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TOGLON Sharp Chamfer 90° Carbide
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TOGLON Sharp Chamfer 90° Carbide ALT coating
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Unit/Size:mm Price: JPY

Ll v v s e D o Ll v v s i D e
90TGSCHO0.9CB 03 09 3 40 2 e1 ¥6,000 90TGSCHO.9CBALT 03 09 3 40 2 o1 ¥8400
90TGSCH1.2CB 04 12 3 40 2 1 ¥5000 90TGSCH1.2CBALT 04 12 3 40 2 e1 ¥7,000
90TGSCH2CB 06 2 3 40 2 el ¥4000 90TGSCH2CBALT 06 2 3 40 2 e ¥5800
90TGSCH3CB 0.8 3 40 1 ®1  ¥3,200 90TGSCH3CBALT 0.8 3 40 1 o1  ¥4800
90TGSCH4CB 1 4 40 1 ®1  ¥3,800 90TGSCHACBALT 1 4 40 1 ®1  ¥5400
90TGSCH6CB 1.5 6 50 1 ®1  ¥4800 90TGSCH6CBALT 1.5 6 50 1 ®1  ¥7,000
90TGSCH8CB 2 8 60 1 ®1  ¥6,800 90TGSCHBCBALT 2 8 60 1 ®1 10,000
90TGSCH10CB 225 10 70 1 ®1  ¥9,000 90TGSCH10CBALT 25 10 70 1 ®1 ¥13,000
90TGSCH12CB 3 12 75 1 ®1 ¥12,000 90TGSCH12CBALT 3 12 75 1 ®1 ¥17,000
90TGSCH16CB 4 16 80 1 ®1 ¥23,000 90TGSCH16CBALT 4 16 80 1 ®1 ¥30,000
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TOGLON Sharp Chamfer 90° Carbide DLC coating
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vaN Coce o [MEIEIRIELEL O S8 | B | &R | Suimn
90TGSCHO0.9CBDLC 03 09 3 40 2 1 10,400
90TGSCH1.2CBDLC 04 12 3 40 2 ®1 %9200
90TGSCH2CBDLC 06 2 3 40 2 ®1  ¥3000
90TGSCH3CBDLC 0.8 3 40 1 o1  ¥6800
90TGSCH4CBDLC 1 4 40 1 ®1  ¥7600
90TGSCH6CBDLC 1.5 6 50 1 ®1  ¥9,000
90TGSCHBCBDLC 2 8 60 1 o1 ¥12800
90TGSCH10CBDLC 25 10 70 1 ®1 16,000
90TGSCH12CBDLC 3 12 75 1 o1 ¥20,000
90TGSCH16CBDLC 4 16 80 1 ®1 ¥33000
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TOGLON Sharp SP

BEMBROERD IE Accuate spot drilling / chamfering tool
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FJD02:2v=2JSP 90° #&fE
TOGLON Sharp SP 90° Carbide
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B/ ~FiE mm {fi4&
Unit,/Size:mm Price:JPY

vancoe o, [BREPUTEN T 25| B |28 Bt Lol v e i el R e
90TG1.2CB 12 3 36 40 2 ® ¥10,000 90TG1.2CBDLC 12 3 36 40 2 ® ¥15000
90TG2CB 2 3 6 40 2 ®  ¥8333 90TG2CBDLC 2 3 6 40 2 ¥13,333
90TG3CB 3 40 1 ®  ¥6,667 90TG3CBDLC 3 40 1 ® ¥11,667
90TG4CB 4 40 1 ®  ¥6,667 90TG4CBDLC 4 40 1 ® ¥11667
90TG6CB 6 50 1 ®  ¥8333 90TG6CBDLC 6 50 1 ® ¥13333
90TG8CB 8 60 1 ®  ¥11,667 90TG8CBDLC 8 60 1 ® ¥20,000
90TG10CB 10 70 1 ® ¥18333 90TG10CBDLC 10 70 1 ®  ¥26,667
90TG12CB 12 75 1 ®  ¥23333 90TG12CBDLC 12 75 1 ® ¥33333
90TG16CB 16 80 1 ® ¥33333 90TG16CBDLC 16 80 1 ® ¥43333
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Guide to TOGLON Sharp SP
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TOGLON Sharp SP
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TOGLON Sharp SP 90° Carbide Long type

