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Tool description:

The circular thread milling bodies with exchangeable face insert are available
in three lengths and are suitable for the production of

e internal threads from a nominal thread diameter of 12 mm and

e external threads from a nominal thread diameter of 6 mm.

The exchangeable face insert can be used universally.

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

Andvantages of
circular thread milling cutters with exchangeable face insert

» Different thread systems, thread diameters and thread pitches
with only one face insert

* 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

e High positioning precision
e Suitable for right-hand and left-hand threads
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Available in the most common dimensions
H—UGFCEAT R U DESE of thread systems

ISO X—KJLAzE 4 U DIN 13 ISO Metric coarse thread DIN 13

ISO X—K~JL#HB 4 U DIN 13 ISO Metric fine thread DIN 13

=771 ANSIB1.1 Unified thread ANSI B1.1

21=7 784U ASME B1.1 Unified coarse thread ASME B1.1

21=7 7 #E1 U ASME B1.1 Unified fine thread ASME B1.1

U+ hT—X ERU DINENISO 228 Whitworth pipe thread DIN EN ISO 228

FAYH 7—/\—EF1 U ANSI/ASME B1.20.1 American tapered pipe thread ANSI/ASME B1.20.1

R UEOINIH2)L - Thread milling cycle
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Bl E—EREHEUH|RE Product finder and cutting data
30 Please note:
BEICTASNTOSYYIL Mt IELEE TS, 22O TEE The cutting values listed in the respective columns are standard
_ 5 N N s B L values which have to be adjusted to individual work conditions
ICoBOETHEIZEV: (BHIM. SIHH L) ol o, workoiecs clmaing. o).
Vo= ‘E’UEF&?\\[m/ min] v, = Cutting speed [m/min]
f; = M#B7DED [mm] f, = Feed per tooth [mm]
TEFRERE - 1A 5lERDEE A TE I (DINAth) MBI (JISTE)

