBETCTBUE KAACC MHCTPYMEHTA / OTKAOHEHUE IMOAHOIO NMPO®UASA
COMPARISON TOOL CLASS / TOTAL PROFILE DEVIATION OF GEAR
8 9 10 11 Kaacc TouHoCcTH

O DIN 3962
Quality Class
DIN 3962

4 A
/ff /

25-40

J

O\T\L\é\‘?\&
o

™

10-16 ¢

Y

Auana3oH mopyAel mp
Gear Module Range mp

w

(341

a o
' —_
o o
> ¢

2-3,55 Z

N0

o |
O~

e o NN

-_
o
N
o

40 60 80100 200 pm

MorpewHocTb npoduasa Ff
Total Profile Error Ff

L_\_(ﬁ_l?_g_______
‘U\\,
>\\(

A B C
25-40 > /’3 O~ Kaacc TO4HOCTH
/ DIN 3968
16-25 ,Z ,/ Quality Class
/ DIN 3968
10-16 o
: v
£ E 63-10 4 & 4
= 81 /
25 / /
(]
T 463 o o O
(5}
==
g -g f/ /] f/
= 25-4 I >
S &
23 /
1,6-25 Q ]/
1 = 116 O l J
3 4 6 8 10 20 40 60 80100 200 pm
MorpewHocTb 3auenreHus Fe
Total deviation along line of action Fe
3 8 Member IMC Group
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@ T04HOCTb / DIN 3968
TOLERANCES / DIN 3968

MMAPAMETPbI TOYHOCTHU AN OAHO3AXO0AHbIX YEPBAYHbLIX ®PE3
ACCURACY REQUIREMENTS FOR SINGLE THREAD HOBS

KopoTkoe TouHocTtb B MKM (1 mkm=0,001mMm) AAS MOAYAEH
0603Ha- Tolerance in pm (1 pm = 0,001 mm) at module
KoHTpoAupyembie pa3mepbl yeHue
Measured dimension
short
descript.

Sl ’
ol

ol

o~ b
o~

(=]

PaananbHoe 6uenue 6ypTukoB
Radial runout of hub diameter

5 5 6
i,i i,i i B 6 6 6 8 10 12 16 20 25
A, C 10 10 10 12 16 20 25 32 40

TRARART

TopueBoe 6ueHue bypTUKoB AA
Axial runout of hub face

20
V7722777774

o B w W
o Bw W
o B ow w

o~

o~

—_

o

=

(=}

—

N

—_

N

O O W =

fpa

O O W =

f
- 100 125 160 200 250 315 400 500 630

Pa3HOCTb COCEAHUX OKPYXHbIX LIAroB AA +10 =10 =12 16 +£20 =25 32 =40 =50
Adjacent spacing of the cutting face of gashes £12 £16 90 +95 £32 + 40 £50 +63 +80
+25 *£32 x40 x50 =63 80 +100 =£125 =£160
+100 %125 +160 +200 =250 +315

+100 %125 £160 200 £250 +315 400 +500 =*630

O O W >
I+
o
o
I+
o~
o8]
I+
=)
S

fiN

N Nt
/\/

TuN
N\
/

PaauanbHoe 6ueHue no BeplwmHam 3y6beB AA 10 10 12 16 20 25 32 40 50
Radial runout of tips of theeth 12 16 20 25 32 40 50 63 380

25 32 40 50 63 80 100 125 160
077/ 50 63 80 100 125 160 200 250 315
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@ TO4HOCTb / DIN 3968 (MPOAO/KEHME)
TOLERANCES / DIN 3968 (CONTIN.)

IMAPAMETPbI TOYHOCTU AN OAHO3AXOAHbBIX YEPBAYHbIX ®PE3
ACCURACY REQUIREMENTS FOR SINGLE THREAD HOBS

TouHocTb B MKM (1 MKM 01 MM) AAS MOAYAEH

Kopotkoe
Tolerance in pm (1 pm 001 mm) at module

0603Ha-
KoHTpoAupyemble pa3mepbl yeHue
Measured dimension
short
descript.

~
~
o
w
o

HakonAeHHas NOrpewHocTb 0KPYXHOrO 10 10 12 16 20 25 3

wara pexywux 3ybbes
Pitch error of the cutting face of gashes
Avnarpamma usmepehus / Inspection chart

25 32 40 50 63 80 100 125 160

50 63 80 100 125 160 200 250 345
_3 Hynb 100 125 160 200 250 315 400 500 630
= \ zero
“ 1
0 11 12
Mpodunb 3y6a AA 6 6 6 8 10 12 14 18 22

Tooth profile deviation A 10 1 12 14 16 20 25 32 40

33
B 20 22 25 28 32 40 50 63 80
40 45 50 56 63 80 100 125 160
Ffs

ToAwmHa 3yb6a
Tooth thickness

ﬂ;

=25 -28 -32 =36 -40 -50 -63 -80 -100
-50 -56 -63 -7 -80 -100 -125 -160 -200
-100 -112  -125 -140 -160 -200 -250 -320 -400
-100 -112  -125 -140 -160 -200 -250 -320 -400

O O W =

(@]

+4 +4 +4 +5 +6 +8 +10 +=12 =16
+6 +7 +8 +9 +10 *£12 *£16 +20 =*=25
+12 +14 =16 +£18 *x20 +25 *£32 x40 +£50
+25 +£28 *£32 +36 40 =50 +63 80 100
+50 *£56 63 =71 £80 £100 %125 +160 200

BuHTOBas AuHUA dpe3bl 0T 3yba K 3yby
Lead deviation on adjacent teeth

40
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@ 704HOCTb / DIN 3968 (MPOAO/IKEHME)
TOLERANCES / DIN 3968 (CONTIN.)

