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Versatile Thread Milling Cutters
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Product finder and cutting data

Please note:

The cutting values listed in the respective columns are standard
values which have to be adjusted to individual work conditions
(tool clamping, workpiece clamping, etc.).

ve = YTHIERE [m/min] Ve = Cutting speed [m/min]
f, = HHT=DED [mm/z] f, = Feed per tooth [mm/z]

TV =3y —gHEIM
Applications — material

5lERDEE
Tensile Strength

A TE I (DINAH)
Material examples

MiEHIJISTE)
Material example

Cold-extrusion steels, Cq15
Construiction steels, <600 N/mm?2 S2350R (5137-2) SSFL’JCMZSZP Hsvsv%?-losszgm
Free-cutting steels, etc. 10SPb20 ' '
Construction steels, E360 (St70-2)
Cementation steels, < 800 N/mm2 16MnCr5 S%?/?C'Ss’\;ltf’gégcsrﬁh%l_
Steel castings, etc. GS-25CrMo4 n, shinaJ3s,
Cementation steels, 20MoCr3 SACM, SCM415H,
Heat-treatable steels, <1000 N/mm2 42CrMo4 SCM440H, SCMn, SCPH,
Cold work steels, etc. 102Cr6 SCr440H, SUJ2
Heat-treatable steels, 50CrMo4
Cold ork steels, <1200 N/mm2 X45NiCrVod Sehadot S, 5K,
Nitriding steels, etc. 31CrMo12 '
e High-alloyed steels, X38CrMoV5-3
A2 TEMOSHLMA) Cold work steels, < 1400 N/mm? X100CrMoV8-1-1 SKD1Z SKDB1, SKT.
AT EHGESEA) Hot work steels, etc. X40CrMoV5-1 '
Stainless steel materials
1.1 771NN TIHA Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403
M 2.1 A—RTFAk Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUS304, SUS316
3.1 A—RTFANT oA~ TR, MHELR Austenitic-ferritic (Duplex) < 1100 N/mm? X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 [A—XTFANT7IZA~ —1a%, HEtHk Austenitic-ferritic heat-resistant (Super Duplex) < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A,

N ) ) ) 100-250 N/mm2 EN-GJL-200 (GG20) FC200
9 Bk Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (GG30) Fe300
N . . . 350-500 N/mm? EN-GJS-400-15 (GGG40) FCD400
FU5AIEERK Cast iron with nodular graphite (GJS) £00-900 N/mm?2 EN-GJS-700-2 (GGGT0) FoD700
ASE i~ '3 Cast iron with vermicular graphite (GJV) 333_‘5‘33 “mi gj¥ igg Egﬁgg
' 250-500 N/mm?2 EN-GJMW-350-4 (GTW-35) FCMW330
IR Malleable cast iron (GTMW, GTME) 500-800 W/mm? | _EN-GIMB-4506 (GTS-45 FOMW370
ZILE=ZOLER Aluminium alloys