F2JD2R2p=2SP 90° & OYJ%947 DLCO—F1VJ
TOGLON Sharp SP 90° Carbide Long type DLC coating
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K /Fig.1 : ¢ D FRAMEER Y ® Max. Chamfering Dia. K /Fig.1: ¢D BRAMEEY & Max. Chamfering Dia.
\ SHANK N \ SHANK 9y ]
E) i 2 & € he] &
B/ ~FiE mm i A B/ ~HE mm ffidg -
Unit,/Size:mm Price:JPY Unit,/Size:mm Price:JPY
BAEEE [ oB|V YR 2R | B | £E | SEEE BAEHE 0BV - &R | B | £E | EEE
VAN Code No. odl | oD | 21 | L | Fig. |Stock| Price VAN Code No. ol | &b | 21 ] L | Fig. |Stock| Price
90LTG3CB 3] 100 1 ®  ¥B8333 90LTG3CBDLC 3} 100 1 ® ¥13333
90LTG4CB 4 100 1 ® ¥8333 90LTG4CBDLC 4 100 1 ® ¥13333
90LTG6CB 6 100 1 ® ¥11667 90LTG6CBDLC 6 100 1 ® ¥16,667
90LTG8CB 8 150 1 ® ¥18333 90LTG8CBDLC 8 150 1 ®  ¥26,667
90LTG10CB 10 150 1 ® ¥26,667 90LTG10CBDLC 10 150 1 ® ¥35,000
90LTG12CB 12 150 1 ® ¥33333 90LTG12CBDLC 12 150 1 ® ¥43333

Stock ©® - - - HR#EFE[E M/ Stocked

D251 — SP tEISEFR Toglon Sharp SP Recommended Milling Condition

HHlA 7 V2 = A (A5052)
WORK MATERIAL ALUMINUM
cwﬂﬁ?ﬁ%&n IO~ i7n
RAEERY E Bl E ZEYE(IERD) XY E(ViE - mRY)
Max Chamfering Dia. SPEED FEED (SPOT DRILLING) FEED (V GROOVING - CHAMFERING)
mm min-' mm/rev mm/rev
1.2 20,000 —50,000 0.004—0.008 0.004—0.015
2 16,000 —32,000 0.006—0.015 0.006 —0.02
3 11,000 —21,000 0.01—0.02 0.01—0.03
4 8,000 — 16,000 0.01—0.03 0.01—0.04
6 5,000 — 11,000 0.02—0.04 0.02—0.06
8 4,000 —8,000 0.03—0.05 0.02—0.08
10 3,200 —6,400 0.03—0.06 0.02—0.09
12 2,700 —5,300 0.04—0.08 0.02—-0.12
16 2,000 —4,000 0.05—0.1 0.02—0.16
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Please observe when choosing the cutting conditions
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Suitability for Work Materials

K& | 4 | BEHE | TEH
Carbon| Alloy |Heat treated] Tool
Steel | Steel Steel Steel

BEA N
Hardened
Steel

Mild

x5 Steel

O--- &1 The most suitable

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.)

4f 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.If 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

- use only for hole chamfering (avoid spot drilling and interrupted cuts such as chamfering and V grooving)

QO---i# Suitable  A---A] Possible
SEER |909VEK T RR|TIVIRS

Cast | Ductile |Titanium|Aluminium
Iron |Cast Iron| Alloy Alloy

#EE Blank--- /<A Impossible

T53Fv9| £S5ZwYetc.
Plastic | Ceramics etc.

