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The circular thread milling cutters of the ZGF type series are particularly
suitable for difficult machining operations with smaller thread sizes.
The ZGF — 2 x D version was developed for universal use, and the

ZGF — 3 x D and ZGF — 4 x D versions can also be used for large
thread depths.

The circular thread milling cutter ZGF-Z enables faster machining of
components thanks to its optimised cutting geometry and a high number
of grooves.

The circular thread milling cutters type ZGF-S-CUT are designed for use
in materials that are difficult to machine, and the ZGF-HCUT is used
for hard materials.
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Circular thread milling cutters

e For the production of internal threads

e A premachined thread hole is necessary

e For different thread pitches

e For different thread sizes

e Chamfering the thread hole with face chamfer possible

ZGF-Z
BEYVIYYR hUIbAhvy— Circular thread milling cutters
® M1.6(UN-Nr.2m 5D &1 UINTICX G e For the production of internal threads
¢ HI T TTROMINHE * A premachined thread hole is necessary
e BH DR UEY FICHIG e For different thread pitches
e BH DR URICHE o For different thread sizes
o BITRUNRDEID I TA R AE e Chamfering the thread hole with face chamfer possible
* ZAR TN TRBORIRA RIAE * Short machining time due to increased number of flutes
ZGF-S-CUT
BEVYYER LI AHvy— Circular thread milling cutters
® M1.6(UN-Nr.2)m 5D & 4a U T ICX G e For the production of internal threads
¢ FITIET I ADMINHE e A premachined thread hole is necessary
o Y FIFEE e For one pitch only
o BH DR URICHIG o For different thread sizes
o VAR TF IV ATV LAREDHHBIMER o For stainless steel materials and special materials
e TEFERF (¥EEExICTER) such as Inconel or titanium
1 e | eft-hand rotating tool
ZGF-HCUT

BgEYIUyR pUbhyy—
o M3(UN-Nr.2Hh 5D sHia U T ICKE i
s FITIETTRNDMINNE

o LY FIFEE

o W DR URICHIG

e 44 HRC E DS IEFESHES R

o TEFEBF GHOlERICTHER)

Circular thread milling cutters

e For the production of internal threads

e A premachined thread hole is necessary
e For one pitch only

e For different thread sizes

e For hard materials from 44 HRC

e | eft-hand rotating tool
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Blm—EREHEBYIHISEH Product finder and cutting data
JERC : Please note:
BERICEASN TWBTYI R GIFIEEE T, FNENOINTIEE The cutting values listed in the respective columns are standard
BB THEBELEE N, (FEEIH . BTE . R e) values which have to be adjusted to individual work conditions

FEERIee e * N (tool clamping, workpiece clamping, etc.).

\ = . The suitability is marked as follows:

ﬁﬁ%&?ﬁ-ﬁ;ﬁﬁ . JESEE - Standard cutting values

- #iIE TR  Min® LU Max(E

Ve = TIHIRE [m/min]
f, = HEHT=DED [mm]

- Min and Max values

v = Cutting speed [m/min]
Feed per tooth [mm]

—
N
1l

R - REIM

Range of application — material

]

Cold-extrusion steels,

FIERDERS
Tensile Strength

BB (DINAL)

Material examples

Cq15

MIEHI(JISft)

Material examples

SPC, SPH, S5400, STKM,

B SR IR R Construction steels, < 600 N/mm2 S235JR (St37-2)
RHISH Free-cutting steels, etc. 10SPbh20 SUM22, SWRCH, SWRM
’&%W%Lﬁﬁl—ﬁﬁﬂ Construction steels, E360 (St70-2)
il Cementation steels, <800 N/mm?2 16MnCr5 SBSC,SSJSEégCSrﬁ:\fzI-‘IiLSCMn,
Steel castings, etc. GS-25CrMo4 nss,
Cementation steels, 20MoCr3
Heat-treatable steels, <1000 N/mm2 42CrMo4 gé&M ggPMl-‘lns‘SCHﬁtgll\-l/Ms“&E
Cold work steels, etc. 102Cr6 n, , SUr ’
Heat-treatable steels, 50CrMo4
Cold work steels, < 1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
3 High-alloyed steels, X38CrMoV5-3
A‘m‘l S8 (SESEA) Cold work steels, < 1400 N/mm2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH
ST EHEBELEA) Hot work steels, etc. X40CrMoV/5-1
ATVLA Stainless steel materials
1.1 [7x5AMNITUHA Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403
M[ 21 [#—&xFFA+ Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 [A—RFFANTzSAb TR, THEER Austenitic-ferritic (Duplex) < 1100 N/mm?2 X2CrNiMoN22-5-3 SUS329J3L, SUS630,15-5PH
41 | A—2TFHANT7F1h R mEEER Austenitic-ferritic heat-resistant (Super Duplex) < 1250 N/mm?2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A,

. . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200
19 HiEk Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (GG30) F6300
; ; . 350-500 N/mm?2 EN-GJS-400-15 (GGG40) FCD400
U5k Cast iron with nodular graphite (GJS) 500-900 N/mm?2 EN-GJS-700-2 (6GG70) FCD700
N 2
NZF 25—k Cast iron with vermicular graphite (GJV) iggggg ”;mmz gjz 2(5)3 Egﬁgg
. 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330
P18 Malleable cast iron (GTMW, GTME) 500-800 W/mm2 | _EN-GJMB-450-6 (GTS-45 FOMW370
N Aluminium alloys
< 200 N/mm?2 EN AW-AIMn1 A1050, A3030
FILEZOLEE B Aluminium wrought alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
Si<s 7% EN AC-AIMg5 ADC5, AC7A
FILIZULEE #Y Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 ADC11, ADC12, AC2A
12% < Si<17% GD-AISi17Cu4FeMg ADC14
HEE Copper alloys
i N Y=Yt ] Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #ifi g, C2400
B Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 CuZn37 (Ms63) (€2720,62801
REIE R Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) £3560,C3710
TILZER Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 £5210,C6280
=3 Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm?2 CuSn8P LBC3
REIE Copper-tin alloys (tin bronze, short-chipping) <400 N/mm; CuSn7 ZnP%(Rg7) BC3
. < 600 N/mm AMPCO® 8
HiREE Special copper alloys 21400 N/mm2 (ﬁ\MPCO® 45))
NTRVILER Magnesium alloys
SESPIN lagnesium wrought alloys < 500 N/mm?2 MgAI6Zn
SUESDIN-Y~ /] lagnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
B Synthetics
R Duroplastics (short-chipping) Bakelit, Pertinax
e Thermoplastics (long-chipping) PMMA, POM, PVC
i SR s (it =75 = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
iR LA (it 25 8 >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
SRR Special materials
72774 Graphite C 8000
YV RATV-iEE Tungsten-copper alloys W-Cu 80/20
EaME Composite materials Hylite, Alucobond
FIVEE Titanium alloys
WFyY Pure titanium < 450 N/mm2 Ti1 HFT>
VN S < 900 N/mm?2 TiAIBV4 Ti-BAI-4V
Fy aE Titanium alloys < 1250 N/mm2 TiAl4Mo4Sn2 TiAl4Mo4Sn2
—vTIILEES INNESS HKESS Nickel alloys, cobalt alloys and iron alloys
W=yl Pure nickel < 600 N/mm2 Ni 99,6 = #=vT)L
— ™ ' < 1000 N/mm?2 Monel 400 EXRJL 400, /\XAFO1 B
=T EaR Nickel-base alloys <1600 N/mm? Inconel 718 A%V 718
N ™ < 1000 N/mm? Udimet 605 Udimet 605
AV Cobalt-base alloys = 1600 N/mm? Haynes 25 A 25
BEAS Iron-base alloys < 1500 N/mm?2 Incoloy 800 -~ 104 800
BN Hard materials
. 44 - 50 HRC Weldox 1100
H . 50 - 55 HRC Hardox 550 J\—Rv D X550
3 | =REM. SEER. SRSk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
e 63 - 66 HRC HSSE SRS

e
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min. HESE max.

min. #EEE max.

min. #ER max.

min. #EEE max.

