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GF-Vario-Z-AZR1

Tool description

The thread milling cutters with alternating tooth rows of the type
GF-Vario-Z-AZR1 are designed to reduce radial forces. The prerequisite

for the production of internal threads is a predrilled hole, if necessary with

a countersink chamfer. Optionally, these tools can also be used to remove the
incomplete thread at the start of the thread at the same time as the thread

is machined.

These tools can achieve very long tool life values thanks to an optimised
cutting edge geometry and a high number of flutes.

Advantages of thread milling cutters with alternating tooth rows
GF-Vario-Z-AZR1

e Significantly reduced radial forces

e Long tool life values

e Incomplete thread can be removed as an option
e High process reliability

¢ No axial miscut thread

e High surface quality of the thread

e High positioning precision

Thread with removed incomplete thread (marked red)

BRATREGR L DESE

IS0 X—kJLitzE4a U DIN 13

IS0 X—kJL#E4C DIN 13

I1=T7itH4 U ASME B1.1

1=7 7 #HB4 U ASMEB1.1

1=7 71+ U ASME B1.1

Available in the most common dimensions
of thread systems

ISO Metric coarse thread DIN 13

ISO Metric fine thread DIN 13

Unified coarse thread ASME B1.1

Unified fine thread ASME B1.1

Unified thread ASME B1.1
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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 = YIHIEREE [m/min]
f, = IHIDED [mm] v = Cutting speed [m/min]
Feed per tooth [mm]

—
N
Il

TEFREEE - 1A
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]




15—y 7R UEID 735 — GF-Vario-Z-AZR1
Thread milling cutters GF-Vario-Z-AZR1
0 dr
25x dy
YIHIERE v [m/min] HpBrh3%D  f, [mm]
min. HEAR(E max. min. HEAE(E max.
126 180 234 0,006 0,010 0,014 xdf
105 150 195 0,005 0,009 0,013 xdf
84 120 156 0,005 0,008 0,011 x df
70 100 130 0,004 0,007 0,010 x df
56 80 104 0,004 0,006 0,008 xdf
63 90 117 0,005 0,008 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 x dg 31
35 50 65 0,004 006 0,008 xd 41
112 160 208 0,005 0,009 0,013 x dg
112 160 208 0,005 0,009 0,013 X dg
105 150 195 0,005 0,009 0,013 x dg
105 150 195 0,005 ,009 0,013 x dg
105 50 95 0,005 ,009 0,013 x dg
105 50 9 0,005 ,009 0,013 x dg
105 50 9 0,005 ,009 0,013 x dg
105 50 95 0,005 0,009 0,013 xd
196 280 364 0,007 ,012 0,017 x dg
196 280 364 0,007 ] 0,017 x dg
196 280 364 0,007 ; 0,017 x dg
196 280 364 0,007 ; 0,017 X dg
196 280 364 0,007 ,01 0,017 X dg
105 150 195 0,007 0,012 0,017 X dg
196 280 364 0,007 ,012 0,017 x dg
196 280 364 0,007 ,01 0,017 x dg
196 280 364 0,007 ,01 0,017 x dg
126 180 234 0,006 ,01 0,014 x dg
126 180 234 0,006 0,010 0,014 X dg
126 180 234 0,006 0,010 0,014 x dg
42 60 78 0,005 0,008 0,011 x dg
35 50 65 0,005 0,008 0,011 x dg
196 280 364 0,007 0,012 0,017 x dg
196 280 364 0,007 0,012 0,017 X dg
196 280 364 0,007 ,012 0,017 x dg
196 280 364 0,007 ,012 0,017 x dg
105 150 195 0,007 ,012 0,017 x dg
105 150 195 0,007 ,012 0,017 x dg
105 150 195 0,007 0,012 0,017 x dg
35 50 65 0,004 0,007 0,010 x dg
105 150 195 0,007 0,012 0,017 xd
42 60 78 0,004 0,006 0,008 x dg
42 60 78 0,004 0,006 0,008 x dg
35 50 65 0,002 0,004 0,006 X dg
32 45 59 0,002 ,004 0,006 x dg
32 45 59 0,002 ,004 0,006 x dg
21 30 39 0,002 ,004 0,006 x dg
32 45 59 0,002 ,004 0,006 x dg
21 30 39 0,002 ,004 0,006 X dg
21 30 39 0,002 0,004 0,006 x de
32 45 59 0,002 0,004 0,006 x de 1.1
32 45 5 0,002 0,004 0,006 x de 12 |4
1.3
1.4
1.5

