Garirerc 900 Series-GENEAL PURPOSE 900 Series-GENEAL PURPOSE Garirer

2 Flutes Corner Rounding Cutter

.

9 0 0 S e rl e s . Endmills for various work materials, hardened steel,
pre-hardened steel, tool steel and cast iron.

G E N E RA L P U R P O S E \ Good wear resistance by Si-based PVD coating.

A J5 High precise edge tolerance.
GT{G f H:]U Very nice work surface finish.
) “ Outstanding performance at high speed machining by ultra fine
LL‘ L ‘ (0.2um) WC grade.
) / Cutting Size D Tolerance
( N ¥ r 3 N\ Data D<®0.9 +0~-0.01mm
‘ | 4 P191 D>®0.9 +0~-0.02mm
"~
1 € Type Part Number Dimensions in mm
D XR d1 L1 L d
990005001H04Z2-TIN 0.5 X RO0.1 0.8 225) 45 4
990005D15H04Z2-TIN 0.5 X R0.15 0.9 2.5 45 4
990005002H04Z2-TIN 0.5 X R0.2 1 225) 45 4
990005D25H04Z2-TIN 0.5 X R0.25 1.1 2.5 45 4
990005003H04Z2-TIN 0.5 X R0.3 1.2 225) 45 4
990005D35H04Z2-TIN 0.5 X R0.35 1.3 2.5 45 4
990005004H04Z2-TIN 0.5 X R0.4 1.4 225) 45 4
990005D45H04Z2-TIN 0.5 X R0.45 1.5 2.5 45 4
U W c 990005005H04Z2-TIN 0.5 X R0.5 1.6 225) 45 4
990009005H04Z2-TIN 0.9 XR0.5 2 & 45 4
990049005H06Z2-TIN 4.9 X R0.5 6 - 50 6
'990005D55H04Z2-TIN 0.5 X R0.55 1.7 & 45 4
990005006H04Z2-TIN 0.5 X R0.6 1.8 & 45 4
TISIN 990005D65H04Z2-TIN 0.5 X R0.65 1.9 & 45 4
Coating |  990005007H04Z2-TIN 05X R0.7 2 3 45 4
990009D75H04Z2-TIN 0.9 X R0.75 2.5 4 45 4
990009008H04Z2-TIN 0.9 XR0.8 2.6 4 45 4
990009D85H04Z2-TIN 0.9 X R0.85 2.7 4 45 4
R 990009009H04Z2-TIN 0.9 XR0.9 2.8 4 45 4
= 990009D95H04Z2-TIN 0.9 X R0.95 2.9 4 45 4
+0.02 990009010H06Z2-TIN 0.9 XR1 8 5 50 6
01R-8R  990039010H06Z2-TIN 3.9 X R1 6 = 50 6
990059010H08Z2-TIN 59 XR1 8 - 60 8
H 99000901FH06Z2-TIN 0.9 XR1.25 815 5 50 6
Tool Selection Index 0° '99003401FH06Z2-TIN 3.4 XR1.25 | 6 = 50 6
Hardness EDP. NO Appearance Flutes Types Page Holix Angle 990014015H06Z2-TIN 14XR15 45 8 50 6
990 S — 2F Comer Rounding Cutter 176 990049015H08Z2-TIN ~ 4.9XR1.5 8 - 60 8
990014020H06Z2-TIN 1.4 X R2 515 10 50 6
991 e — ar Corner Rounding Cutter 177 990039020H08Z2-TIN 3.9 XR2 8 - 60 8
990019025H08Z2-TIN 1.9 XR2.5 7 13 60 8
950 | — Straight Flute Taper End Mills 178 990019030H08Z2-TIN 1.9 XR3 8 _ 60 8
951 ?/—:‘ oF Straight Flute Taper End Mills 179 990019035H10Z2-TIN 1.9 X R3.5 9 13 70 10
— 990019040H10Z2-TIN 1.9 X R4 10 - 70 10
952 < - | 4F Straight Flute Taper End Mills 180 990019045H12Z2-TIN 1.9 XR4.5 11 13 80 12
990019050H12Z2-TIN 1.9 XR5 12 - 80 12
992 ® = 2F 45° Chamfering Cutter 181 990039060H1622-TIN 3.9 X R6 16 - 85 16
~HRc 50 993 - , 3F 45° Chamfering Cutter 182 990059070H20Z2-TIN 5.9 X R7 20 - 85 20
——— 1990039080H20Z2-TIN 3.9XR8 | 20 \ S \ 85 \ 20 \
994 — | E T Slot Cutter 183
© 995 S —— AF T-R Slot Cutter 184 e
(@) (e]
o 995 ¢ (P 486 T Double Angular Cutter 185 o
wn wn
g- 997 e ————— 486 T Angular Cutter 186 g
& 953 s — F 45° Centering End Mills 187 2
901 — ——— JF NC Spotting Dril 189
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Garirec

900 Series-GENEAL PURPOSE

4 Flutes Corner Rounding Cutter

Endmills for various work materials, hardened steel,
pre-hardened steel, tool steel and cast iron.
Good wear resistance by Si-based PVD coating.

Et[—\ig ﬁn High precise edge tolerance.
jSﬁ T\ M = Very nice work surface finish.
1 L \ Outstanding performance at high speed machining by ultra fine
(0.2um) WC grade.