A7/VAE
Stainless
Steel

i
Copper

Product SCM | SKD | ~40 | ~45 | 45~ 37| K27
.
SS | S45C | SCR | SKS | HRC | HRC | HRC | SUS | FC | FDC AL e Machinable| Zirconia
90LTG-CB @] O A A A O O @) ©}
90LTG-CBDLC O @) ©) ]
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TOGLON Sharp SP
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TOGLON Sharp SP 60° Carbide
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B~k mm ffi4&: [
Unit/Size:mm Price:JPY

[ (3 D 0 5 (D

BL/~FiE mm {fi4&
Unit,/Size:mm Price:JPY

60TG1.2CB 1.2 3 36 40 2 ® ¥11667 60TG1.2CBDLC 1.2 3 36 40 2 ®  ¥16,667
60TG2CB 2 3 6 40 2 e 10000 60TG2CBDLC 2 3 6 40 2 ¥15,000
60TG3CB 3 40 1 e  ¥8333 60TG3CBDLC 3 40 1 e 13333
60TG4CB 4 40 1 (] ¥8,333 60TG4CBDLC 4 40 1 ® ¥13333
60TG6CB 6 50 1 ® 10,000 60TG6CBDLC 6 50 1 ® ¥15000
60TG8CB 8 60 1 e ¥15000 60TG8CBDLC 8 60 1 e 23333
60TG10CB 10 70 1 e ¥21667 60TG10CBDLC 10 70 1 e ¥30000
60TG12CB 12 75 1 ® ¥28333 60TG12CBDLC 12 75 1 ® ¥38333
60TG16CB 16 80 1 e 38333 60TG16CBDLC 16 80 1 e 48333
Stock ® - - - ZHE{EE SR, Stocked
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TOGLON Hard SP

SEERAMEROERDIE Spot drilling / chamfering tool for high hardness

dio DO )\—I=SP
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DRILL
TOGLON Hard SP
TOGLON Miniature Hard SP HRCA0~720 15 & A 1158 & i LI e 1!
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DRILL For hardened steel (40~72 HRC) such as die steel, Kovar, Hastelloy, etc.
Outstanding surface finish and tool life impossible to reach with conventional tools.
The high helix cutting edge achieves premium surface finishing near polishing quality.
g Extremely long tool life due to the three flute design and the long cutting edge.
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FZJD02:J)\=FSP 60°ALDO—5 25
TOGLON Hard SP 60° ALD coating
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B/Fig.1: ¢D RAMEEY & Max. Chamfering Dia.
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Unit/Size:mm Price:JPY

g (0 (W) G2 5 ) (5

B/ ~HE mm fi4& A
Unit,/Size:mm Price:JPY

VAN Code No. S e VAN Code No. SRR ) S
60TGHSP1CBALD 1 0.2 3 40 ¥16,000 90TGHSP1CBALD 1 0.2 3 40 ¥14,000
60TGHSP1.5CBALD 15 03 3 40 ® 16,000 90TGHSP 1.5CBALD 15 03 3 40 ® ¥14000
60TGHSP2CBALD 2 0.4 3 40 ® ¥14,000 90TGHSP2CBALD 2 04 3 40 ® ¥12000
60TGHSP3CBALD 0.6 3 40 ® ¥11667 90TGHSP3CBALD 0.6 3 40 ® ¥10,000
60TGHSP4CBALD 0.8 4 40 ® ¥11667 90TGHSP4CBALD 0.8 4 40 ® ¥10,000
60TGHSP6CBALD 1.2 6 50 ® ¥15000 90TGHSP6CBALD 1.2 6 50 ® ¥13333
60TGHSP8CBALD 1.6 8 60 ® ¥23333 90TGHSP8CBALD 1.6 8 60 ® ¥20,000
60TGHSP10CBALD 2 10 70 ® ¥31667 90TGHSP10CBALD 2 10 70 ® ¥?78333
60TGHSP12CBALD 24 12 75 ® ¥38333 90TGHSP12CBALD 24 12 75 ® ¥35000
60TGHSP16CBALD 3 16 80 ® ¥51667 90TGHSP16CBALD 3 16 80 ®  ¥46,667
60TGHSP20CBALD 4 20 100 ® ¥66,667 90TGHSP20CBALD 4 20 100 ® ¥61667