Range of application — material

Cold-extrusion steels,

Tensile Strength

Material examples

Cql5

Material examples

SPC, SPH, 55400, STKM,

Construction stegls, < 600 N/mm?2 S235JR (St37-2)
Free-cutting steels, etc. 10SPb20 SUM22, SWRCH, SWRM
BB SRR R Construction steels, E360 (St70-2)
BiRS Cementation steels, <800 N/mm?2 16MnCr5 SSSC,SS'\:SEégCSrﬁRASQI-kLSCMn,
550 Steel castings, etc. GS-25CrMo4 na3s,
Cementation steels, 20MoCr3
Heat-treatable steels, <1000 N/mm2 42CrMo4 g’éﬁﬁM ggyrfs%ﬂ%%t%
Cold work steels, etc. 102Cr6 n. b oUf '
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
High-alloyed steels, X38CrMoV5-3
(pEeEA) Cold work steels, < 1400 N/mm2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
2 Hot work steels, etc. X40CrMoV/5-1
Stainless steel materials
11 [z NILTVHAR Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403
M[ 21 [A—X7FAF Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 [A—AXFFANT7z5a4~ ZHE%R, TEE{ER Austenitic-ferritic (Duplex) < 1100 N/mm? X2CrNiMoN22-5-3 SUS329J3L, SUS630,15-5PH
41 [A—ZFTFANT754~ %, etk Austenitic-ferritic heat-resistant (Super Duplex) < 1250 N/mm? X2CrNiMoN25-7-4 SUS329J4L, SCS14A,
. . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200
19 HiEsk Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (GG30) 5300
. . . 350-500 N/mm2 EN-GJS-400-15 (GGG40) FCD400
U5 Cast iron with nodular graphite (GJS) £00-900 N/mm?2 EN-GJS-700-2 (GGG0) FCO700
— - - » 2
INZF 25—k Cast iron with vermicular graphite (GJV) iggggg m;mmz gj& 2(5)8 Egigg
. 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330
PIiB R Malleable cast iron (GTMW, GTME) 500-800 N/mm? | EN-GJMB-450-6 (GTS-45 FCMW370
TZILSZULE Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
FIIZULAEE EBEM Aluminium wrought alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm?2 EN AW-AIZn5Mg3Cu A7075
Si<s 7% EN AC-AIMg5 ADC5, AC7A
FILIZULER #Y Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 ADC11, ADC12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
e Copper alloys
filgE, (B &R Pure copper, low-alloyed copper < 400 N/mm?2 E-Cu 57 FE3E, C2400
B Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 Cuzn37 (Ms63) (2720,02801
CEIEST Copper-zinc alloys (brass, short-chipping) < 550 N/mm?2 CuZn36Pb3 (Ms58) €3560,C3710
TILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm?2 CuAl10Ni5Fe4 (5210,66280
& Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm?2 CuSn8P LBC3
REVE Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm? CuSn7 ZnP%(Rg7) BC3
. < 600 N/mm?2 (AMPCO® 8
RS E Special copper alloys < 1400 N/mm?2 (,(L\MPCO® 45))
SESPIN Magnesium alloys
NTRIVLER Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
NTXRIVLERED Magnesium cast alloys < 500 N/mm?2 EN-MCMgAI9Zn1 MC2A, MD1A
aRkiRE Synthetics
g ERE Duroplastics (short-chipping) Bakelit, Pertinax
BRI B Thermoplastics (long-chipping) PMMA, POM, PVC
s L1 s (i =5 8 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
R L AE (ST E>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
g E Special materials
75774k Graphite C 8000
YO ATV-REE Tungsten-copper alloys W-Cu 80/20
aaE Composite materials Hylite, Alucobond
FEVE Titanium alloys
WFT> Pure titanium < 450 N/mm2 Til WMFy>
VN - < 900 N/mm?2 TiAIBV4 Ti-6AI-4V
Fy EE Titanium alloys = 1250 N/mm? TiAlMo452 TAIN04S2
T EEE INLNESE HEERS Nickel alloys, cobalt alloys and iron alloys
= Pure nickel < 600 N/mm? Ni 99,6 - =TIl
. N ) <1000 N/mm?2 Monel 400 EXJL 400, /\ATO1 B
SvTEaE Nickel-base alloys <1600 N/mm? Tnconel 718 %I 718
N N < 1000 N/mm?2 Udimet 605 Udimet 605
JNLRNEESR Cobalt-base alloys = 7600 N/mm? Haynes 25 AT 5
BEAS Iron-base alloys < 1500 N/mm2 Incoloy 800 >0 800
2 Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4
H .2 50 - 55 HRC Hardox 550 J\—RwJ X550
3 | =aER. SEER. SEEsEk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
i 63 - 66 HRC HSSE R 3]
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0 dr
2xd, 2,5 x dq 3xdy
Ve [m/min] f, [mm] f, [mm] f, [mm]
min. HEE(E max. min. HERE max. min. HEEE max. min. HEE(E max.