Cutting Size D Tolerance

Data D<®19 +0~-0.01mm

P191 D>®19 +0~-0.03mm

Type Part Number Dimensions in mm
D XR d1 L2 L d
991029005H04Z4-TIN 2.9 XR0.5 4 50 4
———\ 991019010H04Z4-TIN 1.9 XR1 4 50 4
991049005H06Z4-TIN 4.9 X R0.5 6 50 6
991039010H06Z4-TIN 3.9 XR1 6 50 6
991059010H08Z4-TIN 5.9 XR1 8 60 8
991049015H08Z4-TIN 49 XR1.5 8 60 8
991059020H10Z4-TIN 5.9 XR2 10 70 10
991049025H10Z4-TIN 49 XR2.5 10 70 10
UWC 991059030H12Z4-TIN 5.9 XR3 12 75 12
991039040H12Z4-TIN 3.9 XR4 12 75 12
991059050H16Z4-TIN 5.9 XR5 16 80 16
1991039060H16Z4-TIN 3.9 XR6 16 80 16
TISIN
Coating

OO

Helix Angle
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900 Series-GENEAL PURPOSE

Garirec

1 Flutes Straight Flute Taper End Mills

| —

Endmills for various work materials, hardened steel,
pre-hardened steel, tool steel and cast iron.

Good wear resistance by Si-based PVD coating.
Optimum for NC engraving by straight type one edge.
Maximize engraving efficiency by various edge diameter.

: Size D Tolerance

= °‘5‘§129 D=00  +0.05~-Omm

P191 D=®0.1  +0~-0.02mm

Type Part Number Dimensions in mm Angle
D L1 L2 L d ]
950000200H04Z1-TIN 0 7 40 4 20°
~——— 950000300H04Z1-TIN 0 7 40 4 30°
950000200H06Z1-TIN 0 10 50 6 20°
950000300H06Z1-TIN 0 10 50 6 30°
950001200H04Z1-TIN 0.1 7 40 4 20°
950001300H04Z1-TIN 0.1 7 40 4 30°
950001200H06Z1-TIN 0.1 10 50 6 20°
950001300H06Z1-TIN 0.1 10 50 6 30°
UWC| 950D015200H04Z1-TIN 0.15 7 40 4 20°
950D15300H04Z1-TIN 0.15 7 40 4 30°
950D15200H06Z1-TIN 0.15 10 50 6 20°
'950D15300H06Z1-TIN 0.15 10 50 6 30°
950002200H04Z1-TIN 0.2 7 40 4 20°
TISIN | 950002300H04Z1-TIN 0.2 7 40 4 30°
Coating | 955002200H0621-TIN 0.2 10 50 6 20°
950002300H06Z1-TIN 0.2 10 50 6 30°
=
+0~0.02
0° | |
Helix Angle
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Garirerc 900 Series-GENEAL PURPOSE 900 Series-GENEAL PURPOSE Garirer

2 Flutes Straight Flute Taper End Mills 4 Flutes Straight Flute Taper End Mills
M Endmills for various work materials, hardened steel, L I Endmills for various work materials, hardened steel,
pre-hardened steel, tool steel and cast iron. \_ pre-hardened steel, tool steel and cast iron.
. Good wear resistance by Si-based PVD coating. Good wear resistance by Si-based PVD coating.
6@ Qiﬁé Tg Optimum for NC engraving, chamfering and centering o Optimum for chamfering with straight 4flutes.
\ AR # with straight 2flutes. % \/@ o Minimize fracturing at high feed by high TRS ultra fine WC grade.
1SN L ‘ Resin, plastic machining applicable witn coated or non coated endmill. U k L’\ \ B o
Lt
Cutting Size D Tolerance ‘H‘ L ‘ Cutting Size D Tolerance
Data D=0 +0.05~ -Omm Data D=0 +0.05~ -Omm
P191 P191
Dimensions in mm Angle Coating Dimensions in mm Angle
Type Part Number D X L d 9 (YIN) Type Part Number D T L2 T d 9
951000300H03Z2-TIN 0 515) 60 3 30° Yes 952000600H03Z4-TIN 0 2.5 50 3 60°
951000600H03Z2-TIN 0 25 60 S 60° Yes — 952000900H03Z4-TIN 0 1.5 50 3 90°
951000900H03Z2-TIN 0 15 60 3 90° Yes 952000600H04Z4-TIN 0 3.4 50 4 60°
951000300H04Z2-TIN 0 74 60 4 30° Yes 952000900H04Z4-TIN 0 2 50 4 90°
951000600H04Z2-TIN 0 3.4 60 4 60° Yes 952000600H06Z4-TIN 0 8.1 60 6 60°
951000900H04Z2-TIN 0 2 60 4 90° Yes 952000900H06Z4-TIN 0 8 60 6 90°
951000300H06Z2-TIN 0 11.1 60 6 30° Yes 952000600H08Z4-TIN 0 6.9 65 8 60°
951000600H06Z2-TIN 0 5.1 60 6 60° Yes 952000900H08Z4-TIN 0 4 65 8 90°
U WC 951000900H06Z2-TIN 0 3 60 6 90° Yes U WC 952000600H10Z4-TIN 0 8.6 7% 10 60°
951000600H08Z2-TIN 0 6.9 65 8 60° Yes 952000900H10Z4-TIN 0 5 75 10 90°
951000900H08Z2-TIN 0 4 65 8 90° Yes — 952000600H12Z4-TIN 0 10.3 80 12 60°
1951000600H10Z2-TIN 0 8.6 70 10 60° Yes 1952000900H12Z4-TIN 0 6 80 12 90°
951000900H10Z2-TIN 0 5 70 10 90° Yes
TISIN | 951000600H12Z2-TIN 0 10.3 75 12 60° Yes TISIN
Coating | 951000900H12Z2-TIN 0 6 75 12 90° Yes Coating
951000300H03Z2-NON 0 8.5 60 3 30° No
951000600H03Z2-NON 0 2.5 60 8 60° No
D 951000900H03Z2-NON 0 {E5 60 8 90° No D
+Oﬁ~0 951000300H04Z2-NON 0 7.4 60 4 30° No +Oﬁ~0
—— 951000600H04Z2-NON 0 3.4 60 4 60° No
951000900H04Z2-NON 0 2 60 4 90° No
951000300H06Z2-NON 0 11.1 60 6 30° No
° 951000600H06Z2-NON 0 5.1 60 6 60° No 2
0 1951000900H06Z2-NON | 0 3 60 6 | 900 | No 0
HelixAngle | 951000600H08Z2-NON 0 6.9 65 8 60° No HelixAngle
— 951000900H08Z2-NON 0 4 65 8 90° No
951000600H10Z2-NON 0 8.6 70 10 60° No
951000900H10Z2-NON 0 5 70 10 90° No
951000600H12Z2-NON 0 10.3 75 12 60° No
951000900H12Z2-NON 0 6 75 12 90° No
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Garirec