ZGF ZGF-Z
/¥3—k TICN TICN
Uncoated
YIHIEREE v [m/min] YIHEEE v [m/min] YIHIEREE v [m/min] HHTDIED 1, [mm]

63 90 117 126 180 234 126 180 234 0,006 0,010 0014 xdf
53 75 98 105 150 195 105 150 195 0,005 0,009 0013 xdf
42 60 78 84 120 156 84 120 156 0,005 0,008 0011 xdf
35 50 65 70 100 130 70 100 130 0,004 0,007 0010 xdf
28 40 52 56 80 104 56 80 104 0,004 0,006 0,008 xdf
1.1 63 90 117 63 80 117 0.005 0,008 0011 xdg
M| 21 63 90 117 63 80 117 0,005 0,008 0.011 xde
3.1 42 60 78 42 60 78 0.004 0,007 0010 xdg
4.1 35 50 65 35 50 65 0.004 0,006 0008 xd
70 100 130 112 160 208 112 160 208 0.005 0,009 0013 xd
70 100 130 112 160 208 112 160 208 0.005 0,009 0013 xdg
63 90 117 105 150 195 105 150 195 0,005 0,009 0013 xdg
63 90 117 105 150 195 105 150 195 0,005 0,009 0013 xde
63 90 117 105 150 195 1056 150 195 0.005 0,009 0013 xde
63 90 117 1056 150 195 106 150 195 0.005 0,009 0013 xd
63 90 117 106 150 195 106 150 195 0.005 0,009 0013 xd
63 90 117 105 150 195 105 150 195 0,005 0,009 0013 xd
126 180 234 196 280 364 196 280 364 0.007 0,012 0017 xdg
126 180 234 196 280 364 196 280 364 0,007 0,012 0017 xdg
126 180 234 196 280 364 196 280 364 0.007 0,012 0017 xdg
126 180 234 196 280 364 196 280 364 0.007 0,012 0017 xdg
126 180 234 196 280 364 196 280 364 0.007 0,012 0017 xdg
105 150 195 105 150 195 0,007 0,012 0017 xdg

126 180 234 196 280 364 196 280 364 0,007 0,012 0017 xdg
126 180 234 196 280 364 196 280 364 0,007 0,012 0017 xdg
126 180 234 196 280 364 196 280 364 0.007 0,012 0017 xdg
77 110 143 126 180 234 126 180 234 0.006 0,010 0014 xdg
77 110 143 126 180 234 126 180 234 0.006 0,010 0014 xdg
105 150 195 126 180 234 126 180 234 0,006 0,010 0014 xdg
42 60 78 42 60 78 0,005 0,008 0011 xde

35 50 65 35 50 65 0,005 0,008 0011 xd

126 180 234 196 280 364 196 280 364 0.007 0,012 0017 xdg
126 180 234 196 280 364 196 280 364 0,007 0,012 0017 xdg
77 110 143 196 280 364 196 280 364 0,007 0,012 0017 xdg
77 110 143 196 280 364 196 280 364 0,007 0,012 0017 xdg
105 150 195 106 150 195 0.007 0,012 0017 xdg

105 150 195 105 150 195 0.007 0,012 0017 xdg

70 100 130 105 150 195 105 150 195 0,007 0,012 0017 xdg
21 30 39 35 50 65 35 50 65 0,004 0,007 0010 xdg
105 150 195 105 150 195 0,007 0,012 0017 xd

28 40 52 42 60 78 42 60 78 0.004 0,006 0.008 xd
28 40 52 42 60 78 42 60 78 0.004 0,006 0.008 xd
21 30 39 35 50 65 35 50 65 0,002 0,004 0.006 xdg
32 45 59 32 45 59 0.002 0,004 0.006 xdg

32 45 59 32 45 59 0,002 0,004 0.006 xdg

21 30 39 21 30 39 0.002 0,004 0.006 xdg

32 45 59 32 45 59 0.002 0,004 0.006 xdg

21 30 39 21 30 39 0.002 0,004 0.006 xdg

21 30 39 21 30 39 0,002 0,004 0.006 xdg

32 45 59 32 45 59 0,002 0,004 0.006 xdg

28 40 52 28 40 52 0,002 0,004 0.006 xde

o | |eo o |-
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ZGF-S-CUT

TIALN-T46

EMUGE

ZGF-HCUT

TIALN-T46

YIHIERE v [m/min]

min. HESE max.

HH=DED f, [mm]
min. #EEE max.

IR v [m/min]

min. #EE max.

HH=DED T, [mm]

min.  H#EEE max.

126 180 234 0,006 0,010 0014 xdf

105 150 195 0,005 0,009 0013 xdf

84 120 156 0,005 0,008 0011 xdf

70 100 130 0,004 0,007 0010 xdf

56 80 104 0,004 0,006 0,008 xdf

63 90 117 0,005 0,008 0011 xdg

63 90 117 0,005 0,008 0011 xde
. 42 60 78 0.004 0,007 0010 xdg
4. 35 50 65 0.004 0,006 0008 xd

112 160 208 0.005 0,009 0013 xdg

112 160 208 0.005 0,009 0013 xdg

105 150 195 0,005 0,009 0013 xdg

105 150 195 0,005 0,009 0013 xde

105 150 195 0,005 0,009 0013 xde

105 150 195 0.005 0,009 0013 xd

105 150 195 0.005 0,009 0013 xdg

105 150 195 0,005 0,009 0013 xd

196 280 364 0,007 0,012 0017 xde

196 280 364 0,007 0,012 0017 xdg

196 280 364 0.007 0,012 0017 xdg

196 280 364 0.007 0,012 0017 xdg

196 280 364 0,007 0,012 0017 xdg

105 150 195 0,007 0,012 0017 xdg

196 280 364 0,007 0,012 0017 xdg

196 280 364 0,007 0,012 0017 xdg

196 280 364 0.007 0,012 0017 xdg

126 180 234 0.006 0,010 0014 xdg

126 180 234 0.006 0,010 0014 xdg

126 180 234 0,006 0,010 0014 xdg

42 60 78 0,005 0,008 0011 xde 35 50 65 0.002 0,004 0,006 xdg

35 50 65 0,005 0,008 0011 xdE 35 50 65 0.002 0,004 0.006 xde

196 280 364 0.007 0,012 0017 xdg

196 280 364 0,007 0,012 0017 xdg

196 280 364 0,007 0,012 0017 xdg

196 280 364 0,007 0,012 0017 xdg

105 150 195 0,007 0,012 0017 xdg

105 150 195 0,007 0,012 0017 xdg

105 150 195 0,007 0,012 0017 xdg

35 50 65 0,004 0,007 0010 xdg

105 150 195 0,007 0,012 0017 xd

42 60 78 0.004 0,006 0.008 xd

42 60 78 0.004 0,006 0.008 xd

35 50 65 0,002 0,004 0.006 xdg

32 45 59 0,002 0,004 0.006 xdg

32 45 59 0,002 0,004 0.006 xdg

21 30 39 0.002 0,004 0.006 xdg

32 45 59 0.002 0,004 0.006 xdg

21 30 39 0,002 0,004 0.006 xdg

21 30 39 0,002 0,004 0.006 xdg

32 45 59 0,002 0,004 0.006 xdg 42 60 78 0.004 0,007 0010 xdg

28 40 52 0,002 0,004 0.006 xd 35 50 65 0.004 0,006 0.008 xde
d 32 45 59 0.003 0,005 0.007 xde
A 21 30 39 0.002 0,004 0.006 xde
& 18 25 33 0.002 0,003 0.004 xde

