BXA20

- Coated CBN grade for hardened steel

Insert

Incredible reliability in hardened steel turning

- Suitable for operations at low to medium cutting speed
- Covers a wide range of application areas from continuous to heavy interrupted cutting

Multi-layered coating 2 times
thicker than the conventional grade

- Provides excellent wear resistance

Improved adhesion strength
- Prevents peeling-off, providing
excellent surface finish

Newly developed CBN

substrate with unique binder

- Optimum CBN content for high
wear resistance and toughness

B APPLICATION AREA

350
300
250
200
150
100

Cutting speed: Ve (m/min)

50
0

BXM10/ BXM20 A

]

:' BXA20

<
\, J

Continuous

— Light interrupted —= Heavy interrupted

BXM10

Suitable for continuous to light interrupted
cutting at high speed

BXM20

Suitable for a wide range of applications at
medium to high speed

BXA20

Exceptional stability in machining at low to
medium speed
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T-CBN SERIES

- WavyJoint

For high efficiency hardened steel machining

[l New brazing technology for increased
machining efficiency - “WavydJoint”

- A maximum depth of cut up to 0.8 mm
— Reduces the number of passes to increase productivity

The "wavy" contact
/_ surface enhances
the brazing strength.

Strong joint

WavyJoint BXA20 @ Standard

CBN tip size: -

Using the ¢cBN tip in a mass as large as 200% [
[

[y

provides increased thermal conductivity and
[ helps reduce the temperature at the cutting edge

Brazing area:

Increased 160% for enhanced
brazing strength

Temperature during machining is
concentrated on the CBN tip, reducing
temperature issues in the brazing zone.

Workpiece material : SCM420 / 20CrMo4

(60HRC)
Cutting speed : Ve = 150 m/min
Feed : fz = 0.20 mm/rev
Depth of cut rap = 0.75 mm
Coolant :Dry
300
I APPLICATION _ Standard .
£ 250
AREA £ |
Hard Turning < WavydJoint WavyJoint BXA20
T 150 a2 mem 1 Greatperformance for continuous
& BXA20 to heavy interrupted cutting at low
2 100 and medium speeds.
'% 50 <
0 1 1 1 1 1 1 1
0

0 010 020 030 040 050 060 070 080
Depth of cut: ap (mm)
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T-CBN SERIESS - NoA type oo

Insert

<@
/<€3

gua20

For high efficiency in finishing hardened steel,
cast iron and sintered metals

B Chip control in face turning
Continuous cutting Interrupted cutting

GNGA type CNGA type GNGA type CNGA type
Corner angle: 70° Corner angle: 80° Corner angle: 70° Corner angle: 80°
Since GNGA type inserts have enough space Toolholder 1 ACLNL2525M12-A
Insert : 2QP-GNGA120408 BXM20

for chip flow, chip packing doesn’t occur,
improving surface finish and preventing

2QP-CNGA120408 BXM20
Workpiece material : SCM420 / 18CrMo4 (60HRC)

Suc_id_en chipping on cutting edge. Cutting speed : V& = 150 m/min
Existing standard toolholders for CNGA1204 Feed :f =010 mm/rev
can be used. Depth of cut tap =0.425 mm
Machining : Face turning
Il CUTTING PERFORMANCE coolant o
Cutting force
(Thrust force) GNGA type CNGA type
Corner angle: 70° Corner angle: 80°
400 400
_ Average: 128 (N) = Average: 142 (N)
= =
E 200 TN E 200 ——
8 8
B B
2 2
ﬁ o] T ﬁ 4]
10 2 30
_ N
Continuous Interrupt Continuous Interrupt
-200 -200
Time (sec) Time (sec)
Toolholder : ACLNL2525M12-A
GNGA type has large clearance and . Insert - 2QP-GNGA120408 BXM20
reduces cutting force compared to 5QP-CNGA120408 BXM20
the regular CNGA type. Workpiece material : SCM420 / 18CrMo4 (59HRC)
Cutting speed : Ve = 150 m/min
Feed 1 =015 mm/rev
Depth of cut rap =0425 mm
Machining : Face turning
Coolant :Dry
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New HP Chipbreaker (R
for Finishing Hardened Steel

[ © By separating the chipbreaker from the cutting
edge, the cutting force imposed on the cutting
edge during machining is significantly reduced,
thus providing long tool life.

9 The cutting edge preparation is designed to
ensure easy cutting at low cutting forces, while Optimized edge

maintaining close tolerances with no deviations. preparation for low
cutting force

e The HP style chipbreaker, combined with built-in
wipers, yields excellent surface quality and good |5 chipbreaker
chip control.

Il APPLICATION AREA

For negative insert
HM °

1.0

2
o

2
o

2
T

Depth of cut: ap (mm)

2
o

0.05 0.1 0.15 0.2 0.25
Feed: f (mm/rev)

For positive insert
1.0

2
o

2
o

2
T

Depth of cut: ap (mm)

2
o

HP -

0.05 0.1 0.15 0.2 0.25
Feed: f (mm/rev)
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Designation System for T-CBN (PCBN) Inserts
Multi-Corner type

2 QP - CNGA120404 il

= S

Insert

CBN Inseris Without | Standard honing W | With wiper
F Sharp edge W[ | With wiper
. -L Wear resistance priority | -HF | With chipbreaker
oo [ Mawdent -LF | Pionycar resistance -HM | with chipbreaker
priority
-LC Cr_atetr wear resistance -HP With chipbreaker
priority
Multi-Corner type (10 pieces per package) -H Fracture resistance priority

T 2 QP - CNGA120408

o “T” means 10 pieces per
package.

For general turning

~TNGA160402 - QBN

T-CBN (PCBN tipped) grooving inserts

XG R 63 10 S - QBN
(3] (5)
Py E‘;(r_ tg;::vmg tool a I-ll'lasg(rit of (3} g‘m{;\m width o EE ( er ;adlus © CBN inserts

L | Left 10 1.0 s 0.2
Right 15 1.5

G

© Number of edge @ Application

Gi width ius:
[4) F nzoc;ve (5 Egrtm;lzlI ;adlus

S | Single corner G | Grooving N | Non breaker 200 2.0 020 0.2

Designation System for T-DIA (PCD) Inserts

Inserts for turning

TPGW110204 - DIA

(2]
@ PCD inserts
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(]
= ® : Continuous cutting
- € : Light interrupted cutting
& CBN Insert NeGATIVE TYPE % Heavy intortupted cutting
(0]
= BBl Steel |
M Stainless
Cast iron CJ
['N"| Non-ferrous
- Superalloy
['H | Hard material eoe ° 2
[ sintered metal
Dimension (mm) Honing 5
-
o 2| g 3
Shape Designation S Qoo0ococooo S5 G 3¢
’ ? 5592888888 ot HEAGENSE
Z0 o =
R T 8LE|RE|IC| S |D1|3 |5 5
2QP-CNGA 2QP-CNGA120404 o0 00000 OOOS 2 [23|04[127/476]5.16| O
2QP-CNGA120408 000000 OO 2 (22|08 |127|476|516| O
% 2QP-CNGA120412 o0 0000 OOOO 2 (24|12 [127|476|516/ O
(&) - 2QP-CNGA120416 [] 2 |33]16[127/476|5.16| O
~ %h/ 2QP-CNGA120420 [ ] 2 |32|20|127/476|5.16| O
§ 2QP-CNGA120424 [ ] 2 [ 31|24 127/476|5.16| O
T2QP-CNGA T2QP-CNGA120404 [ ] 2 | 23|04 [127]476(516| O
T2QP-CNGA120408 [ ] 2 |22|08|127/476|5.16| O
.
2QP-CNGA**F 2QP-CNGA120404F [] 2 [23|04127/476]5.16] |O
2QP-CNGA120408F [ ] 2 | 22|08 [12.7|4.76|5.16 (o]
w
E 2QP-CNGA**-L 2QP-CNGA120404-L oo o 2 [23]04[127/4.76/5.16 [e]
2QP-CNGA120408-L o000 [ ] 2 (22|08 12.7/4.76|5.16 O
D ) 2QP-CNGA120412-L e 2 |24[12[12.7/4.76(5.16 o
\%/
G 2QP-CNGA**-LF 2QP-CNGA120404-LF [ ] 2 | 23|04 [1274.76/5.16 [e]
2QP-CNGA120408-LF [ ] 2 | 22|08 [12.7|4.76|5.16 o]
- - - 2QP-CNGA120412-LF [ ] 2 | 24|12 [127|4.76|5.16 o]
R %/
2QP-CNGA**-LC 2QP-CNGA120404-LC [] 2 |23 04[127/4.76[5.16 [¢}
S 2QP-CNGA120408-LC [ ] 2 | 22|08 [127|4.76|5.16 o]
- .- - 2QP-CNGA120412-LC [ ] 2 | 24|12 [127|4.76|5.16 o]
T %y
2QP-CNGA**-H 2QP-CNGA120404-H [ ] e 2 |23 04[127/476[5.16 [e]
v 2QP-CNGA120408-H [ N ] o0 2 | 22|08 127/476|5.16 O
- 2QP-CNGA120412-H [ ] L N 2 |24 (12 12.7/476|5.16 O
\%/
— 2QP-CNGA**WL 2QP-CNGA120404WL 00 2 | 23|04 [1274.76/5.16 o)
2QP-CNGA120408WL o000 2 | 22|08 127/476|5.16 (o]
Y 2QP-CNGA120412WL o000 2 | 2412 [127[4.76(5.16 O
2QP-CNMA**W 2QP-CNMA120404W [ ] 2 |23]04[12.7]476]5.16 [e)
2QP-CNMA120408W [ ] 2 | 22|08 [127|4.76|5.16 @]
& - 2 2QP-CNMA120412W [ ] 2 | 24|12 ]127/476]5.16 [e)

*Please see the page B199 about the toolholders recommended for wiper

. _ . - @®: Lineu
inserts of the designation with W, WL, and WJ at the end. P
Honing specification
BXM10
BX210
BX310 | pyazo | Bxmzo | BX360 | pgya70 | BXeso | Bxceo
BX330 EX380 EXCED
BX480
Standard S01325 | S01325 | S01325 | S01325 | 101315 | S01325 | 102020
__Sharp edge - - - - F - -
L S01315 | S01315 | S01315 - - - -
-LF - S00515 - - - - -
-LC - 500535 - - - - -
H - S01835 | S01835 | S01335 - - =
Wiper S01315 | S01315 | S01315 - - - -
Honing width W
— S$|0(1(3|25
Rake face

T Shape Honing width (W) (mm}) Honing angle : a

Honing angle @ \ A1 T - Chamferad honing
4 5 --- Chamfarad + R-honing
Y E --- B-honing alona
Relief face F --- Sharp adge

R-honing
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® : Continuous cutting

CBN Insert n~ecative Type & Homry ntemupred cuttg
BBl steel
M Stainless
N Non-ferrous -
- Superalloy %
"H  Hard material [ = =
I sintered metal
Dimension (mm) Honing E,
L oo o ) TS g 3
Shape Designation E g g § § § gg _g 'g L IFliel v §- _g-
“FYFYOF Z8 LE|RE|IC| S |D1|@3 |2 5
2QP-CNGM**-H* 2QP-CNGM120408-HF ] 2 | 22|08 [12.7|476|5.16 [e)
2QP-CNGM120412-HF [ ] 2 | 24|12 [12.7|4.76|5.16 (o]
2QP-CNGM120408-HM [ N 2 | 22|08 [12.7|476|5.16 (o]
2QP-CNGM120412-HM [ N 2 | 24|12 [12.7|4.76|5.16 (o]
@ 2QP-CNGM120404-HP (@ @ 2 |23 04|127]476|5.16 o)
2QP-CNGM120408-HP | @ L ] 2 | 22|08 [12.7|476|5.16 (o]
2QP-CNGM120412-HP |@® L ] 2 | 24|12 [12.7|4.76|5.16 (o]
2QP-CNGM**WL-HP 2QP-CNGM120408WL-HP | @ ® 2 | 22|08 [12.7|476|5.16 olo

=y -
o

4QP-CNGA 4QP-CNGA120404 4 | 23|04 [12.7|476|5.16

[
4QP-CNGA120408 [ ] 4 22|08 [12.7|476|5.16
o L

O|0|0
“

4QP-CNGA120412 4 | 24|12 [12.7|4.76|5.16

4QP-CNMA**W 4QP-CNMA120404W [ ] 4 | 23|04 [12.7|476(5.16 O
4QP-CNMA120408W [ ] 4 22|08 [12.7|476|5.16 O
.- 4QP-CNMA120412W [ ] 4 | 24|12 [12.7|4.76|5.16 O
4QS-CNGA 4QS-CNGA120408 [ ] 4 | 22|08 [12.7]4.76/5.16| O
4QS-CNGA120412 L ] 4 |24 12 [127]|4.76/|5.16| O
i Qﬁ
&
4QS-CNGA**-H 4QS-CNGA120408-H ] 4 15|08 |12.7|4.76|5.16 o]
4QS-CNGA120412-H L ] 4 (1.7 1.2 [12.7|4.76|5.16 o]
g ?,,;‘
4QS-CNGG**-HM 4QS-CNGG120408-HM ] 4 15|08 |12.7|4.76|5.16 (e}
4QS-CNGG120412-HM L ] 4 (1.7 1.2 [12.7|4.76|5.16 (o]
&
CNGA**-QBN CNGA120402-QBN [ ] 14102 [12.7|4.76/5.16| O
CNGA120404-QBN [ ] 1| 40|04 |12.7|4.76/5.16| O
- CNGA120408-QBN L] 13908 127]4.76/5.16| O
V CNGA120412-QBN (] 13912 [127(476(5.16| O
S-CNGN S-CNGNO090308 [ ] 4| - |oslases(318] - |O
S-CNGNO090312 o 4 | - |12 |9525)3.18) - |O
S-CNGN120408 o 4| - |08 [127]|a78] - |O
) S-CNGN120412 o 4| - |12 127]|a78| - |O
*Please see the page B199 about the toolholders recommended for wiper ®: Line up
inserts of the designation with W, WL, and WJ at the end.
Reference pages: External toolholder — C018 - Internal toolholder — D023 -
J-Series toolholder — G044 TungCap — K008 -