MAPAMETPbI TOYHOCTU AN OAHO3AXOAHbBIX YEPBAYHbIX ®PE3
ACCURACY REQUIREMENTS FOR SINGLE THREAD HOBS

KopoTkoe Tounoctb B MkM (1 Mmkm=0,001 mm) ars moayAeit
0603Ha- 5 Tolerance in ym (1 pm = 0,001 mm) at module
KoHTpoAupyembie pa3mepsl yeHue
Measured dimension S
short ! 2
descript. A
BuHTOBasA AMHUA dpe3bl Ha 0AHOM o6opoTe AA 6 6 6 8 10 12 14 18 22

Lead deviation in one axial pitch
N-Hn-H

i(Hn £H)

A 10 1 12 14 16 20 25 32 40
B 20 22 25 28 32 40 50 63 80
€ 40 45 50 56 63 80 100 125 160
D 80 90 100 112 125 160 200 250 320

MorpewHocTb 3auenaeHus ot 3yba k 3yby AA +4 +4 +4 2= 15 +6 +8 +10 *£12 =16

Adjacent deviation along line of action +6 7 +8 +9 +10 =12 +16 +20 =725
'(%

2 B +12 =14 x£16 =18 =20 +25 +32 *=40 =50

+25 28 £32 36 x40 =50 =63 x£80 =100

MorpewHocTb 3auenreHus AA 8 8 8 10 12 16 20 25 32
Total deviation along line of action

A 12 14 16 18 20 25 32 40 50
B 25 28 32 36 40 50 63 80 100
50 56 63 71 80 100 125 160 200
Awuarp 7 p / Inspection chart
N -
q \\//N\// Iy
N
AWHUA 3aUeNAeHUua
active length
® /iigérsoll .
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- MOAYJ1bHbIN O/IBAK CO CMEHHBIMU MJIACTUHAMM 74X8D
INDEXABLE INSERT GEAR SHAPER 74X8D

OlMNCAHUE / GENERAL DESCRIPTION
3yboponbaeHmne gl(::;/\o OCHOBHBbIM CNOCO60M I'IpOV(I)SBOACTBa 3ybuartbix MoAyAbHBIFi AOAGAK CO CMEHHBIMM MAGCTHHAMY T4X8D
KOAEC C CepeaHbl 20-X TOAOB NPOLLIAOTO CTOAETHS. OHO ABAAETCA OAHNM 13 Indexable Insert Gear Shaper 74X8D
CcaMbIX PacnpoCcTpaHEHHbIX METOAOB 3y6006paboTku. 3y60AONOEXHbIN

UHCTPYMEHT HEOOXOAUM AASt U3TOTOBAEHMS 3yBUaTbix KOAEC W3
LMAMHAPUYECKUX 3aroTOBOK U 3aroTOBOK C BYPTOM, @ Takxe W3
CMEeLManbHbIX 3aroTOBOK, HaNpUMeEp, HELMAMHAPUYECKON GOPMbI.
HecMoTpsi Ha HEBBICOKYH NMPOU3BOAUTEABHOCTb MO CPABHEHUIO C APYTUMU
cnocobamun 06paboTkm 3ybuaTbiX KOAEC, TAKUMW Kak dpe3epoBaHme
UepBAYHLIMU U AUCKOBBIMU MOAYABbHBIMK $pe3amu, B 0b6AacTu
MexaHWU4eckoi 06paboTKu, TEXHOAOTUM MPOU3BOACTBA U PEXYLLENO
MHCTPYMEHTa CO3AaHbl HOBbIE MHCTPYMEHTAAbHbIE CUCTEMbI, KOTOPbIE
3HAUUTEABHO YBEAUUMAM SKOHOMUUECKUE U KAUECTBEHHbIE NMOKa3aTEAM
npouecca 3y6op0NOAEHUS.

Tem He MeHee, Ha CEroAHSAILLHWI AEHb MaAO UTO M3MEHWAOCH B
NPUBbIYHBLIX 3y6006pabaTbiBaOLLMX MHCTPYMEHTAX, 38 UCKAOUEHUEM
MOBbILLEHUA TOYHOCTM U3TOTOBAEHUS U MPUMEHEHUS HOBbIX MATEPUan0B.
3yBOAOABEXHbIN UHCTPYMEHT U3rOTAaBAMBAETCA 13 BbICTPOPEXYLLEH CTaAW 1
B MEHbLLEN CTEMNEHU 13 TBEPAOTO CrAaBa.

Gear shaping has been an established machining process for generating
gears since the mid-twenties of the last century. Gear shaping is one of the
most widely used machining methods for producing gearwheels. It is
indispensable for the production of gearing on certain workpiece geome-
tries and on shoulders, but also for special applications, such as non-round
contours. Despite the limited productivity compared to other gearing
methods such as hobbing, new developments have been made in the
process engineering, machinery, tools and technology areas, which consi-
derably improve the economic efficiency and quality of the process.

To date, however, very little, if anything, has changed on the used gear-
shaping tools, except for the accuracy and the materials. Gear shapers
made of HSS, and to a lesser degree, solid carbide gear shapers are still
used.