90TGHSP25CBALD 5 25 100 ® ¥82760
Stock ® - - - {EHELEE R/ Stocked
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TOGLON Hard SP

FJD2I\=FSP 90° O 54947 ALDO—5 15
TOGLON Hard SP 90° Long type ALD coating

FOD2==F2P)\—I=SP 90°ALTO—F 1>
TOGLON Miniature Hard SP 90° ALT coating

od
W
A
oo

o}
No/
St 140°

L EPNE 7

Selifs140°

Ety (3 () G22) 2 5 D

BAL/SHE mm {fidg A
Unit,/Size:mm Price:JPY

Etj (3 TR €22 65 B (B

BAT/<FE mm A& M
Unit/Size:mm Price:JPY

T W s 5 - b - A O s P A e
90LTGHSP3CBALD 0.6 3 100 e 14,000 TGHMSPO.1CBALT 002 0.1 03 ® ¥13500
90LTGHSP4CBALD 08 4 100 e ¥14000 TGHMSP0.2CBALT 004 02 06 ® ¥12500
90LTGHSP6CBALD 12 6 100 ® 18000 TGHMSPO.3CBALT 006 03 09 e ¥11500
90LTGHSPSCBALD 16 8 150 e ¥25000 TGHMSPO.4CBALT 008 04 12 e ¥11000
90LTGHSP10CBALD 2 10 150 e ¥34,000 TGHMSPO.5CBALT 01 05 15 e ¥10500
90LTGHSP12CBALD 24 12 150 ® 40,000 TGHMSPO.7CBALT 014 07 21 e 10500

TGHMSP1CBALT 02 1 3 e ¥10500

TGHMSP1.5CBALT 03 15 45 e ¥10500

Stock ® - - - {ZHEFEES / Stocked

B EIMBEE M  sutaviity for Work Materials ©--Bi# The most suitable Q-8 Suitable A& Possible  #EF[ Blank:-- A< Impossible

L6 1]

Carbon
Steel

a4
Alloy
Steel

SCM
SCR

Heat treated
Steel

SKD
SKS

I8
Tool
Steel

~40
HRC

BEAN
Harder]ed
NS

~45
HRC

naxs R
Product e

SS S45C HRC

AT/VAS
Stainless

FHEK

§951VG%| TS5V G| TVIER| ¢
Cast

Ductile |Titanium|Aluminium 773399l £SSvetc.

Steel | Iron |Castlron| Alloy | Aly |Copper|Plastic | Ceramics etc.
P by g

2 F IV HS=

sus | Fc | FDC Al | cu ainaok| Zhcona

LTGHSP-CBALT A O O ©) A A O
TGHMSP-CBALT A O O ©) A A O

Ly, ..
4\ T08Y—-1 IWATA TOOL 14th Edition



TOGLON Hard SP

F2D02:J)\—I=SP tJHIZE4R Toglon Hard SP Recommended Drilling Condition

#EIA BEANEE (SKD, HSS) (50 —60HRC)
WORK MATERIAL HARDENED STEEL
CUT?rllﬁ:](J;EE#EED e
BRAEER Y E Bl 5 xYEON) =Y E(ViE)
Max Chamfering Dia. SPEED FEED (HOLE) FEED (V GROOVING)
mm min~! mm/rev mm/rev
3 2,100 — 4,200 0.02 —0.06 0.03 —0.08
4 1,600 — 3,200 0.02 —0.06 0.03 —0.08
6 1,100 — 2,100 0.02 —0.06 0.05 —0.1
8 800 — 1,600 0.03 —0.08 0.1 —0.2
10 600 — 1,300 0.05 —0.13 0.2 —03
12 500 — 1,100 0.1 —0.2 0.2 —05
16 400 — 800 0.1 —0.2 0.3 —0.6
20 300 — 600 0.1 —0.2 0.3 —0.6

