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OnncaHue MHCTPYMEHTa: Tool description:
Kopnyca pe3b60oBbix pe3 ZIRK-GF co cMeHHbIMW TOPLIEBbIMW NRACTUHAMMN Circular thread milling bodies with exchangeable face inserts for production of
NpefHa3HaueHbl A1 M3rOTOBIEHNS] BHYTPEHHEN W HAPYXXHOI pe3bbbl C internal and external threads from dia. 12 mm.

HOMUHa/IbHbIM AaMeTpoM 12 MM ¢ Gonee. The face insert can be used universally. With only one face insert you can mill
Topuesble NnacTuHbI A4S AAHHBIX KOPMYCOB pe3b60BbIX (pes ABNsoTCs oveHb  different diameters and pitches.

yHuBepcanbHbIMK. Micnonb3ys ofHY 1 Ty xe nnactuHy Bol MoxeTe dpesepoBatb  The face insert can be used very economically in nearly all kind of materials.
pasfinyHble AMamMeTPbl W Warv pesbbbl B Npefenax ykasaHHbIX AuanasoHos.

[laHHble TOpLEBbIE MNACTUHDI ABASIOTCS 04€Hb IKOHOMUYECKN 3HEKTUBHBIMU
Mpy UCMOSb30BAHMN WX ANs (hpe3epoBaHns Pesbbl, NPAKTUYECKN, BO BCEX
CyLecTByioLwx 06paBaTbiBaeMblx MaTepuanax.

Mpumep umkna pesboocpesepoBanus - Thread milling cycle
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Pe3bGoBble (hpeakl CO CMEHHbIMM nnacTunami - Circular Thread Milling Bodies with inserts ZIRK-GF /== [\ /]| UE =

OcHOBHbIEe NpeMmyLLecTBa UCNOJIb30BaHUS pe3b00BbIX (hpe3

CO CMEHHbIMU TOpLUEBbIMU MNIACTUHAMU

Andvantages of circular thread milling cutters
with exchangeable face insert

e Pe3b0bl pa3nnyHbIX BUAOB, CTAHAAPTOB, ANAMETPOB 1 C Pa3fIMYHbLIMK Luaramu o Different thread systems, thread diameters and thread pitches

MOryT (hpe3epoBaTbCs BCEro 0AHOM TopLeBoit nnactuHon ZIRK-GF

e Bbicokas 6esonacHocTb npouecca

® Huskue cunbl pesaHus

® HeT oceBbIX NOrPeLIHOCTEN 1 3ape3aHuii Npoduns pe3bobl
* BbICOKOE Ka4yecTBO NOBEPXHOCTU NPOUNSA Pe3bbbl

* Pesb6a MOXET ObITb BbINOJIHEHA [0 CAMOTO fHA 0TBEPCTUS

® BbICOKas TOYHOCTb NO3ULIMOHMPOBAHUSA

e High process safety
e |ow cutting forces

e No axial miscut thread

with only one face insert

e High surface quality of the thread

e Threads can be cut down to the bottom of the hole

e High positioning precision

®  OAMH MHCTPYMEHT KaK JUis NPaB0-CTOPOHHEN, TaK W IEBO-CTOPOHHEN Pe3bObl e Suitable for right-hand and left-hand threads

B Hanuumu ans Bcex HamGonee 4acTo BCTPEYaloLWmMXcs

pa3MepoB U CTaH/APTOB pe3bobl

MeTpuyeckas pesbba ISO, DIN 13
OCHOBHOIA LLar

MeTpuyeckas pess6a ISO, DIN 13
MENKWA Lwar

YHutumumpoBaHHas atoimoBas peabba, ANSI B1.1

YHutmumpoBaHHas Atorimosas pesb6a, ASME B1.1
OCHOBHOIA LLIar

YHucmumpoBaHHas atoiimoBas peab6a, ASME B1.1
MENKWUiA Lwar

[ioiimoBas Tpy6Has pe3bba (ButeopTa)
DIN EN IS0 228

MopxopAaT ans 06padOTKU CnepyoWMX rpynn
oOpabaTbiBaeMbIX MaTepuanos

Cranu

HepxasetolLye cTanm

YyryHbl

JIérkne cnnasbl

CneuwanbHble Matepuarbl, XapornpoyHble Crasbl

Available in the most common dimensions

of thread systems

G (BSP)

Suitable for use

in the material groups

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

Steel materials

Stainless steel materials

Cast materials

Non ferrous materials

Special materials
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E M u G E Pe3bOoBbie (hpesbl CO CMEHHBIMW NNACTUHAMM -

PekomeHgaumu no BbIOOPY U peXxumam pe3aHus

Moxanyiicta, 06paTuTe BHUMaHue:

PeXxuMbl pe3aHuns ykasaHHble B NPUBEAEHHOI HKE TabNuLE, IBNSIOTCS CTApTOBbIMU 3HAYEHNSMU,
C KOTOPbIX CieayeT HaumHaTb 06paboTKy, U KOTOpble fanee, Npu HEOGXOAUMOCTH, AO/KHbI ObITb
CKOPPEKTMPOBaHbI B 3aBUCUMOCTM OT Balumx KOHKPETHBIX YCNOBUIA 06paboTKK (Mcn. 060pyLOBaHNE,
o6pa6aTbiBaeMblii MaTepua 1 ero COCTOSIHUE, TUM UCMONb3YEMOr0 OXNXKAEHMS, CMa3km 1 T.4.)

B KoOHKe C Hanbonee peKOMEHAYEMbIM MHCTPYMEHTOM CKOPOCTb PE3aHNs YKa3blBAETCS XUPHbIM

LUPUETOM, B KONIOHKE C MOAXOAALLMM UHCTPYMEHTOM 00bIYHbIM:

- HanGonee nogxopasuiasn pe3booBas thpesa
- TMoaxopsias pe3b6oBas pesa

Ve = CKOpOCTb pe3anns [ M/MuH ]
f, = Mopaya Ha 3y6 [ Mm/3y6 |

Circular Thread Milling Bodies with inserts ZIRK-GF

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.).

