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Shanghai Yamada Tools CO., LTD
Address: NO.265 ZhanglianTang Road,Qingpu District, Shanghai, China c B N c UTTI N G I N S E RT

Tel: +8621- 69208966
Fax: +8621- 69209362 69209361
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Yamada CBN series

FeAiIR9MRES:

LEASMERMISE RN SR, SXTEFRTS
== CBNYIHEIAM R . CBN# RIAE E(RTF PCD, FF
BESH%ERZREFAMRE, BEESIRE (1000°C) R RIARE
BRIFEBRREIEE, ARSI, ], fF2BRE
WERN AN TN ¥RiaE . HRSHEVIEIA AT ST
T BHEMKED! GEANRITIES
A fEF mBe BB EREN B RARENAEL CBN

FARRROM S RE!

IMI#R

work material

X
hardened steel

EEMUIEEFR

E=a&E | WHCBN

coated or not

YAMADA CBN grade

Our advantages:

Shanghai Yamada Tools Co.,Ltd. builds a strategic cooperation with foreign
material supliers, specificly developing high-efficiency CBN cutting

material. CBN material hardness is next to PCD,and the affinity with iron

metal is low, it can still keep original sthength and hardness even though
under high temperature (1000°C), won't react chemically with iron,Ni,Co
or other metals.The high-efficiency and long-life will come ture while
processing hardened steel,powdering metallurgy,casting iron and
difficult-cut materials! Rational design philosophy and fully automated mass
production mode will make the production stable and the CBN material

excellent to the furthest.

IIRE

process form

FeAi RIS

our advantage

PVD REMR, EamBZEER CBN SIS ER

II#ER

coated or not

work material

YAMADA CBN grade

IR

process form

www.yamadachina.com m

FeAiIRYLSE

our advantage

. N =a20 CBN #R, EEFEsSiailtiniutEin, 25
BN TiRE BT135 Eats EON T B SN EE B U DBITIFTR -
hardened steel uncoated heavy interruped High content of CBN material,with strong toughness and impact roughness
resistance,aimed at developing for heavy interruped cutting of hardened steel.
BT310 LR — MREE Sa 20 CBN #R, FHINTRIBA .
continuous-interruped |  High content of CBN ,is general material for machining cast iron.
2aEM CBN #R, EERSNMEMESMA P H2E, &R
SEdE — RS EEHIZ BT EISR G NI B SEEE AT IEREF .
S — W TGS TR th R B
. BT320 . i High content of CBN material has high wear resistance and outstanding impact
%iyf %7$E continuous mtermped resistance,suitable for high hardness cast iron and nodular cast iron in continuous
cast iron uncoated cutting to interrupted cutting.
=a sl CBN #R, BEEReINMEEN =S hEaE, &FH
L - B FEERZBRIEIS G MBI A R D% .

BT330 continuous-interruped High content CBN material,has high wear resistance and outstanding impact
resistance strength,suitable for cutting pearlitic grey cast iron in continuous cutting to
interrupted cutting.

FEEM CBN MR, BEERFICFIEMEIIMEL, ERF
. . EEYIR ERMEITET R R A TUSEESMEEESBETM
T - B | T iEimesHammEmT.
BT510 contmuous—hght Middle content of CBN material,with excellent chemical stability and wear
interrupted resistance,suitable for machining high temperature alloy and sintering metal in
Baas/ERESRE T pontinuous cutting and light interrupted cutting,especially suitable for machining
high temperature alloy = intake and exhaust valve seat.
/sintering metal uncoated
Ba 20 CBN #R, BReSNMEMEIILE, SR FEEIEIE
L — MRS REMEHIRE T SIReSTIRESEHTINT .

BT520 continuous-interruped High content of CBN material,with high wear resistance and toughness,suitable for
machining high temperature alloy and sintering metal in continuous cutting to middle
interrupted cutting.