< 200 N/mm? EN AW-AIMn1 A1050, A3030
FILIZULAEE EEM Aluminium wrought alloys < 350 N/mm?2 EN AW-AIMgSi A5052, A6061
< 550 N/mm?2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
TIEZOLEER #HY Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
HER Copper alloys
i, B Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 i 8, C2400
=il Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 CuZn37 (Ms63) (2720,62801
EREIEST] Copper-zinc alloys (brass, short-chipping) < 550 N/mm? CuZn36Pb3 (Ms58) €3560,C3710
T7ILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 (5210,66280
& 8 Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm?2 CuSn8P LBC3
TRHIE S Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm?2 CusSn7 ZnP(%(Rg7) BC3
) < 600 N/mm? AMPCO® 8
HREE Special copper alloys 27400 N/mm2 (,(AMPCO® 45))
SESPING Magnesium alloys
SESPING Magnesium wrought alloys < 500 N/mm? MgAI6Zn
SESPINYS 3] Magnesium cast alloys < 500 N/mm?2 EN-MCMgAI9Zn1 MC2A, MD1A
=Dl Synthetics
EFELIERRR Duroplastics (short-chipping) Bakelit, Pertinax
o] BB A Thermoplastics (long-chipping) PMMA, POM, PVC
A SR e Be (A =5 = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
R L s (BESEE>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
# Special materials
75774k Graphite C 8000
YT RATV-RER Tungsten-copper alloys W-Cu 80/20
BaR Composite materials Hylite, Alucobond
FIVER Titanium alloys
fFo> Pure titanium < 450 N/mm?2 Tit Wry>
NN - < 900 N/mm?2 TiAl6V4 Ti-6AI-4V
FI EE Titanium alloys = 1250 N/mm2 TiAl4Mo4Sn2 ST
—vTLEEE . JINLNESE HEAS Nickel alloys, cobalt alloys and iron alloys
fh=—v T Pure nickel < 600 N/mm?2 Ni 99,6 ﬁ@;‘yﬁ'}b
— A : < 1000 N/mm?2 Monel 400 ExJL 400
=vrlEad Nickel-base alloys = 1600 N/mm? Tnconel 718 TIaXIL 118
N N < 1000 N/mm? Udimet 605 Udimet 605
JVULNEES Cobalt-base alloys = 7600 N/mm2 Haynes 25 AT 05
BHES Iron-base alloys < 1500 N/mm? Incoloy 800 <> 10 800
i Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4
H 12 50 - 55 HRC Hardox 550 J\—Rwv 2 X550
13 | =8, STer. SEEHR High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
14 60 - 63 HRC Ferro-Titanit SKD11
15 63 - 66 HRC HSSE R
2
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LIVT« RUYIDHY S —
MULTI Thread Milling Cutters