The suitability is marked as follows:

- Thread milling cutter is very suitable
- Thread milling cutter is suitable

Ve = Cutting speed [ m/min ]

fz

Feed per tooth [ mm ]

06nactb npumeHeHus — 06pabaTbiBaeMble MaTepuanbl
Applications — material

XonofHoKaraHble cTanu,

Cold-extrusion steels,

Mpumepsbl MaTepuanos
Material examples

Cranb 15

Kop, matepuana (npumepbl)
Material numbers (examples)

1.1132 Cq15

KOHCTPYKLVOHHbIE CTanm, Construction steels, < 600 H/mm2 Cr.3; BCt3cn; Bet3enb; £235; C3cn 1.0037 S2350R (5t37-2)
ABTOMATHbIE CTAN U T.N. Free-cutting steels, etc. A12; A20; AdOr 1.0722 10SPb20
KOHCTPYKLMOHHbIE, HENErip. 1 HU3KoNerposaxHsle ctann, | Construction steels, Cr6en; Cr. 45; 14XI'C; 09r2C 1.0070 E360 (St70-2)
LlemeHTMpOBaHHblE CTanM, Cementation steels, < 800 H/mm2 18XM; 18XM-LL; 15X 1.7131 16MnCr

CranbHoe NMTbE 1 T.N.

Steel castings, etc.

20XMJT; 30XMJT; 30 XMA; 30XM-NB

1.7218 GS-25CrMo4

LleMeHTMpOBaHHbIE CTanu,
TepmooGpacoTaHHble CTasm,
HeTennocToiikvie cTanu, NOAWNMHUKOBbIE CTAM W T.N.

Cementation steels,
Heat-treatable steels,
Cold work steels, efc.

< 1000 H/mm2

20XM; 30XMA; 30XM-LUI

1.7320 20MoCr3

38XM; 38XM-LLI; 42XM

1.7225 42CrMo4

9X; LLIX4; LUX9; LLIX12; LLIX15; LLIX15B

1.2067 102Cr6

TepmooGPaGOTaHHbIE CTaM, KOHCTP. PECCOPHO-NPYXKUHHbIE
HeTennocToitkue cranu,
A3oTUpC Ie CTaM 1 T.N.

Heat-treatable steels,
Cold work steels,
Nitriding steels, etc.

< 1200 H/mm2

50X; 50XTDA; 50XDA

.7228 50CrMo4

45X2HAM®A; 78XH3®TP; BIC-12

.2767 X45NiCrMo4

30X3MO

.8515 31CrMo12

BbicokoneruposatHble cTanu,

High-alloyed steels,

4X5MOC; 38XHIMDA

1.2367 X38CrMoV5-3

HeennocToikue ctanm, Cold work steels, < 1400 H/mm2 95X8M2r’; 95X5rMd 1.2990 X100CrMoV8-1-1
TennocToikue CTaNM, HCTPYMEHTANbHbIE CTaN U T.N. Hot work steels, etc. 4X5M®1C; 50X2HM®H; 7X3; 311958 1.2344 X40CrMoV/5-1
Hepxasetowue crann Stainless steel materials
1.1 DeppuTHbIE, MAPTEHCUTHBIE HEPXXABEIOLLME CTaN Ferritic, martensitic < 900 H/mm2 | 08X13; 12 - 40X13; 20X11MH®; 07X16H4b | 1.4512 X2CrTi12/ 1.4028
M 2.1 AYCTEHUTHbIE HEPXABEIOLLVE CTaIN Austenitic < 950 H/mMm2 | 08 - 12X18H10T; 08X17H13M2T; 20X23H18 | 1.4571 X6CrNiMoTi17-12-2
3.1 AyCTEHUTO-(heppuTHbIe ([ynnexkcHble) Austenitic-ferritic (Duplex) < 1100 H/mm2 03X22H5AM2; 08X25H4M2; 3M53 1.4462 X2CrNiMoN22-5-3
4.1 AyCTEHUTO-(heppUTHbIE XXaponpoyHble (Cynep AynneKcHbIe Austenitic-ferritic heat-resistant (Super Duplex < 1250 H/mm2 DeppuHoke ® 255; YpaHyc © 2507 1.4410 X2CrNiMoN25-7-4

100-250 H/mm?2

€4 10; C415; C425

EN-JL-1030 _EN-GJL-200 (GG20)

Cepblit 4yryH (GJL) Cast iron with lamellar graphite (GJL) 250-450 A/MMZ C430: CY35 EN-JL-1050 EN-GJL-300 (GG30)
BbICOKONPOYHbIN YYryH C LWapoBUAHLIM rpachuTom (GJS) Cast iron with nodular graphite (GJS) gggggg imz g: ;g E“‘ﬁ]g?g E“gﬁ?gg;iég%?

Cepblit BEpMUKYNSIPHBIIA YyryH (GJV)

Cast iron with vermicular graphite (GJV)

300-400 H/mm2

YBr30; 4BI35

GJV 300

400-500 H/mm2

YBr40; 4Br45

GJV 450

KoBKkuit 4yryH (peppuTHbIi, nepauTHbIA) (GTMW, GTMB)

Malleable cast iron (GTMW, GTMB)

250-500 H/mm?

K435-10

EN-JM-1010 EN-GJMW-350-4 (GTW-35)

500-800 H/mm2

K445-7; K455-4

EN-JM-1140 EN-GJMB-450-6 (GTS-45

AnoMUHKEBbIE CNNaBbl Aluminium alloys
" . < 200 H/mm2 ALLT; ALO; T; A8; AMrM1; Amy; 116 EN AW-3103 EN AW-AIMn1
Zﬁﬁ:::le gﬁg;m:" ATIOMMHUIE U ACHOPMHPYEMbIE Aluminium wrought alloys < 350 H/mm2 AK7; AK8; AK12; AMI5; BII17; A135 EN AW-6060 EN AW-AIMgSi
< 550 H/mm2 B95 / AW-7075 ( AIZn6Mg2Cu -3.4365 ) EN AW-7022_EN AW-AIZn5Mg3Cu
Si< 7% AMr5n; AMrén; Al113; A28 EN AC-51300 EN AC-AIMg5