SIRELEINT MR PVD IR, FTLMSRIE S TEEEERIRM PR E N TS
BTC10 high-speed ERKEINT
Contm‘UQUS PVD coated material is especially suitable for high-speed finishing of hardened steel in
machining continuous turning, thanks to crater wear resistance CBN base material and special
high wear resistance PVD coating
PVD REMR, EAMEEASHIER CBN 844, F N
BEURRE, FLUSRIESTEEEIH EPSMEEIRMAE T
BE lz: i) AR TR T S AR I S S B A .
coated BTC20 general type PVD coated material is especially suitable for finishing of hardened steel in continuous
cutting to medium interrupted cutting,and more universal to cutting for hardened
steel ,thanks to using wear resistance and high toughness CBN base material and
high wear coating.
PVD inEME, BLREENEMEMTRY CBN S ImRIFE L
Mg — BEREINT | PVD FESBIEAEEMEIEI S TR ER BT,
BTC30 interrupted-heavy TCEIE S EEERIMTEETIEY o
interrupted machining |  PVD coated material is especially suitable for finishing of hardened steel in heavy
interrupted cutting,specific for interrupted cutting,thanks to using excellent breakage
resistance CBN base material and peel resistance PVD coating.
. REE/ CBN MR, TE&iBNAFEBRERE, BFEEE
BT100 EZEMT Bl TR T R R I L
continuous machining Low content of CBN material, mainly emphasized on crater wear performance,used for
high-speed finishing of hardened steel in continuous cutting.
L — B2 &2/ CBN MR, ARsNMEN, BT EEEUIEIERHT
BT110 confinousclioht | EETBISA RSB T A T .
interru teg Low content of CBN material,with high wear resistance,used for medium-speed
P finishing of hardened steel in continuous cutting to light interrupted cutting.
TiRE opn o S
uncoated "R 8 CBN MR, TEmEtAuh SR EIE, AT
s — iR T EI = REE IS4 TR ERE TR L EE RS
BT120 continuous-midium | FVEFIE . , ,
interruped Middle content of CBN material,high equal in wear resistance and impact toughness
resistance,used for finishing of hardened steel in continuous cutting to medium
interruped cutting,has high general purpose.
gtk - mae | BOEM CBNHE, SREHFSEHIINYE, ATRERHES
BT130 continuous-heavy Wt BSR4 XA T8I0 T o
interruped High content of CBN material,has high impact toughness resistance,used for finishing

of hardened steel in continuous cutting to heavy interrupted cutting.

tRECBNT] R im=SFEN

Standard CBN insert numbering rule

2 XX -

CNGA 12 04 08 SH S 012 25

@ JIHITIES
cutting edge mark

2 RREIES

coating mark

@ FFEET R (OFIES =S¢
special edge treatment tool nose type

1CS (mark) | 1170% (no. of cutting edges) S (mark) A (mean) iCS (mark) &= M (mean) {E455 R~ (chamfer size) iCS (mark) | E M (mean)
Fonone | 1MII7J (1 cutting edges) MC RIE (coated) SH R E 0.1*15° F =Z3IPRES
MU ToiR/Z (uncoated) sharp type ' sharp tool nose
2 M7 i IRI= \ pe—
2 MJI7J (2 cutting edges) & tong | BAIIT Iy : E R
4 4 /M7 (4 cutting edges) general machining just honing R-angle
: SEM IO a0 S
6 6 /M7 (6 cutting edges) ST strengthen the edge 0.17°30 T just chamfer
‘ ® ISO S A
R HEINTHrERE
rough machining chipbreaker
TF TSN TA=E
finish machining chipbreaker
#/iE :S01225 R BIIEAER 25°, mER 0.12mm, B R #E W EHES
remark:S01225 means the chamfer angle 25°, land width 0.12mm,with R blunt round with wiper cutting edge

AUy
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HEXINIHIRECBNZRY NNISEfB