CyuiectBytoT YaweuHble (DIN 1826) u xBoctoBble (DIN 1828) AonbskK, HO
Hanbonee yacTo NPUMEHSIIOTCA AUCKOBbIE AOADsIKK (DIN 1825).
HoBoBBeAeHWEM B MPOM3BOACTBE 3yBOAONDEXHOIO MHCTPYMEHTa SIBASIETCS
NpYMeHeHNe CMEeHHbIX TBEPAOCMAABHbIX NAACTWH. B HacTosiLiee Bpems
KoMmnaHusa Ingersoll SBASETCS EAMHCTBEHHBIM MOCTaBLUMKOM Takoro
WHCTPyMEHTa.

DONBAKM CO CMEHHBIMU MAACTUHAMM TA@BHbIM 06Pa3oM NPUMEHSIIOTCA AAS
YEepPHOBOW U NpeABapUTEAbHOM 06PabOTKK 3yBUaTbiX KOAEC.

Ho Takxe UX MOXHO MCNOAB30BaTb U AN OKOHUYATEABHOM 06pPaboTKK
3ybuaTbIx KOAEC.

Disk-type shapers (DIN 1825), bell-type shapers (DIN 1826) and shank-
type shapers (DIN 1828) are used, whereby the disk-type shapers are used
most often. New to the tool concept is the use and presently unique appli-
cation of indexable inserts for this machining process. Ingersoll is presently
still the only supplier of such tools.

These tools were primarily designed for roughing, i.e. gashing ready for
finish-shaping or finish-grinding.

Gearwheels with low quality requirements can be finish-shaped, within
limits.

4 2 Member IMC Group
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NMPUMEPbI UCITOAb30OBAHUSA / GENERAL DESCRIPTION
3y60A0ABAEHME NPUMEHAETCA B TEX CAyUasX, KOrA@ HEBO3MOXHO 3y6uaroe KOAECO ¢ GypTOM C BHYTPEHHUM 3aLienneHHem
NPUMEHEHUE MOAYAbHbIX M YePBAUHbIX dpes. C NoMOLLbIO 3y60AONDEXHOTO Internal gearing with shoulder
MHCTPYMEHTa MOXHO U3rOTOBUTbL NPAMO3ybble M KOCO3ybble KoAeca C

Hapy>XXHbIM WAW BHYTPEHHWUM PAcroAOXEHHEM 3ybbeB. C TOUKM 3pEHNsI
3GEKTUBHOCTU 06paboTKM AOABAEHUE 3aHUMAET TPETbE MECTO CPEAM BCEX
BMAOB 3y60006paboTKu NocAE GPe3epoBaHMS YEPBAUHBIMU U MOAYAbHBIMM
dpeszamu.

Tem He MeHee, 3y6oponbAeHWE ABASETCA Hanbonee YHUBEPCaAbHbIM
METOAOM 06paboTKM HE TOAbKO 00bIUHbIX 3yOUaTbiX KOAEC C HaPYXHbIM W
BHYTPEHHUM 3aLienAeHneM, HO 1 APYrvx 3y6uaTtbix KOAEC, KOTOPble B CUAY
CBOEN reoMeTprmn He MoryT bbiTb 06paboTaHbl APYrMMKM criocobamu,
Hanpumep:

* 3ybuaTble Koneca ¢ BypTOM C HapYXHbIM U BHYTPEHHUM 3aLenAeHUeM;
* WEBPOHHbIE 3yBUaTbie KOAECA C HAPYXHbBIM M BHYTPEHHWUM
3aLenieHnem;

* 3yBuaTble KoAeca C YNOPHOW NMOBEPXHOCTbIO;

* BAOYHbIE KOAECA C BAM3KO PACTIONOKEHHBIMW AU NEPEKPbIBAIOLLMMUCS
BEHLAMM;

* A€TaAu C 3yBuaTbiMi BEHL@MU, TAE HET BO3MOXHOCTU AAA nepebera
dpesbl, Tak HasbiBaemas 3akpbitas 3y6oobpaboTka.

13 CKa3aHHOrO MOXHO CAEAATb BbIBOA, UTO 3yBOAOABAEHUE MOXET ObITh
NPUMEHEHO AN TPOM3BOACTBA BCEX BUAOB 3yBUaThbix KOAEC.

HoBble BUABI AOANGSIKOB B OCHOBHOM NPOEKTUPYIOTCA AAA YEPHOBOW A
npeABapuUTeAbHOI 06PaboTKK 3ybuaTbiX KOAEC.

Kaacc TouHOCTH 06paboTaHHbIx 3yBuarthbix KOAeC 3y60AONBAEHUEM MOXET 3y64atoe KOAECO C 6YpTOM C HapYKHLIM
6bITb A0 9, HO 0BbIUHO 3TO He rapaHTUPYeTCs, MOCKOAbKY MHOTO GaKTopOB, External gearing with shoulder
NOMWMO MHCTPYMEHTa, OKa3blBatOT BAWAHWE Ha TOUHOCTL 06paboTki. B
HacTosiLLee BPEMS MHCTPYMEHT COOTBETCTBYET CTaHAAPTYy kavectsa DIN
1829.

MpoduAK MHCTPYMEHTOB M3roTaBAMBatOT Nno Tiny Il uam no tvny Il B
cootsetcTBuM ¢ DIN 3972.

The gear shaping method is generally used whenever index milling or
hobbing is not possible. Straight- and helical-toothed, internal and exter-
nal spur gears can be produced using the gear-shaping method. From
an economic point of view, gear-shaping comes in third, after hobbing
and index milling.

From an economical point of view, however, it is the most universal of
all methods, as in addition to 'normal' external and internal gearing, it
can also be used to generate other gears, which, due to their geometry,
cannot be produced with the aforementioned methods, such as:

e External and internal gearing with shoulders
e External and internal herringbone gearing
e Gearing with thrust surfaces
e Component-related interference contours
* General gearing that does not permit an overrun of a side and face
mill or a
hob, so called collision gearing.

