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Tool description

The range of circular drill thread mills ZBGF-S-CUT produces both the
core hole and the internal thread in one operation. In addition, the thread
hole can be circularly machined with a 120° chamfer. This means that
no additional tools are required for drilling and countersinking.

The cutting edge geometry of these left-hand turning tools is designed
not only for stainless steel materials but also for special materials such
as Inconel or titanium.

Advantages of circular drill thread mills
e Savings due to elimination of drilling and countersinking tools
e No burr formation in the transition from thread profile to drilled hole
e High process reliability
¢ No axial miscut thread
e High surface quality of the thread

e High positioning precision

Available in the most common dimensions
of thread systems

ISO Metric coarse thread DIN 13

ISO Metric fine thread DIN 13

MJ thread DIN ISO 5855

Unified coarse thread ASME B1.1

Unified coarse thread ASME B1.1

Unified fine thread ASME B1.1

Unified fine thread ASME B1.1
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ZBGF-S-CUT

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 = YIHIEREE [m/min]
f, = IHIDED [mm] v = Cutting speed [m/min]
Feed per tooth [mm]
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Range of application — material

SIERDEE
Tensile Strength

M EHI(DINfth)

Material examples

MBS

Material examples

AR U Cold-extrusion steels, Cq15
SRR R Construction steels, <600 N/mm? S2350R (St37-2) Sé%?wgg HS\;\Q'/%“C%DSSWTgm
RASH Free-cutting steels, etc. 10SPb20 ’ '
Construction steels, E360 (St70-2)
Cementation steels, <800 N/mm2 16MnCr5 SSSC*SS,GE%SCS%H&LSCM”*
Steel castings, etc. GS-25CrMo4 ’
RIS Cementation steels, 20MoCr3
BALIBH Heat-treatable steels, <1000 N/mm2 42CrMo4 g’é&M gg}’,wﬂs%u%ws‘tg J"é
AEBEE Cold work steels, etc. 102Cr6 n. , SLratn,
Heat-treatable steels, 50CrMo4
Cold wiork stegls, <1200 N/mm?2 X45NICrMod SOMA45H, S, SKS, SKT.
Nitriding steels, etc. 31CrMo12
Bal High-alloyed steels, X38CrMoV5-3
AT EM(SELER) Cold work steels, < 1400 N/mm?2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH
AT EHGELER) Hot work steels, etc. X40CrMoV5-1
Stainless steel materials
771N NILTYA R Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403
A—RXTFHAk Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
A—RTFANT7ZA4K ZIE%, indEtR Austenitic-ferritic (Duplex) < 1100 N/mm?2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
AT FANT7TZM~ %, iTEfEER Austenitic-ferritic heat-resistant (Super Duplex] < 1250 N/mm?2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH

100-250 N/mm2

EN-GJL-200 (GG20)

