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®pesbl Ana U3rotoBneHns pesbobl HeO60NbLUUX pa3MepoB
Circular Thread Milling Cutters for Small Thread Sizes



EM UE E LienbHble TBepAocnnasHble peab6osble pesbl - Circular Thread Milling Cutters

[ins BecbMa CNOXHbIX 0nepaLmii no opmM1MpoBaHnio pesb6bl HEGOMbLLNX
pa3mepos (0T M1), BO BCex CyLLecTBYOLLMX 06pabaTbiBaeMblx MaTepuanax,
0CO6GEHHO XOPOLLIO NOAXOAAT LieNbHble TBEPLOCMIIaBHbIE Pe3bO0Bble (hpesbl
cepun ZGF.

Nx Bepcus ZGF —2 x D 6bina paspaboTaHa Kak J0CTaT04HO YHUBEPCANbHAS,
Korja OfiHoM pe3b60BoM (hpe3oint MOXKHO U3rOTaBANBATL PE3bObl PA3NNYHBIX
JVameTpOoB 1 C PasfNyHbIMK LAramu B Npeenax ykasaHHbIX AnanasoHoB.

Lins peseposanus 6onee rny6okux pesob Obinm paspaboTaHbl CTaHAAPTHbIE

Bepcun ZGF —3 x D n ZGF - 4 x D. Takumu ppe3amu MOXXHO U3roTaBuBaTh
pe3b0bl, KAKOr0-TO OAHOM0 YKA3aHHOTO ANAMETPa, HO C PasfMyHbIMK Liaramu

B Mpefenax YKazaHHbIX AvanasoHoB.

Bepcus ZGF-Z, 6narogapst onTUMM3UPOBAHHON FrEOMETPUMN PEXXYLLUX KPOMOK
1 YBENIMYEHHOMY KONIMYECTBY 3yObEB, MO3BONSET LONOMHUTENBHO YBEINYNTD
CKOPOCTb 06pabOTKN 1 COOTBETCTBEHHO NPOU3BOANTENIBHOCTb.

Bepcusa ZGF-S-CUT 6bina cnpoekTpoBaHa creuuanbHo ans dpesepoBanns

pe3b0bl B Hanbonee TpyaHoo6pabaTbiBaeMblx matepuanax, a ZGF-H-CUT ans
(bpe3epoBaHus pe3bObl B 3aKaNEHHbIX MaTepuanax.

The circular thread milling cutters of the ZGF type series are particularly
suitable for difficult machining operations with smaller thread sizes (from M1).
The ZGF — 2 x D version was developed for universal use, and the

ZGF — 3 x D and ZGF — 4 x D versions can also be used for large

thread depths.

The circular thread milling cutter ZGF-Z enables faster machining of
components thanks to its optimised cutting geometry and a high number
of grooves.

The circular thread milling cutters type ZGF-S-CUT are designed for use
in materials that are difficult to machine, and the ZGF-HCUT is used
for hard materials.
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LlenbHble TBepAocnnaBHble pe3booBbie pesbl - Circular Thread Milling Cutters

Andvantages of
circular thread milling cutters

OcHOBHblE NpeumyLLecTBa
MCnoNb30BaHus pe3b00BbIX hpe3

e Bbicokas 6e3onacHOCTb npouecca e High process safety

e Huskue cunsl pezanus e Low cutting forces

e Pe3b6a MOXET ObITb BbINOMHEHA C JII0ObIM CTAHAAPTHBLIM A0MYCKOM e Threads with any standard tolerance

® HeT oceBbIX NOrPeLIHOCTEN 1 3ape3aHuii Npoduns pe3bobl e No axial miscut threads

© BbICOKOE Ka4eCTBO NOBEPXHOCTM NPOCHuNA pe3bobl e High surface quality of the threads

e Pe3b6a MOXET ObITb BbINOMHEHA 10 CAMOr0 iHA OTBEPCTUS e Threads can be cut down to the bottom of the hole
©  BbICOKast TOYHOCTb NO3ULWMOHUPOBAHNS e High positioning precision

®  OIMH MHCTPYMEHT KaK [1 NPaB0-CTOPOHHEN, TaK W IEBO-CTOPOHHEN Pe3bObl e Suitable for right-hand and left-hand threads

Available in the most common dimensions
of thread systems

B Hanuuum ans Bcex Hanbonee YacTo BCTPEYAOLLMXCA
pa3mepoB U CTaHAAPTOB Pe3bObl

MeTpuyeckas pesbba ISO, DIN 13

9 ISO Metric coarse thread DIN 13
OCHOBHOIA LLar

MeTpuyeckas pesbba ISO, DIN 13

MENKWUIA Lwar

YHuchnumpoBaHHas AroriMoBas pesb6a (ANSI B1.1)

YHutmumpoBaHHas arorimosas pesb6a, ASME B1.1
OCHOBHOIA LLar

YHucuumpoBaHHas aronmoas pesbba, ASME B1.1
MENKWUiA Lwar

[JoiimoBas Tpy6Has pe3bba (ButeopTa)
DIN EN IS0 228

MoxeT ncnonb3oBartbcsl Aisi BCEX rpynn
o0pabaTbiBaeMbIX MaTepuanoB

Crann

Hepxasetowme ctanv

YyryHbl

JIérkne cnnasbl

’KaponpoyHble 1 cnewmanbHble cniasbl

3akanéHHble matepuabl

G (BSP)

Suitable for use

in the material groups

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

Hard materials
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E M U G E LienbHble TBepAoCNaBHbIE PE3b00BbIE (DPE3bl

Circular Thread Milling Cutters

ZGF

LlenbHble TBEpAOCIIaBHbIE Pe3b00Bbie thpe3bl ZGF

o Jinq (hpesepoBaHus pesbbbl pasmepom ot M 1

e C koppexumen npocuns pe3bobl

o Kaxaas (hpesa Ans HECKOJIbKMX AUamMeTPOB U Laros pesbobl (ans ZGF-2xD)

o Kaxaas dpesa Ans KOHKPETHOro AuameTpa U HECKOMIbKUX LaroB pesbobl
(nns ZGF-3xD u ZGF-4xD)

Circular thread milling cutters ZGF

e For the machining of threads from M 1

e With corrected thread profile

e Each threadmill for several thread sizes and pitches (ZGF-2xD)

e Each threadmill for one thread size and several pitches
(ZGF-3xD and ZGF-4xD)

LienbHble TBepaocnnaBHbie pe3b0oBbie thpesbl ZGF-Z

¢ JInq (hpesepoBaHus pe3bbbl 0T M 1,6

o CokpaLLéHHoe Bpemst 06paboTky 6naroaaps YBENUYEHHOMY KONMYECTBY 3y6beB
11 CMeLManbHoi reOMETPIM PEXYLLNX KPOMOK

o C koppekuven npocunsi pe3bobl

o Kaxxgas (pesa Ana KOHKPETHOro AMameTpa u HECKOJIbKUX LIaroB Pesbobl

Circular thread milling cutters ZGF-Z

e For the machining of threads from M 1.6

e Short machining time due to increased number of flutes
o With corrected thread profile

o Each threadmill for one thread size and several pitches

ZGF-S-CUT

LienbHble TBepaocnnasHbie pe3booBbie hpesbl ZGF-S-CUT
o Jinq (ppesepoBaHns pesbbsbl oT M 3
© [1eBO-CTOPOHHUIA UHCTPYMEHT

o JIng cneumanbHbIX XXaponpoyHbIX MaTepUaoB Taknx, Kak NHKoHenb n
TutaHoBble cnnasbl

o C Koppekumeii npouns pe3bobl
e Kaxxgas pesa Ans KOHKPETHOrO AMameTpa v ToNbKO 04HOr0 Lara pesbobl

Circular thread milling cutters ZGF-S-CUT
e For the machining of threads from M 3

o | eft-hand rotating tool

o For special materials like Inconel and Titanium

o With corrected thread profile

e Fach threadmill for one thread size and one pitch only

ZGF-HCUT

LienbHble TBepaocnnasHbie pe3booBbie hpesbl ZGF-HCUT
o [inq (hpesepoBanns pesbbbl oT M 3

© [1eBO-CTOPOHHUIA UHCTPYMEHT

o Jing Tepmoo6paboTaHHbix matepuanos ot 44 HRC

 C koppekumen npocuns pe3b0bl

® Kaxgas (hpesa Ans KOHKPETHOro AuameTpa v ToNIbKO 04HOr0 Luara pesbobl

Circular thread milling cutters ZGF-HCUT
e For the machining of threads from M 3

o | eft-hand rotating tool

e For materials from 44 HRC

o With corrected thread profile

o Each threadmill for one thread size and one pitch only
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LienbHble TBepAocniaBHble pe3b6oBble pesbl - Circular Thread Milling Cutters E MUGE

ZGF ZGF-Z ZGF-S-CUT ZGF-HCUT
) (O (1)
' ->
I | aip aip
| | | m
2xD 3xD 4xD 2xD 2xD 3xD 2xD
CtpaHuua - Page

8 9 10 11 12 12 13
8 9 10 11 12 12 13
14 15 16 16
14 15 17 17
18 18

Mpumepsbl nporpammupoBaqus (DIN), cM. Ha cTp. 20 - 23
Programming examples (DIN), see pages 20 - 23

Lnkn cppesepoBanus pesndbl - Thread milling cycle
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E M UG E LienbHbie TBEpAOCINaBHbIe pe3bioBbie thpesbl - Circular Thread Milling Cutters

PekomeHgaumu no BbIOOPY U peXxumam pe3aHus

Moxanyiicta, 06paTuTe BHUMaHue:
PeXuMbl pe3aHuns ykasaHHble B NPUBEAEHHOI HKE TabNuULE, IBNSIOTCA CTAPTOBbIMU 3HAYEHNSMMU,
C KOTOPbIX CieayeT HaumHaTb 06paboTKy, U KOTOpble fanee, Npu HEO6XOAUMOCTH, AO/KHbI ObITb
CKOPPEKTMPOBaHbI B 3aBUCUMOCTM OT Balumx KOHKPETHBIX YCNOBUIA 06paboTKu (Mcn. 060pyLoBaHNeE,
06pa6aTbiBaeMblil MaTepuan 1 ero CoCTOSIHIE, TUM UCMOJb3YEMOr0 OXNaXAEHNS, CMa3Kn 1 T.4.)

