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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

SXEECNCEE# HIGH EFFICIENT HOBBING MACHINE
B R BRI AE B ERET - SR BRI | EGBRIS R FIR A S

|ERAEHIH TEREREEHSHESHRER -

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 (ISO40 interface) is quickly
done by hydraulic system.

HE - BMBRTZBREENRITNMAER  ERIZFAR
EEMARERMIBHEABER -

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 EEEss Radial infeed
Z #hEiELS Axial infeed
B JJEX#h Hob spindle

C TEah Work table revolution
A J)HsEE#EE Hob head swivel

V' T B 8hEh Hob shifting

U T 450 Work change

CNCraém/REa i F1iif4g : Specification
1= Articles HGH 250 ##% Capacities HGH 150 ##% Capacities

Worke 250 mm 150 mm
OIS 6 mm 4 (6) mm

R XE Radial infeed X-axis 25~215 mm 25~190 mm
ks ZE Axial infeed Z-axis 250 mm
JJEEE# A% Hob head swivel A-axis pal s Swivel angle +45°

JE#FEEAVE  Hob shifing V-axis g 180 mm 140 (180) mm
KT 220 mm 160 (200) mm

TR EEBE Hob shifting B-axis 3 ‘ 2000 rpm 2000 (2500) rpm
300 rpm
3¢ 380 VAC/ 3¢ 220 V AC (FANUC)
5060 Hz

| B C;;nlrolled voltage
w Soskcpoet
- - @ sEmens/eNC 00000000000 |
il

Interface s Typellanguage =~ | Dialog function / Mandarin or English
NI Cutting method 1 AU Crowning / Worm / @550 T Double gear(3##2 Option)
HIZE

LHIER Cutting mode 2] Cutting mode 53 [ 7 Dry cut / Wet cut
HoEE Weight e 9000 KG




INTERFRACE

HARTECHE B AV IREN EIRAHGEARENX  BEERSRH  — BT ANBFRETURESHCHE THBMESLKL
TR PEEFR o

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

understand and learn it.
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seboth] Hob Rotational Speed(zp.m) ch" g Gesr | WEAHNE
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imb Ciim . it Talstock Feed Ahead Lz — Adjust =& Adjust
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| Climb/ Conventional i e . nm/min) 0 -
| . File
‘ Axial Feed Speed(mmires) g ™~}
W ReadFileName ) Fl % |
sz | | %"m‘*‘ % %Hmm s |
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HGH 80

SNEEREIMNT HIGHLY EFFICIENT HOBBING
HGH80 BAZUCNCRBEMIT# - ZRA AR EWMAE SEGB
[5) 45 428 il 43 17 7 B A AR FE R v N 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.

CNCridm/REaHE HfliR% © Specification

Max. O.D 80 mm
i e Max. Module 2.5mm
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AR Xl Radial infeed X-axis

shriEsn Zah Axial infeed Z-axis —
JJEEEEE At Hob head swivel A-axis AR Swivel angle

BRE Max. hob length
JIRE8 By Hob shifting B-axis

Input power ( V+10%
NC axis
Type/Language
AN
BENE Interface Cutting method

HIHIE Cutting mode Cut method

SEMTHEE3 MR 5 P RN FE
BERZHEMTHEHCESERBBESR

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




A JIEAENETE HOB head swivel
B JIJEXE#h HOB spindle

C TtHxih Work spindle

w THIBDHESE  Work center travel

X JJE&ER HOB radial infeed
HOB shifting

z JJE#A@ER HOB axial infeed |

R 8
BUILT IN SPINDLE
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HOBBING MACHINE
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Remark:The picture above is reference only.The real object should be considered as final.
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HGS dH-NGAa / NCS HEAHFR4% ¢ Specification

C N C _.l%_ *%?E:Eu @*% ﬁnudes Descnpué))n Unit

GEAR SHAVING MACHINE s

## Module
f5 %k Maximum stroke length
e o
Worktable X-axis = z =
Worktable C-axis | #433# & Feeding speed
F&E ) |ATI{® Shaving cutter max. diameter
F#E Spindle diameter

PRBEN

Cutter head F 8O Spindle speed
JJESENE# A Cutter head swivel angle 5
A& E {32 Angle increment

HEET) Micro-feeding speed
Zih s JIEFE#EL1TE Max. feeding stroke

Infeed Z-axis %K Rapid feeding speed
{72 EE{r Stroke setting unit

Work gear
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Motors :
3 16
14

Biih #4555 12 Feeding motor(B-Axis) 1.4(NC5)
ow [ ]

BRI

High Rigidity Structure MIF

EE e Cutting method
Thermal Compensation Module

BAEEMT BIETIR

High Efficient for cutting Operation program

A s
Machine size & Width m
& Height m

154
11 Machine weight

MmN THE AXIS DESCRIPTION
Xeh: TEASIATTEE X axis:Work table motion
Ca#:-TFARMTRE C axis:Work table motion
Zgh:T) BT Z axis:Cutter feeding stroke
Yih:7) BEENE A E Y axis:Cuttqirlie;;:stiv‘el angle

B i B HE 1T A2

S EIEEE
HIGH RIGIDITY STRUCTURE

BALBBHBYONBRIMIEERAER - YEHARIEN
SHBRER - RARERE -

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




o A E 1R A .
THE COMPENSATION MODULE R 7 iR MR B RER

THE RESULT OF THERMAL DEFORMATION

1] THROUGH THERMAL COMPENSATION

4 10

I °

g i <_ e . e oo Wy

s e N 5 0 100 200 300 400 500 (min)

@

L] g £-10

2 ;

g g Ec-20

I s

n . S8

18 AEAFMEA RS RBUMHERE  2EBRFMEH o E \/\/

ﬁ REZRBAMRAELEZHBAER  STEERER %o -40 &

L} FERE B U AR - AW EARBEREN4um - (K AR (200rpm)  The error after compensation
Mathematical analysis of experiments in temperature fluctuation e FH{ERIAIERZE (200rpm)  The error before compensation

resulted in the development of the Thermal Compensation
Module, capable of regulating thermal deformation’s tolerance
within 4 ym.

I AR
THE DESCRIPTION FATEIE Y 1A E EEE
0 F MAC H | N | N G M ETH O D Conventional Diagonal Under-pass Plunge

HEA T A B ERITEE

13 Shaving cutter Gear position before shaving Gear position after shaving

HGD 250-NC2
CNC % I At

CNC GEAR DEBURRING MACHINE
BNIHERBEED  ERBARAR THEE -

High productive elasticity and cutting efficiency, especially fits for

mass production.

BHEAREEHEARENSEEG THMEAMT -

Especially capable for removing the burr and sharp angle of gear
with shoulder feature.
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I5H Articles

ElATA

)l Deburring cutter. P/
Work gear

i

gy

BEMERE Auto loading device
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