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TOGLON Multi Chamfer

ALY RE % 3~7 {3IC  Reduces chamfering time by 80%
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Toglon designed with 5 flutes or 9 flutes makes a great
advantage avoiding burrs and high speed cutting.
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TOGLON Multi Chamfer 90°Carbide
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TOGLON Multi Chamfer 90°Carbide ALT coating
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Unit/Size:mm Price:JPY Unit/Size:mm Price:JPY
RIERE[L YR 2R | A | BE | SEME BIEBE[ YR 2R | A | HE | SEMIE
VAN Code No. | ¢d | D L [No.ofteeth| Stock | Price VAN Code No. | | ¢d | ¢D L |No.ofteeth| Stock [ Price
90TGMTCH3CB 0.8 3 40 5 L4 ¥6,000 90TGMTCH3CBALT 0.8 3 40 5 ° ¥7,800
90TGMTCHA4CB 1 4 40 5 O ¥6,600 90TGMTCH4CBALT 1 4 40 5 O ¥8,600
90TGMTCH6CB 1.5 6 50 5 L ¥8,200 90TGMTCH6CBALT 1.5 6 50 5 ®  ¥10,800
90TGMTCH8CB 2 8 60 5 ®  ¥13,200 90TGMTCHS8CBALT 2 8 60 5 ®  ¥17,000
90TGMTCH10CB 25 10 70 5 ®  ¥18,200 90TGMTCH10CBALT 25 10 70 5 ®  ¥23,600
90TGMTCH12CB 3 12 75 5 ®  ¥22,000 90TGMTCH12CBALT 3 12 75 5 ®  ¥27,800
90TGMTCH16CB 4 16 80 5 ®  ¥30,000 90TGMTCH16CBALT 4 16 80 5 ®  ¥38,800
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TOGLON Multi Chamfer 90°Carbide ALT coating 9Z
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TOGLON Multi Chamfer 90° Carbide DLC coating
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Unit/Size:mm Price:JPY
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Unit/Size:mm Price:JPY

VAN Code No. | Eljfgﬁ 91;/3& QLE No.}jofﬁth SzfoEcik %ﬁi{iﬁ VAN Code No. | ﬁljfgﬁ :/1;/3& QLE No.}jofﬁth stoEcik %ﬁi{iﬁ
90TGMTCHSCBALT9Z 4 8 60 9 ® ¥17,800 90TGMTCH3CBDLC 08 3 40 5 ® ¥10,000
90TGMTCH10CBALT9Z 5 10 70 9 ® ¥24,500 90TGMTCH4CBDLC 1 4 40 5 e ¥10,800
90TGMTCH12CBALT9Z 6 12 75 9 ® ¥29,000 90TGMTCH6CBDLC 15 6 50 5 ® ¥13,200
90TGMTCH16CBALT9Z 8 16 80 9 ® ¥40,000 90TGMTCHSCBDLC 2 8 60 5 ® ¥20,000

90TGMTCH10CBDLC 25 10 70 5 ® ¥26,000
90TGMTCH12CBDLC 3 12 75 5 & ¥31,000
90TGMTCH16CBDLC 4 16 80 5 ® ¥42,000
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TOGLON Multi Chamfer 90° Carbide Long type ALT coating
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TOGLON Multi Chamfer 90° Carbide Long type DLC coating
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Unit/Size:mm Price:JPY
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Unit,/Size:mm Price:JPY

VAN Code No. | piEnEl ok 2R | DK | £E | S VAN Code No. | BiERE ok 2R | D% | &E | S
¢d | ¢D L [No.ofteeth| Stock| Price ¢d | ¢D L [No.ofteeth| Stock [ Price

90LTGMTCH3CBALT 0.8 3 100 5 ®  ¥10,600 90LTGMTCH3CBDLC 0.8 3 100 5 ®  ¥14,200
90LTGMTCH4CBALT 1 4 100 5 ®  ¥11,400 90LTGMTCH4CBDLC 1 4 100 5 ®  ¥15,000
90LTGMTCH6CBALT 1.5 6 100 5 ®  ¥16,100 90LTGMTCH6CBDLC 1.5 6 100 5 ®  ¥18,700
90LTGMTCHS8CBALT 2 8 150 5 ®  ¥26,600 90LTGMTCH8CBDLC 2 8 150 5 ®  ¥31,200
90LTGMTCH10CBALT 25 10 150 5 ®  ¥36,000 90LTGMTCH10CBDLC 25 10 150 5 ®  ¥41,000
90LTGMTCH12CBALT 3 12 150 5 ®  ¥43,300 90LTGMTCH12CBDLC 3 12 150 5 ®  ¥48,500
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Br7OVRIVFFv 7 7—0OMIH Processing sample using TOGLON MULTI CHAMFER
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#YIF © SCM440 Work material: SCM440

cOYRIVFF v 77— 90TGMTCH3CB & Tool:90TGMTCH3CB vs.