|
GF-LILT GF-KEG-LIJLT ZGF-LIL7T« ZBGF-LIVT
YIYIEEE v, [m/min] FIHIEE v [m/min] GIHIERE v [m/min] YIEIERE v, [m/min] HHDED t, [mm/z]
min. T2 max. min. TR max, min. TR max, min. T2 max, min. TER g
126 180 234 126 180 234 126 180 234 126 180 234 0,006 0,010 0,014 xdf
105 150 195 105 150 195 105 150 195 105 150 195 0,005 0,009 0013 xdf
84 120 156 84 120 156 84 120 156 84 120 156 0,005 0,008 0011 xdf
70 100 130 70 100 130 70 100 130 70 100 130 0,004 0,007 0010 xdf
56 80 104 56 80 104 56 80 104 56 80 104 0,004 0,006 0,008 xdf
63 90 117 63 90 117 63 90 117 63 90 117 0,005 0,008 0011 xde 1.1
63 90 117 63 90 117 63 90 117 63 90 117 0,005 0,008 0011 xde 2.1
42 60 78 42 60 78 42 60 78 42 60 78 0,004 0,007 0010 xdg 3.1
35 50 65 35 50 65 35 50 65 35 50 65 0,004 0,006 0,008 xd 4.1
112 160 208 112 160 208 12 160 208 12 160 208 0,005 0,009 0013 xdg
112 160 208 112 160 208 12 160 208 12 160 208 0,005 0,009 0013 xde
105 150 195 105 150 195 05 150 195 05 150 195 0,005 0,009 0013 xde
105 150 195 105 150 195 105 150 195 105 150 195 0,005 0,009 0013 xde
105 150 195 105 150 195 105 150 195 105 150 195 0,005 0,009 0013 xdg
105 150 195 105 150 195 105 150 195 105 150 195 0,005 0,009 0013 xdg
105 150 195 105 150 195 105 150 195 105 150 195 0,005 0,009 0013 xde
105 150 195 105 150 195 105 150 195 105 150 195 0,005 0,009 0013 xd
196 280 364 196 280 364 196 280 364 196 280 364 0,007 0,012 0017 xdg
196 280 364 196 280 364 196 280 364 196 280 364 0,007 0,012 0,017 xdg
196 280 364 196 280 364 196 280 364 196 280 364 0,007 0,012 0,017 xdg
196 280 364 196 280 364 96 280 364 96 280 364 0,007 0, 0,017  xdg
196 280 364 196 280 364 96 280 364 96 280 364 0,007 0, 0,017 xdg
105 150 195 105 150 195 05 150 195 05 150 195 0,007 0, 0,017 xdg
196 280 364 196 280 364 196 280 364 196 280 364 0,007 0,012 0017 xdg
196 280 364 196 280 364 196 280 364 196 280 364 0,007 0,012 0,017 xdg
96 280 364 196 280 364 96 280 364 96 280 364 0,007 0, 0,017 xdg
26 180 234 126 180 234 26 180 234 26 180 234 0,006 0, 0,014 xdg
26 180 234 126 180 234 26 180 234 26 180 234 0,006 0, 0,014 xde
126 180 234 126 180 234 26 180 234 26 180 234 0,006 0,010 0014 xde
42 60 78 42 60 78 42 60 78 42 60 78 0,005 0,008 0011 xdg
35 50 65 35 50 65 35 50 65 35 50 65 0,005 0,008 0011 xdg
196 280 364 196 280 364 196 280 364 196 280 364 0,007 0,012 0017 xdg
196 280 364 196 280 364 196 280 364 196 280 364 0,007 0,012 0017 xdg
196 280 364 196 280 364 196 280 364 196 280 364 0,007 0,012 0017 xdg
196 280 364 196 280 364 196 280 364 196 280 364 0,007 0,012 0017 xdg
105 150 195 105 150 195 105 150 195 105 150 195 0,007 0,012 0,017 xdg
105 150 195 105 150 195 105 150 195 105 150 195 0,007 0,012 0017 xdg
105 150 195 105 150 195 105 150 195 105 150 195 0,007 0,012 0017 xdg
35 50 65 35 B0 65 35 50 65 35 50 65 0,004 0,007 0010 xde
105 150 195 105 150 195 105 150 195 105 150 195 0,007 0,012 0,017 xd
77 60 78 77 60 78 32 60 78 60 78 0,004 0,006 0,008 xds
17 60 78 1 60 78 12 60 78 12 60 78 0004 0,006 0.008 xdp
35 50 65 35 50 65 35 50 65 35 50 65 0,002 0,004 0006 xdg
32 45 59 32 45 59 32 45 59 32 45 59 0,002 0,004 0006 xdg
32 45 59 32 45 59 32 45 59 32 45 59 0,002 0,004 0,006 xdg
21 30 39 21 30 39 21 30 39 21 30 39 0,002 0,004 0,006 xdg
32 45 59 32 45 59 32 45 59 32 45 59 0,002 0,004 0006 xdg
21 30 39 21 30 39 21 30 39 21 30 39 0,002 0,004 0006 xdg
21 30 39 21 30 39 21 30 39 21 30 39 0,002 0,004 0006 xdg
1.1
1.2
13
14
15