e
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GF-Vario-Z-AZR1

. ek
2 #BfE | TIALN With increased number of flutes
W Carbide 86
M, MF =] e
IS0 X—KJL1a Uit H DIN 13 gﬁt OfLs.
ISO Metric thread DIN 13 —
24 - 77
R15 @
DIN 6535 0 d
HACD | |
HB (&3
i
A UmBREge = |
With option to remove the incomplete thread —
TEERUEBERE
o “ Removal of
ZL e T~ —nr 2 incomplete thread
I lg T
lo+ U
l4 B

nRURS
Thread depth 2,5 X d1
P 1151
1.1-4.1
T7VT -3y - #WEM wE 4 K 1142
Applications — material N 1.1-53 J
s1126
H 11112
GF-Vario-Z GF-Vario-Z
PyvF I/ IER eV H# 2,5xd, 2,5xdy
P 0 dr with option AZR1-R15-IKZ-HA AZR1-R15-1KZ-HB
mm 0dq mm 9 dy M Iy o+ Iy Z TIALN-86 TIALN-86
0,7 >M 4 3,15 6 58 10,2 11,2 36 4 GFB4573C.0040 ® GFB4513C.0040 °
0,8 >M 5 4 6 58 13,2 14,4 36 4 GFB4573C.0050 ® GFB4513C.0050 )
1 >M 6 4,8 6 61 18,5 17 36 4 GFB4573C.0060 ® GFB4513C.0060 )
1,25 >M 8 6,5 8 68 20,6 22,5 36 4 GFB4573C.0080 ® GFB4513C.0080 )
1,5 >M10 8,2 10 78 26,2 28,5 40 5 GFB4573C.0100 ® GFB4513C.0100 )
1,75 >M12 99 10 84 30,6 33,2 40 5 GFB4573C.0112 ® GFB4513C.0112 )
2 >M14 11,6 12 98 37 40 45 5 GFB4573C.0114 ® GFB4513C.0114 )
2 > M16 13,6 14 102 4 44 45 5 GFB4573C.0116 [) GFB4513C.0116 [J
60°
IVII: i'i EliFE
IS0 X—KJL1aU#EE DIN 13 H:
ISO Metric fine thread DIN 13
GF-Vario-Z GF-Vario-Z
EvF I IER A7y HE 2,5xd, 2,5xd,
P 0 dr with option AZR1-R15-1KZ-HA AZR1-R15-1KZ-HB
mm g dy mm g dy M Iy lp+ Iy z TIALN-86 TIALN-86
1 >M 8 6,7 8 68 20,5 22 36 4 GFB4573C.0251 ® GFB4513C.0251 )
1 >M10 8,7 10 78 25,5 27 40 5 GFB4573C.0276 ® GFB4513C.0276 )
1 >M12 10,6 12 88 30,5 32 45 7 GFB4573C.0301 ® GFB4513C.0301 )
1,25 >M12 10,4 12 88 30,6 32,5 45 6 GFB4573C.0302 ® GFB4513C.0302 [
1,5 >Mi2 10,1 12 88 30,7 33 45 5 GFB4573C.0303 ° GFB4513C.0303 °
1,5 >M16 141 16 110 41,2 43,5 48 5 GFB4573C.0359 [ GFB4513C.0359 [

6

EMUGE
[FRANKEN]

Z3ESCH - Ordering example: GFB4573C.0040
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UNC, UNF, UN