B KoNoHKe ¢ HanGonee PeKOMEHALYEMbIM MHCTPYMEHTOM CKOPOCTb PE3aHisi YKa3blBAETCS KUPHbIM
LWPNETOM, B KOIOHKE C MOAXOAALLMM MHCTPYMEHTOM 00bIYHbIM:
- HanGonee nogxopasuiasn pe3booBas thpesa
- Moaxopsias pe3b6oBas pesa

Ve = CKOpOoCTb pe3aHns [ M/MuH ]
f, = Mopaya Ha 3y6 [ Mm/3y6 |

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

—

. = Cutting speed [ m/min ]
, = Feed per tooth [ mm ]

06nacTb npumeHeHns — 06pabaTbiBaeMble MaTepuansl
Range of application — Materials

X0JI0JHOKATaHbIE CTaIN,

Cold-extrusion steels,

Mpumepbl maTepuanos
Material examples

Cranb 15

Kop matepuana (npumepbi)
(W-nr.) Material numbers

(EN119-3 EBpoHopMb)

1.

KOHCTPYKLMOHHbIE CTanm, Construction steels, < 600 N/mm? (.3, BCT3cn, Ber3ens, €235, Cr3en 1.0037 (S235JR,St37-2)
ABTOMATHbIE CTA/N U T.N. Free-cutting steels, etc. A12, A20, Ador 1.0722 (10SPb20)
KOHCTPYKLMOHHbIE, HENIErp. v HU3KonermposaxHble ctan, | Construction steels, Créicn, Cr. 45, 14XIC, 09r2C 1.0070 (E360, $t70-2)
LleMeHTMpOBaHHbIE CTaNM, Cementation steels, < 800 N/mm? 18XT, 18XI-LUI, 15X 1.7131 (16MnCrg)
CTanbHoe MTbE u T.N. Steel castings, efc. 20XMI1, 30XM1, 30 XMA, 30XM-NB 1.7218 (6S-25CrMod)
LleMeHTMpOBaHHbIE CTaNu, Cementation stegls, 20XM, 30XMA, 30XM-LLI 1.7320 (20MaCr3)
Tepmoo6paboTaHHble CTanu, Heat-treatable steels, < 1000 N/mm? 38XM, 38XM-LLI, 42XM 1.7225 (42CrMo4)
HeTennocTolikvie cTanu, NOAWMNHUKOBbIE CTa/M U T.M. Cold work steels, etc. X, LLIX4, LLIX9, LLIX12, LLIX15, LLX158 1.2067 (1020r6)
Tepmoo6paboTaHHble CTau, KOHCTP. PECCOPHO-NPYXMHHbIE | Heat-treatable steels, 50X, 50XT®A, 50XPA 1.7228 (50CrMod)
HeTennocToitkie ctanu, Cold work steels, < 1200 N/mm? 45X2HAM®A, 78XH3OTP, BUC-12 1.2767 (X45NiCrMo4)
A30TUPOBAHHBIE TN 1 T.M. Nitriding steels, etc. 30X3MO 1.8515 (31CrMo12)
BbICOKONErpoBaHHble cTanu, High-alloyed steels, 4XSMOC, 38XH3MOA 1.2367 (X38CrMoV5-3)
HeTennocToitkvie cTam, Cold work steels, < 1400 N/mm? 95X8M2r, 95X5TMd 1.2990 (X100CrMoVg-1-1)
TennocTovikue CTanu, UHCTPYMEHTallbHbIe CTanv v .. Hot work steels, etc. 4X5M®1C, 50X2HMOH0, 7X3, 31958 1.2344 (X40CrMoV5-1)
Hepxaselowue ctanu Stainless steel materials

1.1 DeppuTHble, MAPTEHCUTHbIE HEPXKABEIOLLYME CTAN Ferritic, martensitic < 950 N/mm? | 08-12X13, 20 - 40X13, 20X11MH®, 07X16H45 | 1.4512/1.4028 (X2CrTi12)

M 21 AYCTEHUTHBIE HEp cTanu Austenitic < 950 N/mm? 08 - 12X18H10T, 08X17H13M2T, 20X23H18 1.4541/1.4571 (X6CrNiMoTi17-12-2)
3.1 AyCTeHuTo-(heppuTHble ([ynnekcHble) Austenitic-ferritic (Duplex) < 1100 N/mm? 03X22H5AM2, 08X25H4M2, 3153 1.4462 (X2CrNiMoN22-5-3)
41 AycTeHuTO-(heppuTHbIE XXaponpoyHble (Cynep AynnekcHble) | Austenitic-ferritic heat-resistant (Super Duplex) < 1250 N/mm? DeppuHoke 255%, Ypayc 2507° 1.4410 (X2CrNiMoN25-7-4)

= f p " 100 - 250 N/mm? €410, C415, €425 EN-JL-1030  (EN-GJL-200 (6620))
Cepblii yyryH (GJL) Cast iron with lamellar graphite (GJL) 250 - 450 N 0430, 0135 B 1050 E6JL:300 (6630)
p [ . 350 - 500 N/mm? BY 40 EN-US-1030 _ (GJS-400-15(6GG40))
BbICOKONPOYHbIIA YyryH C LapoBuaHbIM rpacduTom (GJS) Cast iron with nodular graphite (GJS) 500-900 N BY70 EIST070 (657002 66670)
" M [ " . 300 - 400 N/mm? B30, YB35 (6JV 300)
Cepblii BEPMUKYNAPHBIA YyryH (GJV) Cast iron with vermicular graphite (GJV) 400500 Niwnd UBT40, YBI45 V450
" M M f 250 - 500 N/mm? K435-10 EN-JM-1010  (GIMW-350-4(GTW-35)
KoBKwuit 4yryH ((beppuTHBII, NepanTHbIA) (GTMW, GTMB) Malleable cast iron (GTMW, GTMB) 500~ 800 N/wh? Ku25.7. Ku5od N1 (GVB-450-6 (61545
AnOMUHUEBbIE CNNaBbl Aluminium alloys
" p < 200 N/mm? A1, AO, 11, A8, AMrM1, Amu, 116 ENAW-3103  (EN AW-AiMn1)
lﬁ::';:fmmm” TIONMHA U ACHOPUMPYEMSIe Aluminium wrought alloys =350 Niu® | AK7, AK8, AK12, A5, BIT7, A5 | ENAV-6060 _(EN AW-ANGS)
< 550 N/mm? B95 / AW-7075 ( AlZn6Mg2Cu -3.4365 ) ENAW-7022  (AiZn5Mg3Cu, 3.4345)
Si<7% AMr5n, AMrén, A13, A28 ENAC-51300  (EN AC-AIMg5)
luTeliHble CNNaBbl amoMIHMS Aluminium cast alloys 7% < Si <12% AK8M3, AJI8, A9, AK124 ENAC-46500  (EN AC-AISi9Cu3)
12% < Si <17% AK17M4 (GD-AISi17Cu4FeMg)
MepHble cnnasbl Copper alloys
TexHW4ECKV YncTas Mefib, HU3KONernpoBaxHble cniasbl Meav | Pure copper, low-alloyed copper < 400 N/mm? MO0, M0, M1, M2, M3M1, M1E, M2 ENCWO04A  (E-Cu57)
MeAHO-LHKOBbIE CMaBb (NaTyHb, AMMHHOCTPYXEYHble cnn.) | Copper-zinc alloys (brass, long-chipping) < 550 N/mm? J106, 1190, N1LI40C, NLI30A3, 1163 ENCW508L  (CuZn37 (Ms63))
MeaHO-LHKOBbIE CMAIaBbl (NaTyHb, KOPOTKOCTPYXEYHbIe cnl.) | Copper-zinc alloys (brass, short-chipping) < 550 N/mm? 11C, N1C59-1, J1C60-2, NC63-3, 1A 67 ENCW 603N (CuZn36Pb3 (Ms58))
MegHo- Ie cnnasbl (6poH3a Alu-Bronze, an.ctp.) | Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm? BpAX9-4, BAXH, BpAXH10-4-4 ENCW 307G (CuAlONiSFed)
MegHo-( e CnaBbl (6POH3a, ANMHHOCTPYXKEYHbIE) Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm? bp0®8,5-0,3 ENCW 459K (CuSnsP)
MegHo-( Ie CnnaBbl (6POH3a, KOPOTKOCTPYXKEYHbIE) Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm? bpOLIC7-2-2 21090 (CuSn7 Zn®Pb (Rg7)
i < 600 N/mm? AMKO® 8 (AMPCO ¥ 8)
CnevuvanbHble CnNasbl Meg Special copper alloys =T 400 e KOS5 WP
MarHueBble cniasbl Magnesium alloys
TeXHNYECKM YuCTbIin MarHuin. lechopmupyemble cn. MarHus | Magnesium wrought alloys < 500 N/mm? MA1-MAS 3.5612 (MgAl6Zn)
JIuTeiHble CrnaBbl Markus Magnesium cast alloys < 500 N/mm? M3, M7I5, M7i6, BMA-1 EN-MC21120  (EN-MCMgAI9Zn1)
CuHTETUYECKNE MaTepuabl Synthetics
YrnennacTuku, KOMMO3NLMOHHbIE (KOPOTKOCTPY)KEYHbIE) Duroplastics (short-chipping) Bakenut®(8,C), Mep  Mepmansiekc (Bakelit®, Pertinax®)
TepmonacTiku - YrnennacTuku (AAMHHOCTPYXKeYHbIE) Thermoplastics (long-chipping) Moswcr.(PS), Moaunpon.(PP), MMMK (PMMA, POM, PVC)
KomMnosuumoHHble, ¢ ycunexHbiMu BookHamm (< 30 %) Fibre-reinforced synthetics (fibre content < 30%) C KeBNap., yrnepoaH., CTEKNOBONOKHOM (GFK, CFK, AFK)
KOMNO3NLWMOHHbIE, C YCUNEHHbIMU BONOKHamMK (> 30 %) Fibre-reinforced synthetics (fibre content > 30%) C KeBAap., yrMepoaH., CTEKNOBONOKHOM (GFK, CFK, AFK)
CneuuanbHble Matepuansl Special materials
Ipagmur Graphite 11-1,1-3, AT-1500 683, Ar-1500 CO-5 (C8000)
Bonb(hpamo-MefHble cnnasbl Tungsten-copper alloys BJI-75, BAI-20, BM-25, BM-20 (W-Cu 80/20)
KomnosuTHble Matepuaibl Composite materials Xunwr, Anioko6oHn® (Hyite, Alucobond®)
TuTaH, TUTaHOBbIE CNAiaBbl Titanium alloys
TeXHUYECKM YUCTbIA TUTaH 11 €ro Cnnasbl (a, nc.-a 1 a+p) Pure titanium and Titan Grades (q, near-a and a-+) < 700 N/mm? BT1-00, BT1-0, BT1-2, NT-3B, 0T4-1, NT-7M__ | 3.7026 (Titan Gr.1-4, TI3AI2,5V (Gr.9))
. i < 1200 N/mm? BT5-1, BTS, BT6, BT6c, AT6, BT3-1, BT20 3.7165 (Ti5AI2,55n (Gr.6), TIAIGV4)
TutaHosble cnnasbl (a, a-+f, nocne omkura, 3aK. v crapenns) | Titanium alloys (a, a-+B, near-B in annealed or aged cond.) = 1400 NP 879, BT14, BT16. B122, 8123 3718 TAHo4502, TH0V2FeaA]
Cninasbl HUKens, ko6anbTa, Xenesa Nickel alloys, cobalt alloys and iron alloys
TEXHUYECKM YNCTbIN HUKENb Pure nickel < 600 N/mm? HN, H2, KA, HT1A-U 24060 (Ni 99,6)
ol < 1000 N/mm? | Monens MHXMuy 28-2,5-1,5; XH70MO (3M496) | 2.4360 (Monel® 400, NiCu30Fg)
KAPOMPOSHbIE CTTaBo! Ha OCHOBE HAKENA Nickel-base aloys < 1600 N/mm? XHB010, XH58B, XH75METIO, XH70MBTHOB 2.4668 (Inconel® Alloy 718, 625, X750)
g < 2000 N/mm? | 40KXHM, Xaiinc® 25, Bukannod, H0numer® 605 | 2.4964 (Haynes® 25, Udimet® 605)
)KaponpoyHble cniasbl Ha 0CHOBE Ko6anbTa Cobalt-base alloys 1600 N BaK-P.B3- 14K LI, 4EKOBH, Biman a0 telle 69
KaponpoyHble Cryiasbl HA 0CHOBE Xenesa Iron-hase alloys < 1500 N/mm? XH32T (31670), XH32BTH), XH38BT (31703) 1.4958 (Incoloy © 800)
3akanéxHble maTepuansi Hard materials
44 - 50 HRC 10rH2M®A, 10rH2M®A-B/j, 18XrCH (Weldox® 1100)
. . 50 - 55 HRC Xapaokc® 500, Xapgoke® 550 (Hardox® 550)
H & g:ggﬁgnﬁg::::;fs:;n;: E:ﬂaﬁ::;f ;VTI::: ! High strength steels, hardened steels, hard castings 55-60 HRC Apmokc® 500T, Apmokc® 600T (Amo® 6001)
14 60 - 63 HRC Ferro-Titanit (Ferro-Titanit)
15 63 -66 HRC M35, PEMSKS (HSSE)
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LienbHbie TBepAocnnaBHbie pesboosbie thpesbl - Circular Thread Milling Cutters E M UG E

