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knowledge and passion for the refining of steel
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“the art of the 
heat treatment 
is to determine 
temperature, time 
and cooling rate 
for a successful 
microstructure 
change.”

KNOWLEDGE
AND PASSION

KUHLER stands for the processing 
of steel for more than 200 years. 
What was once an anvil forge in 
1798 has thereby over the decades 
evolved into a modern, internatio- 
nally operating service provider for 
the heat treatment that involves 
quenching and tempering as well 
as high quality engineering steels – 
a family company with high level of 
dynamism, reliability and delivery 
performance.

Diverse industry
requirements
Each industry has its special re-
quirements placed on the steels 
deployed therein. In the course of 
the heat treatment we precisely 
generate the mechanical prop-
erties for later use, for example 
in the automotive and hydraulic 

industries, shipbuilding and me-
chanical engineering or in new 
technology areas such as wind 
energy/offshore.

Certified quality
On account of standardized pro-
cesses and procedures, we guaran- 
tee a smooth and high quality heat 
treatment. We are for years, part 
of a quality management system 
(certification according to DIN EN 
ISO 9001:2008) that monitors 
and regulates the process con-
trol and management of plant 
engineering.

Quality management since 1996

Capacity 1,200 t/month

Materials steel rods, pipes, forgings, profiles

Dimensions pipes, 100 – 250 mm Ø, 
  in some cases up to 450 mm Ø 
 rods, 20 – 650 mm Ø

One of our production halls

www.hermann-kuhler.de

performance scope

Hall with batch furnaces and quenching technologyBatch furnaces for lateral-charging
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Quenching and tempering refers 
hardening with subsequent tem-
pering at high temperatures. A high 
level of knowledge and expe- 
rience is necessary to achieve the 
preferred material properties for 
various steels.

High-precision guidance
We electronically monitor and con-
trol the tempering in batch furnaces. 
The regulated cooling during the 
hardening process is carried out 
through the use of various quench-
ing media.

Reproducible precision
The temperature and time manage- 

“the quenching 
and tempering 
is a process 
that combines 
high material 
strength with 
desired tenacious 
properties.”

ment is adapted exactly to the 
quality and alloy content of the 
material in order to obtain the  
optimum microstructure for the 
required mechanical and physical 
properties. We hereby manufacture 
according to current standards or 
pursuant to customer specifica-
tion. Of course reproducible in cas-
es of the same analysis and batch.

Gapless documentation
Each quenching and tempering 
process is documented by us in 
a consistent and comprehensible 
manner. Hardness values and me-
chanical properties can be proven 
with work certificates or inspec-
tion certificates.

QUENCHING AND 
TEMPERING WITH 
PRECISION

Batch furnaces for longitudinal-charging

Max. unit weight 15 t

Usable oven space 900 x 1,400 x 7,000 mm

Max. temperature control 1.000 °C

Batch furnaces 8

Quenching tanks 4

Quenching media polymer, oil, water

www.hermann-kuhler.de

From the loading to the introduced cooling Process control system

performance scope

Quenching tank with varying media



7

Hardness test after the processing

Annealing is a very diverse sub 
area of   the heat treatment. In the 
course of the varying annealing 
processes, the microstructures 
and mechanical properties of the 
steels are altered. The annealing 
can on the one hand, simplify 
enhance processing, e.g. by ma-
chining and cold forming process-
es. It can on the other hand howev-
er also reduce the internal stresses 
in the material or renormalize prior 
microstructure changes.

Strategic precision
Each heat treatment process is di-
vided into three phases of heating 
up, holding and cooling down. 
With the help of modern control 
systems, the temperature and time 
management is controlled through 
all phases and thereby in each 
case aligned exactly to the mate-
rial properties, the geometries and 
other parameters.

Varying
annealing processes
With the help of the various an-
nealing programmes we achieve 
the optimal microstructure and 
material properties.

Normalizing: normalizing the 
microstructure in a uniform, fine-
grained basic microstructure 
that has appropriate mechanical  
properties.

FP-annealing: obtaining a ferrite-
pearlite structure, for a better 
machining.

Soft annealing: obtaining a spe- 
cific microstructure with low hard-
ness for economic machining and 
forming.

Spheroidizing: annealing on sphe-
rical cementite, for the highest 
possible casting degree.

