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\ Reference Surface to Measure the chordal height Spur Geor
50.8 /Z is ma1rkergnt1y %?(?(R/egno% gv(;?he side 3(/’« Case hardening depth before grinding, 4.5 + 0.35 mm 4_‘\;?0 is ererdmbydgﬁ)%vgsngnV\ggtﬁ side Quality and tolerance according to  [ISO 1328| Grade 6
— 7 Number of teeth z 21
el 7 |
g ™ | 0 / | Normal module Mn 28
L —— VAR [ T————————— Pressure angle of cutter a 20°
- I ~ v I h—— Helix angle p )
L[> 70m Key way according to DIN 6887 Transverse module CED M 28
S 1 i £
B W vy Reference diameter £ d 588
= ; . = Addendum modification coefficient =l X 0.5305
: , %/ ! ! 3 Linear setting backlash at 15°C j | 3.062
= ,/ K | e IR 5 Total addendum hao | 35.867
e | o | > | I - ight of tooth 2,25 x mn
, Nz / o o o o . < Hight of tooth 2,25 h 63
/ ECE) / Jop ! El El = = 3 Root diameter with clearance di | 545.97
) %, o 33 . | 2 | E %8 wlf (8 &, Basic rack profile DIN 867
— > ﬁfu — K 7 8- M . 4-;: e i% —2 %Efofj %Q Normal base pitch B, | 82.65968
‘ ‘ o | < I 58 °|2 3e My Measurement on K teeth K 4
\\ S 5 | 5 | 5 3 o Base tangent length S| W | 305.41
3 \ / | < = | N s Crest clearance § - —~
\ /] | £ Tip diameter do | 671.97
\\ Ay R I & Chordal height haw | 40.42
\ /k\ 53307 B?)i(h4§;1e Chordal thickness (backlash included) saw | 950.8
ective (operating) center distance Qw :
/ i Effecti ti ter dist 2924.194
. { . / Operating transverse module Zmy | 28.253
V4 . ] ] . — Operating pitch diameter (circle) .é dw | 593.31
i i | e B T R Normal backlash %jn -
/4 i N | S Number of teeth in mating girth gear p4) 186
W = 305.4155 ? lﬁ 5 L ?
Base tangent length (backlash included) = = «?
W = 306.41%03 pe 70 70 2
roughing before carburizing & =
5_ 550 5
Face width
560
B _ B 10:1 Profile correction shall be recalculated by
. 1 1 the supplier and amended if it is need.
1:2.5 Profile correction Ball miFIJIprevoIvci]ng sapeed : 17.2 RPM
~0.02 Transmissible Power : 1600 kW . . NOte .
< %45 |80metrIC VIEW @ All surface without specification, Ra 3.2
= [ ] | Blank construction method : Forging

Expected machining method : Hobbing

Finishing method : Grinding

Tooth surface hardness with case hardening : 57—-61 HRC
Hardness: 305-335 HB

Tensile strength: 1050—-1150 Mpa

Delivery conditions:

The shaft shall be delivered quenched and tempered.

The conditions given here are quidelines.

Quenching: 830 — 860 °C — soak in oil or synthetic quenchant.
Tempering: 540 — 660 °C

@ Coating and anti—rust protection : Tectyl 506
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