EMUG
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L=\ LJLE= L7« nlebhy4o—  MULTI Thread Miling Cutters

60°

M A

1ISO XYy H4 U DIN 13

ISO Metric coarse thread DIN 13

0 do

#FE | ALCR
YUyl | Ta2
———  —

U
R

SR RS |

Z3 - Z4 | DIN 6535

L
’ﬁ, HB C
&

—_—r —t

0 dq

1

HEED I Tl s
Suitable for chamfering

U | I

GF

HHUH 5
For internal threads
nURS
Thread depth ~ 2 X D
i Steel materials ) P 11-31
VSAS | Stainless steel materials | 1.1-21
77T =23 - HEM »E 2 K Cast materials )| K 11-42
Applications — material
ElS7S Non ferrous materials | N 11-27,31-52
MEG S Special materials ] S 111221
T EEIFE - Tool ident GFB6511A GFB6511A
GF-LILT GF-LILT
14X 2xD 2xD
P 0 dq 0 dr BUE R15-HB R15-1KZ-HB
mm mm mm 0do l4 lo g z ALCR-T42 ALCR-T42
0,5 >M 3 2,4 6 51 6,2 36 3 .0030 [}
0,7 >M 4 3,15 6 55 8,7 36 3 .0040 °
0,8 >M 5 4 6 50 10,8 36 3 .0050 ()
1 >M 6 4,8 6 55 12,5 36 3 .0060 ®
1,25 >M 8 6,5 8 63 16,8 36 3 .0080 ()
1,5 >M10 8,2 10 70 21,7 40 4 .0100 )
1,75 >M12 9,9 10 74 25,3 40 4 .0112 [ )
2 >M14 11,6 12 85 28,9 45 4 .0114 )
2 >M16 13,6 14 90 32,9 45 4 .0116 [J
60°
WIFf “i il
IS0 Xk 781U DIN 13 EI
ISO Metric fine thread DIN 13 ’
T ERYE - Tool ident GFB6511A
GF-LILT
14X 2xD
P 0 dq 0 dr BUE R15-1KZ-HB
mm mm mm 0dyp l4 lo g Z ALCR-T42
0,5 >M 5x0,5 4,34 6 56 10,2 36 3 .0218 [}
0,75 >M 6x0,75 5 6 55 12,4 36 3 .0229 ]
0,75 >M 8x0,75 6,9 8 63 16,1 36 3 .0250 [}
1 >M 8x1 6,7 8 63 16,5 36 3 .0251 [J
1 >M10x1 8,7 10 70 20,5 40 4 .0276 [ )
1 >M12x1 99 10 74 24,5 40 4 .0301 °
15 >M12x1,5 9,9 10 74 24,7 40 4 .0303 [ )
1,5 >M14x15 11,9 12 85 29,2 45 4 .0331 )
1,5 >M16x1.5 13,9 14 90 33,7 45 4 .0359 [ ]

===

CESCHB - Ordering example: GFB6511A.0030



LIVT« RUYIDF3w 4 — - MULTI Thread Milling Cutters

& #EE | ALCR
i =
UNGC
1771 iB1a U ASME B1.1 R15 EEE
Unified coarse thread ASME B1.1 - )
Z3-125 | DIN 6535
’g, HB £
—— —

0 dq
—
|
\
HEXD AT A 8e
Ip s Suitable for chamfering
I U 1]
. \
HrUA ~F ‘
For internal threads
nURS
Thread depth I~ 2 X D
] Steel materials ) P 1131
Y OAS | Stainless steel materials | 1.1-2.1
77VT =23y - HEM »E2 ik Cast materials | K 11-42
Applications — material
EIS7S Non ferrous materials | N 11-27,31-52
[NEEE Special materials | S 111221
T EEIE - Tool ident GFB6511A
GF-LILT
14X 2xD
P 0 dq ¢ dr BE R15-1KZ-HB
Gg/1" (tpi) inch mm ¢ do I lo g Z ALCR-T42
24 > Nr.10 3,45 6 3 10 36 3 .5007 ®
20 > 14 47 6 58 13,3 36 3 .5009 ®
18 > 56 6,15 8 62 16,2 36 3 .5010 )
16 > 38 7,65 8 65 19,8 36 3 .5011 ®
14 > 7/e 9 10 74 22,6 40 8 5012 )
13 > 1/ 10,35 12 80 26,3 45 4 .5013 )
12 > 96 11,8 12 85 30,6 45 4 5014 )
11 > /8 13,1 14 90 33,4 45 4 .5015 ®
10 > 3 15,9 16 100 39,3 48 5 .5016 ®

UNF /. .

1=771/#B1U ASME B1.1

=

0=

Unified fine thread ASME B1.1
T ERFE - Tool ident GFB6511A
GF-LJLT 1
B4 X 2xD
P 9 dy 0 dr BE R15-1KZ-HB
Gg/1" (tpi) inch mm 9 dy I Iy lg z ALCR-T42
32 > Nr.10 39 6 55 10,7 36 3 5041 °
28 > /4 5,15 6 58 13,1 36 3 5043 °
24 > 56 6,6 8 62 16,4 36 3 5044 °
24 > 3s 8,2 10 70 19,5 40 4 5045 °
20 > /6 9,55 10 74 23,5 40 4 .5046 °
20 > 1h 11,1 12 80 26 45 4 5047 °
18 > 916 12,5 14 85 28,9 45 4 5048 °
18 > 5/g 13,9 14 90 33,1 45 5 .5049 °
16 > 34 15,9 16 100 38,9 48 5 5050 °