&P &P
ZGF ZGF-Z ZGF-S-CUT ZGF-HCUT
Ve fz Ve fz Ve fz
ﬂlj’K%i:l’TVLﬂ TICN ody<4mm |@dy<8mm |pd;>8mm | TIALN-T46 (pdy<4mm | od;<8mm | 6d;>8mm | TIALN-T46 | gdi<4mm |pgdi<8mm |od;>8mMMm
ncoate

40-100 80-250 | 0,005-0,04 | 0,04-0,07 | 0,05-0,15 80 - 250 0,01-0,04 | 0,04-007 | 005-0,15

30-80 60-200 | 0,005-0,04 | 0,04-0,07 | 0,05-0,15 60 - 200 0,01-0,04 | 0,04-0,07 | 005-0,15

20-60 40 - 150 0,005-0,03 | 0,03-0,05 | 0,04-0,12 40 - 150 0,01-0,03 | 003-005| 004-012

20 - 60 40-120 | 0,003-0,02 | 0,02-0,06 | 0,04-0,12 40-120 |0,006-0,02| 0,02-005| 0,04-0,12

20 - 60 40-100 | 0,003-0,02 | 0,02-0,06 | 0,04-0,12 40-100 |0,006-0,02| 0,02-005| 0,04-0,12

40-120 | 0,003-0,03 | 0,03-0,056 | 0,04-0,12 | 40-120 |0,006-0,03 | 0,03-0,05| 0,04-0,12 :
40-120 | 0,003-0,03 | 0,03-0,05 | 004-012 | 40-120 |0,006-0,03| 0,03-0,05 | 0,04-0,12 b M
30-80 0,003-0,02 | 0,02-0,05 | 0,04-0,10 30 - 80 0,006-0,02 | 0,02-0,05| 0,04-0,10 ]
30 - 60 0,003-0,02 | 0,02-0,04 | 0,03-0,08 30 - 60 0,006-0,02 | 0,02-0,04 | 0,03-0,08 4.

80 - 140 100-250 | 0,008-0,04 | 0,04-0,07 | 0,05-015 | 100-250 |0,015-0,04| 004-007 | 0,05-0,15
80 - 140 100-250 | 0,008-0,04 | 0,04-0,07 | 0,05-015 | 100-250 |0,015-004| 004-007 | 005-0,15
60 -120 80-200 | 0,008-004 | 0,04-0,07 | 005-0,15 80-200 |0015-0,04| 0,04-007 | 005-0,15
60 -120 80-200 | 0,008-004 | 0,04-0,07 | 0,05-0,15 80-200 |0015-0,04| 0,04-007 | 005-015
60-120 80-200 | 0,008-0,04 | 0,04-0,07 | 0,05-0,15 80-200 |0015-0,04| 0,04-007 | 005-015
60-120 80-200 | 0,008-0,04 | 0,04-0,07 | 0,05-0,15 80-200 ]0015-0,04| 0,04-0,07 | 005-015
60-120 80-200 | 0,008-0,04 | 0,04-0,07 | 0,05-0,15 80-200 |0015-0,04| 0,04-0,07 | 005-0,15
60 - 120 80-200 | 0,008-0,04 | 0,04-0,07 | 0,05-0,15 80-200 |0,015-004]| 004-007 | 0,05-0,15

100-250 | 150-400 | 0,01-005 | 005-0,08 | 0,07-020 | 150-400 | 0,02-0,05 | 0,05-0,08 | 0,07-0,20
100-250 | 150-400 | 0,01-005 | 005-0,08 | 0,07-020 | 150-400 | 0,02-0,05 | 0,05-0,08 | 0,07-0,20
100-250 | 150-400 | 0,01-005 | 005-0,08 | 0,07-020 | 150-400 | 0,02-0,05 | 0,05-008 | 0,07-0,20
150-250 | 150-400 | 0,01-005 | 0,05-0,08 | 0,07-020 | 150-400 | 0,02-0,056 | 0,05-0,08 | 0,07-0,20
150-250 | 150-400 | 0,01-005 | 005-008 | 0,07-020 | 150-400 | 0,02-0,05 | 0,05-0,08 | 0,07-0,20
100-200 | 001-005 |005-008 | 007-020 | 100-200 | 0,02-0,056 | 0,05-0,08 | 0,07-0,20

100 - 250 150-400 | 0,008-0,05 | 0,05-0,08 | 0,07-020 | 150-400 | 0,015-0,056 | 0,05-0,08 | 0,07-0,20
100 - 250 150-400 | 0,008-0,05 | 0,05-0,08 | 0,07-0,20 | 150-400 |0,015-0,05| 0,05-0,08 | 0,07-0,20
100 - 250 150-400 | 0,008-0,05 | 0,05-0,08 | 0,07-0,20 | 150-400 |0,015-0,05| 0,05-0,08 | 0,07-0,20
60 - 150 100-250 | 0,008-0,04 | 0,04-0,07 | 0,05-0,15 | 100-250 |0,015-0,04| 0,04-0,07 | 0,05-0,15
60 - 150 100-250 | 0,008-0,04 | 0,04-0,07 | 0,05-0,15 | 100-250 |0,015-0,04| 0,04-0,07 | 0,05-0,15
80 - 200 100-250 | 0,008-0,04 | 0,04-0,07 | 0,05-0,15 | 100-250 |0,015-0,04| 0,04-0,07 | 0,05-0,15
40 - 80 0,003-0,02 | 0,02-0,05 | 0,04-0,15 40 - 80 0,006-0,02 | 0,02-0,05| 0,04-015
30 - 60 0,003-0,02 | 0,02-0,05 | 0,04-0,15 30 - 60 0,006-0,02 | 0,02-0,05| 0,04-0,15

150-250 | 150-400 | 0,01-0,05 |005-008 | 007-020 | 150-400 | 0,02-0,05 | 0,06-0,08 | 0,07-0,20
150-250 | 150-400 | 0,01-0,05 |005-008 | 007-020 | 150-400 | 0,02-0,05 | 0,05-008 | 0,07-0,20

60 - 150 100 - 400 0,01-005 |005-010 | 008-025 | 100-400 | 0,02-005 | 0,05-0,10 | 0,08-0,25
60 - 150 100-400 | 001-005 | 005-010 | 0,08-025 | 100-400 | 0,02-0,05 | 0,05-0,10 | 0,08-0,25
80 - 120 0,01-005 |005-010 | 0,08-0,25 80-120 0,02-0,05 | 005-010| 0,08-0,25
80 - 120 0,01-0,05 |005-010 | 0,08-0,25 80 -120 0,02-0,05 | 005-010| 0,08-0,25

100 - 200 0,04-0,07 | 0,08-0,25 | 100-200 |0,015-0,04| 0,04-0,07 | 0,08-0,25
15-40 30-60 0,02-0,04 | 0,03-0,08 30 - 60 0,006-0,02| 002-004 | 0,03-0,08

15-50 30-100 | 0,003-0,03 | 0,03-0,05 | 0,04-0,10 | 30-100 | 0,006-0,03| 0,03-0,05| 0,04-0,10
15-50 30-80 0,003-0,03 | 0,03-0,05 | 0,04-0,10 30 - 80 0,006-0,03| 003-005| 004-010
15-40 30 - 60 0,003-0,02 | 0,02-0,04 | 0,03-0,08 30 - 60 0,006-0,02| 002-0,04 | 0,03-0,08
30 - 60 0,003-0,02 | 0,02-0,04 | 0,03-0,08 30 - 60 0,006-0,02| 002-0,04 | 0,03-0,08
30 - 60 0,003-0,02 | 0,02-0,04 | 0,03-0,08 30 - 60 0,006-0,02| 002-0,04 | 0,03-0,08
30 - 40 0,003-0,02 | 0,02-0,04 | 0,03-0,08 30-40 0,006-0,02| 002-0,04 | 0,03-0,08
30 - 60 0,003-0,02 | 0,02-0,04 | 0,03-0,08 30-60 0,006-0,02| 002-0,04 | 0,03-0,08
30-40 0,003-0,02 | 0,02-0,04 | 0,03-0,08 30-40 0,006-0,02| 002-0,04 | 0,03-0,08
30 - 40 0,003-0,02 | 0,02-0,04 | 0,03-0,08 30-40 0,006-0,02| 002-0,04 | 0,03-0,08
30 - 60 0,015-0,04 | 0,03 -0,08 30 - 60 0,01-0,04 | 0,03-0,08 30-60 [0,006-0015| 0,01-0,04 | 0,03-0,08 | 1.
30 - 60 0,015-0,04 | 0,03 -0,08 30 - 60 0,01-0,04 | 0,03-0,08 30-60 [0,006-0015| 0,01-0,04 | 0,03-0,08 | 1. H
30-60 |0,003-0,010] 0,005-0,03| 0,02-0,06 | 1.3