126 180 234 0,007 0,012 0,017 xdp 0,006 0,010 0,014 xdp 0,004 0,007 0,010 x dp
105 150 195 0,006 0,011 0,015 xde 0,005 0,009 0,013 xde 0,004 0,006 0,009 x de
84 120 156 0,006 0,010 0,013 xdp 0,005 0,008 0,011 xdp 0,003 0,006 0,008 xdg
70 100 130 0,005 0,008 0,012 xde 0,004 0,007 0,010 xde 0,003 0,005 0,007 x de
56 80 104 0,004 0,007 0,010 x dp 0,004 0,006 0,008 xdp 0,003 0,004 0,006 xdp
63 90 117 0,007 ,010 0,013 xde 0,005 ,008 0,011 xde 0,003 ,006 0,008 x de 1.1
63 90 117 0,006 ,010 0,013 xde 0,005 ,008 0,011 xde 0,003 ,006 0,008 x de 21 M
42 60 78 0,006 ,008 0,012 xde 0,004 ,007 0,010 xde 0,003 ,005 0,007 x de 3.1
35 50 65 0,005 0,007 0,010 x d, 0,004 0,006 0,008 x d, 0,003 0,004 0,006 X d, 41
112 160 208 0,006 0,011 0,015 x de 0,005 0,009 0,013 x de 0,004 0,006 0,009 xd
112 160 208 0,006 ,011 0,015 x dp 0,005 ,009 0,013 x dp 0,004 ,006 0,009 x de
105 150 195 0,006 ,011 0,015 x de 0,005 ,009 0,013 x dp 0,004 ,006 0,009 x de
05 150 195 0,006 ,011 0,015 xde 0,005 ,009 0,013 xde 0,004 ,006 0,009 x d
05 150 195 0,006 ,011 0,015 xde 0,005 ,009 0,013 xde 0,004 ,006 0,009 x d
05 150 195 0,006 0,011 0,015 x de 0,005 0,009 0,013 x de 0,004 0,006 0,009 x d
105 150 195 0,006 0,011 0,015 x de 0,005 0,009 0,013 x de 0,004 0,006 0,009 xd
105 150 195 0,006 0,011 0,015 x d 0,005 0,009 0,013 X d; 0,004 0,006 0,009 x d
96 280 364 0,009 0,014 0,020 xde 0,007 0,01 0,017 xde 0,005 ,008 0,012 x d
96 280 364 0,009 0,014 0,020 xde 0,007 0,01 0,017 xde 0,005 ,008 0,012 x d
96 280 364 0,009 0,014 0,020 x de 0,007 ,01 0,017 x de 0,005 ,008 0,012 x d
196 280 364 0,009 0,014 0,020 x de 0,007 0,012 0,017 x de 0,005 0,008 0,012 xd
196 280 364 0,009 0,014 0,020 xde 0,007 0,012 0,017 xde 0,005 0,008 0,012 xd
105 150 195 0,009 0,014 0,020 x dp 0,007 0,012 0,017 x dp 0,005 0,008 0,012 x de
96 280 364 0,009 0,014 0,020 xde 0,007 0,012 0,017 xde 0,005 0,008 0,012 x d
96 280 364 0,009 0,014 0,020 x de 0,007 0,012 0,017 x de 0,005 0,008 0,012 x d
96 280 364 0,009 0,014 0,020 x de 0,007 0,012 0,017 x de 0,005 0,008 0,012 xd
126 180 234 0,007 0,012 0,017 x de 0,006 0,010 0,014 x de 0,004 0,007 0,010 xd
126 180 234 0,007 ,012 0,017 x de 0,006 ,010 0,014 x dp 0,004 ,007 0,010 x de
126 180 234 0,007 ,012 0,017 x de 0,006 ,010 0,014 x dp 0,004 ,007 0,010 x de
42 60 78 0,006 ,010 0,013 xde 0,005 ,008 0,011 xde 0,003 ,006 0,008 x d
35 50 65 0,006 ,010 0,013 x de 0,005 ,008 0,011 x de 0,003 ,006 0,008 x d
196 280 364 0,009 0,014 0,020 x de 0,007 0,012 0,017 x de 0,005 0,008 0,012 xd
196 280 364 0,009 0,014 0,020 xde 0,007 0,012 0,017 xde 0,005 0,008 0,012 xd
96 280 364 0,009 ,014 0,020 xde 0,007 ,01 0,017 xde 0,005 ,008 0,012 x d
96 280 364 0,009 ,014 0,020 xde 0,007 ,01 0,017 xde 0,005 ,008 0,012 x d
05 150 195 0,009 ,014 0,020 x de 0,007 ,01 0,017 x de 0,005 ,008 0,012 x d
