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X Excellent running smoothness and surface quality thanks to patent-pending flute geometry

@ SC-Line thread milling cutter

SC'TM 'Z SP X New milling strategy & short machining time reduce cost per thread

X High process reliability with maximum tool life up to 2.5xD thread depth

milling at
the limits

New flute geometry with uneven division
and uneven spiralling suppresses vibrations

Irregular tooth rows reduce radial forces
and improve dimensional accuracy and process reliability

Economical & process-reliable
thread milling up to 2.5xD
thread depth

Optimum combination of carbide, Sirius coating
and tool geometry ensures maximum wear resistance

The high-performance full-profile thread milling cutter
produces the complete thread in two revolutions.

Thanks to its new flute geometry, vibrations are success-
fully suppressed, which enables higher cutting parameters
to be achieved. Users benefit from significantly shorter
machining times and high thread quality. Thanks to its Application example
outstanding wear resistance, the thread milling cutter can
produce true-to-gauge for longer. Tool radius correction

Component: Bearing block St-52, 1,0570, thread depth 20 mm
therefore is not needed until much later on.

Tool: #4870, M10x(1.5) 2.5xD with internal cooling

Customer target: Machining times reduced at thread depth of max. 2.5xD

Difficulty: Increased cost-effectiveness compared to competitors’ tools
Cutting data: Giihring Competitor

v, 120 m/min v, 110 m/min

f, 0.075 mm/z f, 0.055 mm/z

Counter rotation 2/3-1/3 Counter rotation 2/3-1/3

Tool life: 820 parts 700 parts

X 55 % reduction in machining time per thread

X Tool life increased by 17 %



@ SC-Line Thread milling cutters SC-Line Thread milling cutters @

Thread milling cutters without chamfer for ISO metric threads Article no. 4870 SC-Line Thread milling cutters, SC-TM-Z SP
_ - cutting data see page 5 w g
sc- | 1heo | 55 (B mMIKIN s H 2
@ [l ® | |®) [ ||l = out | B o :
maximum performance ¢ unequal flute spacing ® unequal helix H = 55 HRC Machining group fz (mm/2) with milling part-0 (d1) ©

Ve (m/min) | 3 4 5 6 8 10 12 14 16 20

120 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135

120 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135

3 120 | 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135
I3 Standard Company std. 120 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135
Article no. 4870 120 [ 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135
D p a1 a2 a3 dk " 3 12 7 order o 120 | 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135
mm mm mm mm mm mm mm mm : 120 | 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135
M3 0.500 2.30 6.00 2.30 2.50 54.00 36.00 7.50 4 4870 3.000
. Ma 0.700 310 6.00 310 3.30 58.00 36.00 10,50 4 4870 4.000 110 | 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135
3 M5 0.800 4.00 6.00 4.00 4.20 58.00 36.00 12.80 4 4870 5.000 110 [ 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135
2 M6 1.000 4.80 6.00 4.80 5.00 58.00 36.00 16.00 4 4870 6.000
3 VE] 1.250 6.30 8.00 6.30 6.80 68.00 36.00 21.25 4 4870 8.000 110 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135
= M8 x 1 1.000 6.30 8.00 6.30 7.00 68.00 36.00 21.00 4 4870 8.005 110 | 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 [ 0.1410 [ 0.120 | 0.135
@ M10 1.500 8.00 10.00 8.00 8.50 74.00 40.00 25.50 4 4870 10.000
% M10 x 1 1.000 8.00 10.00 8.00 9.00 74.00 40.00 25.00 4 4870 10.005 90 0.035 | 0.040 | 0.045 | 0.050 | 0.060 | 0.070 | 0.080 | 0.085 | 0.095 | 0.105
B M10 x 1,25 1.250 8.00 10.00 8.00 8.80 74.00 40.00 26.25 4 4870 10.006
a 9 90 0.035 | 0.040 | 0.045 | 0.050 | 0.060 | 0.070 | 0.080 | 0.085 | 0.095 | 0.105
@ M12 1.750 9.95 12.00 9.95 10.20 90.00 45.00 33.25 4 4870 12.000
M12 x 1 1.000 9.95 12.00 9.95 11.00 90.00 45.00 31.00 4 4870 12.005 M1.1.1 Stainless steel, ferritic/martensitic, with machining additives 80 0.035 | 0.040 | 0.045 | 0.050 | 0.060 | 0.070 | 0.080 | 0.085 | 0.095 | 0.105
M12x 1,5 1.500 9.95 12.00 9.95 10.50 90.00 45.00 31.50 4 4870 12.007 - - " )
o DT 159 T 59 s TR 55T 55T 5 e AT M1.1.2 Stainless steel, ferritic/martensitic, annealed, Rm 680 N/mm?, 200 HB 80 0.035 | 0.040 | 0.045 | 0.050 | 0.060 | 0.070 | 0.080 | 0.085 | 0.095 | 0.105
M14x1,5 1.500 11.20 12.00 11.20 12.50 100.00 45.00 37.50 6 4870 14.007 M1.1.3 Stainless steel, ferritic/martensitic, heat-treated, Rm 810 N/mm2, 240 HB 80 0.035 | 0.040 | 0.045 | 0.050 | 0.060 | 0.070 | 0.080 | 0.085 | 0.095 | 0.105
M16 2.000 13.10 16.00 13.10 14.00 105.00 48.00 42.00 6 4870 16.000 - —
M16x 1.5 1500 13.10 16.00 1310 14.50 105.00 48.00 4050 6 4870 16.007 M2.1.1 Stainless steel, austenitic, quenched, 180 HB 55 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075
M20 2.500 14.95 16.00 14.95 17.50 120.00 48.00 52.50 6 4870 20.000 M2.2.1 Duplex steel, high-strength stainless steels 50 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075
M20 x 1,5 1.500 14.95 16.00 14.95 18.50 120.00 48.00 49.50 6 4870 20.007