2=7741U ASME B1.1
Unified thread ASME B1.1

N2 R UBRRERREENE
With option to remove the incomplete thread

W
= —t - et =
S

0 do

GF-Vario-Z-AZR1  A=INLIGE

HBE TIALN
Carbide 86
—_—
ARL
ERL
S
24 - 77
R15 ,{5}
—t e 4
DIN 6535 0 dy
HAC3 i
HB (&3
— — ) a=2J)
i
U |
el N
TEERUERE
Removal of
incomplete thread

| I

With increased number of flutes

SrEe

EFIax:

nURS
Thread depth 2,5 X d1
P 1151
1.1-41
FIVT—Yay - e, K142
Applications — material N 1153
s1126
H 1112
GF-Vario-Z GF-Vario-Z
L% mIE IEBR A7vay FE 2,5xd4 2,5xdq
P 0 dq 0 dr with option AZR1-R15-1KZ-HA AZR1-R15-1KZ-HB
Gg/1" (tpi) inch mm ¢ do 4 lo lo+ 4 YA TIALN-86 TIALN-86
24 >Nr.10 3,7 6 58 12,2 13,7 36 4 GFB4573C.5007 ° GFB4513C.5007 °
20 >1/4 4,85 6 64 17,1 19 36 4 GFB4573C.5009 ° GFB4513C.5009 °
18 >5/16 6,3 8 68 20,4 22,6 36 4 GFB4573C.5010 ° GFB4513C.5010 )
16 >3/8 7,65 8 72 24,6 27 36 5 GFB4573C.5011 ° GFB4513C.5011 °
14 >7/16 9 10 82 28,1 30,8 40 6 GFB4573C.5012 ° GFB4513C.5012 °
13 >1/2 10,4 12 93 32,2 35,1 45 5 GFB4573C.5013 ° GFB4513C.5013 )
12 > 916 11,8 12 98 37 40,2 45 o GFB4573C.5014 o GFB4513C.5014 °
60°
U N I y u N (] I%
1=7 741U ASME B1.1 oELE N
Unified thread ASME B1.1 .
GF-Vario-Z GF-Vario-Z
1% I TER W=V T 2,5xdq 2,5xdq
P 0 d 0 dr with option AZR1-R15-1KZ-HA AZR1-R15-1KZ-HB
Gg/1" (tpi) inch mm ¢ do 4 lo lo-+ 4 YA TIALN-86 TIALN-86
32 >Nr.10 39 6 58 12,3 134 36 4 GFB4573C.5041 o GFB4513C.5041 °
28 >Nr12 4,45 6 60 14,1 15,4 36 4 GFB4573C.5042 ° GFB4513C.5042 °
28 >1/4 5,25 6 64 16,8 18,1 36 4 GFB4573C.5043 ° GFB4513C.5043 )
24 >5/16 6,6 8 68 20,6 22,2 36 5 GFB4573C.5044 ° GFB4513C.5044 °
20 >7/16 9,55 10 82 28,6 30,5 40 6 GFB4573C.5046 ° GFB4513C.5046 )
18 > 916 12,5 14 98 36 38,1 45 7 GFB4573C.5048 ] GFB4513C.5048 °
_ f= o EMUGE
o = 1EAETE M - Stock tool
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Thread Milling Cutters GF-Vario-Z-AZR1

7045 L (DIN) Programming examples (DIN)

T B4 A7 GF-Vario-Z-AZR1 Tool: GF-Vario-Z-AZR1

RUTIX:

Thread dimension: oo

RUMUE dy:

Nominal thread diameter d: BRIy

R_LUEYF P

Thread pitch P: ALY i

TR :

Drilled hole diameter: 5,00 T

R_URESb:

Thread depth b: BB

EI 42CrMo4V

Material:

TEHAX: Z
Tool dimensions: DA T

TR : 1818 0 dr
Cutting material: Solid carbide

A—F4>7

Goating: TIALN-86

TERE:

Article no.- GFB4573C.0060

X4 Z: 4

No. of teeth Z:

TERZEde (TENEDOE)

Cutter diameter dg: LAY (measured on the cutting part)

TERMIEK: (r—2Rlck?)