JIuTeitHble cnnasbl anOMUHNS

Aluminium cast alloys

7% <Si<12%

AK8MS3; AI8; AN9; AK124

EN AC-46500 EN AC-AISI9Cu3

12%<Si<17%

AK17M4

GD-AISi17Cu4FeMg

MepHble cnnasbl Copper alloys
TexHnyeckm yncTas Meab, HU3KONErnpoBaHHble cnnasbl Meau | Pure copper, low-alloyed copper < 400 H/mm2 MO00; M0; M1; M2; M3M1; M1E; M2 EN CW 004 A
MefHO-LiMHKOBbIE CMTaBbl (NaTyHb, AIMHHOCTPYXeYHble cnit.) | Copper-zinc alloys (brass, long-chipping) < 550 H/mm2 J106; J190; N1LI40C; JLI30A3; N163 EN CW 508 L CuZn37 (Ms63)
MefHo-LiMHKOBbIE CniaBbl (NaTyHb, KOPOTKOCTPY)XeuHble cni.) | Copper-zinc alloys (brass, short-chipping) < 550 H/mm2 JIC, N1C59-1; NC60-2; JIC63-3; J1A 67 EN CW 603 N CuZn36Pb3 (Ms58)
MepHo-antomuHueBble cnnasbl (6poH3a Alu-Bronze, an.ctp.) | Copper-aluminium alloys (alu bronze, long-chipping) | < 800 H/mm2 BpAX9-4; bAXH; BpAXH10-4-4 EN CW 307 G_CuAl10Ni5Fe4
MefHo-0/10BSIHHbIE CraBbl (6pOH3A, ANMHHOCTPY)XKEYHbIE) Copper-tin alloys (tin bronze, long-chipping) < 700 H/mm2 bp0®8,5-0,3 EN CW 459 K CuSn8P
MefHo-0/10BSIHHbIE CMNaBbl (6POH3A, KOPOTKOCTPYXKEYHbIE) Copper-tin alloys (tin bronze, short-chipping) < 400 H/mm2 BpOLIC7-2-2 2.1090 CuSn7 ZnPb (Rg7)
! < 600 H/mm2 AMKO®8 AMPCO®8
CneumanbHble cniasbl Meau Special copper alloys < 1400 H/mm2 AMKO ® 45 AMPCO ©45
MarHueBble cnnasbl Magnesium alloys
TexHU4ecKm YncTbIn Markmit. Jechopmupyemble cnn. Marius | Magnesium wrought alloys < 500 H/mm2 MA1-MA5 3.5612 MgAl6Zn
JITeltHble cnaasbl MarHus Magnesium cast alloys < 500 H/mm2 MN3; MN5; MN6; BMI-1 EN-MC21120 EN-MCMgAI9Zn1
CuHTETUYECKME MaTepuabl Synthetics
Yrnennactuki, KOMMO3ULMOHHbIE (KOPOTKOCTPY)KEYHbIE) Duroplastics (short-chipping) bakenwt © (B,C); MNepTuHakc ®; Mepmannexc Bakelit®; Pertinax®
TepmonnacTvku - YrnennacTuky (AAMHHOCTPYKEYHbIE) Thermoplastics (long-chipping) Monmcr.(PS); Monunpon.(PP); MMMK PMMA; POM; PVC
Komno3uuumoHHble, ¢ yeuneHHbIMi BonokHamu (< 30 %) Fibre-reinforced synthetics (fibre content < 30%) C KeB/Iap., YrNepoaH. CTEKNOBOJOKHOM GFK; CFK; AFK
KoMno3uLuoHHble, C ycuneHHbIMI BonokHamu (> 30 %) Fibre-reinforced synthetics (fibre content > 30%) C KEBJIap., YrNepoaH. CTEKNOBOJIOKHOM GFK; CFK; AFK
CneuvanbHble Matepuanbl Special materials
Ipacmt Graphite 11-1; U-3; AT-1500 b83; Ar-1500 C0-5 € 8000
Bonbghpamo-mefHbIe Crnasbl Tungsten-copper alloys BA-75; B/-20; BM-25; BM-20 W-Cu 80/20
KOMNO3UTHbIE MaTepuasibl Composite materials XunwT, AntokoGoHs © Hylite; Alucobond ©
TuTaH, TUTAHOBbIE CN/IaBbI Titanium alloys
TeXHUYECKI YUCTbIA TUTAH W ero cniasbl (@, NC.-a M 0+f) Pure titanium < 450 H/mm2 BT1-00; BT1-0; BT1-2; 0T4-1; MT-7M 3.7025 Titan Gr.1-4; Ti3AI2,5V (Gr.9)
- < 900 H/mm2 | MT-3B; BT5-1; BT6; BT6¢c; AT6; BT3-1; BT20 | 3.7165 Ti5AI2,5n (Gr.6); TIAIBV4
TuTaHoBble cnasbl (a, A+, mocne 0TXWra, 3aK. v cTapeHus) | Titanium alloys = 7250 Hinn2 BT9: BT14; BT16: BT22 B123 37185 TiAl4M0ASN2: T 0V2Fe3Al
CnnaBbl HUKeNSs, KoGaNbTa, Xenesa Nickel alloys, cobalt alloys and iron alloys
TeXHUHECKY YUCTIA HUKENb Pure nickel < 600 H/mm2 HIT; HM2; HM1A; HN1A-UA 2.4060 Ni 99,6
el < 1000 H/mm2_| Moxen MHXMy, 28-2,5-1,5; XH70M® (311496) | 2.4360 Monel ®400, (NiCu30Fe)

KaponpodHble CNNABb! Ha OCHOBE HUKENs Nickel-base alloys = 1600 Hian2 | XHG0; XHS8S; XH7SMGTIO; XHTOMBTIOb | 24656 Iconel® 715,625,750

< 1600 H/mm2 | 40KXHM; Xac © 25; Bukannoi; l0aumer ®605 | 2.4964 Haynes 25™; Udimet ® 605
KaponpoyHble cnnasbl Ha 0CHOBE KobanbTa Cobalt-base alloys = 1600 H/ww? | B3K-P: B3-14K5: LIH2; 48KXBH: Buran-naym | 1.4301 Stelite 6©
)KaponpoyHble CrnaBbl HA 0CHOBE XeNesa Iron-base alloys < 1500 H/Mm2 | XH32T (311670); XH32BTIO; XH38BT (31703) | 1.4958 Incoloy ® 800
3akanéHHble maTepuanbl Hard materials