30-60 |0,008-0,010] 0,005-0,03| 0,02-0,06 14
30-60 [0,003-0,010]0,005-0,03] 0,02-0,06 |15

==




E M UG E LiensHble TBEpAOCNNaBHbIE pe3b0oBbie (hpesbi - Circular Thread Milling Cutters ZGF
60°
VHM
)
DIN 13 RH + LH -—
21 -75 | DIN 6535
HA 3
HB (&3
o EE—
[ina BHyTpeHHel pe3bobl oD
For internal threads
5 = — | S —
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[ny6uHa pe3bobl
Thread depth 2 x D
06nacTb NPUMEHeHMs - 06pabaTbiBagMble MaTepuarb wE 6 P 1.1-51 K {142 N 1.1-521-6
Applications — material N [31-2 N 41-252 | S 113
MaKCUManbHblit KOMN4eCTBO ZGF ZGF
Lwar pe3b6bl 3y6beB 2xD 2xD
Prnax IKZ-HA IKZ-HB
oD MM 4 I3 I5 0 d g dy z
M1 -M127) 0,25 39 28 2,8 0,7 3 1 GF243701.0010 o
M1,4-M1,8 1) 0,35 39 28 3,5 1,04 3 2 GF253701.0014 °
M2 -M237) 0,45 39 28 4.8 1,52 3 3 GF253701.0020 o
M25-M3 1) 0,5 39 28 6 1,95 3 3 GF253701.0025 °
M3,5-M4,5 1) 0,75 42 28 9 2,78 4 3 GF253701.0035 o
M5 -M7 ) 1 55 36 14 4 6 4 GF253701.0050 ° GF253101.0050 °
M8 -M10 1,5 62 36 19,8 6,5 8 9 GF253701.0080 o GF253101.0080 °
M12 - M16 2 78 40 31,8 99 10 5 GF253701.0112 [ GF253101.0112 °
TICN
06nacTb NPUMeHeHMs - 06pabaTbiBaeMble MaTepuabl W 6 P 1151 1.1-41 K 1142
Applications — material N 1.1-52 S 1.1-26 H 11-2
MaKCUMasbHblit KOSNYECTBO ZGF 2GF
Lar pesbobl 3y0bes 2xD 2xD
Prnax IKZ-HA IKZ-HB
oD MM I I3 Is 0 dy o, z TICN TICN
M1 -M1,27) 0,25 39 28 2,8 0,7 3 1 GF243706.0010 °
M1,4-M1,87 0,35 39 28 3,5 1,04 3 2 GF253706.0014 °
M2 -M237) 0,45 39 28 4,8 1,52 3 8 GF253706.0020 o
M25-M3 1) 0,5 39 28 6 1,95 3 3 GF253706.0025 °
M3,5-M4,5 1) 0,75 42 28 9 2,78 4 3 GF253706.0035 °
M5 -M7 ) 1 55 36 14 4 6 4 GF253706.0050 o GF253106.0050 °
M8 -M10 1,5 62 36 19,8 6,5 8 6 GF253706.0080 o GF253106.0080 o
M12 - M16 2 78 40 31,8 99 10 5 GF253706.0112 ° GF253106.0112 °

1) VicnonHenue 6e3 0TBePCTUIA Ans BHYTPeHHero nogsoaa COX

Takxe, NOAXOAAT AN METPUYECKON pe3blbl ¢ Menkum warom (MF) n 4acTU4HO ANt HeKOTOpbIX pe3b0 cTaHpapTa UN

Design without internal coolant supply IKZ

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

[lpyrie BapuaHTbl N0 pasmepy 1 KOHCTPYKLWK - 1O 3anpocy

Other designs upon request

8

EMUGE
[FRANKEN

Mpumep 3akasa - Ordering example: GF243701.0010



LienbHble TBepaocnnaBHbie pe3b0oBbie hpesbl - Circular Thread Milling Cutters

e EMUGE

60°
M M F W -
)
DIN 13 RH + LH -
Z1-175 | DIN6535
HAC3
HB (&3
Jinsl BHYTPEHHel pesbobl -
For internal threads ]
3| fEaaasasan kSIS tetatesetesaetesatasas!
I I3 U ‘
h )~ T T
[ny6uHa pe3bobl
Thread depth 3 X D
061aCTb NPMMEHeHNs - 06pabaTbiBaeMble MaTepuabl W 6 P 1151 K 1.1-42 N 1.1-521-6
Applications — material N 31-2 N 41-252 | S 113
MaKCUManbHbIV KONNYECTBO ZGF ZGF
Lwar pesbobl 3y6beB 3xD 3xD
Prmax. IKZ-HA IKZ-HB
oD MM l1 I3 I5 9 dq gdo z
M1 ) 0,25 39 28 3,1 0,7 8 1 GF273701.0010 °
M1,6 1) 0,35 39 28 4,95 1,18 3 2 GF273701.0016 °
M2 ) 0,4 39 28 6,2 1,52 3 3 GF273701.0020 °
M2,5 1) 0,45 39 28 7,7 1,96 3 3 GF273701.0025 °
M3 1) 0,5 41 28 9,25 2,4 3 3 GF273701.0030 °
M4 0,7 44 28 12,35 3,15 4 3 GF273701.0040 °
M5 1) 0,8 56 36 15,4 4,04 6 4 GF273701.0050 o GF273101.0050 °
M6 1 59 36 18,5 4,8 6 4 GF273701.0060 [ GF273101.0060 °
M8 1,25 65 36 24,65 6,5 8 5 GF273701.0080 ° GF273101.0080 °
M10 1,5 77 40 30,75 8,2 10 5 GF273701.0100 ° GF273101.0100 °
M12 1,75 82 40 36,85 9,9 10 5 GF273701.0112 ° GF273101.0112 °
M14) 2 94 45 43 11,6 12 5 GF273701.0114 ° GF273101.0114 °
M16) 2 100 45 49 13,6 14 5 GF273701.0116 ° GF273101.0116 °
TICN
06nacTb NPUMEHeHNs - 06pabaTbiBaemble MaTepuabl B 6 P 1151 1.1-41 K {1142
Applications — material N 1152 S 11-26 H 1.1-2
MaKCUMabHbIiA KONMNYECTBO ZGF ZGF
Lar peab0bl 3y0beB 3xD 3xD
Prax IKZ-HA IKZ-HB
gD MM l4 I3 I5 ¢ d 8 do YA TICN TICN
M1 ) 0,25 39 28 3.1 0,7 3 1 GF273706.0010 °
M1,6 7 0,35 39 28 4,95 1,18 3 2 GF273706.0016 °
M2 ) 0,4 39 28 6,2 1,52 8 8 GF273706.0020 °
M2,5 1) 0,45 39 28 7,7 1,96 3 3 GF273706.0025 °
M3 1) 0,5 41 28 9,25 2,4 3 3 GF273706.0030 °
M4 0,7 44 28 12,35 3,15 4 3 GF273706.0040 °
M5 1) 0,8 56 36 15,4 4,04 6 4 GF273706.0050 ) GF273106.0050 °
M6 ) 1 59 36 18,5 48 6 4 GF273706.0060 ° GF273106.0060 °
M8 1,25 65 36 24,65 6,5 8 5 GF273706.0080 ° GF273106.0080 °
M10 1,5 77 40 30,75 8,2 10 5 GF273706.0100 [ GF273106.0100 [
M12 1,75 82 40 36,85 9,9 10 5 GF273706.0112 ° GF273106.0112 °
M14 2 94 45 43 11,6 12 5 GF273706.0114 ° GF273106.0114 °
M16 2 100 45 49 13,6 14 5 GF273706.0116 ° GF273106.0116 °

1) UcnonHeHue 6e3 0TBEpPCTUIA ANs BHYTpeHHero noagoaa COX
Design without internal coolant supply IKZ

[lpyrve BapuaHTbl N0 pasmepy 1 KOHCTPYKLK - N0 3anpocy

Takxe, NOAX0AAT AN METPUYECKON pe3bObl ¢ Menkum warom (MF) n yacTu4HO Anst HeKOTopbiX pe3bd ctanpapta UN
Suitable also for Metric fine threads (MF) and partly also for UN threads

Other designs upon request

@ = CKnajckas no3uums MHCTpymeHTa - Stock tool, see price list
O = Hannuue nHcTpymeHTa - o 3anpocy - Available at short notice, price on request

e



E M UG E LienbHble TBEpAOCTNaBHbIE pe3bGoBbie thpesbl - Circular Thread Milling Cutters ZGF
60°
VHM
)
DIN 13 RH + LH —_—
22 - 75 | DIN 6535
HAC 3
HB (&3
[Ins BHYyTpEHHeN pe3b0bl -
For internal threads
5 ﬁ:f 777777 | S _—
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[ny6uHa pe3bobl
Thread depth 4 x D
06nacTb NPUMEHeHMs - 06pabaTbiBaeMble MaTepuanbl W 6 P 1.1-51 K {142 N 1.1-521-6
Applications — material N [31-2 N 41-252 | S 113
MaKCUManbHbIA KONNYEeCTBO ZGF ZGF
Lwar pesb6bl 3y6beB 4xD 4xD
Prmax. IKZ-HA HB
i) MM I I3 ls o dy 0 dy z IKZ-
M1,6 1) 0,35 39 28 6,58 1,18 3 2 GF2A3701.0016 D
M2 0,4 39 28 8,2 1,52 3 3 GF2A3701.0020 [
M2,5 1) 0,45 40 28 10,23 1,96 3 3 GF2A3701.0025 °
M3 1 0,5 42 28 12,25 2,4 3 3 GF2A3701.0030 °
M4 ) 0,7 46 28 16,35 3,15 4 3 GF2A3701.0040 °
M5 1) 0,8 59 36 20,4 4,04 6 4 GF2A3701.0050 [ GF2A3101.0050 °
M6 1) 1 63 36 24,5 4.8 6 4 GF2A3701.0060 o GF2A3101.0060 °
M8 1,25 72 36 32,63 6,5 8 5 GF2A3701.0080 ° GF2A3101.0080 °
M10 15 84 40 40,75 8,2 10 9 GF2A3701.0100 ° GF2A3101.0100 °
M12 1,75 92 40 48,88 9,9 10 5 GF2A3701.0112 [ GF2A3101.0112 °
TICN
06nacTb NPUMEHEHNs - 06pabaTbiBaeMble MaTepuabl W 6 P 1151 1.1-41 K 1.1-42
Applications — material N 1.1-52 S 1.1-26 H 1.1-2
MaKCUManbHbIN KOMNYECTBO ZGF ZGF
Lwar pe3bobl 3y6beB 4xD 4xD
Prmax. IKZ-HA IKZ-HB
oD MM l4 I3 I5 0 d g dy z TICN TICN
Mi1,6 1) 0,35 39 28 6,58 1,18 3 2 GF2A3706.0016 °
M2 1) 0,4 39 28 8,2 1,52 3 3 GF2A3706.0020 °
M25 1) 0,45 40 28 10,23 1,96 3 8 GF2A3706.0025 °
M3 1) 0,5 42 28 12,25 2,4 3 3 GF2A3706.0030 °
M4 ) 0,7 46 28 16,35 3,18 4 3 GF2A3706.0040 )
M5 1) 0,8 59 36 20,4 4,04 6 4 GF2A3706.0050 ° GF2A3106.0050 °
M6 1) 1 63 36 24,5 48 6 4 GF2A3706.0060 ° GF2A3106.0060 °
M8 1,25 72 36 32,63 6,5 8 5 GF2A3706.0080 ° GF2A3106.0080 °
M10 15 84 40 40,75 8,2 10 B GF2A3706.0100 ° GF2A3106.0100 °
M12 1,75 92 40 48,88 9,9 10 5 GF2A3706.0112 [ GF2A3106.0112 °