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

707 5L DT ERMEIEE 2: de—

Cutter radius to be programmed 2): 2R (05-dr-k)

YIHIERE v )

Cutting speed v [ Lul
HHr=DixD (@Uﬁ]f?ﬂﬂl) f,: 0,040 mm

Feed per tooth (milling) f:

Iﬁliﬁiﬂlln: S < 6635 min-1 o= Ve 1000 -
Speed n: dp -1t

F—TILED (RUAE) v ~ .

Feed speed (contour) vf: F=1062 mm/min v =f,-Z-n

T—ILED (TEAD) vay: _ . v (dy—dp)

Feed speed (centre point) viy: Fe Az WUk dy
CNC&HRUIMTI (¥ o>hy M RUNE. A>T A>4%I. DIN 66025)
CNC internal thread milling (climb milling, on the contour, incremental, acc. DIN 66025)

N 10 G 54 G 90 G 00 X... Y... 72 S 6635 T012) M03
N 20 G 91 Z-17,000

N 30 G41 Y -2,500 F 1062 (X'J>%", 4L - Milling, Contour) [F106] 3) (7Zm—F 1/2 TEHRL - Milling, 1/2 Centre point)
N 40 G03 X0 Y 5,500 20,500 10 J 2,750

N 50 G 03 X0 YO Z 1,000 10 J-3,000 [F212] 3) (T EHR.L - Centre point)
N 60 G 03 X0 YO Z1,000 10 J-3,000

N 70 G 03 X0 Y 5,500 70,500 10 J-2,750

N 80 G 00 G 40 X0 Y 2,500

N 90 G 90 72

TS -

Machining time ty:

1) 6H/IS02 IRED BRI N DI U A EEMICT fzsdic. TERFHIEEIEINTEREICE
UTCEYICHAZU TSV SSICEHIM P TERHUEICL > TE. TEDD
HDFEEIRIT DENHDET,

QBE. 7OV ILLOTERFIEEIZY —ILXEY—ICRHTFRINET,

) BEVDOEEMONCEBN T EHR XD ZEENICEREUBWESIE. Y =2 F7ILT
ANTBELSICLTLIEE W,

1) The cutter radius measured over the tooth crests of the threaded part must be reduced by the
amount of the cutter radius compensation. This is necessary to achieve a depth of cut to the
middle of the 6H/ISO2 nut tolerance. 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) If your control does not calculate the centre point feed automatically please use the feed values
printed in brackets.

==
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Thread Milling Cutters

GF-Vario-Z-AZR1 /A=I\ILILE

T—7ILED (R UAE) vy:
Feed speed (contour) v:

F =1062 mm/min vi=f,-Z-n

704 Z L6 (DIN) Programming examples (DIN)
T B4 A7 GF-Vario-Z-AZR1 Tool: GF-Vario-Z-AZR1

RUTAX:

Thread dimension: MGSEH

hbﬂ?()ﬁ d1:

Nominal thread diameter d4: /U0 [

R UEYF P:

Thread pitch P: IALEE g

TNEE

Drilled hole diameter: 5,000 mm

RURS b:

Thread depth b: 16,500 mm

A 42CrMo4V

Material:

IEYCX: 7
Tool dimensions: O

TEME: HBRE 0 dr
Cutting material: Solid carbide

A—F4>7 ’

Coating: TIALN-86 AR ICRE2 R UMRENT
TERIE: with removal of incomplete thread
Article no.: GFB4573C.0060

X Z: 4

No. of teeth Z:

TEZEd: (TEAEDOE)

Cutter diameter dg: L (measured on the cutting part)

TEFERMEKD: (r—RlIc &)

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

70725 DT ERFEIEE 2: e —

Cutter radius to be programmed 2): 2l 1) 05-dr=K)

HLRE vo: 100 m/min 9 d
Cutting speed v F—“
HHT=DED R UHIDINTI) f,: 0.040 mm

Feed per tooth (milling) f: ’

lEliJ:\%I.n: e S 1000

Speed n: dr-m a

FT—7)L#ED (IE:EF"E\) Vim:
Feed speed (centre point) vay:

F= 212 mm/min Vim =

CNCHRUIMTI (F oAy RUARE. 1> KX %)L, DIN 66025)

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

N10 G54
N 20 G 91
N 30 G41
N 40 G 03
N 50 G 03
N 60 G 03
N70 G03
N 80 G 00
N 90 G 90
AR 4y

Machining time t:

G 90
7-18,500
Y -2,500
X0

X0

X0

X0

G40

72

3,1 sec.