44 - 50 HRC 10TH2M®A; 10rH2M®A-BJI; 18X CH Weldox ® 1100
BbICOKONPOYHbIE CTANM, 3aKANEHHbIE CTaNN, High strength steels, hardened steels, gg - gg ’; 33 Xapaokc ® SXSJOT(?gOé é\g{wokc ©500T :fr;d&xs :éi(%
BbICOK0-Npo4HOE/TBEPAOE CTANbHOE MUTHE hard castings 50~ 63 HRC Ferro-Titanit Ferro-Tianit
63 - 66 HRC M35, P6M5K5 HSS-E
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Pe3bGoBble (hpeakl CO CMEHHbIMM nnacTunamu - Circular Thread Milling Bodies with inserts ZIRK-GF /== [\ /]| UG =

9 dq
ZIRK-GF
Ve f;
C U3HOCOCTOWNKMM A B G [ D E F
ToKpbITHEM dy=9,9 MM dy = 11,6 Mm dq = 13,6 Mm dy =159 Mm dy =199 Mm dq = 24,9 Mm dy = 29,9 Mm
TIALN-T4 dy=11,9 MM dy = 13,9 MM

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 0,11-033
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 1.1
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 21 |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 3.1
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 4.1
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
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 0,10-0,30 012-0,35 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
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 0,10-0,30 012-0,35 0,13-0,40 0,15-0,45
150 - 400 0,07-0,20 0,08-0,25 0,08-0,25 0,10-0,30 012-0,35 0,13-0,40 015-0,45
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
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 0,15-0,45
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 0,10-0,30 012-0,35 013-0,40 015-0,45
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
00 - 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
00 - 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
00 - 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 0,10-0,30 012-0,35 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 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
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 0,15-0,45
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 0,15-0,45
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
11
12
1.3 H
1.4
1.5
5
[FRANKEN|



E M UG E Pe3bGoBbie (hpe3bl co cMeHHbIMM MnacTuhami - Circular Thread Milling Bodies with inserts  ZIRK-GF

DIN 1835
=0
PN
Jlnﬂ CMEHHbIX TOpLeBbIX MIAaCTUH
For exchangeable face inserts —
5 I3 ) 4
'1 ==
[ny6uHa pe3bobl
Thread depth 2 X D
MUH. HOMUHAMbHbIA  LUar pesbObl  Lar peablbl B ZIRK-GF
@ pPeb0bl B MM B MM KON-BE HITOK/MOVM Stirn-WP
Pasmep p P 0 dy 2xD
Size @ Dinin. MM Gg/1" (tpi) 4 I3 I5 h6 IKZN
A 12 1-1,75 24 -13 68 40 24 10 GZ38100A [
B 14 1-2 24 -12 71,5 40 28 10 GZ38100B °
G 16 1-2 24 -12 78 45 32 12 GZ38100G ()
C 20 15-25 16-10 88 45 40 14 GZ38100C °
D 24 11.5=3 16- 8 99 48 48 16 GZ38100D ()
E 30 2-35 12- 7 115 50 60 20 GZ38100E °
F 36 3-4 8- 6 133 56 72 25 GZ38100F °
E
) [}
==
[ny6uHa pe3bobl
Thread depth 2,5 xD
MMH. HOMUHanbHbIA  LWar pe3sbbl  Wwar pesbobl B ZIRK-GF
0 pesb0bl B MM B MM KON-BE HUTOK/A10MM Stirn-WP
Pa3mep P P 0 do 2,5xD
Size 0 Dinin. MM Gg/1" (tpi) 4 I3 I5 h6 IKZN
A 12 1-1,75 24 -13 74 40 30 10 GZ38110A °
B 14 1-2 24 -12 78,5 40 35 10 GZ38110B °
G 16 1-2 24 -12 86 45 40 12 GZ38110G [
H 20 15-25 16-10 98 45 50 14 GZ38110C °
D 24 15-3 16- 8 111 48 60 16 GZ38110D °
E 30 2-35 12- 7 130 50 75 20 GZ38110E °
F 36 3-4 8- 6 151 56 90 25 GZ38110F [

BmecTe ¢ kopnycom (hpesbl B KOMNIEKT NOCTaBKW BXOAUT BUHT KpeneHus CMEHHON pe)Kym,eVl nnacTuHbl. CMeHHas TopLesas pexyLuas nnacTuHa 3akasbiBaeTcs OTAENbHO.

Delivery: without exchangeable face insert, with clamping screw

6

EMUGE
[FRANKEN

Mpumep 3akasa - Ordering example: GZ38100A



Pe3bGoBbie (hpe3bl o cMeHHbIMM nnacTuiamu - Circular Thread Milling Bodies with inserts  ZIRK-GF E M UG E

60°
M, MF,UN 0 ™
) )
DIN 13, ANSI B1.1

Lins BHYTPEHHeiA pe3b0bl

RH + LH
o0

|

|

—

CMeHHble TOpLEeBbIe PeXyLune MIacTUHbI
Exchangeable face inserts

041 For internal threads
N3HococToiikoe nokpbiTue - Coating TIALN-T4
06nacTb NpUMEHeHKs - 06pabaTbiBaeMble MaTepuanbl wE 4 P 151 ) V1141 ) K @142
Applications — material N 1152 S 1126
MMH. HOMUHANbHbINA Lar pe3b0el Lar peab6bl B KONM4eCTBO Stirn-WP
@ Pe3b0bl B MM B MM KON-BE HUTOK/1OMM 3y6beB
Pasmep P P TIALN-T4
Size @ Dmin. MM Gg/1" (tpi) 0 dq z Apr. Ne
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 °
H 20 15-25 16-10 15,9 8 GF653309.9514 °
D 24 15-3 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 [
55° CMeHHbIe TOpLUEBbIE PEXYLLUME NNACTUHDI
(BSP) W R T Exchangeable face inserts
]
BSW, BSF, W —
T gD
DIN EN ISO 228, BS 84 L1 i
|
| |
] L] |
— —