=
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60° 1BE ZGF
YUy R
iy Ry
) . m% OEL Egﬁ._
DIN 13 ERb
HRUMIHA 23-75 DIN 6535
For internal threads A
B HB
0 dy
1 HEED I A BE
i \ e 1y s Suitable for chamferin
T o e— g
.3 : gm 1 1 |
[
FIUr— 9y — I » 5 P 1.1-51 K 1.1-42 N 1.1-15,21-26
Applications — material N 3142 N 5152 S 1113
RURS
Thread depth 2x d1
ZGF ZGF ZGF
WO EvF TERF 2xd4 2xd4 2xd,
0 04 P od z HA IKZ-HA IKZ-HB
mm mm mm 0do I I3 4 (P
>M 1 0,1 -0,25 0,7 3 39 33 28 3 GF253701.0010
>M14 0,12-0,35 1,04 3 39 3,7 28 3 GF253701.0014
>M 2 0,15-0,45 1,52 3} 39 5 28 3 GF253701.0020
>M 25 0,17-05 1,95 3 39 6,3 28 3 GF253701.0025
>M 35 022-0,75 2,78 4 42 9,4 28 3 GF253701.0035
>M 5 03 -1 4 6 55 14,5 36 4 GF253701.0050
>M 8 0,43-15 6,5 8 62 20,6 36 &) GF253701.0080 | GF253101.0080
>M12 06 -2 9.9 10 78 32.8 40 5 GF253701.0112 | GF253101.0112
ERzE (=K OH %
TICN 0] O & 1
FIUr— 9y — EI » 5 P 1.1-51 1.1-41 K 1.1-42
Applications — material N 1353 S 1126 H 1112
ZGF ZGF ZGF
HOE EyF ITE® 2xd4 2xd4 2xd,
0 d4 P 0 dr Z HA IKZ-HA IKZ-HB
mm mm mm 9 do l4 I3 g (B34 TICN TICN TICN
>M 1 0,1 -0,25 0,7 3 39 33 28 3 GF253706.0010
>M 14 0,12-0,35 1,04 3 39 3,7 28 3 GF253706.0014
>M 2 0,15-0,45 1,52 8 39 5 28 8 GF253706.0020
>M 25 0,17-05 1,95 3 39 6,3 28 3 GF253706.0025
>M 35 0,22-0,75 2,78 4 42 9,4 28 3 GF253706.0035
>M 5 0,3 -1 4 6 55 14,5 36 4 GF253706.0050
>M 8 0,43-15 6,5 8 62 20,6 36 B GF253706.0080 | GF253106.0080
>M12 06 -2 99 10 78 32,8 40 5 GF253706.0112 | GF253106.0112
BARMNISEHLET

Further designs upon request

==

Z3ESCH - Ordering example: GF253701.0010
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M, MF £

DIN 13

HRUMIA

For internal threads

o dr
1
|
|
|
|
|
|
Il |
‘\

il

0 dp

#BEE
YUy R
ARU
EnU
Z3-75 DIN 6535
CJHA
e HB
0 dy
HEED AT A BE

Suitable for chamfering

[ I

F EMUGE

===
i
[=]:8tH]

L.

ZGF

[=

]

b

|

=

E:EE
in
[OE:3.

FIUr—3Y — NI 5 P 1.1-51 K 1.1-42 N 11-1521-26
Applications — material » N 3142 N 5152 S 1113
RURS
Thread depth 3x d1
ZGF ZGF ZGF
O EvF ITERE 3xd4 3xd4 3xd,
0di P 0 de z HA IKZ-HA IKZ-HB
mm mm mm g dp l4 I3 g (H#)
>M 1 0,1 -0,25 0,7 3 39 33 28 3 GF273701.0010
>M16 0,14-0,35 1,18 3 39 52 28 3 GF273701.0016
>M 2 0,15-0/4 1,52 3 39 6,4 28 3 GF273701.0020
>M 25 0,17-0/45 1,96 3 39 8 28 3 GF273701.0025
>M 3 0,18-0,5 2,4 3 41 95 28 3 GF273701.0030
>M 4 0,26 - 0,7 3,15 4 44 12,7 28 3 GF273701.0040
>M 5 0,28-0,8 4,04 6 56 15,8 36 4 GF273701.0050
>M 6 0,35 -1 4,8 6 59 19 36 4 GF273701.0060
>M 8 0,43-1,25 6,5 8 65 25,3 36 5 GF273701.0080 | GF273101.0080
>M10 051-15 8,2 10 7”7 31,5 40 5 GF273701.0100 | GF273101.0100
>M12 0,6 -175 9,9 10 82 37,8 40 ) GF273701.0112 | GF273101.0112
>M14 0,68 -2 11,6 12 94 44 45 5 GF273701.0114 | GF273101.0114
> M16 0.68 -2 13,6 14 100 50 45 &) GF273701.0116 | GF273101.0116
(=15 [=1%: E (=]
CHE B
FIUr— 9y - EIM 5 P 1.1-51 1.1-41 K 1.1-42
Applications — material » N 1153 5 1126 H 1112
ZGF ZGF ZGF
HEOE EvF TEZF 3xdy 3xd4 3xd,
0 dq p o dr z HA IKZ-HA IKZ-HB
mm mm mm 9 dp l4 I3 g (¥ TICN TICN TICN
>M 1 0,1 -0,25 0,7 3 39 33 28 3 GF273706.0010
>M 16 0,14-0,35 1,18 3 39 52 28 3 GF273706.0016
>M 2 0,15-0/4 1,52 3 39 6,4 28 3 GF273706.0020
>M 25 0,17-0/45 1,96 3 39 8 28 3 GF273706.0025
>M 3 0,18-0,5 2,4 3 41 9,5 28 3 GF273706.0030
>M 4 0,26-0,7 3,15 4 44 12,7 28 3 GF273706.0040
>M 5 0,28-0,8 4,04 6 56 15,8 36 4 GF273706.0050
>M 6 0,35-1 4,8 6 59 19 36 4 GF273706.0060
>M 8 0,43-1,25 6,5 8 65 25,3 36 5 GF273706.0080 | GF273106.0080
>M10 0,51-15 8,2 10 77 31,5 40 5 GF273706.0100 | GF273106.0100
>M12 0,6 -175 9,9 10 82 37,8 40 3 GF273706.0112 | GF273106.0112
> M14 0,68 - 2 11,6 12 94 44 45 5 GF273706.0114 | GF273106.0114
> M16 0,68 -2 13,6 14 100 50 45 &) GF273706.0116 | GF273106.0116

EMUGE
[FRANKEN]



E M UG E 1 LyID 7y — - Circular Thread Milling Cutters

ZGF

60°
#BiE
yyyk  TICN
EEE | EEE | EigE
: B
. (=]t [=]: =]
DIN 13 Bt ‘ ‘
ERhU
HRUIMIHA 72-75 DIN6535 E E E
For internal threads I HA
@7 HB
0 dy
1 HEEYD I T AR
s B ] A s Suitable for chamferin
e e L °
I3 |4 m m
[}
FIUT— 3 — wEI W 5 P 1.1-51 1.1-41 K 1.1-42
Applications — material N 1153 5 11-26 H 1112
nURS
Thread depth 4x d1
ZGF ZGF ZGF
HOE EyF TE® 4xd4 4xd4 4xd,
0 dq P 0 de Z HA IKZ-HA IKZ-HB
mm mm mm 0 dy l4 I3 g (G324 TICN TICN TICN
>M 1,6 0,14-0,35 1,18 3 39 6,8 28 2 GF2A3706.0016
>M 2 0,15-0,4 1,52 3 39 84 28 3 GF2A3706.0020
>M 25 0,17-045 1,96 3 40 10,5 28 8 GF2A3706.0025
>M 3 0,18-0,5 2,4 3 42 12,5 28 3 GF2A3706.0030
>M 4 0,26-0,7 315 4 46 16,7 28 8 GF2A3706.0040
>M 5 0,28-0,8 4,04 6 59 20,8 36 4 GF2A3706.0050
>M 6 0,35-1 4.8 6 63 25 36 4 GF2A3706.0060
>M 8 0,43-1,25 6,5 8 72 333 36 5 GF2A3706.0080 | GF2A3106.0080
>M10 0,51-1,5 8,2 10 84 41,5 40 5 GF2A3706.0100 | GF2A3106.0100
>M12 06 -1,75 9,9 10 92 49,8 40 5 GF2A3706.0112 | GF2A3106.0112
>M14 0,68 -2 11,6 12 105 58 45 5 GF2A3706.0114 | GF2A3106.0114
> M16 0.68-2 13.6 14 113 66 45 5 GF2A3706.0116 | GF2A3106.0116
L SYZERPSIVESE (SN