PINZBOHR® — K180 - Cartridge — K199 -
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:g: O:Qontipuouscutting .
& CBN Insert NeGATIVE TYPE - Hoavy Intormupted outting
(]
< B8N steel |
M Stainless RE
Cast iron &
['N"| Non-ferrous —
- Superalloy i o
['H | Hard material [ ® ececC
[ sintered metal
Dimension (mm) Honing E
Shape Designation SR Qocoooooo 55 g % E}- g
5535888588 < HHERiSAE
X X X X X X X X X X ZSLEHElcsmSE 5
OO0 oO0MOmMaaMm K
2QP-DNGA 2QP-DNGA110404 [ ] 2 |25/ 0.4 |9525/4.76(3.81| O
= 2QP-DNGA110408 L ] 2 |21 0.8 [9.525/4.76(3.81| O
[11] 2QP-DNGA110412 o 2 | 2.0 1.2 [9.525/4.76(3.81| O
8 2QP-DNGA150404 o0 000000 OOPS 2 | 2504 [127]476|5.16/ O
(] 2QP-DNGA150408 o0 000000 OOPS 2 |21)08 [127]476|5.16/ O
8 2QP-DNGA150412 o0 00000 [ N ] 2 |201.2 [127]476|5.16/ O
: .‘*- - 2QP-DNGA150416 L ] 2 | 3416 [127]476|5.16/ O
v 2QP-DNGA150420 [ ] 2 [3.0]20(12.7|476(5.16|O
2QP-DNGA150424 L ] 2 | 26|24 [127]476|5.16/ O
2QP-DNGA150604 [ N N 2 |25 04 [127]6.35/5.16 O
2QP-DNGA150608 [ N N 2 |21)08[127]635/516 O
2QP-DNGA150612 [ N N 2 |201.2 [127]6.35/5.16 O
2QP-DNGA**-L 2QP-DNGA150404-L CC N ] 2 | 2504 [12.7|4.76/5.16 [e}
C 2QP-DNGA150408-L o000 o 2 | 21|08 127|4.76(5.16 [®]
2QP-DNGA150412-L [ N [ ] 2 | 20|12 |12.7|4.76|5.16 O
E o 2QP-DNGA150604-L ® 2 | 25|04 [127]6.35/5.16 [6)
V 2QP-DNGA150608-L ® 2 |21 08 |127|6.35/5.16 o
2QP-DNGA150612-L [ ] 2 | 20|1.2(12.7|6.35/5.16 O
G
2QP-DNGA**-LF 2QP-DNGA150404-LF ] 2 | 25|04 |12.7|4.76|5.16 o]
2QP-DNGA150408-LF L ] 2 | 21|08 [12.7|4.76|5.16 o]
R 2QP-DNGA150412-LF L ] 2 |20 1.2 [12.7|4.76|5.16 o]
s 2QP-DNGA150604-LF L 2 | 25|04 |127|6.35/5.16 O
S W 2QP-DNGA150608-LF ] 2 [21]08(12.7|6.35/5.16 o
2QP-DNGA150612-LF L ] 2 |20 1.2 [127]6.35|5.16 o]
T 2QP-DNGA**-LC 2QP-DNGA150404-LC ] 2 | 25|04 |12.7|4.76|5.16 o
2QP-DNGA150408-LC L ] 2 | 21|08 [12.7|4.76|5.16 O
Vv 2QP-DNGA150412-LC L 2 |20 1.2(12.7|4.76/5.16 @)
=T 2QP-DNGA150604-LC o 2 | 25|04 |12.7|6.35/5.16 (0]
W 2QP-DNGA150608-LC [ ] 2 2108 (12.7|6.35/5.16 @)
w 2QP-DNGA150612-LC L ] 2 | 20| 1.2 [12.7|6.35|5.16 O
Y 2QP-DNGA**-H 2QP-DNGA150404-H e (] 2 | 25|04 [12.7|476(5.16 o
2QP-DNGA150408-H [ N [ I ] 2 | 21|08 [12.7|4.76|5.16 o]
2QP-DNGA150412-H [ N [ I ] 2 | 20| 1.2 [12.7|4.76|5.16 o]
= 2QP-DNGA150604-H o 2 | 25|04 |12.7|6.35/5.16 (o]
V 2QP-DNGA150608-H ® 2 |21/|08[12.7(6.35/5.16 o
2QP-DNGA150612-H o 2 | 20| 1.2 [12.7|6.35|5.16 o]
2QP-DNGA**WJ 2QP-DNGA150404WJ [ N ] 2 | 25|04 |12.7|4.76| 516 (@]
2QP-DNGA150408WJ [ N N 2 | 21|08 [12.7|476| 516 O
I - .' '
*Please see the page B199 about the toolholders recommended for wiper inserts of ®: Line up
the designation with W, WL, and WJ at the end.
Reference pages: External toolholder — C042 - Internal toolholder — D052 -

J-Series toolholder — G046 -
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® : Continuous cutting

€ : Light interrupted cutting
CBN Insert n~ecative Type % Hoavy interrupted outting
BBl steel
M Stainless RE
PEJ castiron
N Non-ferrous — =
- Superalloy o %
"H  Hard material [ = =
I sintered metal
Dimension (mm) Honing E
» |5 G| 3
Shape Designation ege9oo °5 (] o=
53988 o 2&|Liron|5 |2
“H BA 28 LE|RE|IC| S D132 |2 G
2QP-DNGM**-H* 2QP-DNGM150408-HF ] 2 |21/|08[127|476|516 [e)
2QP-DNGM150412-HF [ ] 2 | 20| 1.2 [12.7|476| 516 (o]
2QP-DNGM150408-HM [ ] 2 | 21|08 [12.7|476| 516 o]
2QP-DNGM150412-HM [ ] 2 | 20| 1.2 [12.7|476| 516 (o]
W 2QP-DNGM150404-HP (@ @ 2 [25]0.4]127|476516 o
2QP-DNGM150408-HP | @ L ] 2 | 21|08 [12.7|476| 516 (o]
2QP-DNGM150608-HP |@ L ] 2 | 21|08 [12.7|6.35|5.16 (o]
4QP-DNGA 4QP-DNGA150404 [ ] 4 | 25|04 [127]476]516|O
4QP-DNGA150408 o 4 (2108 [127]476|516| O
- 4QP-DNGA150412 o 4 |201.2[127]476|516| O
4QS-DNGA 4QS-DNGA150408 [ ] 4 |21 08/[127]476|516|O
4QS-DNGA150412 L ] 4 |20)12 [127]4.76/516| O
g Q‘"ﬂ
4Q0S-DNGA**-H 4QS-DNGA150408-H ® 4 16|08 [127|476|516 [e)
4QS-DNGA150412-H L ] 4 16| 1.2 [12.7|476| 516 o]
4QS-DNGG**-HM 4QS-DNGG150408-HM [ ] 4 16|08 |12.7|476|516 (o)
" ”in ""
DNGA**-QBN DNGA150402-QBN [ ] 1 43|02 [12.7|4.76/5.16| O
DNGAT50404-QBN [ ] 1 |4.1|04(127|4.76/5.16| O
™ DNGAT50408-QBN [ 1|38 08 |127|4.76/5.16| O
V DNGA150412-QBN M) 1 [ 3412 [127|a78|5.16| O
®:Line up
Honing specification J
B30 BX360 BX910
BX230 BXA20 BXM20 BX380 BX470 BX930 BXCa0
BX480 BXC50
Standard 501325 501325 501325 501325 T01315 501325 TO2020
__Sharp edge - - - - F - -
-L 501315 501315 501315 - - - -
-LF - 500515 - - = - _
= = 500535 - = = - -
-H - 501835 501835 501335 - - -
Wiper 501315 501315 501315 - - - _
Honing width W s 0 1 3 2
- Rake face 5

Shape Honing width (W) (mm}) Honing angle : a

Y
Honing angle & \ 4 b T --- Chamfarad honl
: il ng
. R-haning & ... Chamfarad + F-honing
pda E --- B-honing alona
Relief face F --- Sharp odge

Reference pages: Internal toolholder — D052 -
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CBN Insert

NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

o
=
©
o
)
pa

BBl steel
M Stainless
Cast iron
['N"| Non-ferrous
- Superalloy
['H | Hard material [
[ sintered metal
Dimension (mm) E
Shape Designation E g g § g § gg 3 ; L Lelie! H § _g_
¥R =3 LE|RE|IC| S |D1|33| 2 G
2QP-GNGA *2QP-GNGA120404 o000 2 21|04 [127]476]5.16| O
(Comerangle 709 *20P-GNGA120408 Y X X X ) 2 |21 08]127]476]5.16| O
% e *2QP-GNGA120412 [ I I N N 2 |22 1.2 [12.7|4.76(|5.16| O
O W
S
=8 2QP-GNGA**-L*2QP-GNGA120404-L o 2 | 2104 |12.7]476|5.16 o
8 *2QP-GNGA120408-L [ ] 2 21|08 |12.7|4.76(5.16 (0]
@o *2QP-GNGA120412-L ® 2 [22]12]12.7]476(5.16 [e)
2QP-GNGA**-LF *2QP-GNGA120404-LF ® 2 |21 0.4[12.7]476(5.16 (0]
*2QP-GNGA120408-LF L ] 2 | 2108 [12.7]4.76|5.16 o]
q@ *2QP-GNGA120412-LF [ ] 2 |22 |1.2 [12.7|4.76|5.16 @]
2QP-GNGA**-LC *2QP-GNGA120404-LC [ 2 21|04 [127]476]5.16 [e]
c *2QP-GNGA120408-LC o 2 | 21|08 [12.7|4.76|5.16 O
- *2QP-GNGA120412-LC o 2 [22[12[12.7|476|5.16 o
D
2QP-GNGA**-H*2QP-GNGA120404-H [ 2 2104 [12.7]476]5.16 (0]
*2QP-GNGA120408-H [ ] 2 (21|08 [12.7|4.76|5.16 @]
E *2QP-GNGA120412-H o 2 |22 1.2 [12.7|4.76|5.16 o]
E 2QP-GNGG**-HP *2QP-GNGG120404-HP |@ [ ] 2 | 2.1|0.4(12.7|476/5.16 (0]
{Comerangle 70°) *20P-GNGG120408-HP |[@ [ ] 2 |21 0.8[127|476[5.16 (@)
E - *20P-GNGG120412-HP @ @ 2 [22]1.2[12.7[476[5.16 o
~
* Tungaloy's standard
T By steel
M Stainless
Vv I8 castiron
['N'| Non-ferrous
'S superalloy
w - Hard material
Dimension (mm) Honing E
v aton |18 - 53 5 8
[=]
Shape Designation 8 dg 3 E LILFLc H £ _g'
x “8 Le|Re|ic|s |D1|& |2 5
S-RNGN S-RNGNO090300 [ ] -| - | - |955(3.18| - |O
' S-HNGN120400 [ ] - | - | - 127|476 - |O
Honing specification @ Linew
BXMI10 BX910
Bxa10 Bxa20 | Bxm20 | EX360 BX470 BX930 BXC90
BX480 BXC50
Standard 501325 501325 501325 501325 T01315 501325 T02020
ﬂiﬂ 501315 501315 501315 - I—: - -
-LF = 500515 - - - - -
-LC = S00535 - - - - -
H - S01835 | S01835 | S01335 - - -
Wiper 301315 | 501315 | 501315 = = = =
Honing width W
— S 0/1/|3 /2|5
Rake face
Shape Honing width (W) (mmj) Honing angle : a
Honing angle ak y / Kﬂ-hming T --- Chamfered honing
D £ Rhonngaana
Relief face F --- Sharp edge
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® : Continuous cutting