LLnsi BHYTPEHHEN 1 HapYy>KHON pe3b0bl

20 For internal and external threads
3HococToiikoe nokpbiTue - Coating TIALN-T4
06nacTb NPUMEHeHs - 06pabaTbiBaemble MaTepUabl W 4 P 151 ) V1141 ) K @442
Applications — material N 1152 | S 1126
MUH. HOMUHaNbHbIN lwar pe3sblbl B KONMYeCcTBO Stirn-WP
0 pesblbl B MM KON-BE HUTOK/ 1AM 3y6beB
Pasmep Pesb6a P TIALN-T4
Size @ D, Thread Gg/1" (tpi) [ Z Apt. Ne
A 12 G1/4 19-32 9,9 6 GF653109.9545 °
B 14 G3/8 16 - 26 11,9 7 GF653209.9545 [
G 16 G 3/8 16 - 26 13,9 8 GF653709.9545 )
C 20 G1/2,G5/8 14 -20 15,9 8 GF653309.9548 [
D 24 >G3/4 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 °
3anacHbie BMHTbI Knioy LuHamomeTpuyeckuii Knoy
Spare screws Screw driver Torque screw driver
PeK. MOMEHT (yCunme) 3aTshku
Pasmep Rec. tightening torque Pasmep Pasmep
Size (Hm / Nm) Size Size
A M25x8,5; TorxT7 0,9 GZ349011 | e A TorxT7 GZ349021 | e A TorxT7 GZ349041 | o
B M3x11;Torx T9 1,4 GZ349012 | e B  TorxT9 GZ349022 | B  TorxT9 GZ349042 | o
G M3x11;TorxT9 1,4 GZ349012 | o G ToxT9 GZ349022 | G TorxT9 GZ349042 | o
C M4x13;TorxT15 3,0 GZ349013 | e C TorxT15 GZ349023 | o C TorxT15 GZ349043 | o
D M5x15; TorxT20 5,0 GZ349014 | o D TorxT20 GZ349024 | D TorxT20 GZ349044 | o
E M5x15; Torx T20 5,0 GZ349014 | e E  TorxT20 GZ349024 | E TorxT20 GZ349044 | o
F M5x15; Torx T20 5,0 GZ349014 | o F  TorxT20 GZ349024 | o F  TorxT20 GZ349044 | o
@ = Cknaackas nosvums nHcTpymeHTa - Stock tool, see price list 7

O = Hannume nHeTpymenTa - no 3anpocy - Available at short notice, price on request



E M UG E Pe3bGoBbie (hpe3bl co cMeHHbIMM MnacTuhami - Circular Thread Milling Bodies with inserts  ZIRK-GF

Mpumepsbl nporpammuposanuns (DIN)
WHcTpymeHT: ZIRK-GF ¢ TOpLEBbIMU PEXYLLWMMU NAACTUHAMU

Programming examples (DIN)
Tool: ZIRK-GF with face inserts

Pa3mep pe3b0obl:

Thread dimension: LN =N
HomuHanbHbI guameTp pesbobi D: 5
Nominal thread diameter D: S AL
LLlar pe3b6bl P:
Thread pitch P: 2LTINL _

e
[nameTp 0TBEPCTUS MOATOTOBA. Nog pe3boy Di:
Drilled hole diameter Ds: A0
[ny6uHa peabobi b3):
Thread depth b 3): IR
06pabaTbiBaeMblii MaTepuan: 42CrMo4 / 1.7225
Material: (1100 H/mm2)

) \
Pa3mepbl MHCTPYMeHTa:
Tool dimensions: AL z
Martepman UHCTpyMeHTa (CMEHHOIA MNAaCTUHbI): LlenbHblii TB. cnnas 8 d4
Cutting material: Solid carbide
W3HococToliKoe NOKpbITHE:
Coating: TIALN-T4
ApTukyn Ne: GZ38100D + 8 Dy
Article no.: GF653409.9513
KonuyecTtso 3y6beB Z: 8
No. of teeth Z:
Pexywuin anametp dq: 19.900 (M3mepsieMbIil MO PEXYLLNUM KPOMKAM)
Cutter diameter d4: ’ (20 (measured on the cutting part)
KomneHcalws Ha paguyc MHCTpymeHTa k1): 0100 Mm (B COOTB. C YCIIOBUAMM 06PaBOTKM)
Cutter radius compensation k 1): ’ (acc. work case)
Mporpammupyemblii papuyc MHCTpymeHTa 1: o
Cutter radius to be programmed 1): SR (05-di-k
Ckopoctb pesauus V: oD
Cutting speed v AU AL
lonaya Ha 3y6 (npu thpeseposanuy) f,:
Feed per tooth (milling) f: 0350 /MM —
060p0TbI B MUHYTY, N: _ a1 _ Vg - 1000 EE
Speed n: S =23201 MuH n= ST E‘E a
MwuHyTHas nogaya (nepudepun nHcTpymenTa) Vs: _ EE
Feed speed (contour) vy: £= BI0ZMWMIHES v =1,-Z-n =3

MwHyTHas nopaya (LeHTpa MHCTpyMeHTa) Vay:

Feed speed (centre point) viy: Sl LR Vi =

vi-(D—dy)

Yny-dpesepoBaHue BHyTpeHHei pe3bobl (BCTP. hpesepoBaHue, nporpamm. noaaya - no nepudepuu, 0THOCUTENbHOE NO3NLUOHMPOBaHME B c00TB. ¢ DIN 66025)
CNC internal thread milling (conventional milling, on the contour, incremental, acc. DIN 66025)

N10 G 54 G 90 G 00 X... Y... 70,000 S 3201 TO1 2) M03

N 20 G 91

N 30 G 42 G 01 X0 Y-15 F 8962 (Mepuchepms - Contour) [F 3017] 4 (Lexp ncTp. - Centre point)
N 40 G 02 X0 YO Z-2,000 10 J 15,000

... 5

N 50 G40 G 01 X0 Y15

N 70 G 90 G 00 2

KonnyectBo HUTOK pe3b0bl 9): 2

Number of threads 5):

1) B COOTB. C KOHKPETHbIMM YCNOBMSIMI 06PpABOTKK, NPOrpaMMupyemblil PaNyC MHCTPYMEHTa
JOMKEH 6bITb CKOPPEKTUPOBAH TakuM 06pasom, 4To6bl pe3b6a 6bina chopmMmUpoBaHa ¢ TpedyembiM
[J0NyCKOM. B JaHHOM cnyyae Ans JOCTVXKEHUS TOYHOCTW pe3bObl B cepeanHe nons gonycka 4H/IS01,
NporpamMM1pyeMmblii pasuyc MHCTPYMEHTA, M3MEPEHHBIA N0 BEPLUMHAM 3y6beB PEXyLLEeid YacTin (pesbl,
JOMKEH GbITb YMEHBLLEH HA BENIMYWHY YKA3aHHOI KOMMEHCALWIM HA PAaNYC (pesbl.
MoxanyicTa, Takxe, 06paTuTe BHUMAHNE, YTO BCErAA HYXKHO YUMTbIBATH TAKXKE BOMOXKHOE pavasibHoe
OTKJIOHEHME (hpe3bl (3aBUCALLEE OT eé BbINeTa, OT NPefena NPOYHOCTI 06pabaTbiBaemMoro Matepuana u T.4,).