Further designs upon request

o B

ZESH - Ordering example: GF2A3706.0016
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Rz EMUGE

60° &E N ZGF-Z
YUYR .
. [=]y ! [=]:=
DIN 13 I Bl
ERU
HRUIMIHA Z5-78 DIN 6535
For internal threads I HA
(RN
0 dy
HEEXD AT A BE
& 7:::::::7%::11::::::::::% & Suitable for chamfering
I3 |4 m m
I
FIUr— 9y - EIs » 5 P 1.1-51 1.1-41 K 1.1-42
Applications — material N 1:3:53 5 1126 H 1112
RURS
Thread depth 2x d1
ZGF-Z ZGF-Z ZGF-Z
O EvF IE® 2xd4 2xd4 2xd,
9 dy P o de z HA IKZ-HA IKZ-HB
mm mm mm g do 4 I3 g (H#) TICN TICN TICN
>M 16 0,14-0,35 1,18 3) 39 3,6 28 5 GF293746.0016
>M 2 0,15-0/4 1,52 3 39 4,4 28 6 GF293746.0020
>M 25 017-045 1,96 3) 39 59 28 6 GF293746.0025
>M 3 0,18-0,5 2,4 3 39 6,5 28 6 GF293746.0030
>M 4 0,26 -0,7 3115 4 41 8,7 28 6 GF293746.0040
>M 5 0,28-0,8 4,04 6 51 10,8 36 7 GF293746.0050
>M 6 0,36 -1 4,8 6 53 13 36 7 GF293746.0060
>M 8 0,44 -1,25 6,5 8 58 17,3 36 7 GF293746.0080 | GF293146.0080
>M10 0,52-1.,5 8,2 10 67 21,5 40 8 GF293746.0100 | GF293146.0100
>M12 06 -1.75 9.9 10 70 258 40 8 GF293746.0112 | GF293146.0112
RN ERUET

Further designs upon request

B



EMUGE 1 LyID 74— - Circular Thread Milling Cutters ZGF

60° 125 ZGF
YUyR
UNC, UNF =
) HhU =
ASME B1.1 EhU
HrRUIMIH Z3  DIN 6535
For internal threads * —
0 dy
| A ML ATAE
i \ N Y Suitable for chamfering
T I —
: ‘ m m \
[
FIUT—3 3 - Y » 5 P 1.1-51 K 11-42 N 1.1-15,21-26
Applications — material N 542 N 5152 § 1113
RURS
Thread depth 2Xx d1
ZGF
O L% TER 2xd,
0 d P 0 dr YA HA
inch Gg/1" (tpi) mm 0dyp l4 I3 g (HEy)
>Nr. 4 80 - 40 2,06 3 39 6,7 28 3 GF253701.5003
>Nr. 6 80 - 40 2,55 3 39 7,4 28 3 GF253701.5005
>Nr.8 80-32 3.21 4 42 8.8 28 3 GF253701.5006
Efz:E
FIUr— 9y — EIM b 5 P 1.1-51 1.1-41 K 1.1-42
Applications — material N [1.1:53 S 1126 H 11-12
ZGF
HORR L% ITERE 2xd,
0 dy P 0 dr z HA
inch Gg/1" (tpi) mm 0 do l4 I3 g (HE TICN
>Nr. 4 80 - 40 2,06 3 39 6,7 28 3 GF253706.5003
>Nr. 6 80 - 40 2,55 3 39 7,4 28 3 GF253706.5005
>Nr.8 80-32 3.21 4 42 8.8 28 3 GF253706.5006
RN EHUET

Further designs upon request

12 Z3ESCA - Ordering example: GF253701.5003



1. U0 73y % — - Circular Thread Milling Cutters

F EMUGE

60° &E e ZGF
YUyR
[E55E [=]53: ] (]33]
5y % ] e
ASME B1.1 ol ' h
EhU
HRUINTH Z3-26 DIN6535
For internal threads I HA
& HB
0 dy
o : HEED I ATRE
" \ e N S Suitable for chamfering
I e e—
i
FIUr— 3y - Y » 5 P 1.1-51 1.1-41 K 11-42
Applications — material N 1153 S 11-26 H 1112
nRURS
Thread depth 3x d1
ZGF ZGF ZGF
O 1% ITE® 3xd4 3xd4 3xd,
0 dy P odr 7 HA IKZ-HA IKZ-HB
inch Gg/1" (tpi) mm 0dy I I3 Iy 9% TICN TICN TICN
>Nr. 2 80-56 1,7 3 39 7 28 3 GF273706.5001
>Nr. 4 80-40 2,15 3 40 9,2 28 3 GF273706.5003
>Nr. 6 80-32 2,7 3 42 11,3 28 3 GF273706.5005
>Nr. 8 80-32 3,21 4 44 13,3 28 3 GF273706.5006
>Nr.10 72-24 3,7 4 46 55 28 3 GF273706.5007
>1/a 56-20 4,95 6 59 20,3 36 4 GF273706.5009
>5/16 48-18 6,3 8 65 25,2 36 4 GF273706.5010 | GF273106.5010
>3/8 48-16 7,7 8 68 30,2 36 5 GF273706.5011 | GF273106.5011
>7/16 40-14 9 10 78 35,2 40 5 GF273706.5012 | GF273106.5012
>1/2 36-12 10,35 12 90 401 45 5 GF273706.5013 | GF273106.5013
o0 [E5EE [=]%3 =] [=] 2 [a]
2 %
u N F W ’ o y
ASME B1.1
FIUr—9Y - NI wE 5 P 1.1-51 1.1-41 K 1.1-42
Applications — material N 11553 5 1126 H 11-12
ZGF ZGF ZGF
O L% TERF 3xd, 3xd, 3xd,
0di P 0 dr z HA IKZ-HA IKZ-HB
inch Gg/1" (tpi) mm 0dy I I3 Iy %) TICN TICN TICN
>Nr. 2 80-64 1,76 8 39 7 28 4 GF273706.5035
>Nr. 4 80-48 2,27 3 39 9,1 28 3 GF273706.5037
>Nr. 6 80-40 2,79 8 42 11,2 28 4 GF273706.5039
>Nr. 8 80-36 3,34 4 45 13,2 28 4 GF273706.5040
>Nr.10 80-32 3.9 4 46 15,3 28 4 GF273706.5041
>1/4 80-28 5,25 6 59 20 36 4 GF273706.5043
>5/16 64-24 6,6 8 65 249 36 5 GF273706.5044 | GF273106.5044
>3/s 64-24 8,2 10 74 29,6 40 5 GF273706.5045 | GF273106.5045
>7/16 60-20 9,55 10 77 34,6 40 5 GF273706.5046 | GF273106.5046
>1/2 60-20 111 12 90 394 45 6 GF273706.5047 | GF273106.5047
LSS POIVESES (UE S