o= 1EXEFEE & - Stock tool 5



L=I\NLIE= su5+ nLy1nhyy— - MULTI Thread Milling Cutters GF

55°

#EE | ALCR [=]2:<: =]
G N4 Juvk| Te2
(BSP), Rp (BSPP), W T T
DIN EN 1SO 228, DIN EN 10226-1, IS0 7/1, BS 84 R15 Eﬁt

—— —

Z5-176 | DIN 6535

L
’ﬁ, HB [
&

S S N

0d 0 dy

et —

U

0 dy

l2 lg ='=
Iy | ||
HRU / RUHEA
For internal and external threads
i Steel materials J P 1131 |
o .. w ATV LA$H Stainless steel materials | 1.1-2.1
/ 7.’)/.7_/3/._?&%“% »E2 $58% Cast materials ] K 1142
Applications — material
ElS7S Non ferrous materials | N 1.1-27,31-52
MzEaE Special materials )| S 111221
GF-LILT
R15-IKZ-HB
P 0 dq 0 dr ALCR-T42
Gg/1" (tpi) inch mm 0 do l4 lo g 7
28 >G1/8 79 8 63 16,8 36 6 GF1653BA.9540 [}
19 >G1/4 9,9 10 70 20,7 40 6 GF16536A.9545 [}
14 >G1/2 11,9 12 80 26,3 45 5 GF16537A.9548 [}
14 >G3/4 15,9 16 90 33,6 48 6 GF16538A.9548 [
11 >G1" 15,9 16 90 33,5 48 5 GF16538A.9550 [J

6 EMUGE Z3ESHN - Ordering example: GF1653BA.9540



LJLF+ 1aUH10 734 — - MULTI Thread Milling Cutters GF-KEG A~ =
60° .
iBFE | ALCR [=]7%% =]
Yyl | T42 #3
- <116 :
(API-LP) —) — g
RKE ER7T—/\—1 U ANSI/ASME B1.20.1 15 | ARL
American tapered pipe thread ANSI/ASME B1.20.1 EhU
——
Z4-75 | DING6535
N
1
?, HB B3}
9Gg. /9 thr. —_—
‘ | od;
: )~ @,
lo lg i
Iy J
T—I\—8%H UH -V MitteEAE N—
For internal tapered threads  with coolant grooves along the shank
il Steel materials ) P 1151
5 .. w VoA | Stainless steel materials | 1.1-4.1
:\ 7{;;;%@_/[;;@'%&#”7} »E 2 FHEK Cast materials ) K 1.1-42
P ElS7S Non ferrous materials | N 1.1-52
MEEE Special materials ) S 1126
FOR P 0 GF-KEG-LJLF
Nom. size Gg/1" (tpi) mm 0do l4 lo lg z L15-SKN-HB
d4 ALCR-T42
116-1/8 27 59 8 60 13,6 36 4 GF18B20A.9676 ®
14 -3/ 18 10,15 12 80 20,4 45 4 GF18B21A.9677 °
12-3/4 14 14,25 16 85 26,3 48 4 GF18B23A.9678 ®
im-2" 1172 19,6 20 95 32 50 5 GF18B25A.9679 ®
NPT/API-LP A1 UYID /1w & —IFMEIE O 7 7-1JLTY - NPT/API-LP cutters are manufactured with a corrected profile
56°
B ALCR
\JIJ“) F T42
—— —
Cpspn) %%
EF7—/<—1UDIN EN 10226-2, IS0 7-1 15 | ARL
Tapered pipe thread DIN EN 10226-2, ISO 7-1 £RL
——
Z4-75 | DING6535 E
N
(
?, H B0}
9.6g. /9 thr, _—
‘ : od;
: ) ° @,
lp N |
It
T—I\—HHUH I—F v MitiRERE L —
For internal tapered threads  with coolant grooves along the shank
] Steel materials ) P 1151
5 . . SIS Stainless steel materials | 1.1-41
; 1;;tlijo—nzfnigrigl%&ﬁwj wE?2 $EEK Cast materials )| K 1142
P ELS7 Non ferrous materials | N 1.1-52
MEASE Special materials ) S 1126
IFOE P o dr GF-KEG-LJLF 1
Nom. size Gg/1" (tpi) mm 0do l4 lo g z L15-SKN-HB
d4 ALCR-T42
116 28 59 6 51 8,63 31 4 GF18B7AA.4114 O
/8 28 7,65 8 55 8,63 36 6 GF18B71A.4115 [J
1/a 19 10,15 12 75 14,05 45 5 GF18B72A.4116 )
3/8 19 11,15 12 75 14,05 45 6 GF18B72A.4117 [ ]