1) VicnonHenue 6e3 0TBepCTUIA ANs BHYTPeHHero nogsoaa COX
Design without internal coolant supply IKZ

[pyrue BapuaHTbl Mo pa3mepy ¥ KOHCTPYKLIMK - N0 3anpocy
Other designs upon request

Takxxe, NOAXOAAT A1 METPUYECKON Pe3bObl ¢ Menkum wwarom (MF) n 4acTU4HO Anist HeKOTOpbIX pe3b0 ctaHpapTta UN
Suitable also for Metric fine threads (MF) and partly also for UN threads

Mpumep 3akasa - Ordering example: GF2A3701.0016

o E



LienbHble TBepaocnnaBHbie pe3b0oBbie hpesbl - Circular Thread Milling Cutters

rz EMUGE

60°
M M F W -
)
DIN 13 RH + LH
Z5-128 | DING6535 =
HAC3
HB (&3
[Anq BHYTpeHHen pe3b0bl -
For internal threads himg
3| fEaaasasan kSIS tetatesetesaetesatasas! ‘
[ [ U ‘
5 3 T
I —— —
' '
[ny6uHa pe3bobl
Thread depth 2 X D
061acTb NPMMEHeHMs - 06pabaTbiBaeMble MaTepuabl W 6 P 1151 K 1.1-42 N 115216
Applications — material N 31-2 N 41-252 | S 113
MaKCManbHbIiA KONMYECTBO ZGF-Z ZGF-Z
Lwar pesbobl 3y6beB 2xD 2xD
Prmax. IKZ-HA IKZ-HB
oD MM Iy I3 I5 0 dq 0 dp VA
M1,6 1) 0,35 39 28 3,38 1,18 8 5 GF293741.0016 °
M2 0,4 39 28 42 1,52 3 6 GF293741.0020 °
M2,5 1) 0,45 39 28 5,23 1,96 3 6 GF293741.0025 o
M3 1) 0,5 39 28 6,25 2,4 3 6 GF293741.0030 °
M4 ) 0,7 41 28 8,35 8,15 4 6 GF293741.0040 °
M5 1) 0,8 51 36 10,4 4,04 6 7 GF293741.0050 [ GF293141.0050 °
M6 1) 1 53 36 12,5 4.8 6 7 GF293741.0060 ° GF293141.0060 °
M8 1,25 58 36 16,63 6,5 8 7 GF293741.0080 o GF293141.0080 [
M10 1,5 67 40 20,75 8,2 10 8 GF293741.0100 ° GF293141.0100 °
M12 1,75 70 40 24,88 9,9 10 8 GF293741.0112 o GF293141.0112 °
TICN
ﬁ
061aCTb NPUMEHEeHNs - 06pabaTbiBaeMble MaTepuabl B 6 P 1151 1.1-41 K 1.1-42
Applications — material N [1.1-52 S 1.1-26 H 1.1-2
MaKCcUMasbHbIi KONN4ecTo ZGF-Z ZGF-2
Lar pesb0bl 3y6beB 2xD 2xD
Prmax. IKZ-HA IKZ-HB
gD MM l4 I3 I5 ¢ d gdy VA TICN TICN
M1,6 1) 0,35 39 28 3,38 1,18 3 5 GF293746.0016 o
M2 1) 0,4 39 28 42 1,52 3 6 GF293746.0020 °
M2,5 1) 0,45 39 28 5,23 1,96 3 6 GF293746.0025 °
M3 1) 0,5 39 28 6,25 2,4 3 6 GF293746.0030 °
M4 ) 0,7 41 28 8,35 8,15 4 6 GF293746.0040 o
M5 1) 0,8 51 36 10,4 4,04 6 7 GF293746.0050 ° GF293146.0050 °
M6 1) 1 53 36 12,5 4.8 6 7 GF293746.0060 o GF293146.0060 °
M8 1,25 58 36 16,63 6,5 8 7 GF293746.0080 o GF293146.0080 °
M10 1,5 67 40 20,75 8,2 10 8 GF293746.0100 ° GF293146.0100 °
M12 1,75 70 40 24,88 99 10 8 GF293746.0112 ° GF293146.0112 °

1) UcnonHexue 683 0TBEPCTMIA AN BHYTpeHHero noasoaa COX
Design without internal coolant supply IKZ

[ipyrue BapnaHTbl N0 pa3mepy U KOHCTPYKLAW - MO 3arnpocy
Other designs upon request

Takxxe, NOAXOAAT AN METPUYECKON pe3bObl ¢ Menkum warom (MF) n 4yacTu4HO Anst HeKOTopbiX pe3bd ctaHpapTa UN
Suitable also for Metric fine threads (MF) and partly also for UN threads

@ = CKnajckas no3uums MHCTpymeHTa - Stock tool, see price list
O = Hannuue nHcTpymeHTa - o 3anpocy - Available at short notice, price on request

=l



2=\ UG == lensHble TRepROCNNABHbIE pe3bGoBbIe thpeabl - Circular Thread Milling Cutters ZGF-S-CUT
60°
TIALN
Hil T46
——  —
)
DIN 13 RH+ LH| LH-rot. -
—
24 - 76
L10 )
\N
~ — ,
Ans BHyTPEHHe! pe3bObl DIN 6535 oD aD a D
For internal threads
HACD i
HB (&3
S —_— ——
|
U |
—— —
[ny6uHa pe3bobl
Thread depth 2 x D
06nacTb NPUMEHeHMs - 06pabaTbiBaeMble MaTepuabl W 6 P 1.1-51 1.1-41 K {1142
Applications — material N [1.1-52 S 1.1-26 H 1.1-2
Lar peab0bl KONMYECTBO ZGF-S-CUT ZGF-S-CUT
3y0be8 2xD 2xD
P IKZ-HA IKZ-HB
) MM K I Is 9 dq ody Z TIALN-T46 TIALN-T46
M3 1) 0,5 39 28 6,2 2,4 3 4 GF26A729.0030 °
M 351 0,6 39 28 7,3 2,78 3 4 GF26A729.0035 °
M4 1) 0,7 42 28 8,3 3,15 4 4 GF26A729.0040 o
M5 0,8 52 36 10,3 4,04 6 4 GF26A729.0050 [ GF26A129.0050 °
M 6 1 5 36 12,43 4,8 6 4 GF26A729.0060 o GF26A129.0060 °
M8 1,25 60 36 16,7 6,5 8 4 GF26A729.0080 [} GF26A129.0080 °
M10 1,5 70 40 20,7 8,2 10 o GF26A729.0100 ° GF26A129.0100 °
M12 1,75 74 40 24,9 9,9 10 5 GF26A729.0112 ° GF26A129.0112 °
Mi14 2 80 45 29 11,6 12 5 GF26A729.0114 ° GF26A129.0114 °
M16 2 85 45 33 13,6 14 6 GF26A729.0116 [ GF26A129.0116 °
E &+ B &2
| I
[ny6uHa pe3bbbl
Thread depth 3 x D
06nacTb NpuMeHeHus - o6pabaTbiBaeMble MaTepuansl w6 P 1.1-51 1.1-41 K 1.1-42
Applications — material N 1.1-52 S [1.1-26 H 1.1-2
Lwar pe3bobl KONN4eCTBO ZGF-S-CUT ZGF-S-CUT
8y0bes 3xD 3xD
P IKZ-HA IKZ-HB
) MM N I Is 9y g dy Z TIALN-T46 TIALN-T46
M3 7 0,5 4 28 9,3 2.4 3 4 GF2BA729.0030 °
M4 ) 0,7 44 28 12,4 3,15 4 4 GF2BA729.0040 o
M5 0,8 57 36 15,4 4,04 6 4 GF2BA729.0050 o GF2BA129.0050 °
M 6 1 60 36 18,5 4.8 6 4 GF2BA729.0060 ° GF2BA129.0060 °
M3 1,25 67 36 24,6 6,5 8 4 GF2BA729.0080 ° GF2BA129.0080 °
M10 1,5 78 40 30,8 8,2 10 5 GF2BA729.0100 ° GF2BA129.0100 °
M12 1,75 83 40 36,9 9,9 10 5 GF2BA729.0112 o GF2BA129.0112 °
M14 2 95 45 43 11,6 12 5 GF2BA729.0114 ° GF2BA129.0114 °
M16 2 101 45 49 13,6 14 6 GF2BA729.0116 ° GF2BA129.0116 °

1) UcnonHeHre 663 0TBEPCTMIA NSt BHYTPEeHHero nogsoaa COX

Design without internal coolant supply IKZ

Takoke, NOAXOAAT ANs METPUYECKOI pe3b0bl ¢ Menkum warom (MF)

Suitable also for Metric fine threads (MF)

[pyrue BapuauTbl N0 pa3mepy 1 KOHCTPYKLMK - N0 3anpocy
Other designs upon request