05 150 195 0,009 0,014 0,020 x de 0,007 0,012 0,017 x de 0,005 0,008 0,012 xd
105 150 195 0,009 ,014 0,020 x dp 0,007 ,012 0,017 x dp 0,005 ,008 0,012 x de
35 50 65 0,005 ,008 0,012 x de 0,004 ,007 0,010 x dp 0,003 ,005 0,007 x de
105 150 195 0,009 014 0,020 x d, 0,007 012 0,017 x d 00,005 008 0,012 X d
42 60 78 0,004 0,007 0,010 x de 0,004 0,006 0,008 x de 0,003 0,004 0,006 x d
42 60 78 0,004 0,007 0,010 x de 0,004 0,006 0,008 x de 0,003 0,004 0,006 xd
35 50 65 0,003 0,005 0,007 x dp 0,002 0,004 0,006 x dp 0,002 0,003 0,004 x de
32 45 59 0,003 0,005 0,007 xde 0,002 ),004 0,006 xde 0,002 ,00! 0,004 x d
32 45 59 0,003 0,005 0,007 xde 0,002 ),004 0,006 xde 0,002 ,00! 0,004 x d
21 30 39 0,003 0,005 0,007 x de 0,002 ),004 0,006 x de 0,002 ,00: 0,004 x d
32 45 59 0,003 0,005 0,007 x de 0,002 0,004 0,006 x de 0,002 0,003 0,004 xd
21 30 39 0,003 0,005 0,007 xde 0,002 0,004 0,006 xde 0,002 0,003 0,004 xd
21 30 39 0,003 0,005 0,007 x dp 0,002 0,004 0,006 x dp 0,002 0,003 0,004 x de
1.1
L H
Y
.l
* FHBIDED f, IFRFOREKEIC TER d ZEFTHEL TS, 5
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DIN 1835
B[E3
B0 Hyy—KTs
For exchangeable face inserts
I3 lg
It
BARURE | 2 X dy
Max. usable thread depth I3
F—U-GF
RO T ML 2xdy
PA4X  BUMIE EvFP 1% P gdy Rec. tightening torque IKZN
Size 0dimn,  mm Gg/1" (tpi) I I3 ly 0ds 6 [Nm]
A 12 =2 24 -12 68 24 40 7,2 10 0,9 GZ38100A [}
B 14 1-25 24-10 71,5 28 40 8,6 10 1,4 GZ38100B ®
G 16 | =28 24-10 80,5 32 45 10,5 12 1,4 GZ38100G [
C 20 15-3 16- 8 88 40 45 12,2 14 3,0 GZ38100C (]
D 24 1,3 = &3 16- 7 99 48 48 15,2 16 50 GZ38100D [}
E 30 2-4 12- 6 115 60 50 19,5 20 5,0 GZ38100E °
F 36 3-4 8- 6 133 72 56 23,7 25 50 GZ38100F [
BARURES |y 2,5 X d1
Max. usable thread depth I3
H—2-GF
HEREHLF ML 2,5xd¢
PA4X  BIMIE EvFP 1% P gdy Rec. tightening torque IKZN
Size g dymn.  mm Gg/1" (tpi) l I3 Iy 0 ds 6 [Nm]
A 12 i =2 24 -12 74 30 40 7,2 10 0,9 GZ38110A [}
B 14 1-25 24-10 78,5 35 40 8,6 10 1,4 GZ38110B ®
G 16 15=215 24-10 88,5 40 45 10,5 12 1,4 GZ38110G [
C 20 15-3 16- 8 98 50 45 12,2 14 3,0 GZ38110C ®
D 24 1.3 = &3 16- 7 111 60 48 15,2 16 50 GZ38110D [}
E 30 2-4 12- 6 130 75 50 19,5 20 5,0 GZ38110E ®
F 36 3-4 8- 6 151 90 56 23,7 25 5,0 GZ38110F [
BARURES |y 3x d1
Max. usable thread depth I3
F—2-GF
HEBEDORIT LY 3xdy
PA4X  BIMIE EvFP 1% P gdy Rec. tightening torque IKZN
Size o dipin. MM Gg/1" (tpi) I I3 ly g ds 6 [Nm]
A 12 i =2 24 -12 80 36 40 7,2 10 0,9 GZ38120A [}
B 14 1-25 24-10 85,5 42 40 8,6 10 1,4 GZ38120B ®
G 16 15=215 24-10 96,5 48 45 10,5 12 1,4 GZ38120G [
C 20 15-3 16- 8 108 60 45 12,2 14 3,0 GZ38120C ®
D 24 1.8 = &3 16- 7 123 72 48 15,2 16 5,0 GZ38120D [}
E 30 2-4 12- 6 145 90 50 19,5 20 5,0 GZ38120E ®
F 36 3-4 8- 6 169 108 56 23,7 25 5,0 GZ38120F [