900 Series-GENEAL PURPOSE

900 Series-GENEAL PURPOSE

Garirec

2 Flutes 45° Chamfering Cutter

Endmills for various work materials, hardened steel,

"% pre-hardened steel, tool steel and cast iron.

Good wear resistance by Si-based PVD coating.

Minimize fracturing at high feed by high TRS ultra fine WC grade.

Hj Applied helix 2flutes design for better performance in corner chamfering.
L=
u_f

3 Flutes 45° Chamfering Cutter

Endmills for various work materials, hardened steel,

pre-hardened steel, tool steel and cast iron.

Good wear resistance by Si-based PVD coating.

Applied helix 3flutes design for better performance in corner chamfering.
Minimize fracturing at high feed by high TRS ultra fine WC grade.

Cutting Size D Tolerance
Data D=®0.8 +0~-0.02mm
P192
Type Part Number Dimensions in mm Angle
D L1 L2 L d 6
992008450011Z2-TIN 0.8 1.1 50 3 45°
99200845001622-TIN 0.8 1.6 50 4 45°
992010450025Z2-TIN 1 2.5 60 6 45°
992010450035Z22-TIN 1 3.5 70 8 45°
992010450045Z2-TIN 1 4.5 80 10 45°
99201045005522-TIN 1 5.5 90 12 45°
TISIN
Coating
-
+0~0.02
30°
Helix Angle

181

Cutting Size D Tolerance
Data D=®0.8 +0~-0.02mm
P192
Di . .
T Part Number imensions in mm Angle
D L1 L2 L d 0
993008450011Z3-TIN 0.8 1.1 50 3 45°
993008450016Z3-TIN 0.8 1.6 50 4 45°
993010450025Z3-TIN 1 25 60 6 45°
993010450035Z3-TIN 1 35 65 8 45°
993020450045Z3-TIN 2 4.5 75 10 45°
993020450055Z3-TIN 2 55 80 12 45°
TISIN
Coating
_—
+0~0.02
30°
Helix Angle
(o]
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Garirerc 900 Series-GENEAL PURPOSE 900 Series-GENEAL PURPOSE Garirer

4 Flutes T-Slot Cutter 4 Flutes T-R Slot Cutter
‘5—)% Endmills for various work materials, hardened steel, . Endmills for various work materials, hardened steel,
. ) = pre-hardened steel, tool steel and cast iron. g pre-hardened steel, tool steel and cast iron.
- =1 Minimize edge chipping by applying 4flutes design. R i85 Minimize edge chipping by applying straight 4flutes design.
‘fiﬁ' Q[:UiT_“gﬂ U:]g Various shapes and length provides optimum efficiency. /-P\ ﬂ*“" = - Various shapes and length provides optimum efficiency.
G| S Resin, plastic machining applicable with coated ﬂ\rj NL\J@ l’%
‘¥| . ‘ or non coated endmill. G i