When all is said and done, the gear shaping method can be used to
generate every type of gear that can be generated using the hobbing or
index milling method, but conversely, this is only possible to a limited
degree.

The new gear shapers are generally designed for roughing, i.e. gas-
hing in preparation for finish-shaping or finish-grinding. Lower gear
qualities of up to max Q9 have been achieved, but cannot be generally
guaranteed, as workpiece qualities do not allow any conclusions to be
drawn about tool qualities. At present, the tools achieve a quality rating
approximately equal to that specified in DIN 1829.

Profiles are standardly produced to reference profile Il and reference
profile Ill standards, as defined in DIN 3972.
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. MOAYJ1bHbIN [10/1651K BP Il (DIN 3972)
SHAPER BP Il (DIN 3972)

Ty

Donbsk
Shaper

Moaynb 0603HaueHue Ha6op naactuu

Module Designation Fitting insert

74X8D090004AG-02 90 80 31,75 40 20 68 12 4 (A)
4 74X8D114004AG-02 14 104 31,75 40 26 92 12 4 (A)
74X8D130004AJ-02 130 120 44,45 40 30 108 12 4 (A)
74X8D113005AG-02 112,5 100 31,75 40 20 82 12 4 (B)
5 74X8D143005AJ-02 142,5 130 44,45 40 26 112 12 4 (B)
74X8D163005AJ-02 162,5 150 44,45 40 30 132 12 4 (B)
74X8D135006AG-02 135 120 31,75 40 20 91 12 4 (C)
6 74X8D171006AJ-02 7 156 44,45 40 26 127 12 4 (C)
74X8D195006AJ-02 195 180 44,45 40 30 151 12 4 (C)
74X8D158007AJ-02 157,5 140 44,45 40 20 108 12 4 (D)
7 74X8D200007AJ-02 199,5 182 44,45 40 26 150 12 4 (D)
74X8D228007BG-02 227,5 210 70 50 30 178 12 4 (D)
74X8D180008AJ-02 180 160 44,45 40 20 122 12 4 (E)
8 74X8D228008AJ-02 228 208 44,45 40 26 170 12 4 (E)
74X8D260008BG-02 260 240 70 50 30 202 12 4 ()
74X8D203009AJ-02 202,5 180 44,45 40 20 139 12 4 (F)
9 74X8D257009BG-02 256,5 234 70 50 26 193 12 4 (F)
74X8D293009BG-02 292,5 270 70 50 30 229 12 4 (F)
74X8D225010AJ-02 225 200 44,45 40 20 156 12 4 (G)
10 74X8D285010BG-02 285 260 70 50 26 216 12 4 (G)
74X8D325010BG-02 325 300 70 50 30 256 12 4 (G)
74X8D248011AJ-02 247,5 220 44,45 40 20 166 12 4 (H)
1" 74X8D314011BG-02 3135 286 70 50 26 232 12 4 (H)
74X8D358011BG-02 37,5 330 70 50 30 276 12 4 (H)
A Y6 KOA€C, Knace BB ¢ DIN1829. AonGsiku anst y6! Konec 10 3anpocy.

Shapers are generally produced for spur gears in class B according DIN 1829. Shapers fiir helical gears on request

KOMIMAEKTYIOLLUE / SPARE PARTS

]
SM40-110-00 SM40-130-00 SM50-140-10 :
AAR A@cTUHbl / for inserts: \\\\& ANA AacTUHBI / for inserts: AR AacTHHBI / for inserts: \\\&\&
0o C (5} 0006000
44 Member IMC Group
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MAACTUHbI/ INSERTS

A VCDV0404-BPII B VCDV0506-BPII € VCDV0607-BPII D VCDVO707-BPII

-~ <> ~——

21 4.76 25.4 31.8 ?.14 35 714

e e
<= & <& P

S|

E VCDV0807-BPII F VCDV0907-BPII G VCDV1007-BPII H VCDV1107-BPII
38.8 9 42 ﬁt 44.45 ‘ ﬁ 50.8 ﬁ‘

MaacTuHbl M3roTaBAMBatOTCA M3 cnaaBa IN2030.
Inserts are available in grade IN2030.

3y60A0NBAEHME LIUAMHAPUUYECKUX 3y6UaTbiX KOAEC C BHYTPEHHUM
3auenreHuem

MoayAab koneca 6, z=-77, b=170 mm, matepuan: 42XM.

Aonbsik z = 36:

n = 141 pB.X./ MWUH Sw = 1,885 MM/AB.X.
Sr=0,0024 - 0,0013 mm /AB.X. ae = 12,2 Mm

Shaping of an internal wheel
module 6,z =-77, b = 170 mm, material:

42CrMo4 Shaper with z = 36:
n =141 DS/m in Sw = 1,885 mm/DS
Sr=0,0024-0,0013 mm /DS ae=12,2 mm

Member IMC Group 45
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. MOAY/J1bHbIN O/IBAK (DIN 5480)
SHAPER (DIN 5480)

di

Donbsk
Shaper

Moaynb 0603HaueHue Ha6op naactuu

Module Designation Fitting insert

74X8D085004AG-02 84,8 80 31,75 40 20 73 12 4 (A)
4 74X8D109004AG-02 108,8 104 31,75 40 26 97 12 4 (A)
74X8D125004AJ-02 124,8 120 44,45 40 30 113 12 4 (A)
74X8D106005AG-02 106 100 31,75 40 20 88 12 4 (B)
5 74X8D136005AJ-02 136 130 44,45 40 26 118 12 4 (B)
74X8D156005AJ-02 156 150 44,45 40 30 138 12 4 (B)
74X8D127006AG-02 127,2 120 31,75 40 20 102 12 4 (C)
6 74X8D163006AJ-02 163,2 156 44,45 40 26 138 12 4 (C)
74X8D187006AJ-02 187,2 180 44,45 40 30 162 12 4 (C)
74X8D148007AJ-02 148,4 140 44,45 40 20 115 12 4 (D)
7 74X8D190007AJ-02 190,4 182 44,45 40 26 157 12 4 (D)
74X8D218007BG-02 2184 210 70 50 30 185 12 4 (D)
74X8D170008AJ-02 169,6 160 44,45 40 20 130 12 4 (E)
8 74X8D218008BG-02 217,6 208 70 50 26 178 12 4 ()
74X8D250008BG-02 2496 240 70 50 30 210 12 4 ()
74X8D191009AJ-02 190,8 180 44,45 40 20 143 12 4 (F)
9 74X8D245009BG-02 244.8 234 70 50 26 197 12 4 (F)
74X8D281009BG-02 280,8 270 70 50 30 233 12 4 (F)
74X8D212010AJ-02 212 200 44,45 40 20 158 12 4 (G)
10 74X8D272010BG-02 272 260 70 50 26 218 12 4 (G)
74X8D312010BG-02 312 300 70 50 30 258 12 4 (G)
74X8D233011AJ-02 233,2 220 44,45 40 20 152 12 4 (H)
1 74X8D299011BG-02 299,2 286 70 50 26 218 12 4 (H)
74X8D343011BG-02 343,2 330 70 50 30 262 12 4 (H)

A 3 Y6 KOAEC, Khace Bs cDIN 1829.
Shapers are generally produced for spur gears in class B according DIN 1829.

KOMIMAEKTYIOLLUE / SPARE PARTS

I
SM40-110-00 f SM40-130-00 SM50-140-10 ‘
AN nAAcTUHbI / for inserts: \\\\& AN NAQcTUHBI / for inserts: AAA nAacTUHBI / for inserts: \&&
o g (6] 006000
46 Member IMC Group
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TBEPAOCIAABHbIE MAACTUHbI / SOLID CARBIDE INSERTS

A VCDV0404-DIN5480 B VCDV0506-DIN5480 € VCDV0607-DIN5480 D VCDV0707-DIN5480
19.05 6.35 2 1.4 265 1.4
S ©i Ok
E VCDV0807-DIN5480 F VCDV0907-DIN5480 G VCDV1007-DIN5480 H' VCDV1107-DIN5480

.5
I
|
7.14 U 7.14 37 7.14 50.8 7.4

30

MaacTuHbl M3roTaBAMBatoOTCA M3 cnaasa IN2030.
Inserts are available in grade IN2030.

o
©
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. LIEJIbHbIN TBEPZOCIJIABHbIN MHCTPYMEHT [1/151 OBPABEOTKU MAJIbIX MOAYJIEN
SOLID CARBIDE SOLUTIONS FOR SMALL MODULES

CINELUMAABHBIE PELLIEHUA C TBEPAOCTINABHbIMW TONOBKAMW CHIPSURFER / SPECIAL SOLUTIONS WITH CHIPSURFER

3arotoBKa / 3arotoBka /
Blank ET

Avamertp: 13,8 mm... 28,8 mm  / Diameter: 13,8 mm to 28,8 mm Anametp: 8 MM... 25 Mm  / Diameter: 8 mm to 25 mm
Lunpuna: 1,5 Mm... 10 mm / Cutting width: 1,5 mm to 10 mm Wupuna: 10 Mm... 25 mm  / Cutting width: 10 mm to 25 mm
Thy6uHa pesaHus: A0 6 MM / Cutting depth: to 6 mm AybuHa pe3anus: oo 6 Mm / Cutting depth: to 6 mm
Bo3moxHas o6pabotka Moayneii ot 1 A0 2,5 Mm / Available module BoamoxHas o6pabotka Mopyaedt oT 2,5 po 12 mm / Available
sizes module 1 to 2.5 module sizes module 2.5 to 12

Mpumep / Example: YucroBas MOAYAbHAsA FOAOBKA, MOAYAb 12 mm; z = 128
ChipSurfer 18Z25002TRRA061 IN2030 Gear finish end mill module 12; z= 128

YucroBasn MOAYAbHAA rOAOBKa, MOAYAL 2MM; Z = 23 Mpumep / Example:
Gear finish mill module 2; z=23 ChipSurfer 47Z04037TURA10 IN2005

4 8 Member IMC Group
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ID@HIREAD [IMCKOBAS MOAYJIbHASA ®PE3A 17Y1_

ID®HIREAD THREAD MILL 17Y1_

0603HaueHne MhactuHa = Moaxopswas
: : nAacTuHa /
Designation Insert Inserts
17Y1B041055K3R00 32 41 32 20 22,5 4 LZA323-MOD1 v 0,15 (A
17Y1E051064K4R00 40 51 40 25 28,5 4 LZA434-MQOD2 v 0,27 (B}
17Y1E060064K5R00 50 60 50 25 28,5 5 LZA434-MQOD2 v 0,48 (B]
17Y1E080064K6R00 63 80 63 25 28,5 8 LZA434-MOD2 v 0,93 (B)
17Y1E096064K8R00 80 96 80 25 28,5 9 LZA434-MQOD2 v 1,55 (B)
17Y1E112064K8R00 80 112 80 35 38,5 " LZA434-MOD2 v 2,00 (B)
17Y1E070003K5R10 50 70 50 25 29,5 6 LZA436-MOD3 v 0,52 (C]
A LZA323-MOD1 B LZA434-MOD2 C LZA436-M0D3
1588 QY 4,76 — 19,05
s Sk m ® o
o, [ [N g[

0603HaueHue Onucanue

Designation Insert design

LZA323-MOD1 MopyAb < 1 mm / module range < 1 mm

LZA434-MOD2 MoayAb 1 -2 mm / module range 1 to 2 mm

LZA436-MOD3 MoayAb 2 - 3 mm / module range 2 to 3 mm

®dopma npod ] 0T napameTpoB 3y6uatoro Koaeca. @®-p O=M @®=Kk ®=N O=s C=H

Design of profile inserts depends on gear data.