FoDO2=—=F27)\—F SP tJHIZR{HEHFR Toglon Miniature Hard SP Recommended Drilling Condition

HEIA JEANED (SKD, HSS) (50 —60HRC)
WORK MATERIAL HARDENED STEEL
EIHIEE .
CUTTING SPEED Wbl
BRAEER Y E B2 ZEUEON) =Y E(ViE)
Max Chamfering Dia. SPEED FEED (HOLE) FEED (V GROOVING)
mm min-! mm/rev mm/rev
0.3 10,600 — 31,800 0.002 —0.01 0.003 —0.012
0.5 6,400 — 19,000 0.005 —0.015 0.01 —0.02
1 3,200 — 9,500 0.01 —0.03 0.02 —0.04

1.5 2,100 — 6,400 0.02 —0.04 0.03 —0.05

VIR R E LOER S

Please observe when choosing the cutting conditions

1LERRHETHARTT. KRICIWLTEELTLEE L,
257K BEI =T M FANI R EFEALTTEN BL. S—UVIMTEFANI RN USRS/ MIEHRLET,
3SRDIZAFEVEHETIFTTEL,

- EREAOINT

CI—0 FryvF O BRAEDE OGS
AMTEREPRAARELVKIEICNS OGS, BEMEAERFETEREMTERECEELTTS.

5. LEEUIBISREAS I IO EREIEGHEBABI5E(. CEADRE Y MUBENRET2BE TOBVEEGEHR TIERATE.

60— UEIEEZ LIFENMERF. LRFMGLVEVEZESLTOMBESYE A, TOR. TESHIERIRENHUET,

1.The above values are standard conditions. They need to be adapted for optimal use of the tools.
2.For driling and chamfering please use ample water soluble coolant or oil mist. For milling we recommend oil mist or dry processing.
3.Please lower the speed when drilling into a slope or when working conditions are not stable (vibrations, moving of work piece, etc.)

4.If 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.If 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 accordingly.
6.For smoother surfaces please decrease the feed rate (this may cause shorter tool life).
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TOGLON Hard Drill

EEERINGIFITE il for high hardness

FoDZ-\—EFUp ES
FODY-S=FaPI\—EFUV

TOGLON Hard Drill
TOGLON Miniature Hard Drill

TGHDS-CBALD
TGHDR-CBALT

HmX s H & |# B [RELE( B K (Yv2o| XN & |DEHFE| KA |0 & | HF B
Product Photo | Material| Coating | Geometry| Shank Flutes If)irefti(.m Point angle ()] Summary
of rotation

TGHDS-CBALD

M i
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[92]
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HRC40~72DHEE A i Z il TrTE !

Available for HRC40-72 Hardened steel

HEROEERERACHIREFDIERE

SBAREHC KD,

TERBE - NEHE B [CIREF DL EDD
rJ0OYe/\— RSPEDHATRUBREY v
Superior performance in comparison to conventional drills for

high hardened steel (40~72 HRC).

The three flute design dramatically improves the roundness of

the drill hole and the surface finish. In combination with TOGLON Hard SP
highly precise positioning of the drill hole is achieved

TGHMDS-CBALT
TGHMDR-CBALT
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TGHMDS-CBALT *ﬁﬂ i’:% 90’ =77
TGHMDR-CBALT ALT *ﬁﬂ % 140 57

[Te]
=]

BHILAR— MIOWTIE. P.105. 106 & Z&EL/ZE0N,

See Page 105, 106 for technical information.

FJDO2RI\=FFU)Vicone

FAAVICOWTOFHRAIE. P72 ZELLE,

See Page 117 for icon explanation.

Guide to TOGLON Hard Drill
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WAL, Hole Processing

14th Edition


































































































































