Size D Tolerance

Clstatltgg D<®6 +0.03mm Cutting Size D Tolerance
5192 D>®6 +0.05mm Data D<®6  +0.03mm
P192 D>®6 +0.05mm
Type \ Part Number Dimensions in mm \ Coating \ : i :
D L1 L2 D1 L d (Y/N) Dimensions in mm
Type Part Number
994020003040Z4-TIN 2 0.3 4 1 50 6 Yes DXR L1 L2 D1 L d
994020005040Z4-TIN 2 0.5 4 1 50 6 Yes 995050010045Z4-TIN 5 X 0.5R 1 45 25 50 6
994030003045Z4-TIN 3 0.3 45 15 50 6 Yes 995050020055Z4-TIN 5X 1R 2 5.5 25 50 6
994030005045Z4-TIN 3 0.5 45 15 50 6 Yes 995060010050Z4-TIN 6 X 0.5R 1 5 3 50 6
994030010045Z4-TIN 3 1 45 1.5 50 6 Yes 995060015055Z4-TIN 6 X 0.75R 1.5 5.5 3 50 6
994040003050Z4-TIN 4 0.3 5 2 50 6 Yes 995060020060Z4-TIN 6 X 1R 2 6 3 50 6
994040005050Z4-TIN 4 0.5 5 2 50 6 Yes 995080020070Z4-TIN 8 X 1R 2 7 4 60 8
994040010050Z4-TIN 4 1 5 2 50 6 Yes 995080030080Z4-TIN 8 X 1.5R 3 8 4 60 8
994050005045Z4-TIN 5 0.5 45 25 50 6 Yes 995100040100Z4-TIN 10 X 2R 4 10 45 70 10
UWC | 99405001005024-TIN 5 1 5 25 50 6 Yes UWC
994050015055Z4-TIN 5 1.5 5.5 25 50 6 Yes
994050020060Z4-TIN 5 2 6 25 50 6 Yes
1994060005045Z4-TIN 6 0.5 45 3 60 6 Yes
994060010050Z4-TIN 6 1 5 3 60 6 Yes
TISIN | 994060015055Z4-TIN 6 1.5 5.5 3 60 6 Yes TISIN
Coating | 994060020060Z4-TIN 6 2 6 3 60 6 Yes Coating
994080005045Z4-TIN 8 0.5 45 4 60 8 Yes
994080010050Z4-TIN 8 1 5 4 60 8 Yes
994080015055Z4-TIN 8 1.5 5.5 4 60 8 Yes
D 994080020060Z4-TIN 8 2 6 4 60 8 Yes R
— 994080030070Z4-TIN 8 3 7 4 60 8 Yes A Y 4
*0~0.02 | '994100010070Z4-TIN 10 1 7 5 70 10 Yes +0.02
P2 - 05 994100020080Z4-TIN 10 2 8 5 70 10 Yes 0.5R-2R
994100030090Z4-TIN 10 3 9 5 70 10 Yes
2 1994020003040Z4-NON | 2 03 | 4 1 | 5 | 6 | No | 0 o
-0.01~0.03|  994020005040Z4-NON 2 0.5 4 1 50 6 No Holix Angle
96010 994030003045Z4-NON 3 0.3 45 15 50 6 No
99403000504524-NON 3 0.5 45 15 50 6 No
994030010045Z4-NON 3 1 45 1.5 50 6 No
1 5 o 994040003050Z4-NON 4 0.3 5 2 50 6 No
HelixAngle | 994040005050Z4-NON 4 0.5 5 2 50 6 No
994040010050Z4-NON 4 1 5 2 50 6 No
99405000504524-NON 5 0.5 45 25 50 6 No
994050010050Z4-NON 5 1 5 25 50 6 No
99405001505524-NON 5 1.5 55 25 50 6 No
994050020060Z4-NON 5 2 6 25 50 6 No
994060005045Z4-NON 6 0.5 45 3 60 6 No
1994060010050Z4-NON | 6 1 | 5 | 3 | 60 | 6  No
99406001505524-NON 6 1.5 55 3 60 6 No
994060020060Z4-NON 6 2 6 3 60 6 No
© 99408000504524-NON 8 0.5 45 4 60 8 No ©
8 994080010050Z4-NON 8 1 5 4 60 8 No 8
7 99408001505524-NON 8 1.5 55 4 60 8 No o
P 994080020060Z4-NON 8 2 6 4 60 8 No )
g- 994080030070Z4-NON 8 3 7 4 60 8 No g-
17 994100010070Z4-NON 10 1 7 5 70 10 No (7]
994100020080Z4-NON 10 2 8 5 70 10 No
994100030090Z4-NON 10 3 9 5 70 10 No
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Garirerc 900 Series-GENEAL PURPOSE 900 Series-GENEAL PURPOSE Garirer

48&6 Flutes T-Double Angular Cutter 48&6 Flutes T-Angular Cutter
o — -~ I
iq‘ - Endmills for various work materials, hardened steel, ] Endmills for various work materials, hardened steel,
. pre-hardened steel, tool steel and cast iron. . pre-hardened steel, tool steel and cast iron.
<‘i7 95 Minimize edge chipping by applying straight 4flutes design. \<Bj 15 Minimize edge chipping by applying straight 4flutes design.
B \r. Various shapes and length provides optimum efficiency. it Various shapes and length provides optimum efficiency.
a 01 40-0.2 ] 8 D1 40-0.2 3
. | S |