AV —NFRIFTD T VTV T AT 2 —EHEBLET,
Delivery: without exchangeable face insert, with clamping screw

FR VIV TRY ) 21— BEEEDMLIICTHED T TIIEE W,

Note: When tightening the clamping screw, the recommended tightening torque must be used

6

EMUGE
[FRANKEN]

Z3ESCH - Ordering example: GZ38100A
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60°
am | BBU (=] i
ERhU
[=]
’ , 0 dq
DIN 13, ANSI B1.1 i
e
|
f U |
e
v 1L
For internal threads
J—F« % - Coating ALCR-T42
FIUr— 9y — EIM A P @5 v 1141 ) K @420
Applications — material » N 1152 | S 1126 |
TIA A1 —h
PGS SAVNIE TE&E EvF P 1% P FE ALCR-T42
Size 8 d1 min. 0 dr mm Gg/1" (tpi) Z
A 12 9,9 1-1,75 24-13 6 GF65310A.9512 °
14 9,9 1,75-2 14-12 6 GF65310A.0114 o
B 14 11,6 1-2 24 -12 7 GF65320A.9512 °
16 11,9 2-25 12-10 7 GF65320A.0118 [
G 16 13,6 1-2 24 -12 8 GF65370A.9512 [}
18 13,9 2-25 12-10 8 GF65370A.0118 ° mﬂ
c 20 15,9 1,5-2,5 16-10 8 GF65330A.9514 °
24 15,9 25-3 10- 8 8 GF65330A.0124 o
D 24 19,9 15-3 16- 8 8 GF65340A.9514 °
30 19,9 3-35 8- 7 8 GF65340A.0130 °
E 30 24,9 2-35 12- 7 9 GF65350A.9516 °
36 24,9 35-4 7- 6 9 GF65350A.0136 °
F 36 29,9 3-4 8- 6 10 GF65360A.9518 °

60°
M, MF, UN 2 ==
, , 0d

DIN 13, ANSI B1.1

||
. Bl
For external threads
d—F 7% - Coating ALCR-T42
FIUr— 9y — I A P @SN V1141 ) K @200
Applications — material » N 1152 | S 1126
TIA ALY —b
R SAVNIE TEF EvF P L P Bk ALCR-T42
Size 0 dq min, 9 dr mm Gg/1" (tpi) Z
6 15,9 1 24 8 GF65130A.9512 [}
8 15,9 1,25 20 8 GF65130A.9513 °
c 10 15,9 1,5 18-16 8 GF65130A.9514 ()
12 15,9 1,75 14 8 GF65130A.9515 [ ]
14 15,9 2 12 8 GF65130A.9516 °
18 15,9 25 11-10 8 GF65130A.9517 [
= 1ZHETEEE M - Stock tool, see price list EMUGE 7
= HMEE & - Available on short notice
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55° . E E
G @sp), (% aw | TRV ;
BSW, BSF, W * |
DIN EN IS0 228, BS 84

='= 0 dy

HRU-BRUHLA

d .
oL For internal and external threads
d—7F %" - Coating ALCR-T42 |
FIVTr— 3> — w7 P A151 ) v 1141 ) K {142 )
Applications — material »iE4 N 1152 | S 1126 |
TIARA VY=
PR =AVIIITE ITER nRUE iiEe HE ALCR-T42
Size 9 d1 min. 0 dr Thread Gg/1" (tpi) VA

A 12 9,9 G1/4 19-32 6 GF65310A.9545 [

B 14 11,9 G3/8 16 - 26 7 GF65320A.9545 [}

G 16 13,9 G3/8 16 - 26 8 GF65370A.9545 °

C 20 15,9 G1/2,G 58 14-20 8 GF65330A.9548 [

D 24 19,9 >G3/4 10-14 8 GF65340A.9550 ®

E 30 249 >G7/8 8-14 9 GF65350A.9550 ®

F 36 29,9 >G11/8 =0 10 GF65360A.9550 [

60°
am | BBU (=] il
EnU
[=]
<1:16 o ds

ANSI/ASME B1.20.1

J -__J
o BRT—/\—%RUH
For internal tapered threads

d—7 >4 - Coating ALCR-T42 |
FIUT— 3 - EIA B4 P 1161 ) V1141 ) K {1142 )
Applications — material » N 1152 S 1126 |
e .5 7l
PR AT E TERZ noE I3 HE ALCR-T42
Size 9 dq min, 0 dr Thread Gg/1" (tpi) Z
A 12 9,9 1/4,3/8 18 5 GF65310A.9677 °
H 20 15,9 1/2,3/4 14 5 GF65330A.9678 °
E 30 24,9 1" -2" 11172 6 GF65350A.9679 [
F 36 29,9 21/2 -8" 8 9 GF65360A.9680 o