2) 06bl4HO, MPOrPaMMMPYEMbIIA PAANYC MHCTPYMEHTA 3aN1CbIBAETCS B NaMATb MHCTPYMEHTA 1
B HEKOTOPbIX C/y4ax AONONHUTENBHO YKa3aH Ha XBOCTOBUKE MHCTPYMEHTA.
3) Mporpammupyemas rny6uHa pesbobl «b» LOMKHA 6bITb KpaTHa Lwary pe3bobl P.

4) Ecnv cuctema YIY Ha Bawem 060pya0BaHUN He BbIYUCASIET NOAAYY LIEHTPA HCTPYMEHTa
aBTOMATMYECKM, NOXANYACTa, UCMONb3YiTe 3HAYEHNS NOAYMN, YKA3aHHbIE B CKOOKAX.

5) bnok Ne 40 fomkeH GbiTb NOBTOPEH B COOTBETCTBUM C KONIMYECTBOM HUTOK Pe3b0bl.

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.

==



Pe3bGoBbie (hpe3bl o cMeHHbIMM nnacTuiamu - Circular Thread Milling Bodies with inserts  ZIRK-GF E M UG E

Mpumepbl nporpammuposanus (DIN)
WHcTpymenT: ZIRK-GF ¢ TOpLEBLIMM PEXYLUMMI niacTMHaMu

Programming examples (DIN)
Tool: ZIRK-GF with face inserts

Pa3mep pe3b0obl:
Thread dimension:

HomuHanbHbI guameTp pesbobi D:

Nominal thread diameter D:

LLlar pe3b6bl P:
Thread pitch P:

[lnameTp 0TBEPCTUS NOArOTOB. MOA Pe3boy D1:
Drilled hole diameter D1:

[ny6uHa peabobl b3):

Thread depth b 3):

06pabaTbiBaeMblii MaTepuan:

Material:

Pa3mepbl MHCTPYMeHTa:

Tool dimensions:

Matepuan UHCTPYMEHTa (CMEHHON MNACTUHbI):

Cutting material:

/3HOCOCTOIKOE MOKPbITHE:

Coating:

ApTukyn Ne:
Article no.:

Konnyectso 3y6bes Z:

No. of teeth Z:

Pexxywumin anametp dy:

Cutter diameter d:

KomneHcaums Ha paguyc MHCTpymeHTa k1):
Cutter radius compensation k 1):

MporpaMmmupyemblit paauyc MHCTpyMeHTa 1):
Cutter radius to be programmed 1):

CkopocTb pesaus V:

Cutting speed v

Mopaya Ha 3y6 (npu (peseposanmnm) f,:
Feed per tooth (milling) f:

060p0TbI B MUHYTY, N:

Speed n:

MuHyTHas nogava (nepucepun nHCTpymenTa) Vs
Feed speed (contour) vs:

MuHyTHas nopava (LeHTpa nHeTpymeHTa) Vay:
Feed speed (centre point) vqy:

M24 - 6H
24,000 Mmm
3,000 Mmm
21,000 mm

48,000 Mm

C45/1.0503
(750 H/mm2)

9 19,9 x 99 Mmm

LlenbHbIi TB. crnas
Solid carbide

TIALN-T4

GZ38100D +
GF653409.9514

8

19,900 mm

0,150 mm
9,800 Mmm
150 M/MuH
0,300 mm
S =2401 mun!
F= 5761 Mm/MuH

F = 984 mm/mMuH

0 dy

0 D1
(M3MepsiEMbIN N0 PEXXYLLMM KPOMKaM)
(measured on the cutting part)
(B COOTB. C ycnoBuAMU 06paboTKK)
(acc. work case)
0,5-dy—k)
oD
—2
:{
_ Vg~ 1000 —
T odym == =
—
—2
—
vi=f,-Z-n =
vy = i (0= dy)

Yny-chpesepoBaHue BHYTpeHHei pe3b0bl (BCTP. hpe3epoBaHne, NporpaMmm. noaaya - no nepugepun, 0THOCUTENbHOE NO3NULMOHMPOBaHNe B c00TB. ¢ DIN 66025)
CNC internal thread milling (conventional milling, on the contour, incremental, acc. DIN 66025)

N10 G54
N 20 G91
N 30 G 42
N 40 G 02
.9

N 50 G40
N70 G 90

G 90

G 01

G 01
G 00

MawumHHoe Bpemsi 06pa6oTkm t:
Machining time t;:

Konn4ecTBo HUTOK pe3b0bl 5):

Number of threads 5):

1) B COOTB. C KOHKPETHBIMM YCNOBMAMM 06paBOTKM, NPOrpaMMUPyeMbIil PAAKYC MHCTPYMEHTa
JOMKEH 6bITb CKOPPEKTUPOBAH TakMM 06pasoMm, YTo6bI pe3bba Gbina chopmMmupoBaHa ¢ TpebyembiM
[0NYCKOM. B ;aHHOM cnyyae ANs JOCTVKEHNS TOYHOCTI pe3bObl B cepeanHe nons gonycka 4H/IS01,

G 00 X...

X0
X0

X0
Z3

12,6 cek.

Y... 70,000 S 2401 T012) MO03

Y-12 F 5761 (Mepucepus - Contour) [F 984] 4) (LienTp mHcTp. - Centre point)
YO Z-3,000 10 J 12,000

Y12

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

NporpaMM1pyeMblit PAINYC MHCTPYMEHTA, U3MEPEHHBIN M0 BepLuMHaM 3yGbes pexyLueid yacTv pesbl,  of the tool).
JIOSDKEH ObiTb YMEHbLLEH HA BENMYMHY YKA3AHHOI KOMMEHCALMM Ha PAAYC (pesbl.
MoXanyincTa, Takxke, 06paTTe BHAMAHME, YTO BCEr/1a HY)KHO Y4MTbIBATL TAKXKE BO3MOXKHOE PaManbHoe

OTKIIOHEHMe (hpesbl (3aBUCSILLIEE OT €8 BbIETa, OT NPeAeNia NPOYHOCTY 06pasaTbIBAEMOro Marepuana 1 T.4.).