Further designs upon request

e



E M UG E ¥ Uy1D 7y 4 — - Circular Thread Milling Cutters ZGF

55° ZGF
G (BSP) e | o
. =k [Of 5.
HhU
DIN EN ISO 228 EhG
Nl / BRUINIA Z5  DIN 6535
I HA

For internal and external threads £ HB

o
0o

1 D Sl L ATRE
s AE— ] A— 8 Suitable for chamferin
.3 .4 1
[
P — Y — W5 L BE S R RPN K a2
Applications — material N 1153 S [HE2ENN 1 12
RUZRS
Thread depth 2 x dy
ZGF ZGF
IFOEE L% ITE® 2xd4 2xd,
0 d; P 0 z IKZ-HA IKZ-HB
inch Gg/1" (tpi) mm 0 do l1 I3 g (IE TICN TICN
G1/s 28 7,9 8 62 20,4 36 5 GF253706.4035 GF253106.4035
G1/4-G3/8 19 9.9 10 78 34,6 40 5 GF253706.4036 GF253106.4036
LS POIVESES (UE SN

Further designs upon request

14 Z3ESCA - Ordering example: GF253706.4035



Ly 73y 4 — - Circular Thread Milling Cutters ZGF-S-CUT EMUEE
60° &S TIALN ZGF-S-CUT
YUK T46 .
W EiEE | EEE | EEE
| i L
HhU [=]: e [=] [=]: 2
DIN 13 Ehy EBF
HRUIMIHA z3-76 DIN 6535
For internal threads A
e HB
0 dy
L10
I3 lg
i
FIUr— 3y — Y » 5 P 1.1-51 1.1-41 K 1.1-42
Applications — material N 1153 S 11-26 H 1112
RURS
Thread depth 2x d1
ZGF-S-CUT ZGF-S-CUT ZGF-S-CUT
HEOE EyvF TE&E 2xd, 2xd 2xd4
0 d P 0 dr z HA IKZ-HA IKZ-HB
mm mm mm 00, I I I3 Iy 9% TIALN-T46 TIALN-T46 TIALN-T46
>M 1,6 0,35 1,18 3 39 1,1 3,7 28 3 GF26A729.0016
>M 2 0,4 1,52 3 39 1,2 4,6 28 3 GF26A729.0020
>M 25 0,45 1,95 3] 39 1,4 5,7 28 3) GF26A729.0025
>M 3 0,5 2,4 3 39 1,5 6,8 28 4 GF26A729.0030
>M 4 0,7 3,15 4 42 2,1 9.1 28 4 GF26A729.0040
>M 5 0,8 4,04 6 52 2,4 11,2 36 4 GF26A729.0050 | GF26A129.0050
>M 6 4.8 6 o) 3 185 36 4 GF26A729.0060 | GF26A129.0060
>M 8 1,25 6,5 8 60 3,8 17,9 36 4 GF26A729.0080 | GF26A129.0080
>M10 1,5 8,2 10 70 4,5 22,3 40 5 GF26A729.0100 | GF26A129.0100
>M12 1,75 9,9 10 74 5,3 26,6 40 5 GF26A729.0112 | GF26A129.0112
>M14 2 11,6 12 80 6 31 45 5 GF26A729.0114 | GF26A129.0114
>M16 2 13,6 14 85 6 35 45 6 GF26A729.0116 | GF26A129.0116
> M20 2,5 17 18 102 7,5 43,8 48 6 GF26A729.0120 | GF26A129.0120
> M24 3 199 20 110 9 525 50 6 GF26A729.0124 | GF26A129.0124
E';.. E% Ok Ok oD
EZER [=] [=]
RURS
Thread depth 3x d1
ZGF-S-CUT ZGF-S-CUT ZGF-S-CUT
O EvF TERE 3xd4 3xd4 3xd,
0 d P 0 dr z HA IKZ-HA IKZ-HB
mm mm mm 0 do l4 lo I3 g ¥ TIALN-T46 TIALN-T46 TIALN-T46
>M 1,6 0,35 1,18 3} 39 1,1 53} 28 3 GF2BA729.0016
>M 2 0,4 1,52 3 39 1,2 6,6 28 3 GF2BA729.0020
>M 25 0,45 1,95 3} 39 1,4 8,2 28 3 GF2BA729.0025
>M 3 0,5 2,4 3 4 1,5 9,8 28 4 GF2BA729.0030
>M 4 0,7 3,15 4 44 2,1 13,1 28 4 GF2BA729.0040
>M 5 0,8 4,04 6 57 2,4 16,2 36 4 GF2BA729.0050 | GF2BA129.0050
>M 6 1 48 6 60 3 19,5 36 4 GF2BA729.0060 | GF2BA129.0060
>M 8 1,25 6,5 8 67 3,8 25,9 36 4 GF2BA729.0080 | GF2BA129.0080
>M10 1,5 8,2 10 78 45 32,3 40 5 GF2BA729.0100 | GF2BA129.0100
>M12 1,75 9,9 10 83 5,3 38,6 40 5 GF2BA729.0112 | GF2BA129.0112
>M14 2 11,6 12 95 6 45 45 5 GF2BA729.0114 | GF2BA129.0114
> M16 2 13,6 14 101 6 51 45 6 GF2BA729.0116 | GF2BA129.0116
>M20 25 17 18 120 7,5 63,8 48 6 GF2BA729.0120 | GF2BA129.0120
> M24 3 199 20 135 9 76,5 50 6 GF2BA729.0124 | GF2BA129.0124
BARENISEBLET

Further designs upon request

e



EMUGE LYD& — - Circular Thread Milling Cutters ZGF-S-CUT
60° =E TIALN ZGF-S-CUT
YUYR T46 ..
W CiEE | EEE | EEE
g ; L
HhU [=]: 2 [=]! [=]: 2
ASME B1.1 EnL EBF
HRRUIMIH 23-25 DIN6535
For internal threads A
e HB
0 dy
L10
I3 N
It
P — 9y — EIM » 5 P 1.1-51 1.1-41 K 1.1-42
Applications — material N 1153 S 11-26 H 1112
nURSE
Thread depth 2Xx d1
ZGF-S-CUT ZGF-S-CUT ZGF-S-CUT
HOE L% TEF 2xd, 2xd, 2xd4
0 dy P o dr z HA IKZ-HA IKZ-HB
inch  GgA"(p)  mm 0dp I I I3 ly %) TIALN-T46 TIALN-T46 TIALN-T46
>Nr. 2 56 1,7 3 39 1,4 5,1 28 3 GF26A729.5001
>Nr. 4 40 2,15 3 39 1,9 6,6 28 3 GF26A729.5003
>Nr. 6 32 2,7 3 39 2,4 8,2 28 3) GF26A729.5005
>Nr. 8 32 3,35 4 40 2,4 9,5 28 3 GF26A729.5006
>Nr.10 24 3,7 4 42 B 11,2 28 3] GF26A729.5007
>1/4 20 4,95 6 55 3,8 14,6 36 3 GF26A729.5009 | GF26A129.5009
>5/16 18 6,3 8 58 4,2 18 36 4 GF26A729.5010 | GF26A129.5010
>3/8 16 7,7 8 62 4,8 21,4 36 4 GF26A729.5011 | GF26A129.5011
>7/16 14 9 10 70 5,4 25 40 4 GF26A729.5012 | GF26A129.5012
>1/2 13 10,4 12 80 5,9 28,3 45 4 GF26A729.5013 | GF26A129.5013
> 916 12 11,8 12 83 6,4 31,8 45 4 GF26A729.5014 | GF26A129.5014
> 5/8 11 13 14 88 6,9 35,2 45 5 GF26A729.5015 | GF26A129.5015
>3/4 10 159 16 97 7.6 419 48 o) GF26A729.5016 | GF26A129.5016
(=] % Ol Ol
EEEH [=] [=]:3
nRURS
Thread depth 3x d1
) ZGF-S-CUT ZGF-S-CUT ZGF-S-CUT
HOE L% TEZF 3xd4 3xd4 3xd,
0 d4 P o dr z HA IKZ-HA IKZ-HB
inch  Gg/A"(p)  mm 0d, I Iy I3 ly 9% TIALN-T46 TIALN-T46 TIALN-T46
>Nr. 2 56 1,7 3 39 1,4 7,2 28 & GF2BA729.5001
>Nr. 4 40 2,15 3 41 1,9 9,5 28 3 GF2BA729.5003
>Nr. 6 32 2,7 3 43 2,4 11,7 28 3 GF2BA729.5005
>Nr. 8 32 3,35 4 45 2,4 13,7 28 3 GF2BA729.5006
>Nr.10 24 3,7 4 48 &2 16,1 28 & GF2BA729.5007
>1/4 20 4,95 6 61 3,8 21 36 3 GF2BA729.5009 | GF2BA129.5009
> 5/16 18 6,3 8 67 4,2 259 36 4 GF2BA729.5010 | GF2BA129.5010
>3/8 16 7,7 8 71 4,8 31 36 4 GF2BA729.5011 | GF2BA129.5011
>7/16 14 9 10 81 5,4 36,1 40 4 GF2BA729.5012 | GF2BA129.5012
>1/2 13 10,4 12 92 59 41 45 4 GF2BA729.5013 | GF2BA129.5013
> 916 12 11,8 12 96 6,4 46 45 4 GF2BA729.5014 | GF2BA129.5014
> 5/ 11 13 14 102 6,9 51,1 45 5 GF2BA729.5015 | GF2BA129.5015
>3/4 10 159 16 115 7.6 61 48 B GF2BA729.5016 | GF2BA129.5016
BHEESDHRUET