€ : Light interrupted cutting
CBN Insert n~ecative Type % Hoavy interrupted outting
BBl steel |
M Stainless E—‘_ RE
Cast iron CaN ] N
N Non-ferrous 3 ,_ =
- Superalloy ‘Q_ e %
"H  Hard material (] | @ eCeC ¥ . =
I sintered metal - -
Dimension (mm) Honing o
-
Shape Designati Lo o o o [58 I gl e
: HEEER
EEssssamaad [SLEREIC|s |pia3 5
2QP-SNGA 2QP-SNGA120404 [ N ] CC NN N ] 2 |24 /04(127/476/516| O
. 2QP-SNGA120408 [ ] o0 000 [ ] 2 |2408(127|476/516| O
- 2QP-SNGA120412 [ ] o0 000 [ ] 2 [24)1.2[127|476/516| O
l‘ BEMZ0
2QP-SNGA**-L 2QP-SNGA120404-L ] 2 | 2404 (12.7|476|5.16 o]
. 2QP-SNGA120408-L [ N ] L ] 2 |24 08|12.7|476|516 o]
- 2QP-SNGA120412-L e ° 2 |24[1.2|127|476|5.16 o
l‘ BEMZ0
2QP-SNGA**-LF 2QP-SNGA120408-LF [ ] 2 | 2.4|08|12.7|476 516 (0]
2QP-SNGA120412-LF [ ] 2 |24 1.2|12.7|476|516 O
2QP-SNGA**-H 2QP-SNGA120404-H [ N ] 2 | 2404 (12.7|476|5.16 (@] F
i 2QP-SNGA120408-H [ N ] [ I ] 2 |24 08|12.7|476|516 O
._' 2QP-SNGA120412-H [ N ] [ I ] 2 |24 1.2|12.7|476|516 O
If BAMI0
4QP-SNGA 4QP-SNGA120404 L] 4 | 24|04 |127|476/516|O
4QP-SNGA120408 e 4 |24)08|127|476/516| O
o 4QP-SNGA120412 L ] 4 [241.2[127|476/516| O
SNGA**-QBN SNGA120402-QBN [ ] 1|41 |02[12.7[4.76/5.16| O
SNGAT20404-QBN Q 1| 41|04 |12.7|/4.76/5.16| O
Q; SNGAT20408-QBN o 1 |4.1|08(12.7/4.76|5.16| O
_“ SNGAT20412-QBN [ ] 1 | 4.1 |12(12.7/4.76(5.16| O
2QP-SNGN 2QP-SNGNO090308 ] 2 | 2.4|08|9525(318] -
-~ 2QP-SNGN090312 [ ] 2 | 2.4 |1.2|9525(318| -
S-SNGN S-SNGN090308 ® 8| - |osos2s 318 - |O J
S-SNGN090312 o 8 | - |[1.2(95253.18] - |O
S-SNGN120308 o 8 | - |08|127/3.18| - |O
S-SNGN120312 o 8 | - [12|127/3.18| - |O
S-SNGN120408 [ ] 8 | - |08|127/476| - |O
S-SNGN120412 o 8 | - [12|127/476| - |O
®:Line up
Reference pages: External toolholder — C093 - Internal toolholder — D040 -
Cartridge — K197 -

Tungaloy B175




CBN Insert

NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

o
=
©
o
)
pa

Please see the page B199 about the toclholders recommended for wiper inserts of

the designation with WG at the end.

BBl steel
M Stainless —1 =
Cast iron L 5’ c '
['N"| Non-ferrous d\O
- Superalloy RE IC Ig )
['H | Hard material ® ecec @ £ s
[ sintered metal
Dimension (mm) Honing E
sh Designati °oQ e 55 kS g8
ape esignation -— o OO o o o 2 5
’ ? SS32388888 o HET M
== 2
R 8 Le|RE|IC| 5 D132 5
3QP-TNGA 3QP-TNGA160404 o0 00O OOOOODO 3 | 22|04 [9525476/3.81|O
> 3QP-TNGA160408 (N NN NN NN N 3 | 1.9 | 0.8 9525 4.76|3581| O
o _ 3QP-TNGA160412 o0 00O OOGOOOOS 3 |24 1.2]95254.76/3.81|O
8 ' 3QP-TNGA160416 [ 3 3.3 16 [95254.76/3.81| O
a é 3QP-TNGA160420 ) 3 [30|2095254.76[3.81| O
8 3QP-TNGA160424 [ ] 3 |27 |24 (95254.76/3.81| O
T3QP-TNGA  T3QP-TNGA160404 ® 3 |22 |04 9.525476(381|O
- T3QP-TNGA160408 ® 3 [ 1908 95254763810
3QP-TNGA**F 3QP-TNGA160404F [ ] 3 | 2204 [9525(4.76|3.81 (@]
o 3QP-TNGA160408F [ ] 3 /19|08 (9525476381 |O
B ~——e
D 3QP-TNGA**-L 3QP-TNGA160404-L L] [ ] 3 |22 |04 9525 476|381 o
_ 3QP-TNGA160408-L oo e® o 3 [1.9] 080525476381 O
’ 3QP-TNGA160412-L [ N N o 3 | 24|12 0525476381 o]
G i
3QP-TNGA**-LF 3QP-TNGA160404-LF | e | 3 22| 049525476 [ 381 o
R 3QP-TNGA160408-LF L 3 [1.9] 080525476381 O
6 3QP-TNGA160412-LF o 3 | 24|12 l0.5254.76|3.81 o]
S
3QP-TNGA**-LC 3QP-TNGA160404-LC ® 3 | 2.2 (04 9.525 476|381 o
3QP-TNGA160408-LC o 3 (19|08 |9.525 4.76|3.81 o]
‘ 3QP-TNGA160412-LC [ ] 3 | 2.4 |12 p.5254.76 3.81 o]
v i,
3QP-TNGA**-H 3QP-TNGA160404-H o0oe0® oo 3 |22 |04 9.5254.76|381 o)
w 3QP-TNGA160408-H o0 [ N 3 (19|08 |9.525 4.76|3.81 o]
‘. 3QP-TNGA160412-H o0 [ N 3 | 24|12 |0.5254.76|3.81 o]
Y 1 TR N0 r
3QP-TNGA**WG 3QP-TNGA160404WG [ N 3 |22 |04 9.525 476|381 [e}
3QP-TNGA160408WG o000 3 1.9 0.8 [9.525 4.76 | 3.81 o]
1""!)( A r
3QP-TNGM**-H* 3QP-TNGM160408-HF [ ] 3 | 19| 0.8 [9.525 476|381 o)
3QP-TNGM160412-HF o 3 [24]1.2]p525476381 e}
i 3QP-TNGM160408-HM [ 319|038 |9.525 4.76(3.81 O
. 3QP-TNGM160412-HM [ ] 3|22 (12 |9.525 4.76|3.81 o]
3QP-TNGM160404-HP @ o 3 | 22|04 9525476 3.81 0]
3QP-TNGM160408-HP |@ o 3 (19|08 |9.525 4.76|3.81 o]
|
*T at the beginning of the designation means 10 pieces per package. ®:Lineup

Reference pages: External t

oolholder — C115 -

J-Series toolholder — G047 -

Cartridge

— K193 -

Internal toolholder — D046 -
TungCap — K014 -

B176 www.tungaloy.com




CBN Insert

NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

BBl steel
M i —
Castrom y )
N Non-ferrous d\O \ +
S Superalloy RE IC S 3
"H  Hard material oC s =
I sintered metal
Dimension (mm) Honing E
® |5 G| 3
Shape Designation Qoo © o5 3|8 o=
’ ? 3888 o'g 2| 2[L|LFLcH|Z|]
]
- =8 LE|RE|IC| s |D1|@3 |2 G
6QP-TNGA 6QP-TNGA160404 ] 6 | 2.2 | 0.4 |9525(4.76(3.81|O
6QP-TNGA160408 [ ] 6 | 1.9 0.8 |955/476/381| O
o 6QP-TNGA160412 [ ] 2.4|1.2(955|476/3.81|0
4 *' 8X5S0 i
6QS-TNGA 6QS-TNGA160408 [ ] 6 | 1.9 0.8 [955/4.76(3.81| O
6QS-TNGA160412 [ ] 6 |24 1.2 |955/4.76/3.81| O
[ e |
6QS-TNGA**-H 6QS-TNGA160408-H [ ] 6 | 1.6 | 0.8 |9.525|4.76(3.81 (0]
) 6QS-TNGA160412-H [ ] 6 | 1.8 1.2 |9525|4.76|3.81 o]
A5 - F
6QS-TNGG**-HM 6QS-TNGG160408-HM |@ 6 | 1.6 | 0.8 |9.525|4.76|3.81 (o]
e 6QS-TNGG160412-HM | @ 6 | 1.8 | 1.2 |9525|4.76|3.81 (o]
A
TNGA**-QBN TNGA160402-QBN [ ] 1| 4402 (9525/4.76/3.81| O
- TNGA160404-QBN L ] 1 | 42|04 |955|4.76(3.81|O
® TNGA160408-QBN L ] 1 |4.0|0.8 (9525|4.76(3.81| O
i TNGA160412-GBN ™ 1 |3.7|1.2(9525(4.76/13.81| O
S-TNGN S-TNGN110308 [ ] 6 | - 08635318 - |O
S-TNGN110312 ® 6| - 12635318 - |O
S-TNGN160408 o 6 | - |08 |955(476) - |O
S-TNGN160412 o 6 | - |12 |955(4a76] - (O
®: Line up
Honing specification J
BXM10 BX810
BX319 | Bxazo | exmzo | B¥380 | exaro | Bxeso | exceo
BX480 BXC50
Standard 501325 501325 501325 501325 T01315 501325 TO2020
__Sharp edge - - - - F - -
-L 501315 501315 501315 - = - _
-LF - 500515 - - = - _
-LC = 500535 - - - - -
-H - 501835 501835 501335 - - -
Wiper 501315 501315 501315 - - - _
Honing width W s 0 1 3 2 5
- Rake face
Shape Honing width (W) (mm) Honing angle : a

Honing angle GK . K

" Relief face

=

R-honing

--- R-honing alone
--- Sharp adge

T --- Chamfiared honing

5 ... Chamfared + B-honing
E

E

Reference pages: External toolholder — C115 -
J-Series toolholder — G047 -

Cartridge

— K193 -

Internal toolholder — D046 -
TungCap — K014 -

Tungaloy B177




o
=
©
o
)
pa

CBN Insert

NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

BBl steel
M Stainless
Cast iron L
['N"| Non-ferrous
- Superalloy
['H  Hard material o0 * @ ecec ¥
I sintered metal
Dimension (mm) Honing ]
o2 f . -§
& | D 7]
Shape Designation 229 9coco0o0c0ocoo (o5 o] a5
S538353885838 |t 2% LLFcH s &
XX X X X XXX XXX |28 S s =
moOomomooopdo; LE RE|IC| S |D1|® |5 o
2QP-VNGA 2QP-VNGA160404 LN oo 00O EQOES 2 | 3.1 0.4 |9525]476(3.81|O
= 2QP-VNGA160408 [ N N o0 00000 2 |22)08 (9525476381 O
[11] B - 2QP-VNGA160412 o 3.0 1.2 (9525|4.76/3.81| O
(&] hhw.
S
o
8 2QP-VNGA**-L 2QP-VNGA160404-L [ N ] ® 2 | 3.1 0.4 |9525|4.76|3.81 (o]
2QP-VNGA160408-L [ N N [ ] 2 | 2.2 0.8 |9525|4.76|3.81 (o]
8 2QP-VNGA160412-L ° 2 | 3.0 1.2 |9525/476|3.81 o
2QP-VNGA**-LF 2QP-VNGA160404-LF [ ] 2 | 31| 0.4 |9525/4.76(3.81 (0]
2QP-VNGA160408-LF L ] 2 | 2.2 0.8 |9525|4.76|3.81 o]
- 2QP-VNGA160412-LF 2 | 3.0 1.2 |9525|4.76 | 3.
g . . ° 3.81 e}
C
2QP-VNGA**-LC 2QP-VNGA160404-LC ] 2 | 3.1 0.4 |952%5|4.76|3.81 (o]
D 2QP-VNGA160408-LC L ] 2 | 2.2 0.8 |9525|4.76|3.81 (o]
- 2QP-VNGA160412-LC 2 | 3.0 1.2 |9525|4.76 | 3.
pa . - ® 3.81 o
G
2QP-VNGA**-H 2QP-VNGA160404-H [ N o0 2 | 3.1 0.4 |952%|4.76|3.81 o]
R _2QP-VNGA160408—H _. L ] o0 2 | 2.2 0.8 |9525|4.76|3.81 o]
} . 2QP-VNGA160412-H e} [ 2[30(12]9ms5|476]381 e}
S
2QP-VNGM**-H* 2QP-VNGM160408-HF [ ] 2 | 2.2 0.8 |9525|4.76|3.81 (e}
2QP-VNGM160408-HM [ ] 2 | 2.4 0.8 |9525|4.76|3.81 o]
T e 2QP-VNGM160408-HP [ ] L ] 2 | 2.2 0.8 |9525|4.76|3.81 (o]
4QP-VNGA 4QP-VNGA160404 [ ] 4 3104 (955/476(381| O
E 4QP-VNGA160408 ® 4 | 22|08 [es5|4a76(381| O
[ -
Y
4QS-VNGA 4QS-VNGA160408 ] 4 | 1.7|0.8|9525/4.76(3.81| O
4QS-VNGA**-H 4QS-VNGA160408-H [ ] 4 | 1.7 0.8 |9525/4.76|3.81 e}
4QS-VNGG**-HM 4QS-VNGG160408-HM ® 4 | 1.7 0.8 |9525/4.76|3.81 0
®: Line up