FC200

[eERzS 77 Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (GG30) 0300
. . . 350-500 N/mm?2 EN-GJS-400-15 (GGG40) FCD400
U5k Cast iron with nodular graphite (GJS) £00-000 N/mm?2 EN-GJS-700-2 (GGG70) FCO700
— - - B 2
INZF 25—k Cast iron with vermicular graphite (GJV) iggggg wmz gj& 228 Egﬁgg
. 250-500 N/mm2 EN-GJMW-350-4 (GTW-35) FCMW330
Pl Malleable cast iron (GTMW, GTME) 500-800 N/mm? | EN-GJVIB-450-6 (GT5-45 FCMW370
ZILEZULE Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
FIVIZULEER EBEHH Aluminium wrought alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILEZULESR #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% < Si< 17% GD-AISi17Cu4FeMg ADC14
iE® Copper alloys
WiE. EaEH Pure copper, low-alloyed copper < 400 N/mm? E-Cu57 Fl3HE, C2400
] Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuzZn37 (Ms63) €2720,02801
RIS Copper-zinc alloys (brass, short-chipping) < 550 N/mm?2 CuZn36Pb3 (Ms58) (3560,C3710
FZILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAI10Ni5Fe4 €5210,66280
Hif Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3
REIE I Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7ZnPl3®(Rg7) BC3
= : < 600 N/mm2 (AMPCO® 8)
LSS Special copper alloys < 1400 N/mm2 (5—\MPCO® 45))
SESPINA Magnesium alloys
RTRVVLESR Magnesium wrought alloys < 500 N/mm2 MgAl6Zn
RTRIVLEEED Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
BRI Synthetics
2pE{L R Duroplastics (short-chipping) Bakelit, Pertinax
EREETEE Thermoplastics (long-chipping) PMMA, POM, PVC
HiAE R LIRS (Mg S H = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
MR LR (BES T E>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 ] Special materials
757714k Graphite C 8000
YVTATU-RER Tungsten-copper alloys W-Cu 80/20
BEMHR Composite materials Hylite, Alucobond
FIVE Titanium alloys
WFrs> Pure titanium < 450 N/mm2 Til MFT
PN - < 900 N/mm2 TiAl6V4 Ti-6Al-4V
FyvaE Titanium aloys = 1250 /mm? TAl4ModSn2 TiAldM0dS2
v LEEE J/NLNESE HEAS Nickel alloys, cobalt alloys and iron alloys
M=)l Pure nickel < 600 N/mm2 Ni 99,6 - =TIl
— A : <1000 N/mm2 Monel 400 EFXJL 400, /\XTO1 B
i dialakid Nickel-base alloys = 1600 /mm? Tnconel 718 %L 718
. N < 1000 N/mm?2 Udimet 605 Udimet 605
JNLREER Cobalt-base alloys = 1600 N/mm2 Haynes 25 AT 5
HEES Iron-base alloys < 1500 N/mm?2 Incoloy 800 - >0 800
Hard materials
. 44 - 50 HRC Weldox 1100 SKT4
2 50 - 55 HRC Hardox 550 J\—RwJ X550
3 | =i SEEH. SiREk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
d 60 - 63 HRC Ferro-Titanit SKD11
] 63 - 66 HRC HSSE TR 0
[FRANKEN]




EAfFER U8 5y 4 — ZBGF-S-CUT
Circular drill thread mills ZBGF-S-CUT

0 dr
2xdq
YIHIERE v [m/min] HpBrh3%D  f, [mm]
min. HEEE max. min. HEIR(E max.
126 180 234 0,006 0,010 0,014 x de
105 150 195 0,005 0,009 0,013 xdp
84 120 156 0,005 0,008 0,011 xde
70 100 130 0,004 0,007 0,010 xdp
56 80 104 0,004 0,006 0,008 xdp
63 90 117 0,005 ,008 0,011 x de 1.1
63 90 117 0,005 ,008 0,011 x de 21 |M
42 60 78 0,004 ,007 0,010 xde 3.1
35 50 65 0,004 0,006 0,008 xd 4.1
12 160 208 0,005 0,009 0,013 x de
112 160 208 0,005 ,009 0,013 x de
105 150 195 0,005 ,009 0,013 x de
105 150 9 0,005 ,009 0,013 x de
105 150 95 0,005 ,009 0,013 x de
105 150 95 0,005 ,009 0,013 x de
105 150 195 0,005 0,009 0,013 x de
105 150 195 0,005 0,009 0,013 xd
196 280 364 0,007 X 0,017 x de
196 280 364 0,007 X 0,017 x de
196 280 364 0,007 X 0,017 x de
196 280 364 0,007 0,012 0,017 x de
196 280 364 0,007 0,012 0,017 xde
105 150 195 0,007 0,012 0,017 x de
196 280 364 0,007 0,012 0,017 x de
196 280 364 0,007 0,012 0,017 xde
196 280 364 0,007 0,012 0,017 x de
126 180 234 0,006 0,010 0,014 x de
126 180 234 0,006 ,010 0,014 x de
126 180 234 0,006 ,010 0,014 x de
42 60 78 0,005 ,008 0,011 x de
35 50 65 0,005 ,008 0,011 x dp
196 280 364 0,007 0,012 0,017 x de
196 280 364 0,007 0,012 0,017 xde
196 280 364 0,007 X 0,017 x de
196 280 364 0,007 X 0,017 x de
105 150 195 0,007 X 0,017 xde
105 150 195 0,007 0,012 0,017 x de
105 150 195 0,007 ,012 0,017 x de
35 50 65 0,004 ,007 0,010 x de
105 150 195 0,007 012 0,017 xd
42 60 78 0,004 0,006 0,008 x de
42 60 78 0,004 0,006 0,008 x de
35 50 65 0,002 0,004 0,006 x de
32 45 59 0,002 ,004 0,006 x de
32 45 59 0,002 ,004 0,006 x de
21 30 39 0,002 ,004 0,006 x de
32 45 59 0,002 0,004 0,006 x de
21 30 39 0,002 0,004 0,006 xde
21 30 39 0,002 0,004 0,006 x dp
1.1
L H
7
5
5
[FRANKEN]