Further designs upon request

o E

Z3ESHI - Ordering example: GF26A729.5001



Ly 73y 4 — - Circular Thread Milling Cutters ZGF-S-CUT EMUEE
60° BIE TIALN ZGF-S-CUT
YUK T46 .
W EiEE | EEE | EEE
; Eai oy
Enl} [=]; ] [=! [=]: ]
ASME B1.1 =y =BT
HRUCIMTIA Z3-79 DIN 6535
For internal threads I HA
o] HB
0 dy
L10
I3 la
i
FIUT— 3 — I w5 P 1.1-51 1.1-4.1 K 11-42
Applications — material N 11553 5 1126 H 11-12
RURS
Thread depth 2 x dy
) ZGF-S-CUT ZGF-S-CUT ZGF-S-CUT
HEOE L% TER 2xd4 2xd4 2xd,
9 dy P 0 de 7 HA IKZ-HA IKZ-HB
inch Gg/1" (tpi) mm 0 dp 4 Iy I3 I (%) TIALN-T46 TIALN-T46 TIALN-T46
>N 2 64 1,76 3 39 1.2 5 28 4 GF26A729.5035
>Nr. 4 48 2,27 3 39 16 6,5 28 3 GF26A729.5037
>Nr. 6 40 2,79 3 39 1,9 8 28 4 GF26A729.5039
>Nr. 8 36 3,34 4 42 2,1 9,4 28 4 GF26A729.5040
>Nr.10 32 39 4 42 2.4 10,8 28 4 GF26A729.5041
>1/4 28 5,25 6 55 2,7 14,1 36 5 GF26A729.5043 | GF26A129.5043
>5/16 24 6,6 8 58 3,2 17,5 36 5 GF26A729.5044 | GF26A129.5044
>3/8 24 8,2 10 67 3,2 20,6 40 6 GF26A729.5045 | GF26A129.5045
>7/16 20 9,55 10 74 38 24,1 40 6 GF26A729.5046 | GF26A129.5046
> 1/ 20 11,1 12 78 38 27,3 45 7 GF26A729.5047 | GF26A129.5047
> 9/16 18 12,5 14 80 4,2 30,7 45 7 GF26A729.5048 | GF26A129.5048
> 5/g 18 13,9 14 85 4,2 33,9 45 8 GF26A729.5049 | GF26A129.5049
>3/ 16 17 18 95 4.8 405 48 9 GF26A729.5050 | GF26A129.5050
CrEE | EmE | Epm
[OF 25 = [
R_RUZES
Thread depth 3xd
ZGF-S-CUT ZGF-S-CUT ZGF-S-CUT
HEOE 1% TERE 3xd, 3xd 3xd,
9 dy P 0 de Z HA IKZ-HA IKZ-HB
inch Gg/1" (tpi) mm 9 dy I Iy I3 Iy (%) TIALN-T46 TIALN-T46 TIALN-T46
>N 2 64 1,76 3 39 1.2 7,2 28 4 GF2BA729.5035
>Nr. 4 48 2,27 3 39 16 9,3 28 3 GF2BA729.5037
>N 6 40 2,79 3 42 1,9 11,5 28 4 GF2BA729.5039
>Nr. 8 36 3,34 4 45 2,1 13,6 28 4 GF2BA729.5040
>Nr10 32 3,9 4 46 2.4 15,7 28 4 GF2BA729.5041
>1/4 28 5,25 6 60 2,7 20,4 36 5 GF2BA729.5043 | GF2BA129.5043
>5/16 24 6,6 8 66 3,2 25,4 36 5 GF2BA729.5044 | GF2BA129.5044
>3/g 24 8,2 10 75 3,2 30,2 40 6 GF2BA729.5045 | GF2BA129.5045
>7/16 20 9,55 10 79 38 35,2 40 6 GF2BA729.5046 | GF2BA129.5046
> 1/ 20 11,1 12 90 38 40 45 7 GF2BA729.5047 | GF2BA129.5047
> 916 18 12,5 14 95 42 45 45 7 GF2BA729.5048 | GF2BA129.5048
> 5/g 18 13,9 14 100 4,2 49,7 45 8 GF2BA729.5049 | GF2BA129.5049
>3/ 16 17 18 115 4.8 59,5 48 9 GF2BA729.5050 | GF2BA129.5050
LS TS PO VS SES (UE SR

Further designs upon request

B



E M UG E ¥ U¥ID A% — - Circular Thread Milling Cutters ZGF-HCUT
60° =E TIALN ZGF-HCUT
YUy R T46 ..
\ ; } , EEAE (==l
g | B
Enl& E: [4 E.
DIN 13 ERU EBsF
HRRUIMIH Z4-76 DIN6535
For internal threads T HA
B HB
0 dy
l2
= ,7**::::::45%:{:::::::::::5% =
I3 N
It
FIVT—ay - BEM . N —
Applications — material »E5 H 1115
RUFRS
Thread depth 2Xx d1
ZGF-HCUT ZGF-HCUT ZGF-HCUT
HOE EvF TEZF 2xd, 2xd, 2xd4
0 d4 P o dr z HA IKZ-HA IKZ-HB
mm mm mm 0dp I I I3 ly %) TIALN-T46 TIALN-T46 TIALN-T46
>M 3 0,5 2,4 6 51 2 6,8 36 4 GF283729.0030
>M 4 0,7 3,15 6 51 2,8 9,1 36 4 GF283729.0040
>M 5 0,8 4,04 6 52 3,2 11,2 36 4 GF283729.0050 | GF283129.0050
>M 6 1 4,8 6 55 3,9 13,3 36 4 GF283729.0060 | GF283129.0060
>M 8 1,25 6,5 8 60 4,9 17,9 36 4 GF283729.0080 | GF283129.0080
>M10 1,5 8,2 10 70 59 22,3 40 5 GF283729.0100 | GF283129.0100
>M12 1,75 99 10 74 6,8 26,6 40 %) GF283729.0112 | GF283129.0112
>M14 2 11,6 12 85 7,8 31 45 5 GF283729.0114 | GF283129.0114
>M16 2 13,6 14 90 7,8 35 45 5 GF283729.0116 | GF283129.0116
> M20 25 17 18 102 9.7 438 48 6 GF283729.0120 | GF283129.0120
ST RPN VS SE{DESC N