8 Z3ESLH - Ordering example: GF65310A.9545
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55°

Rc /-

DIN EN 10226-2, ISO-7

HBTE

o) e

ERT—/\—oHRUB

ahl
ERU

0 dq

ZRK-6F  SA~=\NLI

od ;
: For internal tapered threads
J—F 7% - Coating ALCR-T42 |
FIVr— 3y - #EIH 4 P 1.1-51 J 1.1-41 K 1142
Applications — material » N 11562 | S 1126 |
ZxA A —h
P14 =RAOIITE IE® nl&E 1% ¥ ALCR-T42
Size 0 d1 min. o dr Thread Gg/1" (tpi) z
G 16 13,9 /2,34 14 8 GF65370A.9561 °
D 24 19,9 1"-2" 11 8 GF65340A.9562 [
ART VSV TARI)a1—
Spare clamping screws
) HEFONIFNLY
A X Rec. tightening torque
Size (Nm)

A M2,5 x 8,5; Torx T7 0,9 GZ349011 ()

B M3 x 11; Torx T9 1,4 GZ349012 [

G M3 x 11; Torx T9 14 GZ349012 [}

H M4 x 13; Torx T15 3,0 GZ349013 °

D M5 x 15; Torx T20 50 GZ349014 °

E M5 x 15; Torx T20 5,0 GZ349014 °

F M5 x 15; Torx T20 5,0 GZ349014 [J

ER VTV TR ) a—IFBEDMNLIICTRHED AT TIEE W,
Note: When tightening the clamping screw, the recommended tightening torque must be used

A7V a1—KRZ10I\—

Screw driver
o = IZXEYEE T - Stock tool, see price list
O = BB A5 - Available on short notice

- n 5]

NLO R0V a—RZ14I\—
Torque screw driver

HA4X
Size
A Torx T7 GZ349021 °
B Torx T9 GZ349022 )
G Torx T9 GZ349022 )
H Torx T15 GZ349023 °
D Torx T20 GZ349024 )
E Torx T20 GZ349024 °
F Torx T20 GZ349024 °

RPN
Size
A Torx T7 GZ349041 )
B Torx T9 GZ349042 )
G Torx T9 GZ349042 )
C TorxT15 GZ349043 °
D Torx T20 GZ349044 )
E Torx T20 GZ349044 °
F Torx T20 GZ349044 )

EMUGE
[FRANKEN]

9
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70275446 (DIN) Programming examples (DIN)
TESA7 :ZIRK-GF Tool: ZIRK-GF with face inserts
RUTALX:

Thread dimension: S

R UIFEOE D:

Nominal thread diameter D: 1%.000kmm

R_LUEYF P

Thread pitch P: 200 T

—FW?i D1Z

Drilled hole diameter D;: (B0 T

RURSIbI):

Thread depth b 3): 2L [T

HHIM 45/1.0503

Material: (750 N/mm?2)

TEHCX: A

Tool size:

TEME: BhE

Cutting material: Solid carbide

A—FaV7:

Coating: AL

TERZ%: GZ38100A +

Article no.: GF65310A.9512

KL Z: 6

No. of teeth Z:

TERd: (TEHEDE)

Cutter diameter d1: 9,900 mm (measured on the cutting part)

TERMIEK: (r—2Rlck?)

Cutter radius compensation k 1): B (acc. work case)

075 A LD T ERMEIEE de—

Cutter radius to be programmed 1): ) N (05-dr-k)

YIHIZRE ve: )

Cutting speed v; Dl 0 di
79%7‘:’95&0(1’54.0’6)]’.)71[11) f,: 0.180 mm

Feed per tooth (milling) f:

[EIERE4 n: 3 - Vg - 1000

Speed - S= 4825 min n= e a
T—7IL#ED R UHE) vi: _ :

Feed speed (contour) vs; F= 5211 mm/min — y=f,-Z-n

T—7ILED (TEFD) vy _ . _ V- (dy—dp)

Feed speed (centre point) vy F= 1526 mm/min vy = ——— '
CNCHRUMI (v 7Ay b QUAR. A>T IR 5], DIN 66025)
CNC internal thread milling (conventional milling, on the contour, incremental, acc. DIN 66025)

N10 G54 G 90 G 00 X... Y... Z 0,000 S 4825 T012 MO03
N 20 G 91

N 30 G 42 G 01 X0 Y-7 F 5211 (#*aU4A - Contour) [F 1526] 4 (ZEHR.T) - Centre point)
N 40 G 02 X0 YO Z-1,500 10 J 7,000
...9

