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- Circular Thread Milling Bodies

ZIRK-GF

Tool description:

Circular thread milling bodies with exchangeable face inserts for production of
internal and external threads from dia. 12 mm.

The face insert can be used universally. With only one face insert you can mill
different diameters and pitches.
The face insert can be used very economically in nearly all kind of materials.

I H-12)L - Thread milling cycle
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Andvantages of
ZIRK-GF R UYID Ay 7 —DEAI = circular thread milling cutters with exchangeable face insert
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e Different thread systems, thread diameters and thread pitches
with only one face insert

e High process safety

e Low cutting forces

* No axial miscut thread

e High surface quality of the thread

e Threads can be cut down to the bottom of the hole
* High positioning precision

e Suitable for right-hand and left-hand threads

Available in the most common dimensions

ZIRK-GF BB U DIEEE

IS0 X—K~JLiEEH LG DIN 13

IS0 X—hkJL#iE L DIN 13

AZ=77-4 U ANSIB1.1

1=7 71 1E84 U ASMEB1.1

1=7 7 #B+1 U ASME B1.1

Yy NT—XEF U DINEN SO 228 G (BSP)

ZIRK-GF & P8 HI A4

2578

EIS7S

MEE &

of thread systems

ISO Metric coarse thread DIN 13

ISO Metric fine thread DIN 13

Unified thread ANSI B1.1

Unified coarse thread ASME B1.1

Unified fine thread ASME B1.1

Whitworth pipe thread DIN EN ISO 228

Suitable for use

in the material groups

Steel materials

Stainless steel materials

Cast materials

Non ferrous materials

Special materials

e



E M UG E AO—=77zA RUYIDAY %5 — - Circular Thread Milling Bodies ZIRK-GF
Blm—EREHERYIHIEHEF Product finder and cutting data
FEC: Please note:
ERICEAIN TSN &G ILIEEETT, ZNZNOINTRE The cutting values listed in the respective columns are standard
— =5 - \ e N values which have to be adjusted to individual work conditions
(B CREIES N (HRHIM, FIHIE. 75 E) (tool clamping, workpiece clamping, etc.).
_ The suitability is marked as follows:
=TE ==l
;E%I_'_‘;??%E%EE - B IE - Thread milling cutter is very suitable
’HH;T“%E;E : B ATAL - Thread milling cutter is suitable
= sl . A=, =}
Vo= SIRIREE [m/min] Ve = Cutting speed [m/min]
— N> c=
fo = M7 DD [mm] f, = Feed per tooth [mm]
TEFREE - 1A 5lERDEE M EHI(DIN{th) MBI (JISTtE)