Further designs upon request

" o

ZSESHI - Ordering example: GF283729.0030



1. U0 73y % — - Circular Thread Milling Cutters

Z6F-Heut A=\ =

60° &S TIALN ZGF-HCUT
YUy R T46 ..
\ i } , EEAE EE
g | E

Enl“/ E: [ E
ASME B1.1 Ene ZEF
HRUIMIHA 73-75 DING535
For internal threads T HA

51 HB E E E
0 dy
l2
g ,7**::::::45%:{:::::::::::% =)
I3 lg
[
FIUT—vay - EEIR o N e
Applications — material »E5 H 1115
nRURS
Thread depth 2x d1
ZGF-HCUT ZGF-HCUT ZGF-HCUT
HEOE L% TEF 2xd, 2xd 2xd4
0 d P 0 dr z HA IKZ-HA IKZ-HB
inch Gg/1" (tpi) mm 0 do Iy o I3 4 (%) TIALN-T46 TIALN-T46 TIALN-T46
>N 2 56 1,7 3 39 1,8 51 28 3 GF283729.5001
>Nr. 4 40 2,15 3 39 2,5 6,6 28 3 GF283729.5003
>Nr. 6 32 2,7 3l 39 3,1 8,2 28 3) GF283729.5005
>Nr. 8 32 3,21 4 42 3,1 9,5 28 3 GF283729.5006
>Nr.10 24 3,7 4 42 4.1 11,2 28 8] GF283729.5007
>1/4 20 4,95 6 55 5 14,6 36 3 GF283729.5009 | GF283129.5009
>5/16 18 6,3 8 58 55 18 36 4 GF283729.5010 | GF283129.5010
>3/8 16 7,65 8 62 6,2 21,4 36 4 GF283729.5011 | GF283129.5011
>7/16 14 9 10 70 71 25 40 4 GF283729.5012 | GF283129.5012
>1/2 13 10,4 12 80 7,6 28,3 45 4 GF283729.5013 | GF283129.5013
> 916 12 11,8 12 82 8,2 31,8 45 4 GF283729.5014 | GF283129.5014
>5/8 11 13 14 87 9 35,2 45 5 GF283729.5015 | GF283129.5015
>3/4 10 159 16 95 99 419 48 5] GF283729.5016 | GF283129.5016
RS HHUET

Further designs upon request

e



LA=I\/[L1[3[= nUtbAvs— Cicular Thread Milling Cutters ZGF-HCUT
60° BB TIALN ZGF-HCUT
YUy R T46 .
\ 1 i , EEAE (==l
3 B
Enu E: [4 E.
ASME B1.1 EnL EEF
HRUINTHA 73-78 DIN6535
For internal threads T HA
0 dy
l2
= ,7**::::::4?{:::::::::::5% =
I3 N
It
FI)r—ay - #EEH . N 27-28
Applications — material »E5 H 1115
nURS
Thread depth 2Xx d1
ZGF-HCUT ZGF-HCUT ZGF-HCUT
HOE 1% TEZF 2xd, 2xd, 2xd4
0 d4 P 0 dr z HA IKZ-HA IKZ-HB
inch ~ Gg/A" (i) mm 0dp I I I3 ly %) TIALN-T46 TIALN-T46 TIALN-T46
>Nr. 2 64 1,76 3 39 1,6 5 28 3 GF283729.5035
>Nr. 4 48 2,27 3 39 2,1 6,5 28 3 GF283729.5037
>Nr. 6 40 2,79 3 39 2,5 8 28 3) GF283729.5039
>Nr. 8 36 3,34 4 42 2,8 9,4 28 4 GF283729.5040
>Nr.10 32 3.9 4 42 Al 10,8 28 4 GF283729.5041
>1/4 28 5,25 6 55 3,6 141 36 5 GF283729.5043 | GF283129.5043
>5/16 24 6,6 8 58 4.1 17,5 36 ) GF283729.5044 | GF283129.5044
>3/8 24 79 8 60 41 20,6 36 6 GF283729.5045 | GF283129.5045
>7/16 20 9,55 10 70 5 241 40 6 GF283729.5046 | GF283129.5046
>1/2 20 111 12 78 5 27,3 45 7 GF283729.5047 | GF283129.5047
>9/16 18 12,5 14 82 5 30,7 45 7 GF283729.5048 | GF283129.5048
> 5/ 18 13,9 14 85 5,5 33,9 45 8 GF283729.5049 | GF283129.5049
>3/4 16 17 18 95 6.2 40,5 48 8 GF283729.5050 | GF283129.5050
BRSO UET

Further designs upon request

o

ZESTHI - Ordering example: GF283729.5035



7072 %4 - Programming Example

70475 L%EH (DIN)

TEB% A7 : ZGF-VHM-2xD-IKZ-HA-TICN

F EMUGE

Programming examples (DIN)
Tool: ZGF-VHM-2xD-IKZ-HA-TICN

RUTIX:

Thread dimension:

R UMUE D:
Nominal thread diameter D:
R_LEYF P

Thread pitch P:

TW% D12

Drilled hole diameter D+:
RURS b3

Thread depth b 3):
RHEIM

Material:
TR~EEk:

Tool dimensions:
TEHE:

Cutting material:
dA—F4>7":
Coating:

TERZE:

Article no.:

A Z:

No. of teeth Z:

IE?% d1:

Cutter diameter d4:
TERMIEK:
Cutter radius compensation k 1):

707 5L EOTEFMIEE

Cutter radius to be programmed 1):

PIHIRE ve:
Cutting speed v;:

1);

HHehiED (R UHIDINT) f.

Feed per tooth (milling) f:
[E1ER 44 n:

Speed n:

FT—=7)LED (R UAE) v
Feed speed (contour) vs:
T—7IL#ED (ng:"b) Vim:
Feed speed (centre point) vqy:

CNCHRUMI (7 v 7hy M RUARE. A>T A2 5L, DIN 66025)

EG M4 - 4H
4,910 mm
0,700 mm
4,150 mm

8,400 mm

AIMgSi
(EN AW-6060)

02,78 x 42 mm

HBhE
Solid carbide

TICN

GF253706.0035

2,780 mm

0,049 mm
1,341 mm
180 m/min

0,030 mm

S =20620 min-!

F= 1856 mm/min

F=

805 mm/min

(CEHEDOE)
(measured on the cutting part)

(T—RIc&B)
(acc. work case)

8 d4

0 D4

05-di -k

CNC internal thread milling (conventional milling, on the contour, incremental, acc. DIN 66025)

N10 G 54
N 20 G 91
N 30 G 42
N 40 G 02
.9

N 50 G40
N 70 G 90
buIlﬁFﬁﬁ th:
Machining time t;:
RUWLES:
Number of threads 9):

G 90 G 00

G 01

G 01
G 00

6,0 %

11

X...

X0
X0

X0
20,7

1) 6H/IS02 REDE RSN B UAEE M T eshic. TERFIEEIEMTEREICH
UCEYICHAZELTLES W SSICEHEIMPITERHUEICL > T, TED D
HDOFEEIREET DENHDET,

9BE. AV IL LOTERFIEMETY —ILAE) —ICRHTEINET,

I RUFES b EEY FOEMZICRDET,

4 BEVOEBONCEBN TERIED ZEENICEEUAWEAIE. YZ2 7L T

AATBESICLTLEE W,

5 70vINA0ZEBEBRUILE D EDIRLTIEE W,

Y -2,455

70,000 S 20620 T012) MO03

F 1856 (taU44a - Contour)
Z-0,700 10

[F 805] 4 (BT - Centre point)
J 2,455

Y 2,455

1) The cutter radius to be programmed must be corrected, depending on the work case, until the
thread achieves the required nut tolerance, e.g. 6H/ISO2. Please note, however, that this also
depends on the radial deflection of the tool (tensile strength of the material, projection length
of the tool).