110 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135

110 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135

90 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135

90 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135

90 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135

90 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135

100 0.035 | 0.040 | 0.045 | 0.050 | 0.060 | 0.070 | 0.080 | 0.085 | 0.095 | 0.105

100 0.035 | 0.040 | 0.045 | 0.050 | 0.060 | 0.070 | 0.080 | 0.085 | 0.095 | 0.105

180 0.055 | 0.065 | 0.075 | 0.080 | 0.095 | 0.110 | 0.120 | 0.135 | 0.145 | 0.165

180 0.055 | 0.065 | 0.075 | 0.080 | 0.095 | 0.110 | 0.120 | 0.135 | 0.145 | 0.165

160 0.050 | 0.060 | 0.065 | 0.075 | 0.090 | 0.100 | 0.110 | 0.120 | 0.130 | 0.150

160 0.050 | 0.060 | 0.065 | 0.075 | 0.090 | 0.100 | 0.110 | 0.120 | 0.130 | 0.150

160 0.050 | 0.060 | 0.065 | 0.075 | 0.090 | 0.100 | 0.110 | 0.120 | 0.130 | 0.150

140 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135

140 0.045 | 0.055 | 0.060 | 0.065 | 0.080 | 0.090 | 0.100 | 0.110 | 0.120 | 0.135

110 0.040 | 0.045 | 0.050 | 0.055 | 0.065 | 0.075 | 0.085 | 0.095 | 0.100 | 0.115

200 0.040 | 0.045 | 0.055 | 0.060 | 0.070 | 0.080 | 0.090 | 0.100 | 0.105 | 0.120

200 0.040 | 0.045 | 0.055 | 0.060 | 0.070 | 0.080 | 0.090 | 0.100 | 0.105 | 0.120

200 0.040 | 0.045 | 0.055 | 0.060 | 0.070 | 0.080 | 0.090 | 0.100 | 0.105 | 0.120

$1.1.1 Heat-resistant alloys, Fe-based, annealed, 200 HB 60 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075
$1.1.2 Heat-resistant alloys, Fe-based, hardened, 280 HB 60 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075
$1.1.3 Heat-resistant alloys, Ni- or Co-based, annealed, 250 HB 60 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075
$1.1.4 Heat-resistant alloys, Ni- or Co-based, hardened, 350 HB 60 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075
$1.1.5 Heat-resistant alloys, Ni- or Co-based, cast, 320 HB 60 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075
$2.1.1 Titanium alloys, pure titanium, Rm 400 N/mm? 45 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075
$2.1.2 Titanium alloys, Alpha and Beta alloys, hardened, Rm 1050 N/mm? 45 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075

40 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075

40 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075

40 0.025 | 0.030 | 0.035 | 0.035 | 0.045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.075

4 GUHRING GUIHRING Al the values stated are guide values. You can find detailed cutting values online in our Gilihring Navigator at webnavigator.guehring.de/en. 5



CELECETT T

CNC Giihro ThreadMill

FIND THE OPTIMAL CNC PROGRAMME
FOR YOUR THREAD MILLING CUTTER

To the optimal CNC programme
in five steps

1. Specify the thread data
select from all current thread standards

2. Select the material
you are always referred to the optimal parameters

3. Select the tool

technical data, drawing, machining time and
video simplify selection

4. Record CNC data
enter required milling strategy and parameters

5. Receive CNC programme with code and data sheet
programming data (Sinumerik, Haidenhain, Fanuc, Philips,
Mazatrol or Hurco) are imported and automatically recognised
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