Size D Tolerance Size D Tolerance

Cutting Cutting
Data D<®6 +0.03mm Data D<®6 +0.03mm
P192 D>®6 +0.05mm P192 D>®6 +0.05mm
Type Part Number Dimensions in mm Angle Type Part Number Dimensions in mm Angle
D L1 L2 D1 L d 0 D L1 L2 D1 L d 8
996015600030Z4-TIN 1.5 0.43 3 0.75 45 4 60° 997015300030Z24-TIN 15 0.21 & 0.75 45 4 30°
996015900030Z4-TIN 1.5 0.75 3 0.75 45 4 90° ——\ 997015450030Z4-TIN 1.5 0.37 3 0.75 45 4 45°
996020600050Z4-TIN 2 0.57 5 1 50 4 60° 997020300050Z4-TIN 2 0.28 5 1 50 4 30°
996020900050Z4-TIN 2 1 5 1 50 4 90° 997020450050Z4-TIN 2 0.5 5) 1 50 4 45°
996025600060Z4-TIN 25 0.75 6 1.2 50 4 60° 997025300060Z24-TIN 225) 0.37 6 1.2 50 4 30°
996025900060Z4-TIN 2.5 1.3 6 1.2 50 4 90° 997025450060Z4-TIN 2.5 0.65 6 1.2 50 4 45°
—— 996030600075Z4-TIN 3 0.86 7.5 1.5 50 4 60° ——~ 997030300075Z4-TIN 3 0.43 75 15 50 4 30°
996030900075Z4-TIN 3 1.5 7.5 1.5 50 4 90° 997030450075Z4-TIN 8 0.75 7.5 1.5 50 4 45°
996040600100Z4-TIN 4 1.15 10 2 50 4 60° 997040300100Z4-TIN 4 0.57 10 2 50 4 30°
996040900100Z4-TIN 4 2 10 2 50 4 90° 997040450100Z4-TIN 4 1 10 2 50 4 45°
996050600125Z4-TIN 5) 1.44 12.5 25 60 6 60° 997050300125Z24-TIN 5 0.72 12.5 225) 60 6 30°
1996050900125Z4-TIN 5 2.4 12.5 2.5 60 6 90° 1997050450125Z4-TIN 5 1.25 12.5 25 60 6 45°
996060600150Z4-TIN 6 1.73 15 3 60 6 60° 997060300150Z4-TIN 6 0.86 15 & 60 6 30°
U WC 996060900150Z4-TIN 6 2.8 15 3 60 6 90° U WC 997060450150Z4-TIN 6 1.5 15 5 60 6 45°
996080600200Z6-TIN 8 2.3 20 4 70 8 60° 997080300200Z6-TIN 8 1.15 20 4 70 8 30°
996080900200Z6-TIN 8 3.8 20 4 70 8 90° — 997080450200Z6-TIN 8 2 20 4 70 8 45°
996100600250Z6-TIN 10 2.8 25 5) 75 10 60° 997100300250Z6-TIN 10 1.44 25 o) s 10 30°
996100900250Z6-TIN 10 4.8 25 5 75 10 90° — 997100450250Z6-TIN 10 25 25 5) 75 10 45°
TISIN 996120600300Z6-TIN 12 34 30 6 80 12 60° TISIN 997120300300Z6-TIN 12 1.73 30 6 80 12 30°
Coating 996120900300Z6-TIN 12 5.8 30 6 80 12 90° Coating 997120450300Z6-TIN 12 8 30 6 80 12 45°
2| D
+0~0.02 +0~0.02
®1.5-®5 ®1.5- 05
D D
-0.01~0.03 -0.01~0.03
©6- D12 06- 012
0° 0°
Helix Angle Helix Angle
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Garirerc 900 Series-GENEAL PURPOSE 900 Series-GENEAL PURPOSE Garirer