Range of application — material

Cold-extrusion steels,

Tensile Strength

Material examples

Cq15

Material examples

SPC, SPH, 55400, STKM,

Construction steels, < 600 N/mm2 S235JR (St37-2)
Free-cutting steels, etc. 10SPh20 SUM22, SWRCH, SWRM
Construction steels, E360 (St70-2)
Cementation steels, <800 N/mm?2 16MnCr5 SSSC,SS’GSA(‘:égCSrﬁ:w%-‘I‘,LSCMn,
Steel castings, etc. GS-25CrMo4 n4ss,
Cementation steels, 20MoCr3
Heat-treatable steels, <1000 N/mm2 42CrMo4 g’é&M ggyﬁs%uigwggfz
Cold work steels, etc. 102Cr6 n.  oLr '
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
Eaei High-alloyed steels, X38CrMoV5-3
a2TEM(sELRA) Cold work steels, < 1400 N/mm2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
S TEHBBELEA) Hot work steels, etc. X40CrMoV/5-1
Stainless steel materials
11 [7x5148ILToPAk Ferritic, martensitic <950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403
M[ 21 [A—27+A Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 |[A—RFFANTz54b ZHER, HHEBEER Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630,15-5PH
41 [ A—RTFANTzFAh ZHER, FHEER Austenitic-ferritic heat-resistant (Super Duplex < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A
N ’ . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200
Y AEE Cast iron with lamellar graphite (GJL) 250-450 N/mm2 EN-GJL-300 (GG30) 0300
N . . . 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD400
el S Cast iron with nodular graphite (GJS) 500-900 N/mm?2 EN-GJS-700-2 (GGG70) FCD700
_ ,, ) ) - 2
ASESR R =573 Cast iron with vermicular graphite (GJV) iggggg m;mmz gﬁ igg Egigg
. 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330
bl Malleable cast iron (GTMW, GTME) 500-800 N/mm? | EN-GJMB-450-6 (GTS-45 FCMW370
FII=ULER Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050,A3030
TIEZULEE EBEM Aluminium wrought alloys < 350 N/mm?2 EN AW-AIMgSi A5052, A6061
< 550 N/mm?2 EN AW-AIZn5Mg3Cu A7075
Sis 7% EN AC-AIMg5 ADC5, AC7A
TIEZOLER Y Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% < Si<17% GD-AISi17Cu4FeMg ADC14
HEs Copper alloys
i o =t ] Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #idh, 2400
B Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 CuZn37 (Ms63) (2720,62801
RE S Copper-zinc alloys (brass, short-chipping) < 550 N/mm? CuZn36Pb3 (Ms58) (3560,C3710
FZILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm?2 CuAl10Ni5Fe4 (5210,06280
iR Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3
R R Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3
. < 600 N/mm2 (AMPCO® 8
[SY S T Special copper alloys < 1400 N/mm?2 (,(L\MPCO® 45))
NTRVILE®R Magnesium alloys
NTRVILE®R Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
SESDIN-Y~ %] Magnesium cast alloys < 500 N/mm?2 EN-MCMgAI9Zn1 MC2A, MD1A
AR AR Synthetics
EEb IR Duroplastics (short-chipping) Bakelit, Pertinax
o] BRI Thermoplastics (long-chipping) PMMA, POM, PVC
A 3R (151 Be (A &5 2 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
fiAE SR 1ol Be (i =5 = >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
AR Special materials
77714k Graphite C 8000
IV AT ViR Tungsten-copper alloys W-Cu 80/20
Bak Composite materials Hylite, Alucobond
FIVER Titanium alloys
WFy> Pure titanium < 450 N/mm2 Til HFry
PN - < 900 N/mm?2 TiAIBV4 Ti-6AI-4V
FoaR Titanium alloys = 1250 N/mm? TiAlMo4Sn2 TAI4MoAST2
—yILEEE . INVNEER $EES Nickel alloys, cobalt alloys and iron alloys
f=—vTL Pure nickel < 600 N/mm2 Ni 99,6 = =)L
— N " < 1000 N/mm2 Monel 400 ExJL 400, /\XTO4 B
=vTLEGE Nickel-base alloys <1600 N/mm2 nconel 718 > %)L 718
N A < 1000 N/mm?2 Udimet 605 Udimet 605
ANV EES Cobalt-base alloys = 1600 N/mm2 Havnes 25 AU 5
BES Iron-base alloys < 1500 N/mm?2 Incoloy 800 >0 800
=iEE Hard materials
. 44 - 50 HRC Weldox 1100 SKT4
H . 50 - 55 HRC Hardox 550 J\—RvJ 2550
3 |EaER. SEEH. SEESk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
5 63 - 66 HRC HSSE
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ZRK-6F  SA~=\NLIJ =