L=\ = EIMERLEIDAYS— - Cicular Dril Thread Mils ZBGF-S-CUT
- (=] =] (=13 =]
o B ALCR :::-'u-u i i
M W Carbide 89 O] 1 O] 1
H [4 [4
—
o GhU
ISO X— k)Lt UitiE DIN 13 ral | EBF
ISO Metric coarse thread DIN 13 —_—
24-175
L10 =)
\N
—— /
” DIN 6535 9dq
HA 3
Heres |
— —
i
\
EERD AN T AT &
S Suitable for chamfering
1]
I3 lg !
i —_— J . .
nRUZRES
Thread depth 2 X d1
P 1151 |
1.1-4.1
TIVr— 3y - HHHEE .
Applications — material nE4 K Gs—
N 1152 |
S 1126 J
ZBGF-S-CUT ZBGF-S-CUT ZBGF-S-CUT
EvF IER HE 2xd4 2xd4 2xd,
p 0 dr L10-HA L10-IKZ-HA L10-IKZ-HB
odq mm mm g dy K Iy I ly z ALCR-89 ALCR-89 ALCR-89
M3 0,5 2,25 3 39 15 6,8 28 4 GF7B682B.0030 | ®
M4 0,7 2,95 4 42 2,1 9,1 28 4 GF7B682B.0040 | ®
M5 0,8 3,8 6 52 24 11,2 36 4 GF7B682B.0050 | ® | GF7B622B.0050 | ®
M 6 1 4,5 6 55 3 13,5 36 4 GF7B682B.0060 | ® | GF7B622B.0060 | ®
M 8 1,25 6,13 8 60 3,8 17,9 36 4 GF7B682B.0080 | ® | GF7B622B.0080 | ®
M10 1,5 7,75 10 70 4,5 22,3 40 4 GF7B682B.0100 | ® | GF7B622B.0100 | ®
M12 1,75 9,38 10 74 5,3 26,6 40 5 GF7B682B.0112 | ® | GF7B622B.0112 | ®
Mi14 2 11 12 80 6 31 45 5 GF7B682B.0114 | ® | GF7B622B.0114 | @
M16 2 13 14 85 6 85 45 ) GF7B682B.0116 | ® | GF7B622B.0116 | ®
60°
MJ : / S0 3
MJ 42U DIN IS0 5855 LY D
H [4 [4
MJ thread DIN ISO 5855
ZBGF-S-CUT ZBGF-S-CUT ZBGF-S-CUT
vy IER T 2Xd1 2Xd1 2Xd|
p 0 dr L10-HA L10-1KZ-HA L10-IKZ-HB
o mm mm o dy K I I ly z ALCR-89 ALCR-89 ALCR-89
MJ3 x 05 2,25 3 39 1,5 6,8 28 4 GF7B682B.1229 | ®
MJ4 x 07 2,95 4 42 2,1 9,1 28 4 GF7B682B.1231 | ®
MJ5 x 08 3,8 6 52 2,4 11,2 36 4 GF7B682B.1232 | ® | GF7B622B.1232 | @
MJ6 x 1 4,5 6 55 3 13,5 36 4 GF7B682B.1233 | ® | GF7B622B.1233 | @
MJ8 x 1,25 6,13 8 60 3,8 17,9 36 4 GF7B682B.2026 | ® | GF7B622B.2026 | ®
MJI0 x 15 7,75 10 70 4,5 22,3 40 4 GF7B682B.2308 | ® | GF7B622B.2308 | ®
MJ12 x 1,75 9,38 10 74 o8 26,6 40 5 GF7B682B.1912 | ® | GF7B622B.1912 | @
MJ14 x 2 11 12 80 6 31 45 5 GF7B682B.2505 | ® | GF7B622B.2505 | ®
MJ16 x 2 13 14 85 6 85 45 B GF7B682B.1955 | ® | GF7B622B.1955 | ®