N 50 G 40 G 01 X0 Y7

N 70 G 90 G 00 Z15

DN TRER ty:

Machining time ty,: e

HUIL# 5): 15

Number of threads 5):

1) 6H/IS02 BEDERENBRUAEEHc I Tesdlc, TEFEMIEMEIRINTRREICH
CTEYICABL TSV ESICHBIM P TERHEUEICE >Td TREDIch
HDFEERIES B2RENHDET,

QBE. IOV ILLOTERFIEMEIZY —ILXEY—ICREFEINET,

Y RUFRS b IFEY FOREMEZICRDET,

9 BEVOEHMONCEBN TEF LD ZBESNICEHLAWEEIF. Y =2 7L T
ANTBLSICLTLEE N,

5 70y INAERBEZRUILEREDIRLTZE 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



IV IIRA > L]0 F1v 4 — - Circular Thread Milling Bodies ZRK-6F A=\

7045 L (DIN) Programming examples (DIN)
TESA7 :ZIRK-GF Tool: ZIRK-GF with face inserts
RUTALX:
Thread dimension: L2l
R UFEUR D:
Nominal thread diameter D: ALY Gy
R LEYF P
Thread pitch P: 0
TIVEE Dy
Drilled hole diameter D: AU
RURS b3
Thread depth b 3): LY
HHIRS €45/1.0503
Material: (750 N/mm?2)
TEHSX: c 7
Tool size:
TEME: BE
Cutting material: Solid carbide
A—F4V7:
Coating: AL 2
TERZE: GZ38110C +
Article no.: GF65330A.9514
L Z: 8
No. of teeth Z:
TERZd: (LEFAKOF)
Cutter diameter d: Jeale b (measured on the cutting part)
TEFEMEK: r—Rlck )
Cutter radius compensation k 1): U2 A (acc. work case)
7O AEDTERBEIEME: de—
Cutter radius to be programmed 1): 0549 Ul (05-dr—K)
YIHIERE ve: )
Cutting speed V; IS0 20
HHr=DixD (bll)t)J'.DjJDI) lis 0.250 mm
Feed per tooth (milling) f: 3
1534 n: 3 o _ Vg - 1000 3
S S= 3004 min n= —dF T E o
F—TILED (RUAME) v _ : .
Feed speed (contour) vy: F= 6009 mm/min  v=f,-Z-n 3
F—=TILED (TEHRD) viy: _ . _ Vi-(dy—dp)
Feed speed (centre point) vy F= 1282 mm/min vy =——r— ’

CNCHRUMTI (Py7Hy M UAR. A2 UX>4 )L, DIN 66025)

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

N 10 G54 G 90 G 00 X... Y... Z 0,000 S 3004 T012 MO03
N 20 G a1

N 30 G 42 GO1 X0 Y-10 F 6009 (taC#\A - Contour) [F1232] 4 (ZEHR.T - Centre point)
N 40 G 02 X0 YO Z-2,500 10 J 10,000

...9

N 50 G40 G 01 X0 Y10

N 70 G 90 G 00 725

DINTRFRAE ty:

Machining time ty,: IS

R UILE 5): 15

Number of threads 5):

1) 6H/IS02 IRED BRI N DU N EZ IS fedic. TERFHIEBEIFMIEREICH 1) The cutter radius to be programmed must be corrected, depending on the work case, until the
CTCHYICAEU KTV SSICHBIMPITERHUEICI>TE. TEDD thread achieves the required nut tolerance, e.g. 6H/IS02. Please note, however, that this also
HDFZEERIET DRENHDFT, depends on the radial deflection of the tool (tensile strength of the material, projection length

2%, 70054 LO TAEREBEY - AT —CEBINET, of the too).

Y RUES b Y FOBKS ICARNET, 2) The cutter radius to be programmed is normally included in the tool memory.

8 BENDERONCEB A TERNEN EEBINICERLANER . Y =2 7T 3) The thread depth b as entered must be divisible by the pitch P.
ANTBEIICLTLESN, 4) If your control does not calculate the centre point feed automatically please use the feed values

9 70y IMOEBERRUILIBAHRDEL TSN, printed n brackets

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

B
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