External toolholder — C059 -
TungCap — K015 -

Reference pages: Internal toolholder — D070 -

B178 www.tungaloy.com




CBN Insert

NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

BBl steel [
M Stainless
Cast iron
N Non-ferrous =
- Superalloy %
"H  Hard material ® eceocC | @ 2 =
[ sintered metal
Dimension (mm) Honing 5]
=
@ Bl & G 3
Shape Designation 29200000 °5 1R o=
’ ’ =SS285288283 SE 2la|L|FeLn 2|8
== g 2
Bidndomasa 8|Le|RE|1c| s D13 5 5
3QP-WNGA 3QP-WNGA080404 [ ] 3 (23|04 [127/476/5.16| O
I30P-WNGA080408 L.L i.i.l._ | 3 |22)|0.8]12.7|4.76|5.16| O
P 3QP-WNGA080412 [ ] 3 |24[12(12.7|476/516| O
3QP-WNGA**-L 3QP-WNGA080408-L [ ] 3 | 22|08 [12.7[4.76/5.16 [e]
.
il
3QP-WNGA**-LF 3QP-WNGA080408-LF [ ] 3 | 22|08 [12.7/4.76/5.16 [e]
.-
=t
3QP-WNGA**-H 3QP-WNGA080408-H | @ [ 322|08[127]a76/516 o
|
3QP-WNGA**WL 3QP-WNGAO80408WL ©® @ @ 3 |22 |08 [12.7/4.76/5.16| O e}
m" rwu [
6QP-WNGA 6QP-WNGA080404 ] 6 | 23|04 [12.7/476/5.16| O
R 6QP-WNGA080408 L ] 6 22|08 [12.7/4.76/516| O
-
T
6QS-WNGA 6QS-WNGA080408 [ ] 6 |1.5|08 [12.7/4.76/5.16| O
-~
6QS-WNGA**-H 6QS-WNGA080408-H ] 6 | 15|08 [12.7/4.765.16 o
-~
*Please see the page B199 about the toolholders recommended for wiper inserts of ®: Line up
the designation with WL at the end.
Honing specification
BXMI10 BX910
Bxa10 Bxa20 | Bxm20 | EX360 BX470 BX930 BXC90
BX480 BXC50
Standard 501325 501325 501325 501325 T01315 501325 TO2020
|__Sharp edge - - - - F - -
-L 501315 501315 501315 - - - -
=l - 500515 - - - - =
e = 500535 E = = = =
-H - 501835 501835 501335 - - -
Wiper 501315 501315 501315 - - - _
Honing width W
= [s]lo][1][3][2]5
Shape Honing width (W) (mm) Honing angle : a
Honing angle a e ‘\H-hon'ng T - Chamfarad honing
o 5 ... Chamfared + B-honing
A E --- B-honing alone
Relief face F --- Sharp edge

Reference pages: External toolholder — C034 - Internal toolholder — D031 -
TungCap — C035 -, K011 -

Tungaloy B179




® : Continuous cutting

€ : Light interrupted cutting
CBN Insert posiTive TYrE % Hoavy interrupted outting
BBl steel |
M Stainless
o Bl castiron £
= - Non-ferrous
g 'S’ superalloy
a | H Hard material ° e ece
[ sintered metal
Dimension (mm) Honing 5
sh D S99 oo o o 55 ce E’§
ape esignation = o o o o5 o=
552588588 s Ele|Lirons 8
fidnd o DD ® SLE|RE|IC| S D135 5
2QP-CCGW 2QP-CCGWO060202 [ N ] 2 | 23|02(635/2.38/28 |0
- 2QP-CCGWO060204 [ N N [ N 2 |23)04 635238/ 28 |0
o 2QP-CCGWO060208 L ] 2 |22)08 635238/ 28| O
8 @ 2QP-CCGWO09T304 [ I I ] ® 2 | 23|04 (9525397 44 | O
§ 2QP-CCGWO09T308 [ N N 2 | 2208 [9.525/3.97| 44 | O
2QP-CCGW**-L 2QP-CCGWO060204-L ® 2 | 23|04|6.35/2.38| 2.8 [e)
2QP-CCGWO060208-L L ] 2 |22)08|6.35/2.38| 2.8 (o]
& 2QP-CCGWO09T304-L o 2 |23 )04 (9525/3.97| 4.4 (]
@ 2QP-CCGWO09T308-L ] 2 (2208 (9.5253.97| 4.4 O
2QP-CCGW**-LF 2QP-CCGW060204-LF ] 2 | 23|04 |6.35/2.38] 2.8 o]
2QP-CCGWO060208-LF L ] 2 |22 08 |6.35/2.38 2.8 O
& 2QP-CCGWO09T304-LF o 2 |23 )04 (9525/3.97| 4.4 (0]
E @ 2QP-CCGWO09T308-LF [ ] 2 (2208 (9.5253.97| 4.4 (@]
2QP-CCGW**-LC 2QP-CCGW060204-LC ] 2 | 23|04 |6.35/2.38| 2.8 o
D 2QP-CCGWO060208-LC L ] 2 |22 08 |6.35/2.38 2.8 O
a 2QP-CCGWO09T304-LC o 2 | 23|04 |9525/3.97| 4.4 (0]
G @ 2QP-CCGWO09T308-LC [ ] 2 (2208 (95253.97| 4.4 @)
2QP-CCGW**-H 2QP-CCGW09T304-H ] 2 | 23|04 |9525/3.97| 4.4 o]
R 2QP-CCGWO09T308-H [ ] 2 |22 0.8 |9525(3.97| 4.4 O
A 4
2QP-CCGW*WL 2QP-CCGWO09T304WL ] 2 | 23|04 (952539744 |O O
T 2QP-CCGWO09T308WL [ ] 2 |22 0.8 (9525(3.97| 44 | O O
<
2QP-CCGT**-HP 2QP-CCGT060204-HP |@ ] 2 | 23|04 |6.35/2.38| 2.8 [e}
w 2QP-CCGTO09T304-HP |@ o 2 | 23|04 |9525/3.97| 4.4 [o)
@ 2QP-CCGTO09T308-HP | @ L ] 2 |22 0.8 |9525(3.97| 4.4 (o]
Y
2QP-CCGT**WL-HP 2QP-CCGTO09T304WL-HP | @ 2 | 23|04 [9525397| 4.4 e][e]
20P-CCGTO9T308WL-HP | @ 2 |22 0.8 |9525(3.97| 4.4 Oo|0
®: Line up
Reference pages: External toolholder — C024 - Internal toolholder — D014 -
J-Series toolholder — G019 - PINZBOHR® — K180 -

B180 www.tungaloy.com




® : Continuous cutting

€ : Light interrupted cutting
CBN Insert posiTive TYrE % Hoavy interrupted outting
BBl steel |
M Stainless RE
- Cast iron 3
- Non-ferrous - -
'S’ superalloy l e a
[ H  Hard material [ e oCo k=
[ sintered metal
Dimension (mm) Honing E,
- = 5|
Shape Designation SR8 coococoo 5 g ale
g 0 55£888¢88 ot HHA T R
= 2
“FFEH - H H 28 L RE|IC| S |D1|@3 |2 5
2QP-CCMW 2QP-CCMW060202 o000 2 | 23|02 635238/ 28 |O
2QP-CCMW060204 o000 [ ] 2 |23)04 635238/ 28| O
2 s 2QP-CCMWO09T304 o000 [ ] 2 | 2304 |955(3.97| 44 | O
@ 2QP-CCMW09T308 00 2 | 22|08 (955397 44 |O
Q-cCMw Q-CCMWO060204 [ ] 1 |25/|04 635238 28 |O
Q-CCMWO09T304 L ] 1 25|04 (955|397 44 |O
1iQP-CCGW 1QP-CCGW03X102 [ ] [ ] 1 [1.402|357(1.39) 1.9 |O
1QP-CCGWO03X104 [ ] [ ] 1 13|04 |357|1.39[19 |0
1QP-CCGW04T102 o [ ] 1 /19|02 |437|1.79/ 23 |O
1QP-CCGWO04T104 o [ ] 1 /18|04 |437|1.79/23 |O
2QP-CPGW  2QP-CPGW080204 @ 7 |2]23|o4l794238/34]|0
2QP-CPGW080208 L ] 2 |22)08|7.94/238/ 34 | O
d 2QP-CPGW090304 o 2 | 2304 (952%5(3.18| 44 |O
@ 2QP-CPGW090308 ® 2 | 22|08 (9525/3.18| 44 | O
CPGA**-QBN CPGA090204-QBN [ ] 14004 |955|2.38) 4.0 | O
CPGEAD20208-QBN o 1 38|08 (9525|238 40 |O
<
Q-CCMW: 2 pieces per package ®: Line up

Honing specification J

BX910
BX310 | pxazo | Bxmzo | BX360 | pBya70 | BXeso | Bxceo
BX330 BX380
BXC50
BX480
Standard S01325 | S01325 | 501325 | S01325 | 101315 | S01325 | T02020
|__Sharp edge - - - - F - -
L S01315 | S01315 | S01315 - - - -
F - 500515 E B B B B
Ic . 500535 E E E B B
H . S01835 | S01835 | S01335 B B .
Wiper 501315 | S01315 | S01315 - - . .
Honing width W
- S0 1/3/|2]5
Rake face

Shape Honing width (W) (mm) Honing angle : a

Honing angle a Y . ‘\H-hon'ng T -.. Chamferad honing
4 5

E

E

--- Chamfered + R-honing
--- R-honing alona

" Relis face .. Sharp edge

Reference pages: External toolholder — C024 - Internal toolholder — D014 -
J-Series toolholder — G019 - PINZBOHR® — K180 -

Tungaloy B181




® : Continuous cutting

€ : Light interrupted cutting
CBN Insert posiTive TYrE % Hoavy interrupted outting
Steel
e | Le
ainless RE
L Cast iron £
= ['N"| Non-ferrous © i —
g ['8 | superalloy é e
o ['H  Hard material ° e oCo IC
[ sintered metal
Dimension (mm) Honing 5
>
Sh Designati 28 55 3% g8
ape esignation £§2§§§§§§ :g EELLFLCH§'8
= O @ =
Y- EY - EV Y S LE|RE|IC| S |D1|® |5 5
2QP-DCGW 2QP-DCGWO070202 LN 2 27| 02|6.35/2.38| 28 |O
= 2QP-DCGWO070204 [ N N [ N 2 |25)04 635238/ 28 | O
[11] 2QP-DCGWO070208 [ ] [ ] 2 | 2508635238/ 28 | O
8 P 2QP-DCGW11T302 [ N N 2 |27 )02 |9525(3.97| 44 |O
o v 2QP-DCGW11T304 [ N N [ N 2 | 2504 |9525(3.97| 44 |O
8 2QP-DCGW11T308 [ N N [ ] 2 | 2108 |9525(3.97| 44 |O
2QP-DCGW**-L 2QP-DCGW070204-L ] 2 | 25|04 |6.35/2.38| 2.8 o
2QP-DCGWO070208-L L ] 2 |25 0.8 |6.35/2.38| 2.8 O
P 2QP-DCGW11T304-L o 2 |25 0.4 (95253.97| 4.4 (0]
~r 2QP-DCGW11T308-L ® 2 | 2108 [9525(3.97] 4.4 6]
2QP-DCGW**-LF 2QP-DCGW070204-LF ] 2 | 25|04 |6.35/2.38| 2.8 (o]
2QP-DCGWO070208-LF L ] 2 |25 0.8 |6.35(2.38| 2.8 O
C P 2QP-DCGWA11T304-LF ® 2 | 25|04 (9525(3.97| 44 (@]
S 2QP-DCGW11T308-LF ® 2 [ 2108 [9525(3.97] 44 [¢)
E 2QP-DCGW**-LC 2QP-DCGW070204-LC ] 2 | 25|04 |6.35/2.38| 2.8 o
2QP-DCGWO070208-LC [ ] 2 |25 0.8 |6.35(2.38| 2.8 O
G - 2QP-DCGWA11T304-LC ® 2 |25/|04 (955(3.97| 44 o
Syt 2QP-DCGW11T308-LC [ 2 | 2.1 08 [9525(3.97| 44 o)
R 2QP-DCGW**-H 2QP-DCGW11T304-H ] 2 | 25|04 |9525(3.97| 4.4 o]
20P-DCGWI1T308-H [ ] 2 | 2.1 0.8 |9525(3.97| 4.4 O
S &
T 2QP-DCGT**-HP 2QP-DCGT070204-HP |@ ] 2 | 25|04 |6.35/2.38| 2.8 [e}
2QP-DCGT11T304-HP |@ [ ] 2 | 25|04 (9525(3.97| 4.4 [e)
Vv <P 2QP-DCGT11T308-HP | @ L ] 2 | 21|08 |9525(3.97| 4.4 o]
w ®:Lineup
Y
Reference pages: External toolholder — C048 - Internal toolholder — D048 -
J-Series toolholder — G026 - PINZBOHR® — K184 -