0 di
ZIRK-GF
V¢ [m/min] £, mm/z)
V=Tl A B G C D E F
dy=9,9mm dy=11,6 mm dy=13,6 mm dy =159 mm dy=19,9 mm dy =249 mm dy=29,9 mm
TIALN-T4 dy=119mm dy=13,9mm
80 - 250 0,06 - 0,18 0,07 - 0,20 0,07 - 0,20 0,08-0,25 0,10-0,30 0,12-0,35 0,13-0,40
60 - 200 0,06 -0,18 0,07 -0,20 0,07 -0,20 0,08 - 0,25 0,10-0,30 0,12-0,35 0,13-0,40
40 - 150 0,05-0,15 0,06 -0,17 0,06 - 0,17 0,07 - 0,20 0,08-0,25 0,10-0,30 0,11-0,33
40 - 120 0,05-0,15 0,06-0,17 0,06-0,17 0,07-0,20 0,08-0,25 0,10-0,30 0,11-0,33
40 - 100 0,04-0,15 0,05-0,17 0,05-0,17 0,06 - 0,20 0,07 -0,25 0,08 - 0,30 0,09-0,33
40 - 120 0,04-0,15 0,05-0,17 0,05-0,17 0,06 - 0,20 0,07 -0,25 0,08 - 0,30 0,09 -0,33
40 - 120 0.04-0.15 0,05-0,17 0,05-0,17 0,06 - 0,20 0,07 -0,25 0,08 - 0,30 0,09-0,33 M
30 - 80 0,03-0.12 0,04-0,15 0,04-0,15 0,05-0,17 0,06 - 0,22 0,07 -0,27 0,08 - 0,30 b
30 - 60 0,02-0,10 0,03-0,12 0,03-0,12 0,04 -0,15 0,05 - 0,20 0,06 - 0,24 0,07 - 0,27 4.
100 - 250 0,06 -0,18 0.07 - 0,20 0.07 - 0,20 0.08 - 0,25 0.10-0,30 0.12-0,35 0.13-0.40
100 - 250 0.06-0,18 0,07 - 0,20 0,07 -0,20 0,08 - 0,25 0,10-0.30 012-0,35 0,13-0.40
80 - 200 0.06-0,18 0,07 -0,20 0,07 -0,20 0,08 - 0,25 0,10-0,30 012-0,35 013-0.40
80 - 200 0.06-0,18 0,07 -0,20 0,07 -0,20 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0.40
80 - 200 0,06 -0.18 0,07 -0,20 0,07 -0,20 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0.40
80 - 200 0,06 -0,18 0,07 -0,20 0,07 - 0,20 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0,40
80 - 200 0,06 -0,18 0.07 - 0,20 0.07 - 0,20 0.08 - 0,25 0.10-0,30 0.12-0,35 0.13-0.40
80 - 200 0,06 - 0,18 0.07 - 0,20 0.07 - 0,20 0.08 - 0,25 0.10- 0,30 0.12 - 0,35 0,13 - 0,40
150 - 400 0.07-0,20 0,08 - 0,25 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0.40 015-045
150 - 400 0.07-0,20 0,08 - 0,25 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0,40 0.15-045
150 - 400 0.07-0,20 0,08 - 0,25 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0,40 0.15-0.45
150 - 400 0,07 - 0,20 0.08 - 0,25 0.08-0,25 0.10-0,30 0.12-0,35 0,13-0,40 0.15-0,45
150 - 400 0,07 - 0,20 0.08 - 0,25 0.08-0,25 0.10-0,30 0.12-0,35 0.13-0,40 0.15-045
100 - 200 0,07 -0,20 0,08 - 0,25 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0.40 0.15-045
150 - 400 0,07 -0,20 0,08 - 0,25 0,08 - 0,25 0.10-0,30 012-0,35 0.13-0,40 0.15-045
150 - 400 0,07 -0,20 0,08 - 0,25 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0,40 0.15-045
150 - 400 0,07 -0,20 0,08 - 0,25 0,08 - 0,25 0.10-0,30 012-0,35 0,13-0,40 0.15-0,45
100 - 250 0,06 - 0,18 0.07 - 0,20 0.07 - 0,20 0.08-0,25 0.10-0,30 0.12-0,35 0.13-0.40
100 - 250 0.06-0,18 0,07 - 0,20 0,07 -0,20 0,08 - 0,25 0,10-0.30 012-0,35 0,13-0.40
100 - 250 0.06-0,18 0,07 -0,20 0,07 -0,20 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0.40
40 - 80 0.06-0,18 0,07 -0,20 0,07 -0,20 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0.40
30 - 60 0,06 -0,18 0,07 - 0,20 0,07 -0,20 0,08 - 0,25 0,10-0,30 0,12-0,35 0,13-0,40
150 - 400 0,07 - 0,20 0.08 - 0,25 0.08-0,25 0.10-0,30 0.12-0,35 0.13-0.40 0.15-045
150 - 400 0,07 - 0,20 0.08 - 0,25 0.08 - 0,25 0.10-0,30 0.12-0,35 0.13-0,40 0.15-0.45
100 - 400 0,07 -0,20 0,08 - 0,25 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0.40 015-045
100 - 400 0,07 -0,20 0,08 - 0,25 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0,40 0,15-045
80 - 120 0,07 - 0,20 0,08 - 0,25 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0,40 0.15-045
80 - 120 0,07 - 0,20 0,08 - 0,25 0,08 - 0,25 0,10-0,30 0.12-0,35 0,13-0,40 0,15-0,45
100 - 200 0.07-0,20 0,08 - 0,25 0,08 - 0,25 0,10-0,30 012-0,35 0,13-0.40 015-045
30 - 60 0,02-0,10 0,03-0,12 0,03-0,12 0,04-0,15 0,05-0,20 0,06 - 0,24 0,07 -0,27
30 - 100 0,02-0,10 0,03-0,12 0,03-0,12 0,04-0,15 0,05-0,20 0,06 - 0,24 0,07 - 0,27
30- 80 0.02-0,10 0.03-0,12 0.03-0,12 0.04-0,15 0.05-0,20 0.06 - 0,24 0,07 -0.27
30 - 60 0,02-0,10 0,03-0,12 0,03-0,12 0,04-0,15 0,05-0,20 0,06 - 0,24 0,07 - 0,27
30 - 60 0,02-0,10 0,03-0,12 0,03-0,12 0,04-0,15 0,05-0,20 0,06 - 0,24 0,07 -0.27
30 - 60 0,02-0,10 0,03-0,12 0,03-0,12 0,04-0,15 0,05-0,20 0,06 - 0,24 0,07 -0.27
30 - 40 0,02-0.10 0,03-0,12 0,03-0,12 0,04-0,15 0,05-0,20 0,06 - 0,24 0,07 -0.27
30 - 60 0.02-0,10 0,03-0,12 0,03-0,12 0,04-0,15 0.05-0,20 0,06 - 0,24 0,07 -0.27
30 - 40 0.02-0,10 0.03-0,12 0.03-0,12 0.04-0,15 0.05-0,20 0.06 - 0,24 0.07 - 0,27
30 - 40 0,02-0,10 0,03-0,12 0,03-0,12 0,04-0,15 0,05-0,20 0,06 - 0,24 0,07 - 0,27
5 H
[ ]
[ ]
5
[FRANKEN]