Treating to hardness range: an-
nealing of steel to a specific hard-
ness range/sturdiness.

Stress relieving: reducing the 
stresses of various origins in the 
material.

Max. unit weight 15 t

Usable oven space 900 x 1,400 x 7,000 mm

Max. temperature control 1,000 °C

Oven cooling down still air

“the optimal 
annealing defines 
the material  
properties for the 
further treatment
process and 
subsequent use.“

ANNEALING 
WITH STRATEGY

Batch furnace before moving out Cooling down in still air

performance scope

www.hermann-kuhler.de
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Cross-rolling straightening machines for steel rods

Straightening of round,
square steel and tubes
Three hydraulic gag presses are 
available for the straightening of 
80 – 250 mm square steel and 
100 – 250 mm diameter in the 
case of round steel and tubes. The 
straightening hereby takes place 
with semi-automated straightening 
machines per straightened edge 
and the trained eye of long term 
employees with the highest possi-
ble precision.

Steel rods and tubes are after the 
heat treatment and the associa-
ted unavoidable delay, precisely 
straightened to meet the required 
tolerances for further processing. 
With the help of modern machi-
nery, but also based on the fee-
ling and the visual inspection of 
the parts straighteners, we here-
by reach the highest straightening 
accuracy of up to 1/1,000 mm.

Straightening of steel bars
Steel rods with diameters between 
20 – 120 mm are straightened with 
the help of three rotary straighte-
ning machines. Depending on the 
sturdiness and requirement, the 
straightness hereby amounts to 
1/1,000 mm. The rods are after the 
straightening process in the cross-
rolling straightening machine to a 
large extent free of coarse scale.

“the straightening of 
steel is a question of
precision.“

Rotary straightening machines 20 – 120 mm Ø

Hydraulic gag presses 80 – 250 mm Ø/square

Straightening precision up to 1/1,000 mm

Hydraulic straightening presses

Experienced straighteners 

www.hermann-kuhler.de

Straightening hall with machine park

performance scope

METHODICAL 
STRAIGHTENING
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Data collection in the tensile test

Quality is for us only comprehen-
sive when we ourselves conduct 
the testing and provide the con-
firmation. This is done in our own 
test laboratory. In addition to the 
normal hardness testing we offer 
a variety of supplementary testing 
options.

Certified tests
Our laboratory is of course fully 
integrated in the quality manage-
ment framework according to 
DIN EN ISO 9001:2008. We test 
not only according to the Euro-
pean DIN EN standards, but also 
according to the American ASTM 
standards and as such fulfil the 
requirements of various markets.

Tensile testing machine
We in the case of the destruc-
tive testing of materials, conduct 
our own tensile tests (up to 200 
kN). The standardized procedure 
determines the yield strength, 
tensile strength, elongation and 
toughness. We test according to 
DIN EN ISO 6892-1 or according to 
the U.S. ASTM A 370 standard.

Impact testing machine
In the case of the notched bar 
impact testing (up to 300 J), we 

“confirmation of 
quality in our own 
test laboratory, 
fast, safe and
precise.“

analyze the notched bar impact 
toughness of the steels after 
heat treatment. Depending on 
the preferences of the customer 
or material requirement, we 
conduct the tests in a temperature 
range  from room temperature up  
to -40 °C. The tests are conducted 
according to DIN EN ISO 148-1 or 
according to the American standard 
ASTM E 23-07A.

Spectral Analysis
The portable spectrum analyzer 
assumes the task of conducting 
the material analysis of the material 
to be tested within the framework 
of an identification of mix-ups test.

TESTING WITH 
FORESIGHT

Destructive testing at the tensile testing machine

Hardness measurement hardness tests according to
 Brinell and Rockwell

Tensile test machine destructive tensile testing, up to 200 kN
 DIN ES ISO 6892-1 or ASTM A 370

Impact testing machine for the notched bar impact test, up to 
 300 J, Room temperature up to -40 °C   
 DIN EN ISO 148-1 or ASTM E 23-07A

Spectral analysis machine for the identification of mix-ups test
 material analyse

Impact testing machine with sample cooling unit

Spectral Analysis

www.hermann-kuhler.de

performance scope
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  +49 2191 24 00-9
Fax  +49 2191 29 29 41
kontakt@hermann-kuhler.de
www.hermann-kuhler.de

Scan the QR-Code and 
watch our production film:


