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HOTA Industrial Mfg Co., Ltd. was set up in 1966, and has been committed to gear production improvement since
establishment. In Taiwan, machine tools have been an important and very competitive industry. Production quantity and quality
of the gears are very important during company growth and development. Production of high-precision and high-efficiency gear
machinery has been a vanguard for technology enhancement and development of Hota Industrial. Since 2003, Hota Industrial
started to focus on R & D of CNC gear cutting machine and set up a machinery division in 2005. Through continuous R & D and
strict quality and production test, it's now branded "HARTECH" for the global machine market. Continuous enhancement and
innovation of gear manufacturing process has been the goal that Hota Industrial pursues. Combined with professional gear
manufacturing experience of HOTA, we provide customer solutions from single process machinery to systematic planning of

gear cutting production.




HGH 150 / HGH 250

SWEECNCEE# HIGH EFFICIENT HOBBING MACHINE

BRI F R AR AR AE MR AR AT - SRR ERX | EGBRI P BB EL A
E|EMBEH T AERAREEHSHEESHER -

HGH 150/250 —The high performance CNC gear hobbing machine has outstanding
rigidity and adopts modular construction design. Equipped with EGB synchro-control
technology and backlash-free gear reducer spindle, HGH 150/250 has high stability
and productivity to produce precise gears.
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The changing of cutter and upper work arbor (1SO40 interface) is quickly
done by hydraulic system.

HE - BRRTREBERINMEER  EHRIZFASR
FEMORERMBHEANSFE -

The hydraulic, lubrication and air pressure system are located on the front side of the

machine, and it is convenient for the operator and maintenance engineer to monitor and maintain the machine.

X ErHELs Radial infeed
Z #hmE LS Axial infeed
B JJEX#4h Hob spindle

C Ti3#h Work table revolution
A JJEBR:E#% Hob head swivel

V TR EHEh Hob shifting

U T #3550 Work change

§
CNCE#mR I Filifit% * Specification & [

~
HE Articles R Description HGH 250 #i#§ Capacities HGH 150 #i#§ Capacities HGH 180 ##§ Capacities

BAT A5 250 mm

AR XE Radial infeed X-axis =T 8 Distance between hob and work 25~215 mm 25~190 mm 25~190 mm

e 78 Axial infeed Z-axis Max. in feed 250 mm
JJEBEE A% Hob head swivel A-axis Al Swivel angle +45°

JIE#hm#ELVE Hob shifting V-axis 180 (140) mm 180 (140) mm
: 220 (160) mm 220 (160) mm
JIE#BE Hob shifting B-axis 1500 rpm 4000 rpm
» :
20
20380V AC
50-60 Hz

24V DC

1.5 KW
Hydraulic Unit - asew |
: 80 Liter

SIEMENS / FANUC SIEMENS

Controll s Direct drive motor
OOTEr B C:X~Z-A-V @& Servo motor 2
&) Servo motor

ge
terface MIH Cutting method

Cutting mode JIHIE Cutting mode R ER Dry cut / Wet cut
Dimension HxRxB 2688 x 2630 x 2830 mm P
mexE e — o0




INTERFRACE

HARTECHEEH M RN ERAHELREX  #HEEHAH  —BETANRERETURESREHE TRIZMEANL
MR P EESR -

HARTECH dialog operation interface with assistant drawings is a friendly operating program. Operators can easily

understand and learn it.
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HGH 80

SXEEREINTI HIGHLY EFFICIENT HOBBING
HGH80 BANCNCREEM I # - SRAHBNX XAl AEGB
[5) 45 ¥22 I 32 it T 48 S 4R 5 FE R v 0 T

HGH 80— The horizontal CNC gear hobbing machine.
Equipped with built-in spindle and EGB synchro-control
technology, HGH80 could perform high speed and

high precision cutting.
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1= Articles ik Description ##% Capacities

80 mm
otk - 25mm

100 mm
LS X4 Radial infeed X-axis

LS Z4h Axial infeed Z-axis
TR0 At Hob head swivel A-axis

JJE=E# B# Hob shifting B-axis

THIEAMTE Wil Work center travel W-

g Controller

BENE Interface

M T HEEMA A RPN TFE
BRZAMTIHE RS ERBBAIESR -

The flexible auto feeding conveyor and gantry loader system adapt to
variety components and achieve high speed workpiece feeding.