B182 www.tungaloy.com




CBN Insert

POSITIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

BBl steel | L
M Stainless RE
Cast iron CJ 2
['N"| Non-ferrous © = 10;;
- Superalloy o} b
[ H | Hard material ° ® oco IC =
[ sintered metal
Dimension (mm) Honing 5
-
HIE 5|3
Shape Designation S QQoco0o0cocoo 55 7] alo
i ? SSS588883 o HEE T
s AD DD D ® <8|LE|RE|IC| s 1|55 5
2QP-DCMW 2QP-DCMWO070202 oee 2 |2.7/0.2|6.35/2.38/2.8|0O
2QP-DCMW070204 o000 [ ] 2 |25)0.4 635238/ 28| O
2QP-DCMW11T302 o000 2 |2.70.2(955(3.97| 44| O
P 20P-DCMWITT304 eeoe . 2 | 25|04 [o55[397] 4|0
2QP-DCMW11T308 o000 2 |21)0.8(955(3.97|4.4| 0O
2QP-DCGW**F 2QP-DCGW11T302F [ ] 2 |2.7|0.2952%5|3.97| 4.4 o]
2QP-DCGW11T304F [ ] 2 |2.5|0.4(9525(3.97| 4.4 (o]
Q-DCMW Q-DCMWO070204 ® 1 21|04 635|238/ 2.8|O
Q-DCMW11T304 L ] 1 2.1|0.4(955|3.97/4.4|0
- F
Q-DCMW: 2 pieces per package ®:Lineup
Honing specification J
BXM10 BX910
BX319 | Bxazo | exmzo | B¥380 | exaro | Bxeso | exceo
BXC50
BX480
Standard 501325 501325 501325 501325 T01315 501325 T02020
|__Sharp edge - - - - F - -
-L 501315 501315 501315 - - - -
-LF - S00515 - - - - -
-LC = 500535 - - - - -
-H - 501835 501835 501335 = = =
Wiper 501315 501315 501315 - - - _
Honing width W
= [sllo][1]/3][2][5
Shape Honing width (W) (mm) Honing angle : a
Honing angle @ B . ‘\H_honi‘g T .. Chamfarad honing
. 5 ... Chamfared + B-honing
A E --- R-honing alona
Relief face F --- Charp adge

Reference pages: External toolholder — C048 -
J-Series toolholder — G026 -

Internal toolholder — D048 -
PINZBOHR® — K184 -

Tungaloy B183
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CBN Insert

POSITIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

BBl steel
M Stainless LE RE
Cast iron
['N"| Non-ferrous © E
- Superalloy Z
['H| Hard material ° IC S
[ sintered metal
Dimension (mm) Honing E
Shape Designation 34 -g % E- 8
o o ° 2=
° oS st 2la LILFLC/H 2|8
> Z3 S|a =
o m LE|RE|IC| S |D1\» |5 o
1QP-EPGW 1QP-EPGWO03X102 [ N ] 1 [1.402|357(1.39) 1.9 |O
_ 1QP-EPGWO03X104 [ N ] 1 1.3|04(357|1.38/ 19 |O
“ 1QP-EPGW040102 [ N ] 1 17|02|397|1.58/ 23 |O
v 1QP-EPGW040104 e 1 [1604 397|159/ 23 |O
BN steel |
M Stainless
& castiron %o
['N" Non-ferrous
'S Superalloy
['H Hard material [ ® eco
[ sintered metal
Dimension (mm) Honing o
EE 53
Shape Designation SRS ocooecoco 55 3|3 o5
SS35885%53 |[E Ele|LFlon 2
XX X X X X X X XX Zz3 S| a =
0 o o oM M| LERE|IC| S D1|@ |5 o
2QP-SPGN 2QP-SPGN090308 ® 2 | 24|08 [a55(3.18] - |O
2QP-SPGN090312 L ] 2 |24|12955(318| - |O
‘ RE310
2QP-SPMN  2QP-SPMN090304 . e ] 2 | 24|04 [o55[3.18] - |O
2QP-SPMN090308 o0 ® |2 24|08 ]9ss[318] - |O
|
| =
Q-SPGN Q-SPGN090304 [ ] 1 |28 04255318 - |O
Q-SPGN090308 L ] 1 28|08 (9525|318 - |O
-
T
—
SPGN**-QBN SPGN090304-QBN [ ] 1 |41 04 255|318 - O
SPEN0920308-QBN o 1 |4.1|08 (9525|318 - |O
- SPGNO20512-GBN o 1 [41|1.2|9525(3.18) - |O
uxaeo SPGN120308-QBN ® 1 |a1|o08 127318 - |O
SPGEN120312-QBN o 1 |41[12(127|3.18| - |O
2QP-SPGW 2QP-SPGW09T308 ] 2 | 24|08 [9525(3.97| 44 |O
2QP-SPGW09T312 [ ] 2 | 2412 (95253.97| 44 |O
.“ 2QP-SPGW120408 [ ] 2 | 2408127476/ 55| O
h 2QP-SPGW120412 [ ] 2 |2412[127]|476/ 55| O
2QP-SPGW120416 [ ] 2 |2416 127476/ 55 | O
Q-SPGN: 2 pieces per package ®: Line up
Reference pages: Internal toolholder — D033 -  PINZBOHR® — K197 -

B184 www.tungaloy.com




® : Continuous cutting

CBN Insert posiTive TYrE & Homry ntemupred cuttg
BN steel
M Stainless
Cast iron e
['N"| Non-ferrous a -
'S | Superalloy a
| H  Hard material ° o ocCeo £
[ sintered metal
Dimension (mm) Honing 5
Shape Designation SR Q9 cocoocooo 55 -g % §.§
’ 5535885858 s HERGiGREE
R N “8LE RE/IC| S D155 5
3QP-TPGN 3QP-TPGN110302 [ 3 23|02(635/318) - |O
3QP-TPGN110304 L ] 3 (2204635318 - |O
3QP-TPGN110308 [ N ] 3 (2208635318 - |O
‘ 3QP-TPGN110312 L ] 3 |24|12|635/3.18) - |O
H 3QP-TPGN160304 ° 3 |22 049525476 - |O
3QP-TPGN160308 L ] 3 (1908 |955/476) - |O
3QP-TPMN 3QP-TPMN110302 o0 [ ] 3 |23|02(6.35/3.18) - |O
3QP-TPMN110304 o0 [ ] 3 (2204635318 - (O
= 3QP-TPMN110308 o0 [ ] 3 (1908635318 - (O
3QP-TPMN160304 o0 [ ] 3 |22)04 9525318 - |O
St 3QP-TPMN160308 T e e @  |3|1908ews:s[zis] - |O
Q-TPGN Q-TPGN110304 ® 12204635318 - |O F
Q-TPGN110308 L ] 1 |22|08(635/3.18| - |O
= Q-TPGN160304 ® 1 23|04 955318 - |O
— i Q-TPGN160308 o 1 [19|08 |9525(3.18) - |O
TPGN**-QBN TPGN110304-QBN [ ] 1|37 04635318 - |O
TPGN110208-QBN o 1 |35|08(635/3.18| - |O
- TPGN160304-QBN ) 1 |42 04 |95%]318] - |O
it =TS TPGN160208-QBN ] 1 |4.0/08 9525(3.18 - |O
TBGN**-QBN TBGNO060104-15-QBN [ ] 3| - |04[397/159] - |O
TEGNOE0108-15-QBN o 3| - 08397159 - (O
Q-TPGN: 2 pieces per package ®: Line up

Honing specification J

BX910
BX310 | Bxazo | exmzo | EX360 | pxa70 | Bx930 | BxC90
BX330 BX380 B0
BX480
Standard S01325 | 501325 | S013256 | S01325 | 101316 | S01325 | 102020
|__Sharp edge - - - - F - -
-L S01315 | S01315 | S01315 E E - -
-LF - S00515 - - - - -
B = 500535 E B B - -
-H - S01835 | S01835 | 501335 - - -
Wiper S01315 | S01315 | S01315 E - - -
Honing width W
— S|0(1//3/|2]|5
| Rake face
K Shape Honing width (W) (mm) Honing angle : a
Hening angle @ 1S ) T -~ Chamfarad honin
. R-honing .. Chamfared + Fl-h%nlng
A E --- B-honing alone
Relief face F --- Charp adge
Reference pages: Internal toolholder — D044 - Cartridge — K193 -

Boring bar tool — K209 - Top-borer tool — K213

Tungaloy B185
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CBN Insert

POSITIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

Boring bar tool

— K209 -

B186 www.tungaloy.com

BBl steel |
M Stainless
Cast iron CaN ]
['N"| Non-ferrous a
- Superalloy
['H | Hard material [ e eco
[ sintered metal
Dimension (mm) Honing E
o = G| 3
Shape Designation 2 Qoco0ococo0oco o5 |3 o=
5535885%58 st Ele/LLFlcH|z 8
e s smsBsm®  [SLEREIc| s |p1a|3 S
3QP-TPGW 3QP-TPGWO080204 [ N ] 3 22|04|476/2.38/23 |0
3QP-TPGW080208 L ] 3 |22)08 476238/ 23| O
3QP-TPGW090204 [ N N 3 |22)04|556(2.38/ 25| O
3QP-TPGW090208 L ] 3 |22 08556238/ 25| O
3QP-TPGW110202 [ ] 3 |23026.35/2.38/ 28 |O
3QP-TPGW110204 [ N N [ ] 3 |22)04 635238/ 28 |0
3QP-TPGW110208 L ] [ ] 3 |22)08 635238/ 28| O
3QP-TPGW110302 [ Y ] [ 3 (230263531834 | O
3QP-TPGW110304 [ N N [ N 3 |22)04 635318/ 34 | O
] 3QP-TPGW110308 [ N ] [ N N ] 3 | 22|08(635/3.18/34 |0
— _30P-TPGW130302 _. [ 3 23|02(7.94/3.18/34 |0
3QP-TPGW130304 oo e el |3 |22]04]794]318[34]0
3QP-TPGW130308 [ ] 3 |22 08(794(3.18/34 | O
3QP-TPGW16T302 [ N N 3 |22)02 |95253.97| 44 | O
3QP-TPGW16T308 [ N N 3 [ 1908 (9525(3.97| 44 |O
3QP-TPGW160404 [ N N 3 |22 04 (955(476| 44 | O
3QP-TPGW160408 [ N 3 [ 1908 |9525/4.76| 4.4 |O
3QP-TPGW**F 3QP-TPGW110304F ] 3 |22 04635/3.18| 3.4 (0]
- 3QP-TPGW110308F [ ] 3 |19 0.8 |6.35(3.18| 3.4 o]
LR
3QP-TPGW**-L 3QP-TPGW110304-L [ ] 3 |22 046.35/3.18| 3.4 [e}
. 3QP-TPGW110308-L L ] 3 |22 08 |6.35(3.18) 3.4 O
©
[ e
3QP-TPGW**-LF 3QP-TPGW110304-LF [ ] 3 |22 04(635/3.18( 3.4 [e]
. 3QP-TPGW110308-LF L ] 3 |22 08 |6.35(3.18) 3.4 O
o
Sl
3QP-TPGW**-LC 3QP-TPGW110304-LC [ 3 | 22|04 6.35/3.18/ 34 o
. 3QP-TPGW110308-LC L ] 3 |22 08 |6.35(3.18) 3.4 O
o
Sl
3QP-TPGW**-H 3QP-TPGW110304-H ] 3 | 22|04 |6.35/3.18/ 34 o]
N 3QP-TPGW110308-H L ] 3 |22 08 |6.35(3.18) 3.4 O
P 3QP-TPGW160404-H o 3 |22 0.4 |9525|4.76| 4.4 (0]
“ - 30P-TPGW160408-H o 3 | 1.9 0.8 |39525|4.76| 4.4 (0]
®: Line up
Reference pages: Internal toolholder — D043 - Cartridge — K193 -




® : Continuous cutting

CBN Insert posiTive TYrE & Homry ntemupred cuttg
BN steel |
M Stainless
Cast iron CaN ]
['N"| Non-ferrous a -
- Superalloy $
['H | Hard material [ e eco =
[ sintered metal
Dimension (mm) Honing E
sh Designati 29 55 38 g3
ape esignation Eggggggégg gg EELLFLCH§_‘S,
snmsmsmsmm  [9LEREIc| s |D1|a|3 S
3QP-TPGT 3QP-TPGT110304-HP |@ [ 3 |2.2|0.46.35/3.18/ 3.4 [e}
_ S0P-TPGT110208-HP |@ @ 3 /1.9/0.86.35/3.18| 3.4 o}
o
3QP-TPMW 3QP-TPMW080204 [ N N ] [ ] 3 22|04[476/2.38/23 |0
3QP-TPMW090202 o0 [ ] 3 |23 02|556(/2.38/ 25| O
3QP-TPMWO090204 o000 [ ] 3 | 22|04 556238/ 25 |O
3QP-TPMW110202 o000 [ ] 3 |23)02|6.35/238/ 28| O
3QP-TPMW110204 o000 [ ] 3 (2204635238 28| O
3QP-TPMW110302 o000 [ ] 3 (230263531834 | O
3QP-TPMW110304 I eee® @  [3|22/0ale3s[ais34|O
= 3QP-TPMW110308 o000 [ ] 3 |19 08 |635(3.18/ 34 | O
& 3QP-TPMW130302 o000 [ ] 3 |24)02|794(3.18/ 34 | O
3QP-TPMW130304 o000 [ ] 3 (2204 |794(3.18/34 |0
3QP-TPMW16T304 o000 [ ] 3 |22 04 (955(3.97| 44 | O
3QP-TPMW16T308 o 3 | 1908 |95253.97| 44 |O
3QP-TPMW160404 o000 [ ] 3 |22 04 (9525476 44 |O
3QP-TPMW160408 o000 [ ] 3 | 1908 (9525476 44 |O
3QP-TCGW 3QP-TCGW090204 [ ] 3 |22|04|556/2.38/25 |0
3QP-TCGW090208 L ] 3 (1908 |556(/2.38/ 25| O
. 3QP-TCGW110204 o 3 | 22|04 635238/ 28 |O
3QP-TCGW110208 L ] 3 (1908 635238/ 28| O
é 3QP-TCGW16T304 ® 3 | 22|04 (9525397 43 |O
3QP-TCGW16T308 L ] 3 (1908 (9525(3.97| 43| O
®:Lineup