A=\ 3= =O—79x1 nlfbHv¥— - Circular Thread Milling Bodies ZIRK-GF
DIN 1835
B 53
o
AR (VY =K BAYT—RT« .
For exchangeable face inserts
s I3 ) i
h iz
RUZRS
Thread depth 2 X D
Py L% ZIRK-GF
HAX RNINIE P P pdy 2xD
Size 0 Dpnin. mm Gg/1" (tpi) A I3 Is h6 IKZN
A 12 1-175 24-13 68 40 24 10 6Z33100A °
B 14 1-2 24-12 715 40 28 10 6Z38100B °
G 16 1-2 24-12 78 45 32 12 6Z381006G °
c 20 15-25  16-10 88 45 40 14 6Z38100C °
D 24 15-3 16- 8 99 48 48 16 6Z38100D °
E 30 2-35 12- 7 115 50 60 20 GZ38100E °
F 36 3-4 8- 6 133 56 72 25 6Z38100F °
—
) ]
RUZRS
Thread depth 2,5 X D
EwF L% ZIRK-GF
YA4X sIINIE P p 0dy 2,5xD
Size 9 Dpin. mm Gg/1" (tpi) A I3 Is h6 IKZN
A 12 1-1,75 24-13 74 40 30 10 6Z33110A °
B 14 1-2 24-12 785 40 35 10 6Z38110B °
G 16 1-2 24-12 86 45 40 12 62381106 °
c 20 15-25  16-10 98 45 50 14 6Z38110C °
D 24 15-3 16- 8 111 48 60 16 6Z38110D °
E 30 2-35 12- 7 130 50 75 20 6Z38110E °
F 36 3-4 8- 6 151 56 90 25 6Z38110F °