2) The cutter radius to be programmed is normally included in the tool memory.
3) The thread depth b as entered must be divisible by the pitch P.

4) If your control does not calculate the centre point feed automatically please use the feed values
printed in brackets.

5) Block N 40 must be repeated with the number of threads.
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2=\ u (3= 7045L%6 - Programming Example ZGF-S-CUT
7073 L%%51 (DIN) Programming examples (DIN)

T B4 :ZGF-S-CUT-VHM-2xD-IKZ-HA-TIALN-T46 Tool: ZGF-S-CUT-VHM-2xD-IKZ-HA-TIALN-T46
RBUYIX:

Thread dimension: o]

RUMOERD:

Nominal thread diameter D: LD

RLUEYF P

Thread pitch P: L2350 [

—Fﬁ?ﬁ D1Z

Drilled hole diameter D;: Grabin

RUFESbI):

Thread depth b 3): LDl

HHIF TiAIBV4

Material: (3.7165)

TE~FEEER: Z
Tool dimensions: g8l

TEME: HBAE

Cutting material: Solid carbide

A—FaV7:

Coating: TIALN-T46

TERE: 0 D1
T GF26A129.0080

KL Z: 4

No. of teeth Z:

TERZEdy: (LEXNEOE)

Cutter diameter d1: 6,500 mm (measured on the cutting part)

TEFEMIEK: (r—Rlc&B)

Cutter radius compensation k 1): 0,080 mm (acc. work case)

7O AEDTERFEIEME: L

Cutter radius to be programmed 1): 3,170 mm (05-d1 -k

YIHIRE vg: .

Cutting speed Vg 100 m/min 9D
HHTebED (R CYIDINT) f,:

Feed per tooth (milling) (H030imm 4
[EIERE4 n: _ Ao v - 1000 3
et S = 4900 min = & ox 3 -
F—7ILED (#RUAVE) v _ . 3
Feed speed (contour) v; F= 1568 mm/min  y;=f,-Z-n :
T—7ILED (TEHRD) viy: _ : vi- (D—dh)

Feed speed (centre point) viy: F=_ 234 mmmin vy = D
CNCHRRUMTI (Zv7Hy b RUAR. A>T IA2% I, DIN 66025)
CNC internal thread milling (conventional milling, on the contour, incremental, acc. DIN 66025)

N 10 G 54 G 90 G 00 X... Y... 20,875 S 4900 T012 Mo4
N 20 G 91

N 30 G 42 G 01 X0 Y-4 F 1568 (taU#\A - Contour) [F 29414 (TEHRL - Centre point)
N 40 G 02 X0 YO Z-1,250 10 J 4,000
...9)

N 50 G 40 G 01 X0 Y4

N70 G 90 G 00 71,25

7JI]IH§E§ th:

Machining time ty,: 1478

UL 5): 14

Number of threads 9):

1) 6H/IS02 REDER SN B UAEE T Ieshlc. TERMIEEFMTEREICE
UTCETICHAZUTLIESV. SSICEHIM P TERHUEICL > TE. TEDD
HDFEEIRIET DREDHDET,

2BE. 7OV 7L LOTERBIEERY —ILAEY —ICRFSINET,

I RUFES b IEEY FOBEMEZICEDET,

4 BEVOEMONCEEN TERLMEDZBENICEHUBWESIF. Y Z27LT
ANTBLSICLTLEE N,

5 70y IN40Z L ERRUILEDMEDRLTEE W,

1) The cutter radius to be programmed must be corrected, depending on the work case, until the
thread achieves the required nut tolerance, e.g. 6H/ISO2. Please note, however, that this also
depends on the radial deflection of the tool (tensile strength of the material, projection length
of the tool).

2) The cutter radius to be programmed is normally included in the tool memory.
3) The thread depth b as entered must be divisible by the pitch P.

4) If your control does not calculate the centre point feed automatically please use the feed values
printed in brackets.

5) Block N 40 must be repeated with the number of threads.
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7072 %4 - Programming Example

Z6F-Heut A=\ =

7075 L%4 (DIN) Programming examples (DIN)
TEHSA7 :ZGF-HCUT-VHM-2xD-IKZ-HA-TIALN-T46 Tool: ZGF-HCUT-VHM-2xD-IKZ-HA-TIALN-T46
RUTIX:

Thread dimension: ol

R UMEOR D:

Nominal thread diameter D: G =

R LEYF P

Thread pitch P: ELD ]

TIVEE Dy

Drilled hole diameter Dy: LY

RUFES b3

Thread depth b 3: Szt

HHIH

Material: 60 HRC

TE~FEEER: = 7
Tool dimensions: D L

TEME: it

Cutting material: Solid carbide

A—Fa>7

Coating: TIALN-T46

TERE: 0 D1

T GF283729.0060

L Z: 4

No. of teeth Z:

TEZEd: (TEHRDE)

Cutter diameter d: 4,800 mm (measured on the cutting part)

TERMIEK: (r—RIc &)

Cutter radius compensation k 1): 0,060 mm (acc. work case)

7077 LA EDOTERFEIEE cdy =

Cutter radius to be programmed 1): 2,340 mm (05-di-K

YIBIERE v :

Cutting speed v;: 40 m/min 0D
HHTeDED (R CYIDINT) f,:

Feed per tooth (milling) g0258mm 4
[E1ERE4 n: _ Ao ve - 1000 3
Speadln S= 2654 min n= 0o 3 -
F—7ILED FUAE) vi _ . 3
Feed speed (contour) v¢: = 265 mM/MIn=H v; =, -Z-n 1
T—7ILED (TEHD) viy: _ , v+ (D —dy)

Feed speed (centre point) iy F= S3mm/min vy =——F
CNCHRUMTI (Pv7Hy M RUAR. A>T )X I, DIN 66025)
CNC internal thread milling (conventional milling, on the contour, incremental, acc. DIN 66025)

N 10 G 54 G 90 G 00 X... Y... Z 0,000 S 2654 T012 MO04
N 20 G 91

N 30 G 42 G 01 X0 Y-3 F 265 (taU#\A - Contour) [F955] 4 (T BT - Centre point)
N 40 G 02 X0 YO Z-1,500 10 J 3,000
... 9

N 50 G40 GO1 X0 Y3

N70 G 90 G 00 Z1

”uIﬁFBﬁ tp:

Machining time ty,: 5118

UL 5): 1

Number of threads 5):

1) 6H/IS02 IR EDER SN B R UAEEMI I edic. TERMIEEIFMTIREICE
UTHEYICAR LTSIV SSICKHIMPITERHUEICL>TE TED b
HDOFEEIRIET DENHDET,

2BE. 7OV IL LOTERFHIEM@EIFY —ILXE) —ICRTEINET,

I RUFES b EEY FOEMZICARDET,

4 BEVOEMONCEBN T ERLED AHENICEREUAWEEIE Y ZaT7ILT
ANTBEIICLTLES N,

5 70y INAOZ R EBRUILEAEDIRL TS L,

1) The cutter radius to be programmed must be corrected, depending on the work case, until the
thread achieves the required nut tolerance, e.g. 6H/ISO2. Please note, however, that this also
depends on the radial deflection of the tool (tensile strength of the material, projection length
of the tool).

2) The cutter radius to be programmed is normally included in the tool memory.
3) The thread depth b as entered must be divisible by the pitch P.

4) If your control does not calculate the centre point feed automatically please use the feed values
printed in brackets.

5) Block N 40 must be repeated with the number of threads.
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