Honing specification J

BX910
BX310 | Bxazo | exmzo | EX360 | pxa70 | Bx930 | BxC90
BX330 BX380 B0
BX480
Standard S01325 | 501325 | S013256 | S01325 | 101316 | S01325 | 102020
|__Sharp edge - - - - F - -
-L S01315 | S01315 | S01315 E E - -
-LF - S00515 - - - - -
B = 500535 E B B - -
-H - S01835 | S01835 | 501335 - - -
Wiper S01315 | S01315 | S01315 E - - -
Honing width W
— S|0(1//3/|2]|5
| Rake face
K Shape Honing width (W) (mm) Honing angle : a
Honing angle & A . T - Chamfarad honin
. R-honing .. Chamfared + Fl-h%nlng
A E --- B-honing alone
Relief face F --- Charp adge
Reference pages: Internal toolholder — D043 - Cartridge — K193 -

Boring bar tool — K209 -

Tungaloy B187




® : Continuous cutting

€ : Light interrupted cutting
CBN Insert posiTive TYrE % Hoavy interrupted outting
BBl steel
g M Stainless
= Kl Castiron o
g - Non-ferrous
o - Superalloy
[ [H Hard material ®
Dimension (mm) Honing E
Shape Designation oo 55 -g % E- 8
[=] o)
° a8 St 2la|L|LFLcH =8
X X Z3 8s =
o o LE|RE|IC| S |D1\» |5 o
Q-TPMW Q-TPMWO080204 ] 1 22|04 476|238 23 |0
= Q-TPMW090202 [ ] 1 |24|02|556|2.38| 25 |O
[11] Q-TPMW090204 [ ] 1 23|04|556/2.38| 25 |0
Qo Q-TPMW110202 ° 1 [24]02 635|238 28 |O
o Q-TPMW110204 [ ] 1 |22 04635238 28 |0
8 Q-TPMW110304 [ ] 1 23|04(635/3.18/34 |O
; Q-TPMW110308 ° 12208635318/ 34 |O
=" N Q-TPMW130302 [ ] 1 |24|02(794|3.18/34 |0
Q-TPMW130304 [ ] 1 23|04(794|3.18/34 |0
Q-TPMW16T304 [ ] 1 23|04 (9525|397 44 |O
Q-TPMW160404 [ ] 1 23|04 (9525|476| 4.4 |O
Q-TPMW160408 [ ] 1 1.9 |08 (9525|4.76| 4.4 |O
TPGW**-QBN TPGWO090202-QBN [ ] 1 |33 02|556|2.38 25 |0
C TPGW090204-QBN [ 1 /32|04 |556(2.38 25 |O
TPGW110202-QBN [ ] 1 39|02(635/2.38/ 2.8 |O
TPGW110204-QBN [ ] 1 37|04|635/2.38/ 2.8 |O
D A TPGW130302-QBN [ ] 1 39|02(794|3.18/34 |O
Q_ TPGW120204-QBN ] 1 [37]04794[3.18/34 O
G — TPGW16T302-QBN e 1 | 44|02 |955(397| 44 |O
TPGW16T204-QBN [ ] 1| 42|04 |95253.97| 44 |O
R TPGWI16T208-QBN [ ] 1 | 40|08 (9525|3.97| 44 |O
TPGA**-QBN TPGA090202-QBN [ ] 1|31 02|556|238/ 32 |0
S TPGA090204-QBN L 1 /29|04 |556(2.3832 |0
TPGA110202-QBN [ ] 1 39/|02(635/2.38/ 3.0 |O
TPGA110204-QBN [ ] 1 37|04(635/2.38/ 3.0 |O
A a TPGA110302-QBN e 1 |39]02(635/318/30|O
o TPGA110204-QBN [ ] 13704635318/ 3.0 |0
Vv TPGA160302-QBN [ 1|44|02|9525(3.18/ 4.0 |O
TPGA160204-QBN [ ] 1 |42|04(9525|3.18/ 4.0 |O
TPGA160208-QBN [ ] 1 | 40|08 (9525|3.18/ 4.0 |O
w Q-TPMW: 2 pieces per package ®: Line up
Y
Honing specification
B0 Bxa20 | mxw20 | X280 | mxaro | Bxos0 | mxceo
S S S
Standard 501325 501325 501325 501325 T01315 501325 TO2020
___Sharp edge - - - - F - -
-L 501315 501315 501315 - - - _
-LF - 500515 - - - - -
-LC = 500535 - - - - -
-H - S01835 | S01835 | S01335 - - -
Wiper 501315 501315 501315 - - - _
Honing width W s 0 3
e Rake face 1 2 5
Shape Honing width (W) (mm) Honing angle : a
Honing angle & ™ Rohoning T - Chamfarad honing
. 5 ... Chamfared + B-honing
. E --- R-honing alona
Relief face F --- Sharp adge
Reference pages: Internal toolholder — D043 - Cartridge — K193 -

Boring bar tool — K209 -

B188 www.tungaloy.com




CBN Insert

POSITIVE TYPE

® : Continuous cutting

€ : Light interrupted cutting

% : Heavy interrupted cutting

Steel
E Stainless H LE
Cast iron
['N"| Non-ferrous _@‘ -
'S | Superalloy ‘ o k
[ H  Hard material ° e oco Ic
[ sintered metal
Dimension (mm) E
ianati Qo w2 iR g3
Shape Designation E g g % § § § :g .E E- IR § _g'
X X a8 X s X s 28 Le|Re|Ic| s |D1 /53| 2 5
2QP-VBGW 2QP-VBGW110204 ] 2 | 31|04 635238 28 |O
2QP-VBGW110208 L ] 2 |22|08|635/ 238|258 O
2QP-VBGW110304 [ N N 2 |31|04|635/318| 28 |O
2QP-VBGW110308 [ N N 2 |22|08|635/318|/ 28 |O
“.®.»  2QP-VBGW160404 oo o 2 [31 |04 o525/ 476| 44 |O
2QP-VBGW160408 [ N N 2 | 22|08 (955 476| 44 |O
2QP-VBGW160412 L ] 2 |3.0|1.2|955|476| 44 |O
2QP-VBGW**-L 2QP-VBGW110304-L [ ] 2 | 31|04 635318 28 o
2QP-VBGW110308-L L ] 2 |22|08|635|318| 28 o]
. 2QP-VBGW160404-L L 2 | 31|04 9525|476 44 O
' 2QP-VBGW160408-L L ] 2 | 2208|9525 476 44 o]
2QP-VBGW**-LF 2QP-VBGW110304-LF [ ] 2 | 31|04 |635318] 28 (0]
2QP-VBGW110308-LF L ] 2 | 22|08 |635|318| 28 o]
s 2QP-VBGW160404-LF o 2 [3.1]04 |9525(476| 44 [e}
) 2QP-VBGW160408-LF L ] 2 | 22|08 |9525 476| 44 o]
2QP-VBGW**-LC 2QP-VBGW110304-LC ® 2 31|04 (635|318| 28 [e)
2QP-VBGW110308-LC L ] 2 |22|08|635|318| 28 o]
_- 2QP-VBGW160404-LC o 2 |3.1|0.4 (955|476 44 (o]
. 2QP-VBGW160408-LC [ ] 2 |22 |08 (9525 476| 44 (o]
2QP-VBGW**-H 2QP-VBGW160404-H ] 2 |3.1|0.4 |9525/476| 44 o]
2QP-VBGW160408-H 2 | 22|08 |9525 476| 44 o]
e W
®: Lineup
Honing specification
BXMI10 BX910
BX319 | Bxazo | exmzo | B¥380 | exaro | Bxeso | exceo
L BX480 BXC50
Standard 501325 501325 501325 501325 T01315 501325 TO2020
| Sharp edge - - - - F - -
-L 501315 501315 501315 - - - -
-LF - S00515 - - - - -
= = 500535 = = = - -
-H - S01835 | 501835 | 501335 - - -
Wiper 501315 501315 501315 - - - -
Honing width W
-~ 18]|0]/1/|3/|2]/5
. Shape Honing width (W) (mm) Honing angle : a
Honing angle GK o ‘\R-hon'ng T --- Chamfarad honing
. 5 ... Chamfared + B-honing
* Relief face E N Eﬁhglgg;;me

Reference pages: External toolholder — C062 -
J-Series toolholder — G033 -

Internal toolholder — D036 -

TungCap

— K022

Tungaloy B189

Insert




® : Continuous cutting

€ : Light interrupted cutting
CBN Insert posiTive TYrE % Hoavy interrupted outting
BB st
M Stainless
g - Cast iron
= [PNY| Non-ferrous
g 'S | Superalloy
o ['H  Hard material o0 [ ]
I sintered metal
Dimension (mm) Honing E
o = |3
Shape Designation S Qocooo o5 T |3 o=
HHHA of BleLLFLcHZ &
X X X X X X X 28 Lelrelic| s ID11# |2 =
O oomMma@amoaMn w |w o
2QP-VBGT**-HP 2QP-VBGT110304-HP |@ ] 2| 3 |04(6.35/318| 28 [e)
= 20P-VBGT110208-HP L ] [ ] 2 | 22|08 |6.35/3.18| 2.8 o]
1] - 2QP-VBGT160404-HP @ @ 2 | 3 |049525476| 4.4 o}
o "= 50P-VBGTi60406-HF |® ® 2 (22|08 [s55|476| 44 o
o
8 2QP-VBMW 2QP-VBMW110304 o000 2 (310463531828 |0
2QP-VYBMW110308 o0 00 2 (22|08 |6.35/3.18/ 28 |O
P 2QP-VBMW160404 "X 2 (31|04 [955/476| 4.4 |O
el 2QP-VYBMW160408 o000 2 (22|08 |9525/4.76| 4.4 |O
2QP-VCGW 2QP-VCGW080204 ] 2 |3.1|04 476|238/ 23 |O
2QP-VCGW080208 [ ] 2 (22|08 |476/2.38/ 23 |O
o 2QP-VCGW160404 o000 2 (31|04 |9525/4.76| 4.4 |O
===  5QP-VCGW160408 ° 2 (22|08 955476 44 |O
C
2QP-VCGW**-H 2QP-VCGW160404-H o 2 (3.1 0.4 [95254.76| 4.4 O
D 2QP-VCGW160408-H [ ] 2 | 22|08 955|476 4.4 (o]
G
2QP-VCMW 2QP-VCMW160404 [ N N 2 |31 0.4[955/476| 4.4 |O
R -
o
S
®: Lineup
T
w
Y
Honing specification
%ié} Bxazo | exmzo | B¥380 | Exaro BX030 | BXCSO
BX480 BXC50
Standard 501325 501325 501325 501325 T01315 501325 TO2020
Sharp edge - - - - F - -
-L 501315 501315 501315 - = - _
-LF - 500515 - - = - _
-LC = 500535 - - - - =
-H - S01835 | 501835 | 501335 - - -
Wiper 501315 501315 501315 - - - _
Honing width W s 0 1 3 2
- Rake face 5
Shape Honing width (W) (mm) Honing angle : a
Honing angle @ Y . ‘\H_honi‘g T .. Chamfarad honing
‘- 5 ... Chamfared + B-honing
A E --- B-honing alone
Relief face F --- Sharp edge
Reference pages: External toolholder — C062 - Internal toolholder — D036 -
J-Series toolholder — G033 - TungCap — K016 -
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® : Continuous cutting
€ : Light int ted cutti
CBN Insert n~ecative Tvee #: Heavy intermupted cutting A

For GX-RE

BBl steel

8.0 20
M Stainless = >
0
<y O, |
Non-ferrous
- Superalloy 2_RE

Insert

| H Hard material oC
Dimension (mm)
Shape Designation o
e CW=0.05 RE CDX
x
o
XGR**-QBN XGR6310S-QBN - = -
XGHE3158-QBN o 1.5 0.2 23
XGERE320S-QBN o 2 0.2 3
XGERE3258-QBN o 25 0.2 3.8
‘ XGRE330S-QBN o 3 0.2 45
XGRE3358-QBN o 35 0.2 5.3
XGRE340S-QBN o 4 0.2
XGRE3458-QBN o 45 0.2
RE

For TungCut BBl Steel 3
M Stainless ]

N Non-ferrous INSL
['S" superalloy

- Hard material

Dimension (mm)