D=

Mpumep 3akasa - Ordering example: GF26A729.0030



LlenbHble TBepaocniaBHbie pe3b0oBbie thpesbi - Circular Thread Milling Cutters

Z6F-HeuT A=\ =

60°
TIALN
M M F W - - l i
) | |
DIN 13 RH+LH| LH-rot '
o
24 - 76
29N
N
[ing BHYyTpPEHHEN pe3bobl < a1
For internal threads s [LC) D D
HA C3 _
HB (23 ]Id]
- |
\
[ny6uHa pe3bobl
Thread depth 2 X D
06nacTb NpuMeHeHUs - obpabaTbiBaeMble MaTepuanb 6 H 1115 )
Applications — material »
Lwar peab0bl KONNYecTBO ZGF-HCUT ZGF-HCUT
3y0beB 2xD 2xD
p IKZ-HA IKZ-HB
gD MM 4 I3 5 ¢ dq g dy YA TIALN-T46 TIALN-T46
M 31 0,5 51 36 6,25 2,4 6 4 GF283729.0030 ° GF283129.0030 °
M4 0,7 51 36 8,35 3,15 6 4 GF283729.0040 ° GF283129.0040 °
M5 0,8 52 36 10,4 4,04 6 4 GF283729.0050 ° GF283129.0050 °
M 6 1 55 36 12,3 48 6 4 GF283729.0060 [ GF283129.0060 °
M8 1,25 60 36 16,6 6,5 8 4 GF283729.0080 [ GF283129.0080 o
M10 1,5 70 40 20,75 8,2 10 5 GF283729.0100 [ GF283129.0100 °
M12 1,75 74 40 24,85 9,9 10 5 GF283729.0112 ° GF283129.0112 °
M14 2 85 45 29 11,6 12 5 GF283729.0114 ° GF283129.0114 °
M16 2 90 45 33 13,6 14 5 GF283729.0116 ° GF283129.0116 °
M20 2,5 102 48 41,25 17 18 6 GF283729.0120 [ GF283129.0120 °

2) McnonHeHve 6€3 0TBEPCTUIA Anst BHYTPeHHero nogsoaa COX
Design without internal coolant supply IKZ

Takoke, NoAxoAsT Ans METPUYECKOI pe3bObl ¢ Menkum warom (MF)

Suitable also for Metric fine threads (MF)

[lpyrve BapuaHTbl N0 pa3mepy W KOHCTPYKLMK - 10 3anpocy
Other designs upon request

@ = CKnajckas no3uums MHCTpymeHTa - Stock tool, see price list
O = Hannuue nHcTpymeHTa - o 3anpocy - Available at short notice, price on request

=



E M UG E LienbHble TBEpAOCTNaBHbIE pe3bGoBbie thpesb - Circular Thread Milling Cutters ZGF
60°
VHM
)
ASME B1.1 RH + LH
23 DIN 6535
& HA 3
o ——
[Llns BHyTpeHHen pe3b0bl
s oD
For internal threads
4 = s =
s = s ‘
I5 I3 U ‘
I -
N
[ny6uHa pe3bobl
Thread depth 2 x D
061acTb NPUMEHeHIs - 06pabaTbiBagMble MaTepuabl wE 6 P 1151 | K1142 N 115216
Applications — material N [31-2 N 41252 S 113
MaKCManbHbIA KONNYEeCTBO ZGF
Lwar pe3b6bl 3y6beB 2xD
Prmax. HA
oD MM 4 I3 I5 0 d g dy z
Nr.4-40 0,635 39 28 6,35 2,06 8 3 GF253701.5003 D
Nr.6 - 32 0,794 39 28 7 2,55 3 3 GF253701.5005 °
Nr.8 - 32 0,794 42 28 8,35 3,21 4 3 GF253701.5006 [
TICN
|
061acTb NPUMEHeHNs - 06pabaTbiBaeMble MaTepuabl WE 6 P 151 ) V1141 ) K {142
Applications — material N 1152 1S 1126 | H 112
MaKCManbHbIA KONN4eCTBO ZGF
Lwar pe3b6bl 3y6beB 2xD
Prmax. HA
oD MM l4 I3 I5 0 dy g dp Z TICN
Nr.4-40 0,635 39 28 6,35 2,06 8 8 GF253706.5003 °
Nr.6 - 32 0,794 39 28 7 2,55 3 3 GF253706.5005 °
Nr.8 - 32 0,794 42 28 8,35 3,21 4 3 GF253706.5006 [

Takoxe, noaxoaaT ans pe3bobl ¢ menkum warom (UNF)
Suitable also for UNF threads

[lpyrvie BapuaHTbl N0 pasMepy 1 KOHCTPYKLK - N0 3anpocy

Other designs upon request

"

Mpumep 3akasa - Ordering example: GF253701.5003



LienbHble TBepaocnnaBHbie pe3b0oBbie hpesbl - Circular Thread Milling Cutters

e EMUGE

60° y 4
u N c W - - | |
ASME B1.1 RH + LH -
Z3-175 | DIN6535
HAC3
HB (&3
[Ang BHYTpeHHen pe3b0bl -
For internal threads ]
I ieeeseassssEssassSsssSSSsma=—
I I3 U ‘
I — _
[ny6uHa pe3bobl
Thread depth 3 x D
06nacTb NPUMEHEHKS - 06pabaTbiBaeMble MaTepuanbl wE 6 P 151 ) V1141 ) K @142
Applications — material N 1152 | S 1126 | H 112 J
MaKCUMabHbIN KONNYECTBO ZGF ZGF
Lwar pesb0bl 3y6beB 3xD 3xD
Prmax. IKZ-HA IKZ-HB
oD MM l1 I3 I5 8 dq gdo Z TICN TICN
Nr. 2-56 1) 0,454 39 28 6,75 1,7 3 3 GF273706.5001 [
Nr. 4-407) 0,635 40 28 8,85 2,15 3 3 GF273706.5003 °
Nr. 6-321) 0,794 42 28 10,9 2,7 3 3 GF273706.5005 o
Nr.10-24 1) 1,058 46 28 15 3,7 4 3 GF273706.5007 °
s -201) 1,27 59 36 20,15 4,95 6 4 GF273706.5009 ° GF273106.5009 °
5/16 - 18 1,411 65 36 24,5 6,3 8 4 GF273706.5010 ° GF273106.5010 °
3/ -16 1,588 68 36 29,38 7.7 8 5 GF273706.5011 ° GF273106.5011 °
60°
ASME B1.1
06nacTb NPUMEHeHMs! - 06pabaTbiBaeMble MaTepuabl w6 P 1561 ) V1141 ) K @420
Applications — material N 1152 S 1126 | H 112 )
MaKCUMabHbIN KONMNYEeCTBO ZGF ZGF
Lwar pesb0bl 3y6beB 3xD 3xD
Prax. IKZ-HA IKZ-HB
gD MM I I3 I5 04 0 do VA TICN TICN
Nr.10-32 1) 0,794 46 28 14,85 39 4 4 GF273706.5041 °
s -281) 0,907 59 36 19,5 5,25 6 4 GF273706.5043 ° GF273106.5043 °
56 - 24) 1,058 65 36 24,3 6,6 8 5 GF273706.5044 ° GF273106.5044 °
7he - 20 1,27 77 40 33,95 9,55 10 5 GF273706.5046 [ GF273106.5046 [

1) UcnonHexue 6e3 0TBEPCTUIA ANsi BHYTPEHHero noagoga COX

Design without internal coolant supply IKZ

TaKxe, YaCTUYHO MOAXOAAT A1l HEKOTOPbIX Pa3MepoB METPUYECKON pe3bGbl

Partly suitable also for Metric threads

[Llpyrve BapuaHTbl M0 pa3mepy 1 KOHCTPYKLMK - N0 3anpocy

Other designs upon request

@ = CKnajckas no3uums MHeTpymeHTa - Stock tool, see price list
O = Hanuume nHcTpymeHTa - o 3anpocy - Available at short notice, price on request

=



2=\ UG == llensHble TRepROCNNABHbIE pe3bGoBbIe thpeabl - Circular Thread Milling Cutters ZGF-S-CUT
60°
TIALN
u N c W - =
ASME B1.1 RH+LH| LH-rot ‘ -
—  ~—
23 - 26
L10 29\
©
Ans BHyTPEHHe! pe3bObl DIN 6535 oD D a D
For internal threads
HAC .
HB B3 ﬁ]
. |
U |
el el
[ny6uHa pe3bobl
Thread depth 2 X D
0651acTb NPUMEHEHUs - 06pabaTbiBaeMble MaTepuabl w6 P @FEAN v 1141 ) K @20
Applications — material N 1152 S 1126 | H 112 )
Liar peab0bl KONN4eCTBO ZGF-S-CUT ZGF-S-CUT
3y0bes 2xD 2xD
P IKZ-HA IKZ-HB
oD MM 3 I Is 9 dy g dy z TIALN-T46 TIALN-T46
Nr. 2-561) 0,454 39 28 4,6 1,7 3 3 GF26A729.5001 °
Nr. 4-401) 0,635 39 28 5,95 2,15 3 3 GF26A729.5003 °
Nr. 6-321) 0,794 39 28 7,3 2,7 3 3 GF26A729.5005 o
Nr.10-241) 1,058 42 28 10,1 3,7 4 3 GF26A729.5007 °
s -20 1,27 08 36 13,2 4,95 6 8 GF26A729.5009 ° GF26A129.5009 °
516 - 18 1,411 58 36 16,45 6,3 8 4 GF26A729.5010 [ GF26A129.5010 °
35 -16 1,588 62 36 19,65 77 8 4 GF26A729.5011 [ GF26A129.5011 °
| |
[ny6uHa pe3bobl
Thread depth 3 x D
06nacTb NPUMEHeHMs - 06paGaTbiBagMble MaTepuanbl wE 6 P @I51 ) v 1141 ) K @3 4200
Applications — material N 1152 | S 1126 | H 112 )|
Liar pesbGbl KONN4YecTBO ZGF-S-CUT ZGF-S-CUT
8y6bes 3xD 3xD
P IKZ-HA IKZ-HB
oD MM l4 I3 I5 0 dq 0 do z TIALN-T46 TIALN-T46
Nr. 4-407) 0,635 4 28 8,9 2,15 3 3 GF2BA729.5003 °
Nr. 6-327 0,794 43 28 10,9 2,7 3 3 GF2BA729.5005 [
Nr.10-241) 1,058 48 28 15 3,7 4 3 GF2BA729.5007 °
s -20 1,27 61 36 19,7 4,95 6 3 GF2BA729.5009 ° GF2BA129.5009 °
56 -18 1,411 67 36 24,5 6,3 8 4 GF2BA729.5010 o GF2BA129.5010 °
3/ -16 1,588 71 36 29,4 77 8 4 GF2BA729.5011 ° GF2BA129.5011 °

1) Ausfiihrung ohne innere Kiihlschmierstoff-Zufuhr IKZ
Design without internal coolant supply IKZ

Takxxe, noaxoaaT ans pe3bobl ¢ menkum warom (UNF)
Suitable also for UNF threads

[lpyrie BapuaHTbl N0 pasmMepy 1 KOHCTPYKLWK - 1O 3anpocy

Other designs upon request

D=

Mpumep 3akasa - Ordering example: GF26A729.5001



LienbHble TBepAOCNNaBHbie pe3bGoBble dpesb - Circular Thread Milling Cutters ZGF-S-CUT /= \/| UG =

60°
UNF
ASME B1.1 RH+LH| LH-rot. PR
23 -126
L10 ’0\
N
[Lnsi BHyTPEHHEN pe3b0bl .
For internal threads DRSSl > D
HAC D _
HB (23 ]Id]
- |
U ‘