Rc R UYIND Ay —IFMEIEZO77)LTY - Re cutters are manufactured with a corrected profile

o= 1EXEFEE & - Stock tool

EMUGE
[FRANKEN|



LA=I\1LJLE= L7« e Ay4o— - MULTI Circular Thread Milling Cutters ZGF

g BEE | ALCR = EEE
ﬁ Yyt | T42 3
J . Bl
IS0 X~ 2itiH/#B4U DIN 13 =0l
ISO Metric thread DIN 13 )
Z1-75 | DIN6535
HA D
HB (B3
e—
0 dq
N—
|
w U |
<H( HEEXD NI He
Iy Iy Suitable for chamfering
I U 1]
. \
»RUH z_ ‘
For internal threads
nURS
Thread depth 2 X D
] Steel materials )| P 1151
VA | Stainless steel materials | 1.1-41
FIVT—3y - HHIH® w2 sEok Cast materials ] K 1.1-42
Applications — material
ElS73 Non ferrous materials | N [1.1-52
MEEeE Special materials ] S 1.1-26
T ERYZE - Tool ident GF25370A GF25310A GF25310A
ZGF-LIVT ¢ ZGF-LILT ZGF-LILT 1
14X 2xD 2xD 2xD
0 dq P ¢ dr BE HA HB IKZ-HB
mm mm mm 0 do 4 I3 Ig 7 ALCR-T42 ALCR-T42 ALCR-T42
=M 0,10-0,25 07 3 39 33 28 1 .0010 O
=M1,4 012-035 1,04 3 39 3,7 28 2 .0014 °
= M2 0,15-045 1,52 3 39 5 28 8 .0020 °
=M25 0,17-05 1,95 3 39 6,3 28 3 .0025 )
=M35 022-0,75 278 4 42 94 28 3 .0035 °
= M5 0,30 - 1 4 6 55 14,5 36 4 .0050 )
= M8 043-15 6,5 8 62 20,6 36 % .0080 )
= M12 0,50-2 9,9 10 78 32,8 40 5 .0112 °
[=]5=:[m]
£
[=]%
RURS
Thread depth 3 X D
T ERYE - Tool ident GF27370A GF27310A GF27310A
ZGF-LIVT ¢ ZGF-LILT 1 ZGF-LILT 1
14X 3xD 3xD 3xD
0 dq P ¢ dr BE HA HB IKZ-HB
mm mm mm 0 dp l I3 Iy Z ALCR-T42 ALCR-T42 ALCR-T42
=M 0,10-0,25 0,7 3 39 33 28 1 .0010 O
=M1,6 0,14-0,35 1,18 3 39 52 28 2 .0016 °
= M2 0,15-04 1,52 3 39 6,4 28 8 .0020 °
=M25 0,17-045 1,96 3 39 8 28 3 .0025 )
=M3 0,18-0,5 2,4 3 41 9,5 28 3 .0030 )
= M4 0,26-0,7 3,15 4 44 12,7 28 3 .0040 )
= M5 0,28-0,8 4,04 6 56 15,8 36 4 .0050 )
= M6 0,35 -1 48 6 59 19 36 4 .0060 °
= M3 0,43-1,25 6,5 8 65 25,3 36 % .0080 )
=M10 0,51-15 8,2 10 77 31,5 40 5 .0100 )
= M12 0,60-1,75 9,9 10 82 37,8 40 B .0112 )
=M14 0,68 -2 11,6 12 94 44 45 5 .0114 )
= M16 0,68-2 13,6 14 100 50 45 B .0116 °
ANy I#IBHU (MF) LV 1277 UO—EBICHEHAREETY BHRmbEMERLEY
Suitable also for Metric fine threads (MF) and partly also for UN threads Other designs upon request