6
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Z3ESLA - Ordering example: GF7B682B.0030



EEF 4 =42 U410 /1% — - Circular Drill Thread Mills ZBGF-s-cUT A~\1LJ L=

. [=] 3w [=]
. #BFE | ALCR x
Carbide 89 & L]
. Gl
IS0 X—KJL1aU#lIE DIN 13 L | EBTF
ISO Metric fine thread DIN 13 —_—
5
L10 =N
©
— —
” DIN 6535 0 dy
HAC S
neres | ]
——  —
i
U |
— —
= HEHED T Al BE
L | Suitable for chamfering
[T]
I3 lg !
3 | = | f f
nRURS
Thread depth 2 X d1
P 1151 J
1.1-4.1
TV — 3y - #HEIM .
Applications — material nE4 K Gs—
N 1.1-52
S 1.1-26
ZBGF-S-CUT ZBGF-S-CUT
EvF TER HE 2xd4 2xd,
P 0 dp L10-IKZ-HA L10-1KZ-HB
9 dq mm mm ody A I I3 ly Z ALCR-89 ALCR-89
M8 x 1 6,5 8 60 3 17,5 36 5 GF7B682B.0251 ® GF7B622B.0251 O
Mi0O0 x 1 8,5 10 70 3 21,5 40 5 GF7B682B.0276 ® GF7B622B.0276 )
Mi2 x 1 10,5 12 80 3 25,5 45 5 GF7B682B.0301 ® GF7B622B.0301 )
Mi2 x 1,25 10,13 12 80 3,8 25,9 45 5 GF7B682B.0302 ® GF7B622B.0302 )
MI12 x 15 9,75 12 80 45 26,3 45 5 GF7B682B.0303 [ GF7B622B.0303 °
60°
MJ =] I%
MJ 13U DIN ISO 5855 = 1
[4
MJ thread DIN ISO 5855
ZBGF-S-CUT ZBGF-S-CUT
EyvF ITERE H#L 2xd, 2xd,
P 0 dr L10-IKZ-HA L10-1KZ-HB
0 dq mm mm g do I lo I3 [ z ALCR-89 ALCR-89
MJ8 x 1 6,5 8 60 3 17,5 36 5 GF7B682B.1235 ° GF7B622B.1235 °
MJ1I0 x 1 8,5 10 70 3 21,5 40 5 GF7B682B.1764 ® GF7B622B.1764 )
MJ12 x 1 10,5 12 80 3 2615 45 8 GF7B682B.2310 ® GF7B622B.2310 )
MJ12 x 1,25 10,13 12 80 3,8 25,9 45 5 GF7B682B.1237 ® GF7B622B.1237 )
MJ12 x 15 9,75 12 80 4,5 26,3 45 8 GF7B682B.2056 [ GF7B622B.2056 ®