2 Flutes Centering End Mills

< 5 J; Endmills for Acryl, A.B.S, Aluminum, non-ferrous and
5 nonjmetal.lic mateljials. . . . Type Part Number Dimensions in mm Angle Coating
jh o~ 7 1 o Multi function endmill for corner chamfering, side wall and centering. D L1 L d 0 (Y/N)
@F “t‘%\*a WG Applied ultra fine WC grade optimized for various non-ferrous and 953003600H03Z2-NON 0.3 0.6 45 3 60° No
- | non-metallic work materials. 953003900H03Z2-NON 0.3 0.6 45 3 90° No
0~ ] Endmills for various work materials, hardened steel, per-hardened steel, 953005600H03Z2-NON 0.5 1 50 3 60° No
ﬁD E‘,I:‘(<; . | |8 tool steel and cast iron. 953005900H03Z2-NON 0.5 1 50 3 90° No
‘;\ : 1 Cutting Size D Tolerance 953008600H0322-NON 0.8 16 50 3 60° No
Data D<®5 +0~ -0.01mm 953008900H03Z2-NON 0.8 1.6 50 3 90° No
P193 D>®5 +0~-0.02mm 953010600H03Z2-NON 1 2 50 3 60° No
953010900H03Z2-NON 1 2 50 3 90° No
T Dimensions in mm Angle Coating 953020600H03Z2-NON 2 4 50 3 60° No
ype Part Number
D L1 L d 0 (Y/N) 953020900H03Z2-NON 2 4 50 3 90° No
953003600H03Z2-TIN 0.3 0.6 45 3 60° Yes 953030600H03Z2-NON <) 6 50 3 60° No
953003900H03Z2-TIN 0.3 0.6 45 3 90° Yes 953030900H03Z2-NON 3 6 50 8 90° No
953005600H03Z2-TIN 0.5 1 50 3 60° Yes 953030600H06Z2-NON 3 6 50 6 60° No
953005900H03Z2-TIN 0.5 1 50 3 90° Yes 953030900H06Z2-NON 3 6 50 6 90° No
953008600H03Z2-TIN 0.8 1.6 50 3 60° Yes 953040600H06Z2-NON 4 8 50 6 60° No
953008900H03Z2-TIN 0.8 1.6 50 3 90° Yes 953040900H06Z2-NON 4 8 50 6 90° No
953010600H03Z2-TIN 1 2 50 3 60° Yes S 953050600H06Z2-NON 5 10 50 6 60° No
953010900H03Z2-TIN 1 2 50 3 90° Yes 953050900H06Z2-NON 5 10 50 6 90° No
UWC | 953020600H03Z2-TIN 2 4 50 3 60° Yes UWC| 953060600H06Z2-NON 6 12 60 6 60° No
953020900H03Z2-TIN 2 4 50 3 90° Yes 953060900H06Z2-NON 6 12 60 6 90° No
953030600H03Z2-TIN 8 6 50 3 60° Yes - 953080600H08Z2-NON 8 16 70 8 60° No
1953030900H03Z2-TIN 3 6 50 3 90° Yes 953080900H08Z2-NON 8 16 70 8 90° No
953030600H06Z2-TIN 8 6 50 6 60° Yes 953100600H10Z2-NON 10 18 70 10 60° No
TISIN 953030900H06Z2-TIN 3 6 50 6 90° Yes TISIN 953100900H10Z2-NON 10 18 70 10 90° No
Coating 953040600H06Z2-TIN 4 8 50 6 60° Yes Coating 1953120600H12Z2-NON 12 20 {75) 12 60° " No
953040900H06Z2-TIN 4 8 50 6 90° Yes N 953120900H12Z2-NON 12 20 75 12 90° No
953050600H06Z2-TIN 5 10 50 6 60° Yes 953140600H14Z2-NON 14 26 80 14 60° No
953050900H06Z2-TIN 5 10 50 6 90° Yes — 953140900H14Z2-NON 14 26 80 14 90° No
D 953060600H06Z2-TIN 6 12 60 6 60° Yes D 953160600H16Z2-NON 16 32 100 16 60° No
] 953060900H06Z2-TIN 6 12 60 6 90° Yes __ 953160900H16Z2-NON 16 32 100 16 90° No
+0~0.01 ] 953080600H08Z2-TIN 8 16 70 8 60° Yes +0~0.01
®0.3 - d5 953080900H08Z2-TIN 8 16 70 8 90° Yes ®0.3 - 5
953100600H10Z2-TIN 10 18 70 10 60° Yes
953100900H10Z2-TIN 10 18 70 10 90° Yes
D 1953120600H12Z2-TIN 12 20 75 12 | e0° | Yes D
—-— —-—
+0~0.02 953120900H12Z2-TIN 12 20 75 12 90° Yes +0~0.02
m 953140600H14Z2-TIN 14 26 80 14 60° Yes m
953140900H14Z2-TIN 14 26 80 14 90° Yes \
953160600H16Z2-TIN 16 32 100 16 60° Yes 0
3 0 o 953160900H16Z2-TIN 16 32 100 16 90° Yes 3 0 o
Helix Angle Helix Angle
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Garirerc 900 Series-GENEAL PURPOSE 900 Series-GENEAL PURPOSE Garirer