G 00 X...

Vi (6 = d)

d

Y...

72

F1062 (XY>%, 44 - Milling, Contour)

Y 5,500
YO

YO

Y -5,500
X0

1) 6H/IS02 7R EDER SN ZRUAEEMECT fedlc, TEFMIEMEIEMITRECIE
UTCBYIICHAZEUTLES V. SSICEEIMPITERHUEICKL > TiE. TED D
HDFEEIRIT DENHDET,

2BE. AV IL LOTERFHIEERY —ILXE) —ICRTEINET,

3) REVOHEMONCEBN T ERNED ZEHEICEEULBWESIE. Y =2 7L T

ANFTBESICLTLEEL,

70,500
71,000
71,000
70,500
Y 2,500

10
10
10
10

S 6635 T012) MO03

[F106] 3) (77m—F 1/2 TEHR.L: - Milling, 1/2 Centre point)
J 2,750

J-3,000 [F212] 3) (T BT - Centre point)
J-3,000

J-2,750

1) The cutter radius measured over the tooth crests of the threaded part must be reduced by the
amount of the cutter radius compensation. This is necessary to achieve a depth of cut to the
middle of the 6H/ISO2 nut tolerance. 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) If your control does not calculate the centre point feed automatically please use the feed values

printed in brackets.

EMUGE
[FRANKEN]
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Thread Milling Cutters GF-Vario-Z-AZR1

7045 L (DIN) Programming examples (DIN)

T B4 A7 GF-Vario-Z-AZR1 Tool: GF-Vario-Z-AZR1

RUTIX:

Thread dimension: LD

RUMUE dy:

Nominal thread diameter d: DRI

R_LUEYF P

Thread pitch P: LY e

TR :

Drilled hole diameter: 500 T

R_URESb:

Thread depth b: AL

EI 42CrMo4V

Material:

TEHAX: Z
Tool dimensions: D& 21

TR : 1818 0 dr
Cutting material: Solid carbide

A—F4>7

Coating: ULALE

TERE:

Article no.- GFB4573C.0100

X4 Z: 5

No. of teeth Z:

TERZEde (TENEDOE)

Cutter diameter dg: AL (measured on the cutting part)

TERMIEK: (r—2Rlck?)

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

07 2L EOTERFEIEE 2: de—

Cutter radius to be programmed 2): LD T (05-dr-k)

YIHIERE v )

Cutting speed v Dy 0 di
HHr=DixD (@Uﬁ]f?ﬂﬂl) f,: 0,060 mm

Feed per tooth (milling) f:

Iﬁliﬁiﬂlln: S < 3884 min-1 o= Ve 1000 -
Speed n: dp -1t

T—7IL#ED R UHE) vi: _ .

Feed speed (contour) vf: F=1165 mm/min v =f,-Z-n

T—ILED (TEAD) vay: _ . v (dy—dp)

Feed speed (centre point) viy: F= AUl Uk dy
CNC&HRUIMTI (¥ o>hy M RUNE. A>T A>4%I. DIN 66025)
CNC internal thread milling (climb milling, on the contour, incremental, acc. DIN 66025)

N 10 G 54 G 90 G 00 X... Y... Z2 S 3884 T012) M03
N 20 G 91 Z-27,000

N 30 GAM Y —4,250 F1165 (XU~ 4L A - Milling, Contour) [F105] 3) (7Zm—F 1/2 TEHRL - Milling, 1/2 Centre point)
N 40 G 03 X0 Y 9,250 20,750 10 J 4,625

N 50 G 03 X0 YO Z 1,500 10 J-5,000 [F210] 3) (ZEHR.L: - Centre point)
N 60 G 03 X0 YO 71,500 10 J-5,000

N 70 G 03 X0 Y -9,250 20,750 10 J—4,625

N 80 G 00 G 40 X0 Y 4,250

N 90 G 90 72

TS .