CBN coating series for cutting hardened steel Process instance

YIEIESE cut performance MEER test result
- Rt other -BTCI0 SRESTEIHARIL, BB
% 0.3 ! high speed continuous cutting bearing inner hole
iz} H and track
2 o i « #1754 bearing steel ( HRC62-65)
= 7 5 o Vc=220m/min
£ : o f=0.07mm/rev
g e ap=0.1mm
_~§< 014 ! e dry cut
§ $IBA1E) cutting time (min ) Hith AT
i=) 0 | | | | | other companies
5 10 15 20 25 . BTC10
DO AF%+ work material : - 15CrMo(HRC58-62) ; BT Noof workgioss
TIEAYS tool type: 4MC-CNGA120408 ! -
YIEIIERE cutting speed: Ve=220m/min . f=0.08mm/rev. ap=0.1mm JF1JJ dry cut 0 50 100 150
¥ S .
| BTC20 i&HHNT BTC20 general machining
EEIT4ERE cut performance L5 ER test result
= : - . " w
o 03- ool meEC PR Z BRI SR 7L
5 L] BE7] E continuous to light interrupted cutting gear bore
v lu\\ \ o - R BTC10 BTC20 BTC30 tip crack ; « s F4carburizing steel (RC58-62)
BEELELERARNHTE R, EPXIBIRETIESHRY 0o ; et 40mmin

=
7]
[
%:
ERtbHskEE, \IENEFETBESMIEN CBN 847 g %0 B 5 o 1=0.15mmrev
N ) N TR - U B = : e ap=0.3
(ESMEMIRETE, STIT KRNI H=RE5) 0| - ; e
CBN 22Tk, R TFESERMIHE T A%, Filla E 20| | ren £ ;
\ . S N s S = 781 ina ti . !
IR A R DA S g8 , | REE e
= ( 5 10 15 20 o5 ' other companies
. 2 150 ] DOTAF%+ work material : 20CrMnTi(HRC58-62) ' BTC20 _
¢ Feature: £ BTC20 BTC30 TJELES tool type: 4MC-CNGA120404 5 AT/ Moot vorkleces
With the growing popularity of turning instead of grinding = 100 4 YIBURE cutting speed : Ve=140m/min #=0.15mm/rev, ap=0.25mm F-4]] dry cut 1 0 50 100 150
technology ,customers have higher requirement of cutting speed and tool 50|
life,Yamada develops high toughness CBN base material and excellent wear RIS interru ol sl . .
LHEE pted level ::"-'
resistance coated craft,realizing new CBN coated insert series for 0 o1 Ho 0 30 BTC30 E&ﬁg*tﬂﬁu BTC3O heavy mterrUpted CUttlng
machining hardened steel, reducing cutting cost of hardened steel as . : et
achieving higher cutting efficiency and tool life. Q Q @ @ —— PJEIT4%EE cut performance 5 MHLER test result
)—é . E th ! \ e s A
B 03 —e-Sioter M-I L E B EI SO TR TE
. gl ey % SRR ! continuous to heavy interrupted cutting gear end face
;ﬁﬁx%mt’ulﬁﬁtﬂ ﬁl_l 7,]:14: by 0.2 surface roughness o ;2% Xcarburizing steel(HRC58-62)
recommended cutting condition for machining hardened steel E deteriorated ' * Vc=130m/min
= o f=0.1mm/rev
ME $JEiEE cutting speed Vc(m/min) 44 feed rate I35 depth of cut s 014 e ap=0.2mm
material f (mm/rev) ap (mm) I ' e dry cut
BTC10 0.03-0.08-0.15 0.05-0.12-0.2 B , | PREE atingtme (mn) i
5 10 15 20 25 E other Ec;mp;aigs
BTC20 0.05-015-0.3 01-0.3-0.5 AN #7% work material . 20CrMnTi(HRC58-62) BTC30
v Aol TIEAYS tool type: 4MC-CNGA120408 . PO ANE No.of workpieces
BTC30 80-140-180 I Ll YBUIERRE cutting speed : Ve=130m/min. f=0.1mm/rev, ap=0.2mm F4]J drycut 0 50 100 150