3 mEY TET competitor's 3mm chamfering tool

Ry b OEERY % HE Operation:Chamfering of a pocket
R4 w K 15x15mm 15X 15mm
WINT&H
N - HOBMETIHH B Work conditions
bIRYRIVFF v T 7 — [El#52% : 8,300min” Water solubility cutting oil
90TGMTCH3CB —X X4 = :0.09 (fth#1H 0.03)mm/tooth Speed: 8,300 rpm
//;/ g *YURE : 3,735 (fattR 498)mm/min Feed/tooth:0.09mm
EH Y 1§ 0.4mm (competitor 0.03mm)
Feed: 3,735mm/min

WiER (competitor 498mm/min)

O—FEY % 315 Chamfer width : 0.4mm
%Y IRE 6~7 fETIIATAE
@Ra0.8pm TRIEEDEHEE MResult
@1 R7Y ~ 2MLUTFTMITESR Iwata Tool TOGLON Multi Chamfer
= (it TEIEH 7 7) outperforms the competitor's 3mm chamfer tool
flit B3 EmEY TR dramatically.
Competitor's 3mm chamfering tool @feed/tooth 3x higher,feed speed 6~7x higher

@Operation time 2 sec/pocket(competitor 7sec)
@Surface finish Ra 0.8 um
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Toglon Multi Chamfer Recommended Milling Condition

ALTO—F 4 > JINBERE (EE2) IS DWW T FRRRED30% 7y 7R LE T, Cutting speed may be increased by 30% for ALD coated tools.
O FIEHR(T XY RE XY B) ICDVWT FRERHD80% Ty TEHELE T, Feed speed may be increased by 80% for 9 flutes tools.
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WORK MATERIAL MILD STEEL CARBON STEEL ALLOY STEEL HARDENED STEEL CAST IRON STAINLESS ALUMINUM
CUTﬂﬁgggEED 75m/min 55m/min 50m/min 25m/min 80m/min 30m/min 150m/min

BRAMEERY F BERE | RUEE | BERH | XUEE | BEY | XUEE | HEH | XUEE | BEHK | XUEE | BEHK | XUEE | BEHR | XUEE
Max Chamfering Dia. | SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED

mm min-’! mm/min min-’! mm/min min-! mm/min min-! mm/min min-’! mm/min min-’ mm/min min-! mm/min

3 8000 | 300—1300| 5800 | 180—1000| 5300 | 160—900 | 2700 | 70—350 8500 | 330—1500| 3200 | 100—550 | 16000 | 600—7000

4 6000 | 300—1200| 4400 | 180—900 4000 | 160—800 | 2000 | 70—320 6400 | 330—1300| 2400 | 100—500 | 12000 | 600—6000

6 4000 | 300—960 2900 | 180—800 2700 | 160—650 | 1300 | 70—260 4200 | 330—1100| 1600 | 100—400 | 8000 | 600—5000

8 3000 | 300—900 2200 | 180—700 2000 | 160—600 990 | 70—250 3200 | 330—1000| 1200 | 100—400 | 6000 | 600—5000

10 2400 | 300—850 1800 | 180—650 1600 | 160—600 800 | 70—240 2500 | 330—1000 950 | 100—350 | 4800 | 600—5000

12 2000 | 300—800 1500 | 180—600 1300 | 160—550 660 | 70—240 2100 | 330—1000 800 | 100—320 | 4000 | 600—5000

16 1500 | 300—750 1100 | 180—550 990 | 160—500 500 | 70—220 1600 | 330—1000 600 | 100—300 | 3000 | 600—5000

WAEIMHE S Suitability for Work Materials ~— ©-++%258 The most suitable O+ Suitable /A& Possible  #&EN Blank:+ /5] Impossible
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MildI Carbon Heatd Hardened kA
o Stee treate: Titanium
iﬂﬂzﬁ Steel
Product Sy
SCM SKD ~40 ~45 45~ I THSR
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90TGMTCH-CB @) O O O O AN ©) O O O O O O O
90TGMTCH-CBALT O O O O O O O O O O O O O
90TGMTCH-CBDLC O O O O O

PIHIRMHHRELDEES Please observe when choosing the cutting conditions
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1.The above values are standard conditions. They need to be adapted for optimal use of the tools.
2.Please use proper cutting fluids according the work conditions. We recommend water soluble coolants or emulsions.
In some cases oil mist and compressed air can be used as well depending on condition.
3.Please lower the speed when working conditions are not stable (vibrations, low machine rigidity, unstable work piece fixture, etc.) or when working in a slope.
(Otherwise vibration may cause breakage of cutting edge during processing.)
4.1f the actual chamfering diameter is much smaller than the maximum chamfering diameter of the tool please use the actual processing diameter to calculate the cutting speed.
5.1f the recommended cutting speed exceeds the maximum speed of the machine used please use the maximum speed of the machine and adjust the other work parameters.
6.For smoother surfaces please decrease the feed rate (this may cause shorter tool life).
7.When working in hard to machine materials such as carbon steels or stainless steels please pay special attention to
- provide very stable conditions (machine and fixture rigidity).
- minimize the tools runout.
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