Machining time ty:

1) 6H/IS02 IRED BRI N DI U A EEMICT fzsdic. TERFHIEEIEINTEREICE
UTCEYICHAZU TSV SSICEHIM P TERHUEICL > TE. TEDD
HDFEEIRIT DENHDET,

QBE. 7OV ILLOTERFIEEIZY —ILXEY—ICRHTFRINET,

) BEVDOEEMONCEBN T EHR XD ZEENICEREUBWESIE. Y =2 F7ILT
ANTBELSICLTLIEE W,

1) The cutter radius measured over the tooth crests of the threaded part must be reduced by the
amount of the cutter radius compensation. This is necessary to achieve a depth of cut to the
middle of the 6H/ISO2 nut tolerance. 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) If your control does not calculate the centre point feed automatically please use the feed values
printed in brackets.
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7075 L% (DIN)

T E%A7: GF-Vario-Z-AZR1

Thread Milling Cutters

Programming examples (DIN)
Tool: GF-Vario-Z-AZR1

GF-Vario-Z-AZR1 /A=I\ILILE

RUTAX:
Thread dimension:
hbﬂ?()ﬁ d1:
Nominal thread diameter d4:
R LUEYF P
Thread pitch P:
TRE

Drilled hole diameter:
RURS b:

Thread depth b:
HWHIM

Material:

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

No. of teeth Z:
IE% dFZ
Cutter diameter dg:

TERMIEK:
Cutter radius compensation k 1):

70U 7L EOTEEMIE(E

Cutter radius to be programmed 2):
YIHIRE ve:
Cutting speed v

2):

H&HHED R UCYIDINT) f,

Feed per tooth (milling) f:
[E]ERZL n:

Speed n:

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

M10 - 6H
10,000 mm
1,500 mm
8,500 mm
27,700 mm
42CrMo4V

0 8,2x78 mm

s
Solid carbide

TIALN-86
GFB4573C.0100
5

8,200 mm

0,100 mm

(TEAFKDE)
(measured on the cutting part)

(T—RIc&?)
(acc. work case)

4,000 mm 05 de—K)

100 m/min
0,060 mm

S = 3884 min-1

o - Yo 1000

dr-m

F=1165 mm/min v =f,-Z-n

F= 210 mm/min Vim =

CNCHRUIMTI (F oAy RUARE. 1> KX %)L, DIN 66025)

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

N10 G54
N 20 G 91
N 30 G41
N 40 G 03
N 50 G 03
N 60 G 03
N70 G03
N 80 G 00
N 90 G 90
AR 4y

Machining time t:

G 90
7-29,700
Y -4,250
X0

X0

X0

X0

G40

72

4,7 sec.

G 00 X...

Vi (6 = d)

d

Y...

72

F1165 (XYU>Z, 443 - Milling, Contour)

Y 9,250
YO

YO

Y -9,250
X0

1) 6H/IS02 7R EDER SN ZRUAEEMECT fedlc, TEFMIEMEIEMITRECIE
UTCBYIICHAZEUTLES V. SSICEEIMPITERHUEICKL > TiE. TED D
HDFEEIRIT DENHDET,

2BE. AV IL LOTERFHIEERY —ILXE) —ICRTEINET,

3) REVOHEMONCEBN T ERNED ZEHEICEEULBWESIE. Y =2 7L T

ANFTBESICLTLEEL,

70,750
71,500
71,500
20,750
Y 4,250

10
10
10
10

0 dr

FICA T2 UEBBRENT
with removal of incomplete thread

M%

S 3884

T012

MO03

[F105] 3) (Zm—F 1/2 TEHR.L: - Milling, 1/2 Centre point)

J 4,625

J-5,000
J-5,000
J 4,625

[F210] 3) (ZEHRL: - Centre point)

1) The cutter radius measured over the tooth crests of the threaded part must be reduced by the
amount of the cutter radius compensation. This is necessary to achieve a depth of cut to the
middle of the 6H/ISO2 nut tolerance. 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) If your control does not calculate the centre point feed automatically please use the feed values

printed in brackets.
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