2 Flutes NC Spotting Drill

’M Endmills for various work materials, hardened steel,

- pre-hardened steel, tool steel and cast iron. Type Part Number Dimensions in mm Angle Coating
N 6 Good wear resistance by Si-based PVD coating. D L1 L d 6 (Y/N)
Q} SI::@@ ng Optimum for chamfering and centering with helix 2flutes. 901020090050Z2-NON 2 6 50 3 90° No
' ‘ L | ‘ Resin, plastic machining applicable witn coated or non coated endmill. 901020120050Z2-NON 2 6 50 3 120° No
Applied ultra fine WC grade optimized for various non-ferrous and 901030090050Z2-NON 8 10 50 3 90° No
non-metallic work materials. 901030120050Z2-NON 3 10 50 8 120° No
Cutting Size D Tolerance 901030090100Z2-NON 3 10 100 3 90° No
Data D<=®4 +0~-0.01mm 901030120100Z2-NON 3 10 100 3 120° No
P193 D>®4 +0~-0.015mm 901040090050Z2-NON 4 12 50 4 90° No
901040120050Z2-NON 4 12 50 4 120° No
T Dimensions in mm Angle Coating 901040090100Z2-NON 4 12 100 4 90° No
ype Part Number
D L1 L d 0 (Y/N) 901040120100Z2-NON 4 12 100 4 120° No
901020090050Z2-TIN 2 6 50 3 90° Yes 901060090070Z2-NON 6 15 70 6 90° No
901020120050Z2-TIN 2 6 50 3 120° Yes 901060120070Z2-NON 6 15 70 6 120° No
901030090050Z2-TIN 3 10 50 3 90° Yes 901060090110Z2-NON 6 15 110 6 90° No
901030120050Z2-TIN 3 10 50 3 120° Yes 901060120110Z2-NON 6 15 110 6 120° No
901030090100Z2-TIN 3 10 100 3 90° Yes 901080090080Z2-NON 8 25 80 8 90° No
901030120100Z2-TIN 3 10 100 8 120° Yes 901080120080Z2-NON 8 25 80 8 120° No
901040090050Z2-TIN 4 12 50 4 90° Yes P 901100090090Z2-NON 10 25 90 10 90° No
901040120050Z2-TIN 4 12 50 4 120° Yes 901100120090Z2-NON 10 25 90 10 120° No
U WC 901040090100Z2-TIN 4 12 100 4 90° Yes U WC 901100090150Z2-NON 10 25 150 10 90° No
901040120100Z2-TIN 4 12 100 4 120° Yes 901100120150Z2-NON 10 25 150 10 120° No
901060090070Z2-TIN 6 15 70 6 90° Yes - 901120090090Z2-NON 12 30 90 12 90° No
1901060120070Z2-TIN 6 15 70 6 120° Yes 901120120090Z2-NON 12 30 90 12 120° No
901060090110Z2-TIN 6 15 110 6 90° Yes 901120090150Z2-NON 12 30 150 12 90° No
TISIN 901060120110Z2-TIN 6 15 110 6 120° Yes TISIN 901120120150Z2-NON 12 30 150 12 120° No
Coating 901080090080Z2-TIN 8 25 80 8 90° Yes Coating 1901160090110Z2-NON 16 85 110 16 90° " No
901080120080Z2-TIN 8 25 80 8 120° Yes NS 901160120110Z2-NON 16 35 110 16 120° No
901100090090Z2-TIN 10 25 90 10 90° Yes
901100120090Z2-TIN 10 25 90 10 120° Yes
D 901100090150Z2-TIN 10 25 150 10 90° Yes D
— 901100120150Z2-TIN 10 25 150 10 120° Yes —_—
*0~0.01 ] 901120090090Z2-TIN 12 30 9 12 90° Yes +0~0.01
2 - 04 901120120090Z2-TIN 12 30 90 12 120° Yes D2 - 04
901120090150Z2-TIN 12 30 150 12 90° Yes
901120120150Z2-TIN 12 30 150 12 120° Yes
2 1901160090110Z2-TIN 16 35 110 16 ‘ 90° | Yes 2
+0~0.015 901160120110Z2-TIN 16 35 110 16 120° Yes +0~0.015
6 - d16 ©6- 016 |
30° 30°
Helix Angle Helix Angle
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Garirec 900 Series-GENEAL PURPOSE-Cutting Data 900 Series-GENEAL PURPOSE-Cutting Data Garirec