@ | | N
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= XNYTIHICBN AR

CBN series for cutting hardened steel

o iFE:
WEHESR CON, RAFRATEN CBN BB
AR, REGSOTHRERIRELE, WA RSES

BT100 BT110 BT120 BT130 BT135

INTRERENI TIYBE R R EIEXIN, Bos LAY

BT120

B[r130 %135

1]] 350
o
IBEDETZ, 2% CBN B EENNBRE, FHR % 300 |
IER e e = 2501 BT100
= 200

¢ Feature: 3 0]
Yamada uncoated CBN,adopts different diameters of CBN particles and % 00l B{110
newly developed binder ,with excellent breakage and wear resistance,has % sl ©
different corresponding materials from high speed continuous machining to 0

WrEER2E interrupted level

heavy interrupted machining of hardened steel,and Yamada optimizing
welding and grinding craft,makes CBN merit to an extreme and keep high
stability.

A KN T ISR

Recommended cutting conditions for processing hardened steel

HE HJIEIERRE cutting speed Vc(m/min)
TEEE

#H44 feed rate

HO1 H10 H20 H30

111iR depth of cut
ap (mm)

f (mm/rev)
BT100 003-008-015 005-012-0.2
BT110 005-015-03 01-03-05
BT120 005-01-02 005-02-03
BT130 80-130-150 005-01-035 005-02-0.4
BT135 80-130-180 005-01-0.35 005-02-03

www.yamadachina.com m

AN TSEf5)

Process instance

BT100 =iRiELELHI BT110 i&E4E— R 4Lt EI

high speed continuous cutting
SIRIELL]BIFHIMZ

high speed continuous cutting shaft
external diameter

~ o xxfE@sWhardened steel ( HRC58-65)
© 4MU-DNGA150408
® \/c=250m/min
o f=0.08mm/rev

continuous-light interrupted cutting
EELEINERCIMZ

continuous cutting besides-star
wheel external diameter

o ;A fEfKhardened steel (HRC58-62)
o 4MU-CNGA120408

® \/c=150m/min

e f=0.15mm/rev

* ap=0.Tmm ® ap=0.3mm
e dry cut o dry cut
= HthAF)
ot%{cjo@m/p&;n%‘s other comanlijes
BT100 BT110
0 2 4 6 0 100 200 300

INTEEE (km)
machining distance(km)

INTHE (pes)

No. of workpieces (pcs)

BT120 ZELE—HRRRZELDHE BT130 iZE4E—

4Rl

continuous-medium interrupted cutting continuous-heavy interrupted cutting

CFCHIE . BERFL

b
il N R TEEEE
cam facing, finish turning internal hole Spline cutting groove
© 100Cr6 e UCT (HRC58-62)
© TPGN160308 FU

e \c=110m/min
o f=0.04mm/rev
® 3e=2.25mm
e dry cut

e \/c=170m/min

® f=0.18/0.05mm/rev
® ap=0.3mm

e dry cut

=0 A= - . HAth/, \S] . .
mae;ﬁ?m‘,;;nﬂ BA7] tip breakage mge;{c?m‘,;;nﬂ BA7] tip breakage
BT120 ETIHER BT130 fETIHER
‘ ‘ ‘ tool ﬂank‘ wear ‘ ‘ tool flank wear ‘
0 200 400 600 800 1000 0 200 400 600

NI #E (pes)

INTEE (pes)
No. of workpieces (pcs)

No. of workpieces (pcs)

BT135 LRI EHRELATIH|

heavy interrupted cutting

BEIELIRIR 25 IMZ
heavy interrupted cutting internal
star wheel external diameter

® 20MnCr5 (HRC58-62)

® 3MU-TNGA160416

e \/c=170m/min

o f=0.08mm/rev

® ap=0.3mm

o dry cut

Hith/x =)

other companies

BT135

BA7] tip breakage

[ETIEER
tool flank wear

0 200 400 600

I #E (pes)
No. of workpieces (pcs)

AUy
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CBN series for cutting cast iron Process instance

