TOGLON Sharp Camfer
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Aiming chamfering without any burr
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Exclusive model of chamfering in Toglon Sharp series.

Available chamfering process without spoiling screw after tap work.
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Available re-grinding.
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CORNER Guide to TOGLON Sharp Camfer
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TECHNICAL Toglon Sharp Chamfer Recommended Milling Condition
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TOOL Max Chamfering Dia. SPEED FEED (CHAMFERING) 6.7—EMEZE LIFLMERE. FRFHLVRVEBEZRSLTORBESHYEEA.
mm min-1 mm/rev ED. TESEGHE BRSNS HYET,
SE'\TM(())SEER > 20,000 — 50000 0004 —002 TREE R LABONLE, T— Y OEEERRITITO, F v+ S BORNEEBNIALIXT.
. ;) — U . — V. MILTEE N,
2 1,6000 — 32,000 0.006 — 0.04 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.
3 1,1000 — 21,000 001 0.06 We recommend water soluble coolants or emulsions.
INST- 4 8,000 — 16,000 0.01 —0.08 . IIDrll somT case:hoil mistdanc:‘ compre;sed airdgtgn be used ?stws:l d(ep:m:@ng 0||1 conditiﬁp. i
RUCTION 6 5000 — 11.000 002 —0.1 Aunesi;f)I:v\\:/vi:k e speed when working conditions are not stable (vibrations, low machine rigidity,
) B g d piece fixture, etc.) or when working in a slope.
— — (Otherwise vibration may cause breakage of cutting edge during processing.)
8 4,000 — 8,000 0.02 —0.12 4.If the actual chamfering diameter is much smaller than the maximum chamfering diameter
10 3,200 — 6,400 0.02 —-0.14 of the tool please use the actual processing diameter to calculate the cutting speed.
5.If the recommended cutting speed exceeds the maximum speed of the machine used please
co 12 2,700 — 5,300 0.02—-0.16 use the maximum speed of the machine and adjust the other work parameters.
MPANY 16 2.000 — 4,000 0.02 —-0.18 6.For smoother surfaces please decrease the feed rate (this may cause shorter tool life).
PROF"_E > > 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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TOGLON Sharp Camfer
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TOGLON Sharp Chamfer 90° Carbide DLC coating
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