2) 06bI4HO, NPOrPAMMUPYEMbII PAANYC MHCTPYMEHTA 3aM1CbIBAETCS B MaMsiTb UHCTPYMEHTA 1

B HEKOTOPbIX C/y4ax AONONHUTENbHO YKa3aH HA XBOCTOBUKE UHCTPYMEHTA.
3) Mporpammupyemas rny6uHa pesbobl «b» JOMKHA GbITb KpaTHa Lary pesbobl P.

4) Ecnv cuctema YNY Ha Bawem 060pya0BaHUN He BbIYMCASET NOAAYY LIEHTPA MHCTPYMEHTa

ABTOMATUYECKM, NOXANYICTA, MCMONb3YITE 3HAYEHMS NOJAYMN, YKa3aHHbIE B CKOOKAX.

5) bnok Ne 40 gomkeH ObiTb NOBTOPEH B COOTBETCTBUM C KONMYECTBOM HUTOK Pe3b0bl.

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.

Ce=



E M UG E Pe3bGoBbie (hpe3bl co cMeHHbIMM MnacTuhami - Circular Thread Milling Bodies with inserts  ZIRK-GF
Mpumepsbl nporpammuposanuns (DIN) Programming examples (DIN)
WHcTpymeHT: ZIRK-GF ¢ TOpLEBbIMU PEXYLLWMMU NAACTUHAMU Tool: ZIRK-GF with face inserts
Pa3mep pe3b0obl: M 20 - 6H :
Thread dimension: =
HomuHanbHbI guameTp pesbobi D: 5
Nominal thread diameter D: AN AL
LLlar pe3b6bl P:
Thread pitch P: AL ,

e
[LnameTp 0TBEPCTUS NOArOTOBII. NOA pe3boy D+:
Drilled hole diameter Dy LA
[ny6uHa peabobi b3):
Thread depth b 3): HULLURT]
06pabaTbiBaeMblii MaTepuan: C45/1.0503
Material: (750 H/mm2)

) \
Pa3mepbl MHCTPYMeHTa:
Tool dimensions: B RIS z
Martepman UHCTpyMeHTa (CMEHHOIA MNAaCTUHbI): LlenbHbIn TB. cnnas 8 d4
Cutting material: Solid carbide
M3HOCOCTOKOE MOKPbITUE:
Coating: T
ApTikyn Ne: GZ38100C + 8 D1
Article no.: GF653309.9514
KonuyecTtso 3y6beB Z: 8
No. of teeth Z:
Pexywin anametp dq: 15.900 (M3mepsieMbIil MO PEXYLLNUM KPOMKAM)
Cutter diameter d4: g LI (measured on the cutting part)
KomneHcalws Ha paguyc MHCTpymeHTa k1): 0125 mm (B COOTB. C YCIIOBUAMM 06PaBOTKM)
Cutter radius compensation k 1): ’ (acc. work case)
Mporpammupyemblii papuyc MHCTpymeHTa 1: o
Cutter radius to be programmed 1): DT ALY (05-di -k
Ckopoctb pesauus V: )
Cutting speed v U5 AL
lonaya Ha 3y6 (npu thpeseposanuy) f,:
Feed per tooth (milling) f: IR —
060pOTbI B MUHYTY, N: _ 4 _ Vg 1000 EE
Speed n: S =3 004 MuH n= ST E—E a
MwuHyTHas nogaya (nepudepun nHcTpymenTa) Vs: _ EE
Feed speed (contour) vj; F= 6009 Mm/MAH v =1f,-Z-n —

MwHyTHas nopaya (LeHTpa MHCTpyMeHTa) Vay:

Feed speed (centre point) viy: SRR SRR i =

vi-(D—dy)

Yny-dpesepoBaHue BHyTpeHHei pe3bobl (BCTP. hpesepoBaHue, nporpamm. noaaya - no nepudepuu, 0THOCUTENbHOE NO3NLUOHMPOBaHME B c00TB. ¢ 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 3004 TO1 2) MO03

N 20 G 91

N 30 G 42 GO1 X0 Y-10 F 6009 (Mepuchepms - Contour) [F 1232] 4)(Lientp mHcTp. - Centre point)
N 40 G 02 X0 YO Z-2,500 10 J 10,000

.9

N 50 G 40 GO1 X0 Y10

N70 G 90 G 00 225

MawmHHoe Bpemsi 00pa6oTkm t;:
Machining time ty: 0.0/cexs
KonnyectBo HUTOK pe3b0bl 9):

Number of threads 5): 16

1) B COOTB. C KOHKPETHbIMM YCNOBMSIMI 06PABOTKK, NPOrpaMMupyemblil PANYC MHCTPYMEHTa
JOMKEH 6bITb CKOPPEKTUPOBAH TakuM 06pasom, 4To6bl pe3b6a 6bina chopmMmupoBaHa ¢ TpedyembiM
[J0NYyCKOM. B JaHHOM Ccnyyae Ans JOCTVXKEHUS TOYHOCTW pe3bObl B cepeanHe nons gonycka 4H/IS01,
NporpamMM1pyeMmblii pasuyc MHCTPYMEHTA, M3MEPEHHBIA N0 BEPLUMHAM 3y6beB PEXyLLEeid YacTin (pesbl,
JOMKEH GbITb YMEHBLLEH HA BENIMYWHY YKA3aHHOI KOMMEHCALWIM HA PAaNYC (pesbl.
MoxanyicTa, Takxe, 06paTuTe BHUMAHNE, YTO BCErAA HYXKHO YUMTbIBATH TAKXKE BOMOXKHOE pavasibHoe
OTKJIOHEHME (hpe3bl (3aBUCALLEE OT eé BbINeTa, OT NPefena NPOYHOCTI 06pabaTbiBaemMoro Matepuana u T.4,).

2) 06bl4HO, MPOrPaMMMPYEMbIIA PAANYC MHCTPYMEHTA 3aN1CbIBAETCS B NaMATb MHCTPYMEHTA 1
B HEKOTOPbIX C/y4ax AONONHUTENBHO YKa3aH Ha XBOCTOBUKE MHCTPYMEHTA.
3) Mporpammupyemas rny6uHa pesbobl «b» LOMKHA 6bITb KpaTHa Lwary pe3bobl P.