[ny6uHa pe3bobl
Thread depth 2 X D
06n1acTb NPUMEeHeHNs - 06pabaTbiBagmble MaTepuaibl w6 P @A v 1141 ) K @200
Applications — material N 1152 | S 1126 | H 112 )
wwiar pe3b0bl KONM4ECTBO ZGF-S-CUT ZGF-S-CUT
3y0bes 2xD 2xD
P 1KZ-HA IKZ-HB
oD MM 4 I3 5 ¢ dq g do z TIALN-T46 TIALN-T46
Nr.10-321) 0,794 42 28 9,95 39 4 4 GF26A729.5041 °
s -28 0,907 55 36 13,1 5,25 6 5 GF26A729.5043 ° GF26A129.5043 °
5/6 - 24 1,058 58 36 16,3 6,6 8 5 GF26A729.5044 ° GF26A129.5044 °
e - 20 1,27 74 40 22,75 9,55 10 6 GF26A729.5046 [ GF26A129.5046 °
E & B o
| f
[ny6uHa pe3bobl
Thread depth 3 x D
0651acTb NPUMEHeHNs - 06pabaTbiBagmble MaTepuaibl w6 P @A v 1141 ) K @200
Applications — material N 1152 | S 1126 | H 112 )
wwiar pe3b6bl KONMYECTBO ZGF-S-CUT ZGF-S-CUT
3y0bes 3xD 3xD
P 1KZ-HA IKZ-HB
oD MM 4 I3 5 ¢ dq g do z TIALN-T46 TIALN-T46
Nr.10-321) 0,794 46 28 14,9 39 4 4 GF2BA729.5041 °
s -28 0,907 60 36 19,5 5,25 6 5 GF2BA729.5043 ° GF2BA129.5043 °
5/6 - 24 1,058 66 36 24,3 6,6 8 5 GF2BA729.5044 ° GF2BA129.5044 °
e - 20 1,27 79 40 34 9,55 10 6 GF2BA729.5046 [ GF2BA129.5046 °
1) UcnonHexue 6e3 0TBEpCTMIA ANst BHYTPeHHero noagoga COX [lpyrue BapuaHTbl N0 pa3mepy W KOHCTPYKLMK - MO 3anpocy
Design without internal coolant supply IKZ Other designs upon request
@ = CKnajckas no3uums MHeTpymeHTa - Stock tool, see price list 17

O = Hanuume nHcTpymeHTa - o 3anpocy - Available at short notice, price on request



E M UG E LienbHbie TBEpAoCnNaBHbIe pe3boosbie thpesbl - Circular Thread Milling Cutters ZGF
55° ' N
G (BSP) T |
DIN EN ISO 228 RH + LH —-—
—_—
25 DIN 6535
HAC D |
HB (&3
LLnsi BHYTPEHHEN N HApY>KHOI pe3b0bl .
For internal and external threads T
T Eﬂ? / /
_‘ﬁ:f 777777 ] o - { {
S| HHEea—— T s ‘
I5 I3 # !
! == T T
[ny6uHa pe3bobl
Thread depth 2 X D
0651acTb NPUMEHEHUs - 06pabaTbiBaeMble MaTepuabl w6 P 1151 | K {4142 N 115216
Applications — material N [31-2 1 N 41252 | S {113 )
MaKCHUMabHbIi KOMNYECTBO ZGF ZGF
Lwar pesb0bl 3y6beB 2xD 2xD
P Prmax. IKZ-HA IKZ-HB
oD Gg/1" (tpi) MM Iy I3 I5 @ dy 0dy Z
G1/8 28 0,907 62 36 19,9 7.9 8 5 GF253701.4035 ° GF253101.4035 °
G1/4- G3/8 19 1,337 78 40 339 9,9 10 5 GF253701.4036 ° GF253101.4036 °
TICN
06nacTb NPUMeHeHMs - 06pabaTbiBaeMble MaTepuanbl VB 6 P @FSEAN v 1141 ) K @HEZN
Applications — material ¢ N 1152 | S 1126 ) H 112 )
MaKCUMabHbIiA KO/INYECTBO ZGF ZGF
Lar pessbl 3y0beB 2xD 2xD
P Pmax. IKZ-HA IKZ-HB
oD Gg/1" (tpi) MM Iy I3 I5 @ dy 0do Z TICN TICN
G1/8 28 0,907 62 36 19,9 7.9 8 5 GF253706.4035 ° GF253106.4035 °
G1/4- G3/8 19 1,337 78 40 339 9,9 10 5 GF253706.4036 ° GF253106.4036 °

[lpyrvie BapuaHTbl N0 pasmepy 1 KOHCTPYKLK - N0 3anpocy

Other designs upon request

18 |EYEES
[FRANKEN

@ = CKnajckas no3uums MHeTpymeHTa - Stock tool, see price list
O = Hanuume nHcTpymeHTa - o 3anpocy - Available at short notice, price on request

Mpumep 3akasa - Ordering example: GF253701.4035



LlenbHble TBepaocniaBHbie pe3b0oBbie thpesbi - Circular Thread Milling Cutters




E M UG E LienbHbie TBEpAocnaBHbIe pe3boosbie thpesbl - Circular Thread Milling Cutters

Mpumepsbl nporpammuposanuns (DIN)

WHcTpymeHT: ZGF-VHM-2xD-IKZ-HA-TICN

ZGF

Programming examples (DIN)
Tool: ZGF-VHM-2xD-IKZ-HA-TICN

Pa3mep pe3b0bi:

Thread dimension: EG M4 - 4H

HomuHanbHbI guameTp pesbobl D: =
Nominal thread diameter D: R

LLlar pe3b0bl P:

Thread pitch P: LA

[nameTp 0TBEPCTUS MOATOTOBA. Nog pe3boy Dq:

Drilled hole diameter Dy: UL

[ny6uHa peabobi b3):

Thread depth b3: DU

06pabaTbiBaeMblii MaTepuan: AIMgSi

Material: (EN AW-6060)

Pa3mepbl MHCTPYMeHTa: 7
Tool dimensions: Bz L

Marepuan UHCTpyMeHTa: LlenbHblii TB. cnnas 8 d4
Cutting material: Solid carbide

W3HococToliKOE NOKpbITHE:

Coating: TICN

ApTuKyn Ne: 0 D4
Article no.: GF253706.0035

KonuyecTtBo 3y6beB Z: 3

No. of teeth Z:

Pexywin anametp dq: 2780 (M3mepsieMbIil MO PEXYLLNUM KPOMKAM)

Cutter diameter d4: ’ (20 (measured on the cutting part)

KomneHcalws Ha paguyc MHCTpyMmeHTa k1): 0.049 mm (B COOTB. C yCROBUAMM 06PaBOTKM)

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

Mporpammupyemblii papuyc MHCTpymeHTa 1: o

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

Ckopoctb pesauus V: oD
Cutting speed v 180 W/t

lonaya Ha 3y6 (npu thpeseposanuy) f,:

Feed per tooth (milling) f: L R ==J
060POTbLI B MUHYTY, N: _ < v 1000 =
Speed n: S =20 620 MuH n= O EE o
MwuHyTHas nogaya (nepucepun nHcTpymenTa) Vs: _ EE
Feed speed (contour) v: F= 1856 MM/MAH v =1f,-Z n =1
MwHyTHas nopaya (LeHTpa MHCTpyMeHTa) Vay: F= 805 MM/MMH Vi = vi- (D —dy) ;
Feed speed (centre point) vqy: - ™= D

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 20620 TO12) MO03
N 20 G 91
N 30 G 42 G 01 X0 Y -2,455 F 1856 (Mepuchepms - Contour) [F 805] 4) (LienTp uHcTp. - Centre point)
N 40 G 02 X0 YO Z-0,700 10 J 2,455
.5
N 50 G40 G 01 X0 Y 2,455
N 70 G 90 G 00 20,7
KonnyecTBo HUTOK pe3b0bl 5): 12

Number of threads 9):

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) 06bI4HO, NPOrPAMMUPYEMBII PAANYC MHCTPYMEHTA 3aNMUCHIBAETCS B NaMATb MHCTPYMEHTA W
B HEKOTOPbIX C/y4ax AOMONHUTESNbHO 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.

o B

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. 4H/ISO1. 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.




LlenbHble TBepaocniaBHbie pe3b0oBbie thpesbi - Circular Thread Milling Cutters

Mpumepbl nporpammuposanus (DIN)
WHcTpymeHT: ZGF-Z-VHM-2xD-IKZ-HA-TICN

rz EMUGE

Programming examples (DIN)
Tool: ZGF-Z-VHM-2xD-IKZ-HA-TICN

Pasmep pe3b0bi:
Thread dimension:

HomuHanbHbIi guameTp pesbobi D:
Nominal thread diameter D:

LLlar pe3b6bl P:

Thread pitch P:

[lnameTp 0TBEPCTUS NOArOTOBL. MOA Pe3bby D1:

Drilled hole diameter D1:
[ny6uHa peabobl b3):
Thread depth b 3):

06pabaTbiBaeMblii MaTepman:
Material:

Pa3mepbl MHCTPYMeHTa:
Tool dimensions:
Matepuan nHcTpymeHTa:
Cutting material:
/3HOCOCTOIKOE NOKPBITHE:
Coating:

ApTukyn No:

Article no.:

Konunyectso 3y6bes Z:

No. of teeth Z:

Pexxywumin anametp d;:
Cutter diameter d4:

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

Mporpammupyemblit 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:

060pOTbI B MUHYTY, N:

Speed n:

MuHyTHas nogaya (nepucepun nHeTpymenTa) Vs:

Feed speed (contour) vs:

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

M3 - 6H
3,000 mm
0,500 Mm
2,500 Mm

6,000 Mm

AlZn5Mg3Cu
(EN AW-7022)

02,4 x 39 MM

LlenbHbIi TB. cnnas
Solid carbide

TICN

GF293746.0030

2,400 mm

0,030 mm
1,170 mm
180 M/MuH
0,040 mm
S =23 885 MuH'!
F= 2866 Mm/MnH

F = 573 mm/MuH

‘ 0 dy

0 Dy

(M3MepsieMblii N0 PEXYLUNUM KPOMKaM)
(measured on the cutting part)

(B COOTB. C ycnoBuAMU 06paboTKK)
(acc. work case)

(0,5-dy -k

%1000
I TRE

MVAVAVNVANVNVNANAN

vi=f,-Z-n

vi-(D-d
Vi = f(D 1)

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 G 90
N20 G 91
N 30 G 42 G 01
N 40 G 02
.. 5
N 50 G40 G 01
N70 G 90 G 00
m:::#n’il:g ft,irl:llzzet::lzﬂ oBpabork ty; 2,4 cek.
KonnyecTso HUTOK pe3bGbi 5): 12

Number of threads 5):

1) B COOTB. C KOHKPETHBIMY YCIOBUSIMU 06PaGOTKM, MPOrPaMMUPYEMbIil PaAvyC MHCTPYMEHTA
JOMKEH 6bITb CKOPPEKTUPOBAH TakMM 06pasoMm, YTo6bI pe3bba Gbina chopmMmupoBaHa ¢ TpebyembiM
[0NYCKOM. B JaHHOM cnyyae Ans JOCTVKEHNS TOYHOCTI pe3bObl B cepeanHe nons gonycka 6H/IS02,
NporpaMMMpyeMblil pauyc MHCTPYMEHTA, U3MEPEHHbI N0 BEPLUMHAM 3Y6bEB PEXYLLEIi YacTh (hpesbl,

G 00

X...