o =1ZEXEFEE S - Stock tool 7



L=\ = EIMERLEIDAYS— - Cicular Dril Thread Mils ZBGF-S-CUT
. (=13 =]
o #FE | ALCR x
; i Carbide 89
U N c . !
1=7 71 UiEE ASME B1.1 maU | amT
Unified coarse thread ASME B1.1 —_—
23-174
L10 <\
Q
— /
” DIN 6535 0 dy
HA 3
Hered | ]
— —
i
U ‘
EERD AN T AT &
f Suitable for chamfering
1]
I3 lg !
l4 | ] L L
nRUZRES
Thread depth 2 X d1
P 1151 |
1.1-4.1
TV —ay - wEI .
Applications — material w4 K Gs—
N 1152 |
S 1.1-26 |
ZBGF-S-CUT ZBGF-S-CUT
1% TEE HE 2xd4 2xd,
0 dy p 0 dr L10-IKZ-HA L10-IKZ-HB
inch  Gg/1"(tp)  mm 9 dp N Iy I3 Iy Z ALCR-89 ALCR-89
14 20 4,47 6 55 38 14,6 36 3 GF7B682B.5009 ° GF7B622B.5009 °
5/16 18 5,89 8 62 42 18 36 4 GF7B682B.5010 ° GF7B622B.5010 °
3/8 16 7,21 8 62 4,8 21,4 36 4 GF7B682B.5011 ° GF7B622B.5011 °
716 14 8,49 10 70 5,4 25 40 4 GF7B682B.5012 ° GF7B622B.5012 °
1/2 13 9,82 12 80 59 28,3 45 4 GF7B682B.5013 ° GF7B622B.5013 °
60°
A=77AUiiB ASME B1.1 (I8 ASME B1.15) AEray
Unified coarse thread ASME B1.1 (formerly ASME B1.15) ¢
ZBGF-S-CUT ZBGF-S-CUT
% IE:T% H#L 2Xd1 2Xd1
9 dy P 0 dr L10-IKZ-HA L10-IKZ-HB
inch  Gg/1"(tp)  mm 9 dy I Iy I Iy Z ALCR-89 ALCR-89
174 20 447 6 55 38 14,6 36 3 GF7B682B.5485 ° GF7B622B.5485 °
5/16 18 5,89 8 62 42 18 36 4 GF7B682B.5486 ° GF7B622B.5486 °
3/8 16 7,21 8 62 48 21,4 36 4 GF7B682B.5487 ° GF7B622B.5487 °
716 14 8,49 10 70 5,4 25 40 4 GF7B682B.5488 ° GF7B622B.5488 °
1/2 13 9,82 12 80 59 283 45 4 GF7B682B.5489 ° GF7B622B.5489 °

8
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Z3ESLA - Ordering example: GF7B682B.5009



