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VAN Code No. | 6d | oD | L | Stock| _Price VAN Code No. | 6d | oD | L | Stock| _Price D
90TGMTCH3CB 0.8 3 40 ®1  ¥5400 90TGMTCH3CBALT 0.8 & 40 o]  ¥7200
90TGMTCH4CB 1 4 40 o] ¥6,000 90TGMTCH4CBALT 1 4 40 o] ¥8,000 SPIRAL
90TGMTCH6CB 15 6 50 o] ¥7,500 90TGMTCH6CBALT 15 6 50 ®1 310,000 GUN
90TGMTCHSCB 2 8 60 ®1  ¥12,000 90TGMTCHSCBALT 2 8 60 ®1 ¥16000 BSEIEEL
90TGMTCH10CB 25 10 70 ®1 ¥16,500 90TGMTCH10CBALT 25 10 70 o] ¥22000
90TGMTCH12CB 3 12 75 ®1 ¥19500 90TGMTCH12CBALT 3 12 75 o1 ¥26,000
90TGMTCH16CB 4 16 80 ®1 ¥27000 90TGMTCH16CBALT 4 16 80 ®1 336,000
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WORK MATERIAL MILD STEEL CARBON STEEL ALLOY STEEL | HARDENED STEEL CAST IRON STAINLESS ALUMINUM
HEE 75m/min 55m/min 50m/min 25m/min 80m/min 30m/min 150m/min TOGLON
CUTTING SPEED HARD
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Max Chamfering Dia.| SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
mm min” | mm/rev | min? | mm/rev | min? | mm/rev | min? | mm/rev | min? | mm/rev | min? | mm/rev | min | mm/rev
3 8000 | 0.04—0.16 | 5800 | 0.04—0.16 | 5300 | 0.04—0.16 | 2700 | 0.03—0.12 | 8500 | 0.05—0.16 | 3200 | 0.04—0.16 | 16000 | 0.05—0.40 I%%?I'I\JIIIIE\IF(‘}
4 6000 | 0.05—0.20 | 4400 | 0.05—0.20 | 4000 | 0.05—0.20 | 2000 | 0.04—0.16 | 6400 | 0.06—0.20 | 2400 | 0.05—0.20 | 12000 | 0.06—0.50 CUTTER
6 4000 | 0.06—0.24 | 2900 | 0.06—0.24 | 2700 | 0.06—0.24 | 1300 | 0.05—0.20 | 4200 | 0.08—0.24 | 1600 | 0.06—0.24 | 8000 | 0.08—0.60
8 3000 | 0.08—0.30 | 2200 | 0.08—0.30 | 2000 | 0.08—0.30| 990 | 0.06—0.24 | 3200 | 0.10—0.30 | 1200 | 0.08—0.30 | 6000 | 0.10—0.70
10 2400 | 0.10—0.36 | 1800 | 0.10—0.36 | 1600 | 0.10—0.36 | 800 | 0.08—0.30 | 2500 | 0.12—0.36 | 950 | 0.10—0.36 | 4800 | 0.12—0.80 JT
12 2000 | 0.12—040 | 1500 | 0.12—040 | 1300 | 0.12—040| 660 | 0.10—0.36 | 2100 | 0.15—040 | 800 | 0.12—0.40 | 4000 | 0.15—0.90
16 1500 | 0.15—050 | 1100 | 0.15—0.50 | 990 | 0.15—0.50| 500 | 0.12—040| 1600 | 0.20—0.50 | 600 | 0.15—0.50 | 3000 | 0.20— 1.00
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1.The above values are standard conditions. They need to be adapted for optimal use of the tools. TECHNICAL
2.Please use proper cutting fluids according the work conditions. We recommend water soluble coolants or emulsions. INFOR-

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. MATION
(Otherwise vibration may cause breakage of cutting edge during processing.)
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. CUSTOMIZED
6.For smoother surfaces please decrease the feed rate (this may cause shorter tool life). TOOL
7.When working in hard to machine materials such as carbon steels or stainless steels please pay special attention to SEMIORDER
-provide very stable conditions (machine and fixture rigidity). TOOL
- minimize the tools runout.
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