8 ZIEXH) - Ordering example: GF25370A.0010



LIVT« R_UYIDF3v 4 — - MULTI Circular Thread Milling Cutters

o EMUGE

i @ | AL [l ]
k| T2 ||
- . ARL
1771 iB1a U ASME B1.1 £hl
Unified coarse thread ASME B1.1 )
Z3-25 | DING6535
HAC
HB (&3
—_—
0 dq
—_—
|
_ ‘ U\ |
{;LL g}:::::::e#—:e::::::::::::zﬁ < —— —
HEED I T8
I Iy Suitable for chamfering
I U 1]
. \
»hUH ~ ‘
For internal threads
nURS
Thread depth 3 X D
il Steel materials )| P 1151 J
VSAS: | Stainless steel materials | 1.1-4.1
7TV —ay - #FEIM N ;
Applications — material wE 2 K Cast materials ) K 1.1-42 J
ElS7 Non ferrous materials | N 1.1-52 J
MEEE Special materials | S 1.1-26 J
T EEIFE - Tool ident GF27370A GF27310A GF27310A
ZGF-LIVT ZGF-LIVT 1 2GF-LIVT 1
14X 3xD 3xD 3xD
0 d P 0 dr BUE HA HB IKZ-HB
mm mm mm 00, I I3 Iy z ALCR-T42 ALCR-T42 ALCR-T42
=Nr. 2 80 - 56 1,7 3 39 7 28 3 5001 [}
>Nr. 4 80 - 40 2,15 3 40 9,2 28 3 .5003 ()
=Nr. 6 80 - 32 2,7 3 42 11,3 28 3 5005 [}
=Nr.10 72 -24 3,7 4 46 15,5 28 3 .5007 )
> s 56 - 20 4,95 6 59 20,3 36 4 .5009 ()
> 5. 48 -18 6,3 8 65 25,2 36 4 .5010 [}
> 38 48 - 16 7,7 8 68 30,2 36 ) 5011 [J
60°
1=7 71 #E1 U ASMEB1.1 %
Unified fine thread ASME B1.1 [=]
nURS
Thread depth 3 X D
T EEIFE - Tool ident GF27370A GF27310A GF27310A
ZGF-LIVT ZGF-LIVT 1 2GF-LIVT 1
14X 3xD 3xD 3xD
0 d P 0 dr BUE HA HB IKZ-HB
mm mm mm 00, I I3 Iy z ALCR-T42 ALCR-T42 ALCR-T42
=Nr.10 80 - 32 3,9 4 46 15,3 28 4 5041 [}
= s 80 -28 5,25 6 59 20 36 4 .5043 [J
> 56 64 - 24 6,6 8 65 24,9 36 ) 5044 [}
= "he 56-20 9,55 10 7 34,6 40 5 .5046 [J
AUy I#ERU (MF) 8LV 1=T7 7R UO—EICHBERATIEETT BHRROEERLET