EXNfFE4 U0 A4 — - Circular Drill Thread Mills

ZBGF-s-cUT A~\1LJ L=

. (=13 =]
= B | ALCR x
Carbide 89 & L]
— e
1=77+aUHIE ASME B1.1 ol | ==
Unified fine thread ASME B1.1 —
24-175
L10 <\
\N
S— /
” DIN 6535 0 dy
HA 3
neres | ]
——  —
i
U |
— —
EED AN T AT &8
Suitable for chamfering
]
I3 la ‘
; | == | ] ]
R_UZREE
Thread depth 2 X d1
P 1151 |
1.1-4.1
T7VTr—3> - HEIM .
Applications — material »E4 K Gs—
N 1152
S 1126 |
ZBGF-S-CUT ZBGF-S-CUT
1% TERF HE 2xd4 2xd,
9 dy P 0 d L10-IKZ-HA L10-IKZ-HB
inch  Gg/A"(p)  mm 9 dy I Iy I3 Iy Z ALCR-89 ALCR-89
1a 28 5,05 6 55 2,7 14,1 36 4 GF7B682B.5043 ° GF7B622B.5043 °
5/16 24 6,37 8 58 3,2 17,5 36 5 GF7B682B.5044 ° GF7B622B.5044 °
3/s 24 7,97 8 62 3,2 20,6 36 5 GF7B682B.5045 ° GF7B622B.5045 °
/16 20 9,27 10 70 3,8 241 40 5 GF7B682B.5046 ° GF7B622B.5046 °
1/2 20 10,87 12 80 338 273 45 B GF7B682B.5047 ° GF7B622B.5047 °
60°
21=77414UHIE ASME B1.1 (IH ASME B1.15) ErEEl
e n [4
Unified fine thread ASME B1.1 (formerly ASME B1.15)
ZBGF-S-CUT ZBGF-S-CUT
1% TERE T 2Xd1 2Xd1
9 dy P 0 de L10-IKZ-HA L10-IKZ-HB
inch  Gg/A"(p)  mm 9 dy I Iy I3 Iy Z ALCR-89 ALCR-89
1/a 28 5,05 6 55 2,7 14,1 36 4 GF7B682B.5511 ° GF7B622B.5511 )
5/16 24 6,37 8 58 3,2 17,5 36 5 GF7B682B.5512 ° GF7B622B.5512 °
3/s 24 7,97 8 62 3,2 20,6 36 5 GF7B682B.5513 ° GF7B622B.5513 °
76 20 9,27 10 70 3,8 241 40 5 GF7B682B.5514 ° GF7B622B.5514 °
1/2 20 10,87 12 80 3.8 273 45 5 GF7B682B.5515 ° GF7B622B.5515 °
o =1ZX#EEE T - Stock tool 9
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L=\ ERg=ntyniys— - Gicular Dl Thread Mils

7077 L4 (DIN)

TE%A7 :ZBGF-S-CUT (EBsF)

ZBGF-S-CUT

Programming examples (DIN)
Tool; ZBGF-S-CUT (left-hand rotating)

RUTIX:
Thread dimension:
RUMUE dy:
Nominal thread diameter d:
R_LUEYF P
Thread pitch P:
TR :

Core hole diameter:
RURSIbI):
Thread depth b 3):
WHIM

Material:

TEHAX:
Tool dimensions:

TEME:
Cutting material:
A—F4>7
Coating:
TERE:
Article no.:

M Z:

No. of teeth Z:
IE?% dFZ

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

0755 EOTEREFHIEE

Cutter radius to be programmed 1):

TIHIERE v
Cutting speed v

1);

H&HHED R UCTIDINT) f,:

Feed per tooth (milling) f:
[EIER%4 n:

Speed n:

T—7ILED (R UAE) v
Feed speed (contour) vg:
T—7)L#ED (IE:EP/E\) Vim:
Feed speed (centre point) viy:

CNCHRUMTI (Zv7hy M RUAR. A>T X FIb. DIN 66025)

M6 - 6H
6,000 mm
1,000 mm
5,000 mm

12,000 mm
M1.1—1.4301

84,5 x 55 mm
By Uy R
Solid carbide
ALCR-89
GF7B622B.0060
4

4,500 mm

0,083 mm
2,167 mm
120 m/min

0,050 mm

S= 8493 min-1

F= 1699 mm/min

F= 425 mm/min

(CEHEDE)
(measured on the cutting part)

(TF—RIc&?)
(acc. work case)

05 de—K)

- 1000
T deem
w=f,-Zn

Vi (dy—d
Vi = 1 (d—dp)

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

N 10 G54
N 20 G 91
N 30 G 42
N 40 G 02
...9

N 50 G 40
N 70 G 90
PITHER ty:
Machining time t;:
HUIL# 5):
Number of threads 5):

1) 6H/IS02 BEDERENBRUAEEHc I Tesdlc, TEFEMIEMEIRINTRREICH
CTEYICHBL TSV ESICHBIM P TERHUEICE >TId TREDIch

G 90 G 00

G 01

G 01
G 00

9,7 sec.