TIA RV —NEIMBLEEA.FYTRI)a—EHEBLET
Delivery: without exchangeable face insert, with clamping screw

6

EMUGE
[FRANKEN]

Z3ESCH - Ordering example: GZ38100A
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ZRK-6F A=\ LI

- RUYID TR 18—k
- &hU Exchangeable face inserts
M M F U N =
) J o0
DIN 13, ANSI B1.1 |
—
|
] U |
9 dq . ‘y);‘g UFE
For internal threads
J—F > - Coating TIALN-T4 )
FIUr— 3 - BEEIM 6 P @IS 1141 ) K @4
Applications — material » N 1152 | S 1126 |
Stirn-WP
X EvF
YA X wAINIE P g p TIALN-T4
Size 8 Diin. mm Gg/1" (tpi) 0 d4 YA
A 12 1-1,75 24-13 9,9 6 GF653109.9512 °
B 14 1-2 24-12 11,6 7 GF653209.9512 °
G 16 1-2 24-12 13,6 8 GF653709.9512 °
c 20 15-25 16 -10 15,9 8 GF653309.9514 °
D 24 1,5-3 16- 8 19,9 8 GF653409.9514 °
E 30 2-35 12- 7 24,9 9 GF653509.9516 °
F 36 3-4 8- 6 29.9 10 GF653609.9518 °
RUYID TR 19—k
55° - £hU Exchangeable face inserts
@sp), 7 U
BSW, BSF, W n oD
DIN EN ISO 228, BS 84 i i
||
| i
] L |
T _ ®RU-BRUHEA
For internal and external threads
J—7 %" - Coating TIALN-T4
FIUT— 3 - EIt P @IS 1141 ) K @@
Applications — material » 56 N 11562 | S 1126 |
Stirn-WP
Y4 X RINIE eyV 1% p TIALN-T4
Size 8 Diin. Thread Gg/1" (tpi) 0 d4 A
A 12 G1/a 19-32 9,9 6 GF653109.9545 °
B 14 G 38 16 - 26 11,9 7 GF653209.9545 °
G 16 G 38 16 - 26 13,9 8 GF653709.9545 °
c 20 G1/2,G5/8 14- 20 15,9 8 GF653309.9548 °
D 24 >G 34 10-14 19,9 8 GF653409.9550 °
E 30 >G7/8 8-14 24,9 9 GF653509.9550 °
F 36 >G11/8 7-11 29.9 10 GF653609.9550 °
A=K RO a— AV 1—RSAI\— NMLVLORD")2—KRS5AI\—
Spare screws Screw driver Torque screw driver
‘ LD MLY ‘ \
Y1 Rec. tightening torque HPAX Y2
Size (Nm) Size Size
A M25x85; TorxT7 0,9 GZ349011 | @ A TorxT7 GZ349021 | @ A TorxT7 GZ349041 | ®
B M3x11;ToxT9 1.4 GZ349012 | ® B TorxT9 GZ349022 | ® B TorxT9 GZ349042 | ®
G M3x11;ToxT9 1,4 GZ349012 | @ G ToxT9 GZ349022 | ® G TorxT9 GZ349042 | ®
C M4x13;TorxT15 3,0 GZ349013 | ® C  ToxT15 GZ349023 | ® C ToxT15 GZ349043 | ®
D M5x15; Torx T20 5,0 GZ349014 | ® D TorxT20 GZ349024 | ® D TorxT20 GZ349044 | ®
E  M5x15; TorxT20 5,0 GZ349014 | ® E TorxT20 GZ349024 | ® E TorxT20 GZ349044 | ®
F_ M5x15; Torx 720 5,0 GZ349014 | @ F__ TorxT20 GZ349024 | @ F__ TorxT20 GZ349044 | ®

o = ZXEFE[E i - Stock tool, see price st
O = BB A5 - Available on short notice

B



A=I\1LIS= 2079z Rl Ays— - Circular Thread Milling Bodies ZIRK-GF
7073 L%%51 (DIN) Programming examples (DIN)

T E%A7 :ZIRK-GF Tool: ZIRK-GF with face inserts

RUH1X:

Thread dimension: e =
RUMOE D: =
Nominal thread diameter D: LD

RUEYF P

Thread pitch P: AL L

TR Dy —
Drilled hole diameter D;: .