Suitable also for Metric fine threads (MF) and partly also for UN threads

Other designs upon request

o= 1EXEFEE & - Stock tool

=



L=\ LJE= L7« niHDhHy4—  MULTI Circular Drill Thread Mills ZBGF

60°
TRRE ALCR
Yy R T42
——  —
IS0 X kY&t B4l DIN 13 BRL |
ISO Metric thread DIN 13 ERU
———  —
23 -77
L10 @
———
DIN 6535 9 dq
HA C3
Heres | ]
——  —
i
U |
— S
HED T I8E
s Suitable for chamfering
i i = Bl
I3 Iy !
It
RURS
Thread depth 2 X D
il Steel materials ) P 1151
ATV LA§H Stainless steel materials | 1.1-41
77T =23 R »E2 X Cast materials ) K 1.1-42
Applications — material
El=73 Non ferrous materials | N 1152
(e Special materials ) S 11-26
IBGF-LILT ZBGF-LILT
2xD 2xD
P 0 dr L10-HA L10-1KZ-HB
0 dq mm mm 04, I I I3 ly z ALCR-T42 ALCR-T42
M3 0,5 2,25 3 39 1,5 6,8 28 4 GF7B682A.0030 [ J
M 4 0,7 2,95 4 42 2,1 9,1 28 4 GF7B682A.0040 ®
M5 0,8 38 6 52 24 11,2 36 4 GF7B622A.0050 o
M 6 1 4,5 6 55 3 13,5 36 4 GF7B622A.0060 ®
M 8 1,25 6,13 8 60 3,75 17,9 36 4 GF7B622A.0080 °
M10 1,5 7,75 10 70 4,5 22,3 40 4 GF7B622A.0100 ®
Mi12 1,75 9,38 10 74 529 26,6 40 0 GF7B622A.0112 o
60°
U N c 0] %
1=774 B4 U ASME B1.1 e
Unified coarse thread ASME B1.1 e
ZBGF-LILT
2xD
0 dq P 0 dr L10-IKZ-HB
inch Gg/1" (tpi) mm 0 d 4 lo I3 lg VA ALCR-T42
1/a 20 4,47 6 5 3,81 14,6 36 3 GF7B622A.5009 [}
5/16 18 5,89 8 58 4,233 18 36 4 GF7B622A.5010 [}
3/8 16 7,21 8 62 4,763 21,4 36 4 GF7B622A.5011 [}
16 14 8,49 10 70 5,442 25,0 40 4 GF7B622A.5012 ®
1/2 13 9,82 12 80 5,862 28,3 45 4 GF7B622A.5013 [J
60°
U N F [=l %
1=7 74 #E1aU ASME B1.1 i
Unified fine thread ASME B1.1 e
ZBGF-LILT 1
2xD
0 dq P 0 dr L10-IKZ-HB
inch  Gg/1"(tp)  mm 00, I I I3 Iy z ALCR-T42
1/4 28 5,05 6 55 2,721 14,1 36 5 GF7B622A.5043 o
5/16 24 6,37 8 58 3,174 17,5 36 5 GF7B622A.5044 ®
3/8 24 7,97 8 62 3,174 20,6 36 6 GF7B622A.5045 [}
7/16 20 9,27 10 70 3,81 241 40 6 GF7B622A.5046 [ J
1/2 20 10,87 12 80 3,81 27,3 45 7 GF7B622A.5047 [ ]

10 - @ = YT B - Stock tool T3ESTH - Ordering example: GF7B682A.0030



Y —)LDH A 7 E4EER - Technical Information

EMUGE

GF-LILT~

TILFRLV bk RUEID Ay 57—

o HIRRUIITH

* 15°_RUNATHHIENOBEWA LA—R R
T

e FILAET T /NIMIAINE

o EYFEE

o WO URZ NI AL

o IREN CHEEXD I THYAJ B8

‘«4‘«
<|

Thread milling cutters

* For the production of internal threads

* Smooth milling thanks to flutes with
15° helix angle

e Predrilled thread hole necessary

e For threads with specified pitch

e For several dimensions

 Chamfering of thread hole possible thanks to
face chamfer

GF-KEG-LJLT«
|

| o F—)\—HRUIMTHA
* 15°R UNATYHHEIDEWZ LA—R 7

Thread milling cutters for tapered threads

e For the production of tapered internal threads
» Smooth milling thanks to flutes with

mT 15° helix angle
e FITRETHEEIET—/\—FIRD TN * Cylindrical, or even better, tapered thread hole
MIAHE necessary
o By FEE * For threads with specified pitch
e RO UEZ I LIRS « For several dimensions
LGF-LILT
: == IVJIIRAL> s RUETID Ay 5 — Circular thread milling cutters
U o MIMSD/INEDHUINTA * For the production of internal threads from M1
. e HITEE T T /NIIIARE * Predrilled thread hole necessary
o EHOE Y FITH IS * Not limited to a specified pitch
o BHEONRUERZINTAIEE * For several dimensions
o Ui EIN CEEXD I TAY Al 88 * Chamfering of thread hole possible thanks to
face chamfer
ZBGF-L LT

e THRESHRUZRRICINT
LT cEAMETTALE

o Y FETE

e BHORUEZITOIEE

o UiHE N CHEIEXD IITASAI A8

F—

”ﬂ EXfFE RUIDAhy5—

Circular drill thread mills

e For the production of thread hole and
internal threads

* No predrilled thread hole necessary

* For threads with specified pitch

* For threads with specified dimension

e Chamfering of thread hole possible thanks to
face chamfer

==l
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