KOMMNAEKTYIOLLME |3 ® |°
S
SPARE PARTS N

MaactuHa / Insert

LZA323-MOD1 SM40-090-00 DS-T15S
LZA434-MOD2 SM50-160-00 DS-T15S
LZA436-MOD3 SM50-190-00 DS-T15S

(1) = Bunt/ insert screw (2) = OTBeptKa / screw driver

Member IMC Group 49
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. NMAPAMETPBI
TOOL SPECIFICATIONS

MAPAMETPbI YEPBAYHOW ®PE3bl/ SPECIFICATION OF HOBS

L

L1 Paauyc npu Bepmne / Tip radius (Pp0)
BbicoTa ronoBku 3y6a / Addendum (h,,0)
Q ~
D _ ' _ 'C -O
S SRS
| TonwwmHa 3y6a / Tooth thickness (Spo)
Boicota 3y6a / Tooth depth (h,)
061wasn pwmHa / Tool length L [mm]: L [mm]:
AnvHa pexywen yactu / Usable length L [mm]: 1 L, [Mm]:
Tun wnoHku (ocesas/Topuesas) / Key way (axial/radial): a/r: Yron 3auennenus / Pressure angle (0t4)
LnpuHa wnoHku / Key way width b1/b3[mm]:
Beicota wnoHku / Key way depth: 1/t3 [Mm]
Moayb / module m [M]: m [Mm]: Paauyc npu Bepmne / Tip radius (P,p0)
AvameTp BeplumH 3y6beB / Outside diameter D [Mm]: D [mm]:
MocapouHblii anametp / Bore diameter d [mm] d [mm]
BeavuuHa npotybepaHua / Protuberance amount ()
Aunamertp 6yptuka / Hub diameter d [mm]: 1 d, [mm]:

Knacc Tourocti no DIN 3968 / Quality class acc. to DIN 3:968:
Hanpaenenue cnupanu / Spiral direction LH/RH: Yroa npoty6epanua / Protuberance angle (o

Yucno 3axopoB / No. of starts :

Mpodunb uncrooi yepeauHoi dpesbl / Profile of Finishing Hob Mpoduab yepHoBO# uepBauHoOi ppe3bl/ Profile of Roughing Hob

Spo

50
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MAPAMETPbI MOAYAbHOW AMCKOBOM ®PE3bI / SPECIFICATION OF GEAR GASHER

WUHctpymenT / Tool AanHble 3arotoBku/ Workpiece Data

B Mopynab / Module M [Mm]:
t3
Uucno 3ybbes/ / No. of teeth Z
» b1
Q |
|10y
) ; o E‘m” - Yron 3auennenus / Pressure angle al[°]:
Q § Qy ¢ =
i !
)‘Zi 4 Yron HaknoHa 3y6beB / Helix angle BI°):

K03 pULUMEHT CMELLLEHHUA UCXOAHOTO KOHTYpa /

Addendum modification coefficient x
Avamertp BepLunH 3y6beB / Outside diameter D [Mm]: AvameTp BepLunH 3y6beB / Tip diameter da [Mm]:
MocapouHbiii pAnametp / Bore diameter d [mm]: Aunametp BnaauH 3y6bes/ Root diameter df [mm]:
Aunametp 6yptuka / Hub diameter d, [mm]: Paauyc Ana Bnaaut / Root radius psp [Mm]:
Lnpuna dppessl / Cutter width B [Mm]: Pa3mep no poaukam / Dimension over balls Md [Mm]
Lnpuna Topuesoi wnoHku (DIN 138) / b IMM: MakcumanbHbli pa3vep no poaukam / Mdmax
Radial keyway (DIN 138) 3 ’ Max. dimension over balls [mMMm]:
Bbicota TopueBoii wnoHku (DIN 138) / M MUWHUMaNALHLIW pa3mep No poAMkam / M[m‘l:]"
Radial keyway (DIN 138) 4 ’ Min. dimension over balls ’
Lnpuna oceBoi wnoHku (DIN 138)/ MDpy
Axial keyway (DIN 138) b, [mm]: AvnameTtp poavkos / Ball diameter [mm]:
Boicota oceBoii wnoHku (DIN 138) / t [Mu: AAvHa 06Leit Hopmanm Mexay k 3ybbsamu / Wi, [Mm]:
Axial keyway (DIN 138) 8 ' Base tangent length over k meas. teeth
K COTC / Cool h | MakcumanbHas AMHa 06Luiei Hopmaau / Wymax
aHanbl A MOABOAA / Coolant channel Max. base tangent length [mMMm]:
. Wimi
MuHUMaAbHAA AMHA 00LLel HopMaAK / [M"h'n']"_
Min. base tangent length ’
Yucno 3ybbeB B 06LLei HOpMan / K