X0
X0

X0
20,5

JIOSDKEH ObiTb YMEHbLLEH HA BENMYMHY YKA3AHHOI KOMMEHCALMM Ha PAAMYC (pesbl.
Moxanyicra, TakKe, 06paTUTE BHUMAHME, YTO BCEr[jA HYXHO Y4YUTbIBATL TAKXKE BOSMOXKHOE PaManbHoe
OTKIIOHEHMe (hpesbl (3aBUCSILLIEE OT €8 BbINETa, OT NPeAeNia NPOYHOCTY 06pabaTbIBAEMOro Marepuana 1 T.4.).

2) 06bI4HO, NPOrPAMMUPYEMbII PAANYC MHCTPYMEHTA 3aMM1CbIBAETCS B MaMsiTb UHCTPYMEHTA 1

B HEKOTOPbIX C/ly4ax AONONHUTENBHO YKa3aH HA XBOCTOBUKE UHCTPYMEHTA.
3) Mporpammupyemas rny6uHa pesbobl «b» JOKHA GbITb KpaTHa Lary pesbobl P.

4) Ecnv cuctema YNNY Ha Baiwem 060pya0BaHUN He BbIYUCASET NOAAYY LIEHTPa MHCTPYMEHTa

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

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

Y... 20,000 S 23885 T012 MO03

Y-1,5 F 2866 (Mepuchepus - Contour) [F 573] 4) (LienTp uHcTp. - Centre point)
YO Z-0,500 10 J 1,500

Y1,5

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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2=\ UG == lensHble TREpROCNNABHbIE pe3bGoBbIe thpeabl - Circular Thread Milling Cutters ZGF-S-CUT
Mpumepsbl nporpammuposanuns (DIN) Programming examples (DIN)
WHcTpymeHT: ZGF-S-CUT-VHM-2xD-IKZ-HA-TIALN-T46 Tool: ZGF-S-CUT-VHM-2xD-IKZ-HA-TIALN-T46
Pa3mep pe3b0bi: ;

Thread dimension: =i

HomuHanbHbI guameTp pesbobi D:

Nominal thread diameter D: L

LLlar pe3b6bl P:

Thread pitch P: LABUNL

[LnameTp 0TBEPCTUA NOArOTOBII. NOA pe3boy D+:

Drilled hole diameter Dy: IR

[ny6uHa peabobi b3):

Thread depth b 3): LT

06pabaTbiBaeMblii MaTepuan: TiAl6V4

Material: (3.7165)

Pa3smepbl MHCTPYMeHTa: z
Tool dimensions: (16,2 DAL

Marepuan uHCTpymeHTa: LlenbHbIi TB. cnnas

Cutting material: Solid carbide

W3HOCOCTOIKOE MOKPbITUE:

Coating: TIALN-T46

ApTuKyn No: 0 D4
Atticle no.: GF26A129.0080

KonuyecTtso 3y6beB Z: 4

No. of teeth Z:

Pexywin nnametp dq: 6.500 (M3mepsieMbIil MO PEXYLLNUM KPOMKAM)

Cutter diameter d4: ’ (20 (measured on the cutting part)

KomneHcalws Ha paguyc MHCTpymeHTa k1): 0.080 MM (B COOTB. C yCROBUAMM 06PaBOTKM)

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

Mporpammupyemblii papuyc MHCTpymeHTa 1: o

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

Ckopoctb pesauus V: oD
Cutting speed v T AL

lonaya Ha 3y6 (npu thpeseposanuy) f,:

Feed per tooth (milling) f: LD R —
060p0TbI B MUHYTY, N: _ A _ Vg - 1000 EE
Speed n: S =4900 MuH n= S —= o
MwuHyTHas nogaya (nepudepun nHcTpymenTa) Vs: _ EE
Feed speed (contour) vy: F= 1568 MMMMH v =1,-Z-n =3
MunyTHas nogaqa (LeHTpa nHCTpymeHTa) Vay: F= 294 m/MuH vag = (D—dy) ;
Feed speed (centre point) viy: - mM=—"p

Yny-dpesepoBaHue BHyTpeHHei pe3bobl (BCTP. hpesepoBaHue, nporpamm. noaaya - no nepudepuu, OTHOCUTENbLHOE NO3NLMOHMPOBaHME 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...
N 20 G 91

N 30 G 42 GO1 X0 Y-4
N 40 G 02 X0 YO
.9

N 50 G 40 GO1 X0 Y4
N70 G 90 G 00 21,25

MawmHHoe Bpems 00padoTku ty: 12,5 cex.

Machining time ty:

KonnyecTBo HUTOK pe3b0bl 9):

Number of threads 5): =

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) Ecnm cuctema UMY Ha Bawem 060pyA0BaHNM He BbIYUCASET NoAaYy LEHTpa MHCTPYMEHTa
aBTOMATMYECKM, NOXANYACTa, UCMONb3YiTe 3HAYEHNS NOAYMN, YKA3aHHbIE B CKOOKAX.

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

20,875 S 4900 T012 M04

F 1568 (Mepuchepms - Contour)
Z-1,250 10

[F 294] 4) (LienTp nHcTp. - Centre point)
J 4,000

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.
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LienbHble TBepAOCTNaBHbIE pe3b6oBbie thpesb - Circular Thread Milling Cutters ZGF-HCUT E M UG E

Mpumepbl nporpammuposanus (DIN)
NHcTpymeHT: ZGF-HCUT-VHM-2xD-IKZ-HA-TIALN-T46

Programming examples (DIN)
Tool: ZGF-HCUT-VHM-2xD-IKZ-HA-TIALN-T46

Pasmep pe3b0bi:

Thread dimension: MG - 6H
HomuHanbHbI guameTp pesbobi D:

Nominal thread diameter D: LU
LLlar pe3b6bl P:

Thread pitch P: LD
[lnameTp 0TBEPCTUS NOArOTOB. MOA Pe3boy D1:

Drilled hole diameter Dy 3,000 uu
[ny6uHa peabobl b3):

Thread depth b 3): 12,000 Mm
06pabaTbiBaeMblii MaTepuan:

Material: 60 HRC
Pa3mepbl MHCTPYMeHTa:

Tool dimensions: 94,8 .55 MM
Marepuan nHCTpymeHTa: LlienbHbin TB. cnnas
Cutting material: Solid carbide
/3HOCOCTOIIKOE NOKPBITHE:

Coating: TIALN-T46
ApTukyn Ne:

Article no.: GF283729.0060
Konnyectso 3y6bes Z: 4

No. of teeth Z:

Pexxywumin anametp dy:

Cutter diameter dy: LU
KomneHcaums Ha paguyc MHCTpymeHTa k1):

Cutter radius compensation k 1): 0,060 mm
MporpaMmmupyemblit paauyc MHCTpyMeHTa 1): 2340 WM
Cutter radius to be programmed 1): ’
CkopocTb pesaus V:

Cutting speed vg: 40 w/mwn
Mopaya Ha 3y6 (npu (peseposanmnm) f,:

Feed per tooth (milling) f;: 0,025 mm
060p0TbI B MUHYTY, N: S = 2 654 mun-T

Speed n:

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

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

F = 265 mm/MuH

F = 53 Mmm/MuH

VA
0 dy
=
0 D1
(M3MepsieMblii N0 PEXYLUNUM KPOMKaM)
(measured on the cutting part)
(B COOTB. C ycnoBuAMU 06paboTKK)
(acc. work case)
0,5-dy—k)
oD
—2
:{
ne Ve 1000 = -
di-m —
—
—2
—2
vi=f,-Z-n =
vy = i (0= dy)

Yny-chpesepoBaHue BHyTpeHHei pe3b0bl (MONYyTH. hpeaeposaHue, nporpamm. noAaya - no nepudepuu, 0THOCUTENIbHOE NO3MLUOHMPOBaHMeE B co0TB. ¢ DIN 66025)
CNC internal thread milling (down milling, on the contour, incremental, acc. DIN 66025)

N10 G54 G 90 G 00 X... Y... Z 0,000 S 2654 T012) Mo04
N 20 G 91
N 30 G 42 G 01 X0 Y-3 F 265 (Mepudhepus - Contour) [F 53] 4 (Lientp uHcTp. - Centre point)
N 40 G 02 X0 YO Z-1,500 10 J 3,000
..9)
N 50 G 40 GO1 X0 Y3
N 70 G 90 G 00 Z1
MawwuHHoe Bpems 00paGoTKM tp:
Machining time t;: S e
KonuuecTBo HUTOK pe3bobi 5): 12
Number of threads 5):

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
LOMKeH ObITb CKOPPEKTUPOBaH TakMM 06pa3oMm, 4To6bl pe3b6a 6bina cchopmmpoBaHa ¢ Tpebyembim thread achieves the required nut tolerance, e.g. 6H/ISO2. Please note, however, that this also
[0NYCKOM. B ;aHHOM cnyyae Ans JOCTVKEHNS TOYHOCTI pe3bObl B cepeanHe nons gonycka 4H/IS01, depends on the radial deflection of the tool (tensile strength of the material, projection length
npoOrpaMMMpyeMmblii paguyc MHCTPYMEHTA, M3MEPEHHbIN N0 BEPLUMHAM 3Y6beB PeXXyLLEl YacTi (hpesbl, of the tool).

JIOSDKEH ObiTb YMEHbLLEH HA BENMYMHY YKA3AHHOI KOMMEHCALMM Ha PAAMYC (pesbl.

Moxanyiicta, Takxe, 06paTuTe BHUMAHUE, YTO BCETAA HYXXHO Y4UTbIBATb TAKXKE BOMOXKHOE papuarnbHoe
OTKIIOHEHMe (hpesbl (3aBUCSILLIEE OT €8 BbINETa, OT NPeAeNia NPOYHOCTY 06pabaTbIBAEMOro Marepuana 1 T.4.).

2) 06bl4HO, NPOrpaMMUPyeMbI PAAMYC MHCTPYMEHTA 3anUCbIBAETCS B NAMATb MHCTPYMEHTA U 2) The cutter radius to be programmed is normally included in the tool memory.

B HEKOTOPbIX C/ly4ax AONONHUTENBHO 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.

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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