A JTIEAENTE HOB head swivel
B JIEx#H HOB spindle
Cc TE#h Work spindle

w THIEDER  Work center travel

X JIE&EM#ELS HOB radial infeed
Yy JIEFRAIERS  HOB shifting
z JJE#MEEL  HOB axial infeed

A= 8
BUILT IN SPINDLE
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Remark:The picture above is reference only.The real object should be considered as final.

10



HGS dAH-NGH / NCS AR © Specification

CNCERBETIE# : s« T HGS 4H- Ncsle/“:ﬁag‘s‘eiH NCa
GEAR SHAVING MACHINE e 25400

EX@‘% Max. tooth width -
oo ]
BoA{TH B8 Maximum stroke length

IIA Xl
Worktable X-axis

3
3
2

I& C# BA{TEIESE Max. stroke length
orktable C-axis | #£433% & Feeding speed

FIg B A TIMR Shaving cutter max. diameter
E#EK Spindle diameter

RN b

TIRE

Cutter head @ Spindle speed
J)EERE AR Cutter head swivel angle
25 B 38 E Angle increment

TIEFE# 41T Max. feeding stroke
Izif')'%;ﬁé % Rapid feeding speed
nfeed Z-axis =

1TR R E B Stroke setting unit

J)EsAE 4532 Spindle motor
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Yiﬁiﬁﬁﬁ Swivel motor(Y- AXIS)
DR Fooang o )

4734 Conventional

R A N i T
High Rigidity Structure b X, Diagonal

9 gicity Cutting method B Under-pass
B HEEE E# Plunge
Thermal Compensation Module {7 i#%2¢) Dialog function (Standard)
5 BEHEIR S e TS |
SREEMT Operation program h/H /3 English/Japanese/Mandarin

2% 3% (%) Variable input system (Option)

High Efficient for cutting
m

ﬁ Width 2210

2177

HHEE

Machlne size

11
Model No
X axis
AN THE AXIS DESCRIPTION
X&h: TEQ#m{TIE X axis:Work table motion
Ca#h:-TEARMAITRE C axis:Work table motion
Zeh:7) BERR TR Z axis:Cutter feeding stroke
YT RS A E Y axis: Cutte; “head i\mvel ingle
Bih: 78 B R HE AT AR

B

= RIS
HIGH RIGIDITY STRUCTURE

BELRBHBYINERIMIERE AR  UERAREDED
SHBR BT - IRFAAEBIEE -

High rigidity column constructed with symmetrical character and VSR
(Vibratory Stress Relief) treatment.




GERAR SHAVING MACHINE

9 Www.hartech.com.tw

w
£
T
1
v
-
T
i
F
m
Q
&
m
0

m 5 R AR
THE COMPENSATION MODULE

AWARAZIRS BB UHEEKG  BEARFBEH
EESRBRMRRER I WRARR  IMTELERER
ERAERREMRSE  CERAREREER4um -
Mathematical analysis of experiments in temperature fluctuation
resulted in the development of the Thermal Compensation
Module, capable of regulating thermal deformation’s tolerance
within 4 ym.

mIAXFd

RARERRELERR
THE RESULT OF THERMAL DEFORMATION
THROUGH THERMAL COMPENSATION
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— K YR ZE(200rpm)  The error after compensation
A {EBIAIER2(200rpm)  The error before compensation
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THE DESCRIPTION PATEIE HAE Al
0 F M A C H | N l N G M ETH 0 D Conventional Diagonal Under-pass
| BT | BT AR N P

HGD 250-NC2

Shaving cutter

Gear position before shaving

CNCHE#R I B4
CNC GEAR DEBURRING -MACHINE

BNIHREBEESD  FEREARABRIHLEE -

High productive elasticity and cutting efficiency, especially fits for
mass production.
HHBEARERBH RIS EER THOBAMT -

Especially capable for removing the burr and sharp angle of gear
with shoulder feature.

BAENR

Deburring cutter.

BHE#ELE Auto loading device
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¥4 SPECIFICATIONS
I5H Articles

T eEék
Work gear

Faniconate 0

Hth WBRT
Others Machine size

www.hartech.com.tw

Gear position after shaving
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