14

HDFEEIRIET DENHDET,
QBE. IOV ILLOTERFIEMEIZY —ILXEY—ICREFINET,
Y RUFRS b IFEY FOREMEZICRDET,

4 BEVDOEBMONCEBEN TEFLED ZBBNICEHULBWERIF . YZa7ILT

ANFTBELSICLTLEE L,

5 70y INAERBEZRUILEREDIRLTZE W,

X...

X0
X0

X0

71,000

Y... 71,000
Y -3,000

YO Z-1,000
Y 3,000

0 de

i

F 1699 (taU%VA - Contour)

VVVVVVVVNVV VAN

T01 2 M04

[F 425] 4 (BT - Centre point)
J 3,000

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



EXNfFE4 U0 A4 — - Circular Drill Thread Mills

7075 L% (DIN)

TE45A7 :ZBGF-S-CUT (EEf5F)

Programming examples (DIN)

zBGF-s-cUT A~=\NLIJ =

Tool: ZBGF-S-CUT (left-hand rotating)

RUTAX:
Thread dimension:
hbﬂ?U% d1:
Nominal thread diameter d4:
R LUEYF P
Thread pitch P:
TRE

Core hole diameter:
RURS b3
Thread depth b 3):
HWHEIM

Material:

TEHAX:
Tool dimensions:
TEME:
Cutting material:
A—F4>7
Coating:
TERE:
Article no.:
HEZ:

No. of teeth Z:
I,—%% dFZ
Cutter diameter dg:

TERMIEK:
Cutter radius compensation k 1):

7077 L EOT EERFHIEE

Cutter radius to be programmed 1):
YIHIERE vg:

Cutting speed v

HHT=DED R UHIDINTI) f,:
Feed per tooth (milling) f:

[E]ERZL n:

Speed n:

T—7ILED (R UHE) vr:
Feed speed (contour) v:
FT—7)L#ED (IE:EF"E\) Vim:
Feed speed (centre point) vay:

CNCHRUMTI (7 v 7hy M RUAR. A>T A2 FIL. DIN 66025)

M6 - 6H
6,000 mm
1,000 mm
5,000 mm

12,000 mm
M1.1—1.4301

0 4,5x55 mm
BREY Uy R
Solid carbide
ALCR-89
GF7B622B.0060
4

4,500 mm

0,083 mm
2,167 mm
120 m/min

0,050 mm

S= 8493 min-1

F= 1699 mm/min

F= 425 mm/min

(CLEREDE)

(measured on the cutting part)

(T—RIc&?)
(acc. work case)

05 de—K)

- 1000
T odeem

vi=f,-Z-n

Vim = d

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

N10 G 54 G 90
N 20 G 91

N 30 G 42 G 01
N 40 G 02

N 50 G 02

N 60 G 01

N70 G 02

.5

N 80 G40 G 01
N 90 G 90 G 00
bﬂIﬁﬁaﬁ th:

Machining time ty,:

UL 5):

Number of threads 9):

1) 6H/IS02 IREDER SN B R UAEEMI T edic. TERMIEEIFMNTIREICE
UCEYICHAZELUTLES V. SSICHEIMP TERHUEIC K > TiE. TED D
HDFEEIRET DENHDET,

11,6 sec.

12

X...

X0
X0
X0
X0
X0

X0

71,000

9BE. 7OV IL LOTERFHIEMEIZY —ILXE) —ICRHTEINET,

Y RURS b BEY FOBEBZICRDFT,
4 BEVOEMONCEREL TEHIED ZBENICERLAWNERIE Y=aTLT

AATBESICLTLEE W,

5 70y INAZE R EZRUILEMEDIRLTZE W,

Y...

Y -3,400
YO

YO

Y 0,400
YO

Y 3,000

Vi (6 = d)

71,000

F 1699 (taU44E - Contour)

Z-1,400
Z0
Z0
Z-1,000

0 dr

EIDOINTE

with circular chamfering

S 8493

10
10

10

VVVVV VNV

T012) Mo04

[F 425] 4 (&AL - Centre point)
J 3,400
J 3,400

J 3,000

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 70 must be repeated with the number of threads.

B
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