@«
Shape Designation o %
© - CW=0.025 RE | INSL h
X 3
om w
SGN SGN200-020 [ ] 2 2 0.2 20 5
SGN300-020 o 3 0.2 20
, SGN400-020 ° 4 4 0.2 20
®: Line up
Reference pages: XGR...: Toolholder — F082 - SGN...: Toolholder — FO10 -
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)]
= ® : Continuous cutting
- € : Light interrupted cutting
g P C D | ﬂ S e rt % : Heavy interrupted cutting
(]
= Negative type HEl i
with rake M Stainless
Cast iron
['N"| Non-ferrous
- Superalloy
['H  Hard material
Dimension (mm) Honing o
. . ) =) g
Shape Designation g '8_ gg E e
B % Z8/LE|RE/IC| S |D1|£ T
CNMN**-DIA CNMM120402-DIA [ ] 1 (3502 [12.7(4.76|5.16| O (0]
CNMM120404-DIA [ ] 1 |3.5|0.4(12.7|4.76|5.16| O (o]
= - 1QP-CNMM120402 o 1 |28|0.2[12.7/4.76/5.16| O o
8 v 1QP-CNMM120404 [ 1 28|04 [12.7/4.76/5.16| O ¢}
S
Q DNMM**-DIA DNMM150402-DIA [ ] 1 [3.3|0.2[12.7(4.76|5.16| O
8 DNMM150404-DIA [ ] 1 |3.1|0.4(12.74.76/5.16)| O
TNMM**-DIA TNMM160402-DIA [ ] 1 [3.3|0.2 [9528(4.76(3.81| O (0]
N TNMM160404-DIA [ ] 1 |3.2|0.4|958|4.76/3.81| O (o]
® 1QP-TNMM160402 o 1 |2.7|0.2 |9528|4.76(3.81| O (@]
—— 1QP-TNMM160404 o 1 |2.6|0.4|958|4.76/3.81| O (o]
E VNMM**-DIA VNMM160402-DIA [ ] 1 |4.8|0.2 |9528[4.76(3.81| O (0]
VNMM160404-DIA [ ] 1 |4.4|0.4|958|4.76/3.81| O (o]
m w VNMMA160408-DIA [ ] 1 |3.6|0.8|958|4.76/3.81| O (o]
G ®: Line up
R
w
Y
Reference pages: External toolholder — C016 - Internal toolholder — D021 -
J-Series toolholder — G044 TungCap — K008 -
PINZBOHR® — K180 - Cartridge — K199 -
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® : Continuous cutting
€ : Light interrupted cutting
P C D | ﬂ S e rt % : Heavy interrupted cutting A

Negative type [l Steel

M Stainless
['N"| Non-ferrous =
- Superalloy %
['H  Hard material =
Dimension (mm) Honing
- ) &
Shape Designation ?_ g :g 'g
- B Z8|LE|RE IC s |D1|£
CNGA**-DIA CNGA120404-DIA [ ] 1 |3.5|0.4(12.7/4.76|5.16| O
CNGA120408-DIA o 1 |2.8|0.8|12.7/4.76|5.16| O
DNGA**-DIA DNGA150404-DIA o0 1 |3.1|0.4(12.7/4.76/5.16| O
DNGAT50408-DIA ® 1 |2.8|0.8|12.7/4.76/5.16| O
SNGA**-DIA SNGA120404-DIA [ ] 1 |3.6|0.4(12.7/4.76|5.16| O
SNGA120408-DIA o 1 |3.6|0.8|12.7/4.76|5.16| O

!

SNGN**-DIA SNGN120408-DIA [ ] 1 (3.6 0.8[12.7/4.76 o] F

TNGA**-DIA TNGA160404-DIA [ N ] 1 [3.2|0.4|9525(476(3.81| O
a TNGATE0408-DIA [ N ] 1 |2.9|0.8|955|4.76/3.81| O
[Fms—
®: Line up
Reference pages: External toolholder — CO016 - Internal toolholder — D021 -
J-Series toolholder — G044 - TungCap — K008 -
Cartridge — K193 -

Tungaloy B193




PCD Insert

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

Positive type Bl Steel ’ ‘ | ( ’ | ’
with rake M Stainless
Cast iron
N Non-ferrous (Y-
- Superalloy ‘
"H  Hard material
ﬁ Dimension (mm) Honing o
. . ) =) g
Shape Designation g '8_ gg E o
=% 28 LE|RE|IC | S |D1| 2 <
CCMT**-DIA CCMT060202-DIA [ ] 1 |2.4|0.2(635238/2.8| O O
CCMTOE0204-DIA o 1 24|04 635238 28| 0 @]
= CCMTO09T302-DIA o 1 |2.4|0.2 (955397 44| 0O @]
m CCMTO2T204-DIA [ ] 1 |2.4|0.4(9525(3.97 44| O O
8 0 1QP-CCMTO060204 o 1 |2.4|04|635/2.38/ 28| O (@]
§ 10P-CCMTO09T304 L ] 1 24|04 635397 44| 0 @]
DCMT**-DIA DCMT070202-DIA [ ] 1 |23|0.2(635238/28| O O
DCMTO70204-DIA o 1 /21|04 |635/238 28| 0 @]
DCMT11T302-DIA o 1 |3.2|0.2(955(397 44| O @]
é") DCMT11TS04-DIA L 1 |3.0|0.4(955(397|4.4| O o]
TCMT**-DIA TCMTO080202-DIA [ ] 1 |22|02|476/2.38/2.7| O O
TCMTO20204-DIA o 1 20|04 (476|238 2.7| O @]
TCMT110202-DIA o 1 24|0.2|635/238 28| 0 @]
A TCMT110204-DIA o 1 22|04 |635/238 28| 0 @]
[~ TCMT110302-DIA [ ] 1 |24/0.2(6353.18/ 28| O O
gt TCMT110204-DIA ® 1 |22]04|635/318/ 28| O O
1QP-TCMT110304 o 1 |2.2|0.4|6.35/3.18/ 28| O (@]
VCMT**-DIA VCMT160402-DIA [ ] 1 |4.8[0.2(955/4.76/4.4| O O
VCMT160404-DIA o 1 |4.4|0.4 (955476 44| O @]
-l
®:Lineup

- HEE - - HE

Reference pages: External toolholder — C024 -
J-Series toolholder — G019 -
— K180 -

PINZBOHR®

Internal toolholder — D014 -

— K016 -
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® : Continuous cutting
€ : Light interrupted cutting
P C D | ﬂ S e rt % : Heavy interrupted cutting A

Positive type Bl Steel
M Stainless
Cast iron
N Non-ferrous ec/eceoc T
- Superalloy %
"H  Hard material =
Dimension (mm) Honing
sh Designati 55 g
ape esignation g ?. § gg 'g
K %3 Le|rRe|Ic| s |D1/ &
CCGW**-DIA CCGWO060200-DIA [ ] 1 |2.4(0.05/6.352.38/ 2.8 | O
CCGWO0E0202-DIA o 1 24|0.2|635/238 28| 0
CCGWO0E0204-DIA o 1 24|04 635238 28| 0
i 2 CCGWO09T302-DIA o 1 |3.5|0.2(955(397 44| O
O CCGWO0oT204-DIA e e 1 |35|0.4(955(397|4.4| O
CCGWO0eT208-DIA o 1 |3.4|0.8 (955397 44| 0
CPGA**-DIA CPGA080202-DIA [ ] 1 |2.4]0.2|955/2.38/4.0| O
CPGAD90204-DIA o 1 |3.5|0.4 (955|238 4.0/ O
DCGW**-DIA DCGWO070200-DIA [ ] 1 |2.4(0.05/6.352.38/ 2.8 | O
DCGEWO70202-DIA [ N 1 2.3|0.2|635/238 28| 0
DCGWO70204-DIA o 1 /21|04 |635/238 28| 0
a DCGW11T302-DIA ° 1 32|02 |e525(3.97/ 44| O
\ DCGW11T3204-DIA ® 1 [3.0]0.4(955(397/ 44| O
DCGEWI1T208-DIA o 1 |2.7|0.8(955(397 44| O
EPGW**-DIA EPGWO040102-DIA [ ] 1 /2.0]/0.2|397/1.59/2.3| O
EPGWO040104-DIA o 1 /1.9|0.4(397[159/2.3| O
SPGN**-DIA SPGNO090308-DIA [ ] 1 |36/|0.8(955/3.18/ - | O
SPGN120302-DIA o 1 /36|02(127(318 - |O
‘l SPGN120304-DIA L 1 |36|04(12.7318| - |O
'_- SPGEN120208-DIA o0 1 36|08(127(318 - |O
®:Lineup
Reference pages: External toolholder — C024 - Internal toolholder — D014 -
Cartridge — K197 - Boring bar tool — K211 -

Top-borer tool — K213
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® : Continuous cutting

PCD Insert - Hoavy inomupted outting
Positive type Bl Steel ( | | ’ 1 | (
M Stainless
L Cast iron
= ['N"| Non-ferrous oC
g 'S | Superalloy
o ['H Hard material
Dimension (mm) Honing
L ) S
Shape Designation g ?. gg 'g
K %3 Le|rRe|Ic|s |D1/ &
TPGA**-DIA TPGA090202-DIA [ ] 1 |2.4|0.2|556/2.38/2.5| O
TPGADS0204-DIA [ 1 |2.2|0.4|556/2.38/ 25| O
= TPGA110202-DIA o 1 2.4|0.2(6.35/238 2.8/ O
8 TPGA110204-DIA o 1 /2.2|0.4(6.35/238 2.8/ O
— & TPGA110302-DIA ® 1 |2.4|0.2|6.35/3.18/3.0| O
§ . TPGA110204-DIA o 1 /2.2|0.4(6.35/3.18 3.0/ O
. TPGA110308-DIA [ 1 |2.9(0.8|6.35/3.18/3.0| O
-_— TPGA160202-DIA o 1 /3.3|0.2(955(3.18/ 4.0| O
TPGA160304-DIA o 1 /3.2|0.4(955(3.18 4.0/ O
TPGA160208-DIA [ 1 |2.9(0.8|9525/3.18/ 4.0| O
TPGN**-DIA TPGN090204-DIA [ ] 1 |2.2|0.4|556/2.38| - | O
TPGN110304-DIA [ N 1 /3.2|0.4(635/318 - |O
N TPGEN110208-DIA o 1 /29|0.8(635/318 - |O
TPGN160302-DIA [ 1 |3.3|0.2|9525(3.18) - | O
C £ omian TPGN160204-DIA o0 1 (3.2(0.4|9525(3.18| - |O
T
TPGEN160208-DIA o 1 /2.9|0.8|955(318 - |O
D TPGW**-DIA TPGW080202-DIA [ ] 1 |2.4]0.2|476/2.38/2.3| O
TPEWO020204-DIA o 1 /2.3/0.4(476|238 23| O
G TPGWO090202-DIA { N ] 1 |2.4|0.2|556(2.38/ 25| O
TPEWO020204-DIA o 1 |2.2|0.4|556(2.38 2.5| O
TPGW110202-DIA o0 1 |2.4|0.2|6.35/2.38/ 2.8| O
R b TPEW110204-DIA o 1 /2.2|0.4(635/238 28| O
& TPGW130302-DIA 0 1 [33[0.2[7.04[318/3.4] O
S TPGW120204-DIA [ 1 |3.2(0.4|7.94/3.18/34| O
TPGW16T302-DIA o 1 /3.3|0.2(955(3974.4| O
TPGW16T204-DIA o 1 |3.2(0.4|95253.97 44| O
TPGEW1ET208-DIA o 1 /2.9/0.8(955(397/4.4| O
VCGW#**-DIA VCGW160402-DIA [ 1 |4.8(0.2 9525476/ 44| O
VCGEWA160404-DIA o 1 14.4|0.4|955(476/4.4| O
w W
Y ®: Line up
Reference pages: External toolholder — CO063 - Internal toolholder — D043 -
Cartridge — K193 - Boring bar tool — K209 -
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Technical Guide

[H T-CBN series for hardened steel and hard material

T
[}
2
B Application area Necessity of PCBN grades @ Features of CBN grades for =
The condition Matorial machining harde_ned steel and
E s ?ﬁ:ﬁgﬁw tocut | Hardness of tool = Hardness of fool X 3 ‘ other hard materials
< @ Hardened steel (60HRC) — 700 Hv @ Cemented carbide —» 1600 Hv Fracture
2 el @ PCEN (BX360) — 3300 Hv resistance
g Relation of CBEN grain size, surface roughness, and cutting speed g’
8 55 [Fine-grained CBN] [Rough-grained CBN] 'g?
a =)
2 sol g Wear
a ) () = resistance
E 45 - / Cermet ..y‘.“ ‘ !
2 déeg ® ¢ ‘ R 100
i - 1-2um | 4-8um CBN content
Continuous :ﬁl epr}upted - !:‘ta:ﬁpted Eine grained POpN providad with  Hough qrained PCBN. GBN particles  Fewer CBN content <> Increasing wear resistance
Cutting mode Good surface roughness  Allows high speed machining ~ Much CBN content > Increasing impact resistance

| Basic selection of T-CBN grades in machi

® Coated T-CBN grades
BXM10
BXM20
BXA20

For high speeds cutting

For general purpose,
more than Ve = 180 m/min
For general purpose,

less than Ve = 180 m/min

ning of hardened steel and hard material

® Uncoated T-CBN grades

BX:310 For high speeds / Priority on wear resistance in continuous cutting

BX 330 For medium speeds / Priority on surface quality
For low to medium speeds / General purpose grade with
BX360 excellent fracture resistance

BX380 For low to medium speeds / Priority on fracture resistance
in heavy interrupted cutting

B Application area of coated T-CBN grades

® Continuous cutting @ Interrupted cutting
(C
E BXM10 E
E : E BXM1 v
= Continuous ° Lightly
¢ 200 4 cutting = 200 - interrupted
= = Pl

L]

@ @ 3
o BXA20 e
& 100 4 2 100+ BXA20 ﬁ
2 £ ~—
= g Interrupted
3 o : : ©

0 0.15 0.3 Light «————— Interrupted —————> Heavy

Feed (mm/vev)

| Effects of Coated T-CBN grades

@ Protect CBN from oxidation wear

Since the coating layer intercepts air, oxidation wear of
CBN can be prevented.