No. of measuring teeth

YepHosas/YucroBas / Roughing/Finishing

MNpunyck Ha unctoByro 06pabotky / Stock for finishing [Mm]:

[DIN

Knacc Tounoctu / Gear quality 3982]:

Member IMC Group 5 1
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. [MAPAMETPbI MHCTPYMEHTA
TOOL SPECIFICATIONS

MAPAMETPbI TOAHOMPO®UAbHON YEPBAYHOU ®PE3bI / SPECIFICATION OF FULL PROFILE HOBS

Paauyc npu Bepmne / Tip radius (Pp0)
Bbicota ronoBku 3y6a / Addendum ({7 )
TonwwmHa 3y6a / Tooth thickness (Spo)
06was pwHa / Tool length L [mm]: Boicota 3y6a / Tooth depth (h,)
AnvHa pexywen yactn / Usable length L, [mm]:
Tun wnoHku (oceBasi/Topuesas)/ A
Key way (axial/radial) :
Livpuna wnonku / Key way width b1/b3 [Mm]: Yroa 3auennenus / Pressure angle (@)
Boicota wnoHku / Key way depth t1/t3 [mm]:
Moayab / module m [Mm]:
AvameTp BeplumH 3y6beB / Outside diameter D [mm]: Paauyc npu Bepumne / Tip radius (Pp0)
MocapouHbi pAnametp / Bore diameter d [mm]
Avametp 6yptuka / Hub diameter d, [mm]:
Knacc Tounoctu no DIN 3968 /
Quality class acc. to DIN 3968 BeavuuHa npotybepatua / Protuberance amount ((JW)]
Hanpaenenue cnupanu / Spiral direction LH/RH:
Yucno 3axopoB / No. of starts
Yroa npoty6epaHua / Protuberance angle (am)

Mpoduab yuctoBoi yepeauHoi dpe3sbl / Profile of Finishing Hob Mpodunb yepHoBoM yepeauHoi ¢ppe3bl / Profile of Roughing Hob

Spro

52 Member IMC Group
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NMAPAMETPbI AOABAKA / SPEZIFICATION OF SHAPERS

Uy -

—
—

AvameTp BepLunH 3y6beB / Outside diameter

MocapouHbiii puametp / Bore diameter

Avnametp 6yptuka / Hub diameter

LWnpuHa ponbsika / Cutter width

LnoHka (oceBas/TopueBas) /
Key way (axial/radial)

LWupuHa wnoHku / Key way width

Bbicota wnoHku / Key way depth

Moayab / Module

Yucno 3ybbes / No. of teeth

AenutenbHbiik pnametp / Pitch diameter

BuicoTa ronoBku 3y6a / Addendum

KoadpuuueHT cmeLeHUs UCXOAHOTO KOHTYpa /
Addendum modification

Yron 3auenaenus / Pressure angle

Yroa HaknoHa 3auenaenus / Helix angle

Hanpaenenue npoduns 3yba / Flank direction

Paauyc BepiumH 3ybbes / Tip radius

AnvHa obuieit Hopman / Base tangent length

Yucno 3ybbes B 06Lei HOpMan /
No. of measuring teeth

WcxoAHbli KoHTYp 3y6beB / Basic rack profile

a/r

b,/by:

YA

haPO:

Bo:
L/R:

paPO:

®/

AaxHble 3arotoBku / Workpiece Data

Moayab / Module m:

Yucno 3ybbeB (+HapyxHble / -BHYTpeHHUE) / No. of
teeth (+EXT / -INT)

Yroa 3auenaeHus / Pressure angle a

Yron HaknoHa 3y6beB / Helix angle B:

HanpaBaenue npoduns 3yba / Flank direction

L/R:
KoadpduuMeHT cmelLeHUs MCXOAHOTO KOHTYpa / 2
Addendum modification coefficient )
AvameTp BeplumH 3y6bes / Tip diameter dy:
Avamvetp BnaauH 3ybbeB / Root diameter df:
AvameTtp BnaauH 3ybbes / Dimension over balls Md :
MakcumanbHblii pa3vep no poaukam / M .
Max. dimension over balls dmax"
MuHUMaNbHBIA pa3mep no poAukam / Mo
Min. dimension over balls dmin *
Anametp poamkos / Ball diameter Dy
AnvHa 06Leit Hopmanu Mexay k 3yobsmu / Wi
Base tangent length over k meas. teeth k
MakcumanbHas AMHa o6Lei Hopmaav / W .
Max. base tangent length kmax*
MuHUManbHas AMHa 061 Wi
Hopmanu / Min. base tangent length kmin*
Yucno 3ybbeB B 06weii Hopmanu,/ No. of measuring K

teeth

Mpunyck Ha unctoByto 0bpabotky / Stock for finishing ~ [mm]:

ngersoll
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. TAB/IMLIA COOTBETCTBMS LLIATOB M MOAY/1A B AIOUMAX
COMPARISON: PITCH - MODULE - DIAMETRAL PITCH - CIRCULAR PITCH