990 / 991 = Apply 20% up values of below condition for 991 +RPM : rev./min - Feed : mm/min 992 / 993 = Apply 20% up values of below condition for 993 “RPM : rev./min - Feed : mm/min
Material Carbon Steels Alloy steels Prehardened Steels / Hardened Steels Material (Slir5b8|7 gtseoecl:s SKA/"g)(I: :Ate/elssus Prehardene;\ijASKte;eslTéé-lardened Steels
S50C SCM/ SKD / SUS NAK / SKD
Speed 30~40m/min 20~30m/min 15~25m/min Hardness ~ 225HB 225 ~ 325HB 30 ~ 45HRc
FEED FEED FEED Speed Ve = 25 ~ 50m/min Ve = 20 ~ 40m/min Ve = 15 ~ 40mimin
i RPM RPM RPM
Radlus Roughing Finishing Roughing Finishing Roughing Finishing Shank Diameter RPM FEED RPM FEED RPM FEED
3mm 2,200 ~ 4200 47 ~ 69 1,700 ~ 3400 37 ~ 38 1,300 ~ 1800 25~41
R0 s < E0 L1000 <9 < S & <o 4mm 1,600 ~ 3200 38~ 54 1,300 ~ 2600 30~43 1,000 ~ 2000 23~33
02 12500 o0 g0 gil00 29 23 300 50 20 6mm 1,100 ~ 2200 29~ 39 900 ~ 1700 25~34 650 ~ 1300 18~ 24
ROS 111209 <0 ¢y 2000 A B Gy & 2 8mm 800~ 1600 26~ 34 650 ~ 1280 21~27 500 ~ 1000 18~ 24
i 10000 20 80 000 20 5 21700 50 20 10mm 640 ~ 1300 24~30 510~ 1050 18 ~ 23 500 ~ 1000 14~ 18
RS SE0 <0 <y &y e o 200 0 2 12mm 560 ~ 1050 22~28 420~ 880 17~ 22 320~ 640 14~ 18
R0.75 7,200 50 80 5,100 40 55| 4,100 30 50
R0.8 5,600 50 80 4,000 40 55 3,900 30 50
R1 5,000 50 80 3,500 40 585 3,400 30 50 T
R1.25 4,300 50 80 3,100 40 55 2,900 30 50 Depth of Cut RN % £
R1.5 3,000 50 80 2,200 40 55 2,600 30 50 —
R2 2,600 50 80 1,900 40 ) 2,200 30 50
R2.5 2,200 50 80 1,800 40 55 2,000 30 50
R3 2,000 50 80 1,600 40 55 1,700 30 50
R3.5 1,600 50 80 1,400 40 55 1,400 30 50 994 / 995 / 996 / 997 +RPM : rev./min - Feed : mm/min
R4 1,500 50 80 1,200 40 55] 1,300 30 50
R4.5 1,400 50 80 1,040 40 55 1,100 30 50 Side Cutting
R5 1,300 50 80 960 40 55) 1,000 30 50
R6 1,200 50 80 880 40 55 900 30 50 3
R7 1100 50 80 720 40 55 800 30 50 atora Mild Steels / Carbon Steels Alloy Steels Prehardened Steelss
R8 1,000 50 80 560 40 55 640 30 50 S$S400/ S55C SKD /SUS / SCM NAK / HPM
Roughing Finﬂsh’mg . .
N8 Outside Diameter RPM FEED RPM FEED RPM FEED
Depth of Cut 2 = 3 il 1.5mm 3,050 162 1,890 94 1,530 76
a 5 o ' 2mm 2,850 149 1,790 88 1,440 70
2.5mm 2,680 135 1,700 83 1,350 65
3mm 2,500 122 1,610 79 1,260 59
4mm 2,150 108 1,430 72 1,080 54
5mm 1,800 95 1,200 65 900 49
6mm 1,430 86 950 58 720 43
950 / 95 1 / 95 2 8mm 1,070 64 720 43 540 32
«RPM:rev./min «Feed : mm/min 10mm 860 52 580 34 430 26
12mm 720 43 480 29 360 22
. Mild Steels / Carbon Steels Alloy Steels Prehardened Steelss
Material
S§S400/ S55C SKD /SUS / SCM NAK /HPM
Depth of Cut RD = 01D jAd
Outside Diameter RPM FEED RPM FEED RPM FEED
2mm 3,400 ~ 7,000 70 ~100 2,600 ~ 5,200 50 ~ 90 2,000 ~ 4,000 40 ~ 60 Rd
3mm 2,700 ~ 5,300 60~ 85 2,100 ~ 4,200 45~70 1,600 ~ 3,200 35~ 50
4mm 2,000 ~ 4,000 50~ 70 1,600 ~ 3,200 40 ~ 55 1,200 ~ 2,400 30~ 40 Slotting
5mm 1,700 ~ 3,400 45~ 60 1,400 ~ 2,600 35~ 50 1,000 ~ 2,000 26~35
smx 1?28 : ;Zgg gg : ig 1;28 : f;gg 22 : :3 388 : 1288 z? : zg Material Mild Steels / Carbon Steels Alloy Steels Prehardened Steelss
8mm 1,000 ~ 2,000 30~ 40 800 ~ 1,600 26 ~ 34 600 ~ 1,200 20~25 $8400/ S55C SKD/SUS/SCM NAK/HPM
9mm 900 ~ 1,800 30~ 40 700 ~ 1,450 24 ~32 550~ 1,100 18 ~23
10mm 800 ~ 1,600 30/=37 600 ~ 1,300 23~29 500 ~ 1,000 17 ~22 Outside Diameter RPM FEED RPM FEED RPM FEED
11mm 750 ~ 1,450 30~ 37 550 ~ 1,200 22~28 450 ~ 900 16 ~ 21 1.5mm 3,050 117 1,890 77 1,530 59
12mm 700~ 1,300 28~ 35 500~ 1,100 21~27 400 ~ 800 16 ~ 20 2mm 2,850 110 1,790 72 1,440 55
2.5mm 2,680 99 1,700 66 1,350 50
Ad 3mm 2,500 92 1,610 60 1,260 45
Depth of Cut 24 & BLEBEE <1 ] 4mm 2,150 81 1430 54 1,080 41
o D D 5mm 1,800 70 1,200 47 900 35
/
6mm 1,430 59 950 39 720 30
© 8mm 1,070 44 720 30 540 22 ©
o 10mm 860 35 580 23 430 17 o
o 12mm 720 30 480 20 360 14 (]
w o (7]
@ — &=
D Depth of Cut o)
w Ad w
2
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Garirec 900 Series-GENEAL PURPOSE-Cutting Data

953 +RPM:rev./min +Feed : mm/min

Mild Steels / Carbon Steels Alloy Steels / Tools Steels Prehardened Steels Aluminum Alloys
Material
aera 5400/ S55C SKD /SUS / SCM HPM / NAK (30~45HRC)

Outside Diameter RPM FEED RPM FEED RPM FEED RPM FEED
2mm 1,400 100 800 50 650 40 4,800 280
3mm 1,400 100 800 50 650 40 4,800 280
4mm 1,280 100 690 50 580 40 4,200 280
5mm 1,300 100 640 50 520 40 3,300 280
6mm 1,150 100 600 50 480 40 2,900 280
8mm 1,000 100 530 50 420 40 2,600 280
10mm 850 90 490 40 390 30 2,400 260
12mm 720 90 410 40 310 30 1,900 260
14mm 610 90 340 40 270 30 1,700 240
16mm 550 90 310 40 250 30 1,500 230

Ad

Depth of Cut Ad 0 0.6D~1.0D

2

901 «RPM:rev./min . Feed: mm/min

Mild Steels / Carbon Steels Alloy Steels / Tools Steels Aluminum Alloys
Material
atera 55400/ 855C SKD /SUS / SCM

Outside Diameter RPM FEED RPM FEED RPM FEED
2mm 900 11,000 530 8,600 1,300 2,000
3mm 860 9,600 480 8,000 1,150 1,800
4mm 650 7,200 360 6,000 860 9,600
6mm 430 4,800 240 4,000 580 6,400
8mm 430 3,600 180 3,000 580 4,800
10mm 410 2,900 140 2,400 530 3,800
12mm 380 2,400 120 2,000 510 3,200
16mm 300 1,800 100 1,500 400 2,400

Ad
Depth of Cut Ad . 03D
2
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