@ Peeling of coating layer can be prevented

Hard and deformation resistant CBN is excellent substrate
material.

' Coated on hard CBN
& Hardness:
% CBN > Coating layer

l Effects of coolant in machining of hardened steel

® Continuous cutting

Improved resistance
to flank wear

»

@ Interrupted cutting )

(‘ 919 - — @ In continuous cutting, wet
. Cutting conditions ) . . .
e ® Werkpiace matariak: Chromium cutting is superior to dry
= Dry At Continuous 1’ [ 30 e Heavy tting in tool life f
©oos = IS SCMa15), 60 HRC b cutting in tool life for wear.
z y Clm'ng, E @ Cutting speec: Ve = 100 m/min | INteTUpted A B
I Cutting conditions ® 1 @ Depth of cut: ap = 0.25 mm @ In interrupted cutting, dry
E @ Workpieca material: Chromium = 10 @ Feed: 7= 0.15 mm/rev cutting is superior to wet
Soos / G S, o 8 | 55 cutting in tO(FJ}IeIife for
E @ Cutting speed: VC = 150 m/min 5 T L ] 4' g
€ 0.02 |— ® Dapth of cut: ap = 0.25 mm t fracture.
T BX330 ®Feed: f= 0.1 mmiey BX|360 2.5

- - 0
o 10 20 30 D Wet
Cutting time (min) ry
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Technical Guide

T-CBN series for sintered metal

B Application area @ Valve seat @ Valve seat BX470
@ Ferrous Sintered metal (Plunge cutting) (Traverse cutting) Priority on burr prevention
= = 120 = 120 and surface finish
E E E
- ~= 100 |~ — 100 =
£ £ £ BX480
o o BX470 riority on wear resistance
S BX480 s BX470 > and versatilty
o o o BX330
150 [— BX470 ] 8
[«% o 50 o 50
@ 7] 7]
=] o o
z £ £ =
o £ SMF40X0 series material (JPMA standard) 5 5
o O , o O
0 1 ol ol—1
~ 55 60 65 300 300
§ Hardness of workpiece material (HRC) Hardness of workpiece material (Hv) Hardness of workpiece material (Hv)
Features of @ Machining of sintered metal with hard particles ® Features of BX470 and BX480
BX470 and BX480 Conventional grade BX470 / BX480 CBN content: 95 vol%
; - Hv = 4100 ~ 4300
Hard particle Binder BN grain The world hlghest (.JBN comen‘F as
Binder phase are selectively worn away by hard particles. By increasing CBN content, wear of binder layer is suppressed. a commercially available material.
> Wear proceeds with falling-out of CBN grains, ~Improved wear resistance
W BX480 (Facing of gears) H BX470/BX480 Tool failure after machining sintered metal 1l BX470 (Tool life criterion: Burr occurrence)
300 600
2 Ve=250m/ min
3 2s0
2 200 g 400 o
ﬁ 150| we=120 m/min b
£ 5
s v = E N B
ar machini 3
% = 150:)?3 nne 300 pes. e =
z 0 0
Conventional grade ~ BX480 BX470 BX480 Competitor A Competitor B
Cutting conditions Cutting conditions Cutting conditions
® Workpiece material: Sintered metal (> HRAS0) @ Workpiece material: Sintered metal (> HRABO), Nitriding, @ Workpiece material: Ferrous Sintered metal
® Insert: DCMW11T208 Hard particles included ® Cutting speed: Ve = 100 m/min
@ Depth of cut: ap = 0.2 ~ 0.5 mm @ Cutting speed: Vc =110 m/min @ Depth of cut: ap = 0.15 mm ® Depth of cut: ap =0.15 ~ 0.3 mm
® Fead : f=0.07 mm/rev @ Feed: f =0.1 mm/rev @ Coolant : Water soluble type ® Feed: f=0.07 ~ 0.25 mm/rev
® Coolant : Water soluble type @ Interrupted cutting ® Dry and interrupted cutting

@ Interrupted cutting

@ T-CBN series for grey cast iron and ductile cast iron

| | Application area ® FC Solid coated T-CBN grades
. ercandrcauis) |(erFcpwis) BX930 _
E 1500 . Gearéeral purpese, first choice E
— rade. —
£ . gedicated grade for machining £ 1500
o 1000F BX930 ductile Cast iron o BXCQO
= = i i
1000F Lo - One-piece solid

3 Bx480 k] Conventional structure
& 500r . Suita#_)le for interrupted 2 PCEN - Applicable for small
0 machinin 0 grades to large depths of cut
2 BX830 - Excellent fracture resistance 2 500
£ £ T515 (Coated carbide)
o Continuous ——= Interrupted |FCD400 - FCD700 O 0 1.0 2.0 3.0

Depth of cut (mm)

Il Machining of cylinder liners (Machining example of BX910) W Tool life comparison in machining of disc brakes
®Wear width after machining  @Toal failure after machining 120 pes.
120 pes. 2000
= . BXC90
05 & 1600
| £ Ceramic
= -
'E' 0.4 BX910  cCompetitor § 1200
=03 - . - = Cutting conditions
§ £ Cutting conditions g 800 @ Workpiece material: Disc rotor
2805 @ Workpiece material: ; : (JIS FG250)
I m B Cylinder liner (Spin casting) 2 400 ® Insert: SNGN 120412 BXC90
;= 01 Machining type: Finish boring 2 @ Depth of cut: ap = 0.7 mm
i O | ) e . E ® Feed: f = 0.35 mm/rev
= @ Cutting speed: Vc = 1,000 m/min 3 0 | . @ Coolant: Dry
0 @ Machine: Special purpose machine 300 500 800 1000 ® Tool life criterion:
BX910 Compstitor ® Coolant: Wet Cutting speed: Ve (m/min) Conditions of finished surface

Bx91 0 For machining cylinder liners
B198 www.tungaloy.com
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T-CBN Series

B Honing specifications

Insert

® T-CBN inserts with special honing specifications are made to order. Refer to the following description.

| Designation system for honing |

Example: Honing width W
Hon!ng WIdThE 01 50 mm
Honing angle:  -30
With R-honing ® : Rake face
S 0 1 3 2 5 Honing angle a g H
gang P~ R-honing
Shape Honing width (W) Honing angle (a) Relief face
T --- Chamfered honing @ Symbol
S Chamfered + R-honing Amount of a Honing angle | ‘@ Honing specification can be selected in combination
E --- R-honing alone w e 10° 10° of items described here.
F ... Sharp edge - @ Inserts with “R" honing alone are available.
005 0.05 15° -15°
010 0.10 20° -20°
013 0.13 25° -25°
015 0.15 30° -30°
018 0.18 35° -35°
40° -40°
@ Relationship between honing angle and tool life in continuous turning @ Relationship between honing angle and tool life in interrupted turning
150 Cutting conditions 300 Cutting conditions
Workpiece material: Workpiece material:
£ 125 Chromium molybdenum steel )/" Chromium molybdenum steel
E \ (JIS SCM415), 60 HRC & 200 ¥ (JIS SCM415), 60 HRC
'1-; 100 Insert: TNGN160404 BX360 E Insert: TNGN160404 BX360
E \ Cutting spead: Ve = 100 m/min 5 Cutting speed: Vc = 100 m/min
2 . Feed: f = 0.15 mm/rev # 100 Feed: f = 0.15 mm/rev
= Depth of cut: ap = 0.25 mm Depth of cut: ap = 0.25 mm
Coolant: Dry Coolant: Dry

-15% 20 25 30" -35° -40° Tool life criterion: VBmax = 0.15 mm -15% -20° 25 -30° -35° -40° Tool life criterion: Fracture
Honing angle Honing: -000°+ R-honing Honing angle Honing: -C00°+ R-honing

sFor continuous cutting, small honing angle is favorable to minimize wear.
sFor interrupted cutting, large honing angle is favorable to minimize fracture.

@ Standard honing specifications

Grade BXM10 | BXM20 | BXA20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 |
Negative insert S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 |
Positive insert S01325 | 501325 | S01325 | - | S00515 | S00515 | S00515 | — | T01315 | 500515 | S01315 | 500515
Il Wiper insert Wiper edge geometry

® A finishing edge (wiper edge) is formed at the point of intersection
between corner radius and straight cutting edge.

W Effect of wiper edge
@ Doubles the productivity - Reduced machining time

The wiper edge can double the feed rate and moreover does not deteriorate
the surface roughness. (Note: Feed rate: *f < 0.3 mm/rev)

@ Superior surface roughness — By integrating roughing and finishing into one e
process, productivity can be increased. ==
Compared with conventional inserts only with corner radius, surface roughness Wi d
can be improved with the wiper edge. Iper edge
M Profiles of surface roughness B Recommended toolholders for wiper inserts
wsemcuggﬁlé’,:gg'ﬁaﬂ::ef‘:e machined 2QP—CNGA12M“WL|3QP—WNGAMD4M 2QP-DNGA1504"*WJ | 3QP-TNGA1604™"WG
— Removed / E“‘:ﬁ;f{"“ 95° 93° 91°
N ATGNR/L™6-A
o - A *xq0_ o, =y
I,_ /i :“___ A extomal | ACLNR/L™12-A | AWLNR/L*"08-A | ADJNR/L™15-A [~ xreypsce s
toolholder DTGNR/C*16

DCLNR/L™2 DWLNR/L™08 DDJNR/L™15 DTENR/L716

Int I . . . .
toolholaer | A"-ACLNR/L12-D... | A"-AWLNR/LO08-D... | A"-ADUNR/L15-D... | A"-ATFNR/L16-D...

Sectional profile of surface
machined with wiper insert

When machining

with conventional
insert

When machining
with wiper insert
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PCD grade, T-DIA series

Expanded product line allows T-DIA tools
to be applied to wider workpiece materials
and cutting conditions.

ll Features and applications (Physical and mechanical properties)

=
m
o
~
o
e

o e &
2t [T B ol Y

. Wy Iy i Y i s 3 A ! RN * = O
Super fine grained grade. Fine grained grade. High purity grade for
Property Excels in surface finish. Excels in surface finish. General purpose grade hard materials
| Approx.
u?ﬁ:il:ni;gl?d <1 5 13 28
pm|
Hardness 10000
| 8500 — (10000
W .
it ey iig5er
i
5 Better -—
I Cutting performance (Wear resistance)
When machining aluminium alloy:  Continuous external turning When machining FRP: Face milling

3 @ Workpiece material: £ 02 ® Workpiece material:
% 0.05F 10 % Si, aluminium alloy i;‘ campaizrd Fiber reinforced plastics (FRP)
. Compatitor B
2 0.04f @ Insert: SPGN120308-DIA £ . @ Insert: SFCN42ZFN-DIA
£ o0a| ® Tooholder: CSBPR2525M4 £ 0.1 /—3 5160 @ Miling cutter: THF4408RIA
& 0.02} : Egg&n? _SFUE1E drﬁﬁf/;\?ou m/min £ ° @ Cutting speed: Ve = 942 m/min
= o 2 0 : - @ Feed: f=0.1 mm/rev
< 0011 @ Depth of cut: ap=0.5mm 3 8 12 Depth of cut: @p = 1.5 mm
© oL | | I | | || eCoolant:Drycuttng Cutting time (min) ® Dep Tom-ap
DX110 DX120 DX140 DX160 @ Cutting time: 30 min @ Coolant: Dry cutting
l Grade selection guide Complex shape
> tools
. . Ideal for machining
First choice Good electrical discharge DX120 hard materials
machinability : s
Excellent finish Suited for machining
bi-metal
DX110 High speed (ex.aluminum-+cast High wear
- machining iron) components resistance
Suitable for finishing . .
aluminum alloys and H'%‘X{:%“%nq cl())rt?nt rt];_orﬁpared d DX140 m
copper alloy to . Suitable for high-spee

machining

I STANDARD CUTTING CONDITIONS

Grade

Cutting speed

Depth of cut

ISO Workpiece material .
DX110 DX120 DX140 Dxi60 Ve (m/min) ap (mm)
Aluminium alloys (Si < 12 %) O O O 1500(1000 - 2500)  0.5(0.05 - 2.0)
Aluminium alloys (Si = 12 %) (o] O O 600 (400 - 800) 0.5(0.05 - 2.0)
Copper, brass © O 800(500 - 1500) 0.5(0.05 - 2.0)
Phosphor bronze (o] O O 400(300 - 500) 0.5(0.05-2.0)
. Carbon, graphite O O (o] 400(300 - 500) 0.5(0.05-2.0)
FRP O O O 700(500 - 1000) 0.2(0.05 - 0.5)
Plastics © O O 700(500 - 1000) 0.2(0.05 - 0.5)
Cemented carbides O (o] 15(10 - 20) 0.1(0.05 - 0.2)
Green ceramics O (o] 130(100 - 150) 0.5(0.05 - 2.0)

B200 www.tungaloy.com

Feed
f(mm/rev)

0.1(0.05 - 0.2)
0.1(0.05 - 0.2)
0.1(0.05 - 0.2)
0.1(0.05 - 0.2)
0.1(0.05 - 0.2)
0.05(0.03 - 0.1)
0.03(0.01 - 0.05)
0.03(0.01 - 0.05)
0.05(0.03 - 0.1)

(Note) © : First choice O : Second choice