RUFESbI):

Thread depth b 3: HEDLL i

HHIF 42CrMo4 / 1.7225

Material: (1100 N/mm?)

Iéﬂ'if{:tﬁ H ) ]

Tool dimensions: o bR g
TEME: Hartmetall
Cutting material: Solid carbide

A—FaV7:

Cozting: TIALN-T4

TERE. GZ38100D + 0Dy

Article no.: GF653409.9513

A Z: o

No. of teeth Z:

TEZEdy: (LEXNEOE)

Cutter diameter d1: 19,900 mm (measured on the cutting part)

TEFERMEK: (r—Rlc&B)

Cutter radius compensation k 1): 0,100 mm (acc. work case)

A7 7 A EDTERHIEE: L

Cutter radius to be programmed 1): 9,850 mm (05-d1 -k

YIHIRE vg: )

Cutting speed Vg 200 m/min 0D
HHTebED (R CYIDINT) f,:

Feed per tooth (milling) (E50imm 4
[EIERE4 n: _ Ao v - 1000 3
et S= 3201 min n= & ox 3 -
F—7ILED R UAE) vi _ . 3
Feed speed (contour) v; F= 8962 mm/min  y=f,-Z-n :
T—7ILED (TEHRD) viy: _ : vi- (D—dh)

Feed speed (centre point) viy: F= 3017 mm/min vy =——5
CNCHRRUMTI (Zv7Hy b RUAR. A>T IA2% I, DIN 66025)
CNC internal thread milling (conventional milling, on the contour, incremental, acc. DIN 66025)

N10 G 54 G 90 G 00 X... Y... Z 0,000 S 3201 T012) MO03
N 20 G 91

N 30 G 42 G 01 X0 Y-15 F 8962 (taU#\A - Contour) [F3017] 4 (Z &AL - Centre point)
N 40 G 02 X0 YO Z-2,000 10 J 15,000
.9

N 50 G 40 G 01 X0 Y15

N70 G 90 G 00 72

7JI]IH§E§ th:

Machining time ty,: 1508

UL 5): 23

Number of threads 9):

1) 6H/IS02 IREDER SN BRUAEE I Tehic, TERFIEEITMTEREICE
UCETICHAZELUTLIES V. SSICHKHIMP TERHUEICKL > TE. TED D
HDEEERITT ZRELNHDET,

BT, 707 7L LOTERFIEEIEY —ILAEY —ICRBHEINET,

3 RUES b Y FOBMEICRDET,

4 BEVOEMONCEBN TEF XD EHBNICERLRWEEIF . Y=a 7L T
ANTBEIICLTLIEE L,

5 70y INA0EMERRUILBNRDELTEZ 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.

==



AO=77zA RUYIDAYS—

- Circular Thread Milling Bodies ZRK-6F A=NMUIGE

7075 L%4 (DIN) Programming examples (DIN)
TE%A7 :ZIRK-GF Tool: ZIRK-GF with face inserts

RUTIX:

Thread dimension: st =

R UMEUR D: =
Nominal thread diameter D: Zullby iy

R LEYF P

Thread pitch P: G 5

T7VE Dy: —
Drilled hole diameter Dy: .

RUFES b3

Thread depth b 3: allby

HHIM €45/1.0503

Material: (750 N/mmz2)

I’%T.rifﬁ:ﬁ . ) 1

Tool dimensions: 2Tl e .
TEME: Hartmetall
Cutting material: Solid carbide

A—F4>7

Coating: TIALN-T4

TERE: GZ38100D + 8 D4
Article no.: GF653409.9514

A Z: o

No. of teeth Z:

TERZd: (TEANEDRE)

Cutter diameter d: 13,900 mm (measured on the cutting part)

TEFEMEKD: (r—RIc &)

Cutter radius compensation k 1): 0,150 mm (acc. work case)

A7 2L DT EREIEE cdy —

Cutter radius to be programmed 1): 9,800 mm (05-di-K

YIBIERE v :

Cutting speed v;: 150 m/min 0D
HHTeDED (R CYIDINT) f,:

Feed per tooth (milling) 0:300fmm 4
[E1ERE4 n: _ Ao ve - 1000 3
Speadln S= 2401 min n= & 3 -
F—7ILED FUAE) vi _ . 3
Feed speed (contour) v¢: F= S76lmm/min= v =tf,-Z-n 1
T—7ILED (TEHD) viy: _ , vi- (D—dy)

Feed speed (centre point) iy F= 984 mm/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)

N10 G 54 G 90 G 00 X... Y... Z 0,000 S 2401 T012) M03
N 20 G 91

N 30 G 42 G 01 X0 Y-12 F 5761 (taC#\A - Contour) [F984] 4 (T EHR.L - Centre point)
N 40 G 02 X0 YO Z-3,000 10 J 12,000
... 9

N 50 G40 GO1 X0 Y12

N70 G 90 G 00 Z3

”uIﬁFBﬁ tp:

Machining time ty,: 1268

. o
UL 5): 15

Number of threads 5):

1) 6H/IS02 IREDER TN B UAE%E M-I zdic, TERBIEEIEINTREICH 1) The cutter radius to be programmed must be corrected, depending on the work case, until the
UCEYICHAZELUTLES W SSICEIMPTERHUEIC L > TE. TEDb thread achieves the required nut tolerance, e.g. 6H/ISO2. Please note, however, that this also

HDEEERIET BRENHD T,

depends on the radial deflection of the tool (tensile strength of the material, projection length

) @E, JO7 5L O TERBEMERY—ILAEY —[CRRSNES, of the too).

Y RURE b FEYFOBBEICRDETS,

2) The cutter radius to be programmed is normally included in the tool memory.

8§ BEVOEARONCEB A T B DD #EEICELE LAMES . Y =2 7L T 3) The thread depth b as entered must be divisible by the pitch P.

ABTBESICLTLEE,

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

5 70y INAOEBELRUILEAHROEL TS, prined in brackets.

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

e



L=\ 3= zo—7vz atyIhsvo— - Cicular Thread Milling Bodies ZIRK-GF
7073 L%%51 (DIN) Programming examples (DIN)

T E%A7 :ZIRK-GF Tool: ZIRK-GF with face inserts

RBUYIX:

Thread dimension: el =
RUMOE D: >
Nominal thread diameter D: AR

RUEYF P

Thread pitch P: ESU

TR Dy —
Drilled hole diameter D;: 1833 Ll

RUFESbI):

Thread depth b 3: LY

HHIF 45/1.0503

Material: (750 N/mm?)

TE~FEEER: A

Tool dimensions: o R g
TEME: Hartmetall
Cutting material: Solid carbide

A—Fa>7:

Coating TIALN-T4

TERE. GZ38100C + 0Dy

Article no.: GF653309.9514

A Z: o

No. of teeth Z:

TERd: (TEHEODF)

Cutter diameter d1: 15,900 mm (measured on the cutting part)

TEFERMEK: (r—Rlc&B)

Cutter radius compensation k 1): 0,125 mm (acc. work case)

A7 7 A EDTERHIEE: L

Cutter radius to be programmed 1): 7,825 mm (05-di -k

YIHIRE vg: )

Cutting speed Vg 150 m/min 0D
HHTebED (R CYIDINT) f,:

Feed per tooth (milling) 0,250' mm !
[EIERE4 n: _ Ao v - 1000 3
et S = 3004 min n= & ox 3 -
F—7ILEED (R UAE) v _ , 3
Feed speed (contour) v; F= 6009 mm/min  y;=f,-Z-n :
T—7ILED (TEHD) vay: _ . vi - (D - dy)

Feed speed (centre point) viy: F= 1232 mm/min vy =——5
CNCHRUMI (Zv 7Y M RBUNE. A7 URAV%IL. DIN 66025)
CNC internal thread milling (conventional milling, on the contour, incremental, acc. DIN 66025)

N10 G 54 G 90 G 00 X... Y... Z 0,000 S 3004 T012 MO03
N 20 G 91

N 30 G 42 G 01 X0 Y-10 F 6009 (taLC#\AE - Contour) [F 1232] 4 (T &AL - Centre point)
N 40 G 02 X0 YO Z-2,500 10 J 10,000
.9