LLIAT (B AFOUMAX) / MOAYAb DIAMETRAL PITCH / CIRCULAR PITCH

TR B BEEERE
031416 010 - - 280987 - 28 - 2222500 - -
034558 011 - - 298451 095 - - 2279899 - 3, - Y
037699 012 - - 30609 - 26 - 2381250 - S o
m = 8,08507111 x CP
039898 - 200 - 34159 1 . 2513274 8
043982 014 - - 317500 - S 2540000 - S
044331 - 180 - 33285 - 4 - 2659892 - 3
045598 - 175 - 362011 - 2 - 2698750 - S T
049873 - 160 - 392699 125 - - 2827433 9 :
050265 016 - - 398982 - 20 - 2857500 - B
053198 - 150 - 443314 - 18 - 2901680 - 2, -
0,56549 0,18 = s 471239 15 = s 30,16250 - - T Dp=3'14c1$
062831 020 - - 476250 - S Y 3141593 10 : e
062832 - 127 - 198728 - 16 - 3175000 - B m
066497 - 120 - 549779 175 - - 391858 - 2 -
069115 02 - - 569975 - 14 - 333750 - S 1
075997 - 105 - 628319 2 - - 35575 11 :
078540 025 - - 635000 - -, 3892500 - B —
07979% - 100 - 664970 - 12 - 3546509 - 2 -
083121 - 9% - 706858 225 - - 3651250 - UM
087965 028 - - 785398 25 - - 3769911 12 : op - 3114159265
090678 - 88 - 793750 - S 3810000 - BT . it
094248 030 - - 79795 - 10 - 398923 - 2 - 808507111
099746 - 80 - 863938 275 - - 4127500 - S 1
109557 035 - - 8866271 - 9 - 1398230 14 :
110828 - 72 - 942478 3 - . 4845000 - S
120682 - 64 - 952500 - - 1559797 - 1,
125664 040 - - 997856 - 8 - 47,6500 - S
13299 - 60 - 1021018 325 - - 5026548 16
141372 045 - - 1099557 35 - - 50,80000 .2
157080 050 - - M11250 - S T 5319764 - 11,
158750 - S 1139949 - 7 - 5654867 18
159593 - 50 - 178097 375 - - 6283185 20 -
166243 - 48 - 1256637 4 - - 6383716 - 1,
172788 055 - - 12,70000 - B 6911508 22
17711 - 46 - 1320041 - 6 - 7539822 24
181356 - 44 - 1413117 45 - - 7853982 25
188496 0,60 - - 1428750 - C 797945 - 1
189992 - 42 - 1450845 - - s, 8168141 26
199491 - 40 - 15,7009% 5 - - 8796459 28
204206 065 - - 1587500 - B 9119595 - 7l
209991 - 38 - 1595930 - 5 - 9424778 30
219911 070 - - 1727876 55 - - 1005309 32
221657 - 36 - 1746250 - S 10639527 - U,
234695 - 34 - 17,7355 - 4 - 10995574 35
23519 075 - - 1884956 6 - - 11309734 36
249364 - 3R - 1905000 - A 12566371 40
251327 080 - - 190411 - 4 - 12767432 -
265988 - 30 - 2042035 65 - - 1M1,37167 45
267035 085 - - 2063750 - S 15707963 50
282743 090 - - 299115 7 - - 15959290 -
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. TEXHWHECKOE OBCJ/1IYKUBAHWE MHCTPYMEHTA

Mokynas ¢pesbl Ingersoll ana 06paboTku 3ybuatbix nepeaady, Bbl
BblOMpaeTe KauecTBO NPOAYKUMMU U CEPBHUCA. ITO PELLEHME TaKkxke
MOXET ObITb AOMOAHEHO TEXHUYECKUM 0BCAYXMBAHWEM BalLLero
3y60dpe3epHOro MHCTPYMeHTa. Aaxe HECMOTPSA Ha akKypaTHoe
MCNOAb30BaHWE UHCTPYMEHTA, CO BPEMEHEM OH AOMaeTcs No
pasHbIM MPUYUHAM.

KomnaHrusa Ingersoll npeararaeT kaueCTBEHHbIV U SKOHOMUYHbIN
PEMOHT U TEXHUUECKOE 0BCAYXMBAHUE MHCTPYMEHTA. B KOPOTKMiA
NPOMEXYTOK BPEMEHW UHCTPYMEHT BYAET OCMOTPEH U ByaeT
onpeaAeneHa cTeneHb NoBpexaeHns. Bnocaeacteun Bac
NPOUHGOPMUPYHOT, BYAET AW PEMOHT UHCTPYMEHTa S3KOHOMUYECKU
BbIFOAHBIM.

MbI rapaHTMpyeM, UTO PEMOHT ByAET OCYLLECTBAEH BOBPEMS C
npucywmm Ingersoll kayectBOM. KauecTBo MHCTPYMeEHTa
CYLLLECTBEHHO BAUSIET HA €ro NMPOM3BOAUTEABHOCTb. He naunte Ha
KOMMPOMMUCC, ECAM Bac BOAHYET KaueCTBO TEXHUUYECKOTO
06CAYXMBaHUSI, TOAbKO TOrAa Bbl MoXxeTe 6biTb yBEPEHDI B
addeKTMBHOCTU Baluero nponsBoACTBa.

Bbl MoOXxeTe nonoxuTbea Ha Ingersoll.

With the purchase of the gear milling tool, you have already made
your decision for the quality and service of our products. This
decision should also be extended to the maintenance of your gear
milling tool.

Despite careful application of the tool, every now and then the tool
can be damaged for various reasons. Ingersoll offers the service
of cost-efficient and careful repair and maintenance. The tool will
be carefully inspected within a short period of time to determine
the extent of damage. Subsequently, you will be informed as to
whether the repair of the tool would be profitable. The professional
repair of the tools will be carried out within five days, depending on
the amount of labour involved.

We guarantee that the repair will be carried out on time, with the
usual Ingersoll quality. The quality of a tool has greatly influence
on the efficiency of its production. Make no compromises where
quality of maintenance is concerned; only then can you be sure of
the superior efficiency of your production.

You can rely on INGERSOLL.

Member IMC Group
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