4) Ecnv cuctema YIY Ha Bawem 060pya0BaHUN He BbIYUCASIET NOAAYY LIEHTPA HCTPYMEHTa
aBTOMATMYECKM, NOXANYACTa, UCMONb3YiTe 3HAYEHNS NOAYMN, YKA3aHHbIE B CKOOKAX.

5) bnok Ne 40 fomkeH GbiTb NOBTOPEH B COOTBETCTBUM C KONIMYECTBOM HUTOK Pe3b0bl.

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.
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Pe3bGoBbie (hpe3bl o cMeHHbIMM nnacTuiamu - Circular Thread Milling Bodies with inserts  ZIRK-GF E M UG E

Mpumepbl nporpammuposanus (DIN)
WHcTpymenT: ZIRK-GF ¢ TOpLEBLIMM PEXYLUMMI niacTMHaMu

Programming examples (DIN)
Tool: ZIRK-GF with face inserts

Pa3mep pe3b0obl:

Thread dimension: M14x1,5 - 6H -=
HomuHanbHbI guameTp pesbobi D: »
Nominal thread diameter D: L
LLlar pe3b6bl P:
Thread pitch P: LRy _
[lnameTp 0TBEPCTUS NOArOTOB. MOA Pe3boy D1: 12,500 Mm ) =
Drilled hole diameter D1: ’
[ny6uHa peabobl b3):
Thread depth b 3 24,000 mm
06pabaTbiBaeMblii MaTepuan: C45/1.0503
Material: (750 H/mm2)

) \
Pa3mepbl MHCTPYMeHTa: 59.9 68 MM ;

Tool dimensions:

Matepuan UHCTPYMEHTa (CMEHHON MNACTUHbI): LlenbHblii TB. cnnas 0 dy
-

Cutting material: Solid carbide

3HOCOCTOIIKOE NOKPBITHE:

Coating: TIALN-T4

ApTiakyn Ne: GZ38100A + 8 D1
Article no.: GF653109.9512

Konnyectso 3y6beB Z: 6

No. of teeth Z:

PexyLuvin anameTp dq: 9900 (M3MepsiEMbIN N0 PEXXYLLMM KPOMKaM)

Cutter diameter d: ’ M (measured on the cutting part)

KomneHcauus Ha paguyc WHCTpymeHTa K1): 0.075 M (B COOTB. C yCrOBUSIMIA 06PABOTKM)

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

MporpaMmmupyemblit paauyc MHCTpyMeHTa 1): o

Cutter radius to be programmed 1): L (05-di -k

CkopocTb pesaus V: oD
Cutting speed v [N

Mopaya Ha 3y6 (npu (peseposanmnm) f,:

Feed per tooth (milling) f: b IEUET —
060pOTbI B MUHYTY, N: _ 4 _ vg-1000 EE
Speed n: S =4 825 MuH n= By E—E )
MuHyTHas nogava (nepucepun nHCTpymenTa) Vs _ EE
Feed speed (contour) v¢: F=5211mMwmmH v =1,-Z-n ==
MuHyTHas noaaya (LeHTpa MHCTpYMeHTa) Vo _ _ v (D-dy)

Feed speed (centre point) vqy: 7 UL Yim = D

Yny-chpesepoBaHue BHYTpeHHei pe3b0bl (BCTP. hpe3epoBaHne, NporpaMmm. noaaya - no nepugepun, 0THOCUTENbHOE NO3NULMOHMPOBaHNe B c00TB. ¢ DIN 66025)
CNC internal thread milling (conventional milling, on the contour, incremental, acc. DIN 66025)

N10 G 54 G 90 G 00 X... Y... 70,000 S 4825 T012) MO03

N 20 G 91

N 30 G 42 G O1 X0 Y-7 F 5211 (Mepuchepus - Contour) [F 1526] ) (LienTp ucTp. - Centre point)
N 40 G 02 X0 YO Z-1,500 10 J 7,000

.5

N 50 G40 G 01 X0 Y7

N 70 G 90 G 00 Z15

MawumHHoe Bpemsi 06pa6oTkm t: 8,1 cek.

Machining time t;:

Konn4ecTBo HUTOK pe3b0bl 5):

Number of threads 5): 16

1) B COOTB. C KOHKPETHbIMM YCNOBUAMI 06pAGOTKM, NPOrpaMMUPYEMbIii Paauyc MHCTPYMEHTa 1) The cutter radius to be programmed must be corrected, depending on the work case, until the

JOMKEH 6bITb CKOPPEKTUPOBAH TakMM 06pasoMm, YTo6bI pe3bba Gbina chopmMmupoBaHa ¢ TpebyembiM
[0NYCKOM. B ;aHHOM cnyyae Ans JOCTVKEHNS TOYHOCTI pe3bObl B cepeanHe nons gonycka 4H/IS01,
npoOrpaMMMpyeMmblii paguyc MHCTPYMEHTA, M3MEPEHHbIN N0 BEPLUMHAM 3Y6beB PeXXyLLEl YacTi (hpesbl,
JO/KEH GbITb YMEHbLLEH HA BENMYIMHY YKA3AHHOM KOMMEHcaLm Ha pagnyc (pesbl.

Moxanyncra, Takxe, 06paTuTe BHUMAHWE, YTO BCErAa HYXHO Y4UTbIBATb TAKXKE BO3MOXHOE pauabHoe
OTKJIOHEHWE (hpe3bl (3aBUCsLLEE OT e BbUNETa, OT Npefena NPOYHOCTY 06pabaTbiBaemMoro Marepuana u T.4,).

2) 06bI4HO, NPOrPAMMUPYEMbII PAANYC MHCTPYMEHTA 3aMM1CbIBAETCS B MaMsiTb UHCTPYMEHTA 1
B HEKOTOPbIX C/yYax JA0MOHUTENbHO YKa3aH HA XBOCTOBUKE UHCTPYMEHTA.

3) Mporpammupyemas rny6uHa pesbobl «b» JOKHA GbITb KpaTHa Lary pesbobl P.

4) Ecnv cuctema YNY Ha Bawwem 060pya0BaHUN He BbIYMCASET NOAAYY LIEHTPA UHCTPYMEHTa
ABTOMATUYECKM, NOXANYICTA, MCMONb3YITE 3HAYEHMS NOJAYMN, YKa3aHHbIE B CKOOKAX.

5) bnok Ne 40 gomkeH ObiTb NOBTOPEH B COOTBETCTBUM C KONMYECTBOM HUTOK Pe3b0bl.

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.
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