N 50 G 40 G 01 X0 Y10

N70 G 90 G 00 225

7JI]IH§E§ th:

Machining time ty,: 100%

UL 5): 15

Number of threads 9):

1) 6H/IS02 IREDER SN BRUAEE I Tehic, TERFIEEITMTEREICE
UCETICHAZELUTLIES V. SSICHKHIMP TERHUEICKL > TE. TED D
HDEEERITT ZRELNHDET,

BT, 707 7L LOTERFIEEIEY —ILAEY —ICRBHEINET,

3 RUES b Y FOBMEICRDET,

4 BEVOEMONCEBN TEF XD EHBNICERLRWEEIF . Y=a 7L T
ANTBEIICLTLIEE L,

5 70y INA0EMERRUILBNRDELTEZ 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.

o B



AO—77 x4 R_UYIDAYS— - Circular Thread Milling Bodies

ZRK-6F A=\ LI

7075 L%4 (DIN) Programming examples (DIN)
TE%A7 :ZIRK-GF Tool: ZIRK-GF with face inserts

RUTIX:

Thread dimension: AR =

R UMEUR D: =
Nominal thread diameter D: DAL iy

R LEYF P

Thread pitch P: 1LY ]

T7VE Dy: —
Drilled hole diameter Dy: Jz it

RUFES b3

Thread depth b 3: Zullby

HHIH €45/1.0503

Material: (750 N/mmz2)

I’%T.rifﬁ:ﬁ . ) ]

Tool dimensions: R iy e .
TEME: Hartmetall
Cutting material: Solid carbide

A—F4>7

Coating: TIALN-T4

TERE: GZ38100A + 8 D4
Article no.: GF653109.9512

A Z: 6

No. of teeth Z:

TEREd: (TEANEDRE)

Cutter diameter d: 9,300 mm (measured on the cutting part)

TEFEMEKD: (r—RIc &)

Cutter radius compensation k 1): 0,075 mm (acc. work case)

A7 2L DT EREIEE cdy —

Cutter radius to be programmed 1): 4,875 mm (05-di-K

YIBIERE v :

Cutting speed v;: 150 m/min 0D
HHTeDED (R CYIDINT) f,:

Feed per tooth (milling) g:180fmm 4
[E1ERE4 n: _ Ao ve - 1000 3
Speadln S = 4825 min n= & 3 -
F—7ILED FUAE) vi _ . 3
Feed speed (contour) v; F= 8211 mm/min  y=f,-7-n :
T—7)L#ED (TEAFD) viy: _ . v+ (D —dy)

Feed speed (centre point) iy F= 1526 mm/min vy = ——
CNCHRUMTI (Pv7Hy M RUAR. A>T )X I, DIN 66025)
CNC internal thread milling (conventional milling, on the contour, incremental, acc. DIN 66025)

N10 G 54 G 90 G 00 X... Y... Z 0,000 S 4825 T012) M03
N 20 G 91

N 30 G 42 G 01 X0 Y-7 F 5211 (*aC#4A - Contour) [F 1526] 4 (T &L - Centre point)
N 40 G 02 X0 YO Z-1,500 10 J 7,000
... 9

N 50 G40 GO1 X0 Y7

N70 G 90 G 00 Z15

”uIﬁFBﬁ tp:

Machining time ty,: 818

. o
UL 5): 15

Number of threads 5):

1) 6H/IS02 IREDER SN B RUAZEZEMIC T eohic. TERMIEMEIEMNTIREICE
UCEYICHAZELUTLES W SSICEIMPTERHUEIC L > TE. TEDb

HDEEERIET BRENHD T,

2 BHE.TAVSLLOTERMIEERY —ILXE)—ICRHFESNET,

Y RURE b FEYFOBBEICRDETS,

4 BEVOEMONCEBN T ERINED ZBEHICEHEULBAWEEIE. Y =2 7L T

ABTBESICLTLEE,

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 70Oy IN4A0%E LB et UILEA R DR L TLIZE W,
5) Block N 40 must be repeated with the number of threads.

B
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