BT310 %4k — Br4E continuous-interruped

FRIEEIFL

finish boring cylinder hole
o INT#7 ERwork material: HT250 1000

,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, BT310 HithrE)
e wet cut other companies

DN #ENo. of workpieces ( #Lhole )

BEE RS FTIAAEKE
finish turning differential mechanism housing Inner sphere
o N T 44 ERwork material: QT600 1000
* J5: BT310 BT320 BT330 * TIHTESinsert e AMUDNGA150412
IBERTZ CBN SkTHIRS), MARAE CBN HE, e v
BEERSHmMEEIIR A EERED. FFESSEH CBN 80001 P 0

2500 A

HERSHAESRMINE, BEBIHERERINSEHTRA
SRS

7777777777777777777777777777777777 BI320  EEADHE

L dry cut cemented carbide coated

]|
gl
jES
E
g 2000 AN No. of workpieces(pcs)
e
~ 1500 4
< Feature: 5 BTS10 BTS551
§ 1000 BT320 BTS series
Yamada uncoated CBN series for cutting cast iron,adopts high content of = BT330
CBN material ,with high wear resistance and crater wear resistance.High S 5004 SRR (mm)
content of CBN has high thermal conductivity and toughness, realizing high o cutting depth

speed rough and finish machining for gray cast iron and chilled cast iron. 1 2 3 4 BT330 ‘ﬁ:ééﬁ - Iiéﬁgi Continuous—interruped

Y= p3
sl 2 *EEZ"\UEE
7]” I}Eﬁtﬂ EIJ 7.':15': finish turning brake flange
recommended cutting conditions o 0T Ework material: TLO48A 400
o J] B EdSinserttype:2MU-CNGA120408 300
& HRUEREE cutting speed Vc(m/min) 14 feed rate H5R depth of cut o Ve7OOmwmin T 200
material ) ) 1000 1500 2000 3000 f (mm/rev) ap (mm) | 1 7
e f=0.15mm/rev 100
BT310 01-02-08 010520 * &p=0.3mm R -,
—————————————————————————————————— =TI
BT320 0.05-0.15-0.4 0.1-0.3-05 o dry cut ot
DN #12 No. of workpieces(pcs)
BT330 0.08-015-0.4 01-0.3-0.5

@ EEEEE @
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EIRaEMREE

CBN series for cutting high temperature alloy

and sintering metal

o 5

WHEARRE CBN SiRaMRESRITHIRY, TRANH
RIEEHIF CBN fkkésmpk, BEBARSHEDE, &)
RIRENPER MATURETDOEERSAIEE, N
AL SRS IBRERIADE, FCIeEnL.

¢ Feature:

Yamada uncoated CBN high temperature alloy and sintering metal
series,adopts special binder and CBN particles sintered,has strong
toughness,and keeps cutting edge with a high strength in sharp tool
nose,so it can prevent the burrs to generate in cutting high temperature
alloy,and achieve the machining stability.

A KN THEETI ISR

reccommended cutting condition for machining hardened steel

BT510 BT520

] 350

gl

1R 300

E
2501

<

£ 200

= BT510 BT520
5 1501

D

S 100+

%]

2 50

= p
3 0 WrEERZE interrupted level

So1 S$10 S20 S$30

ME IR cutting speed Vc(m/min) 148 feed rate iz depth of cut
BT510 50—90—-150 0.03-0.08-0.15 0.05-0.15-0.25

www.yamadachina.com m

AN TSE45)

Process instance

HS R EEFSINT
intake valve seat finish machining
e I0 T #74/Ework material : #5>K)& 5 powder metallurgy

e wet cut

BT510 i&E4E — BRHFEE  continous-light interrupted

BT510 HithN5)

other companies

NN T #1=No. of workpieces(FLhole)

BT520 iZE4E — W4k continuous-interruped

¥ Tk

finish machining end face

o N T#4ERwork material : B8 & Zhigh temperature alloy

400
300
200
100

BT520 Hith X5

other companies

DN %4ENo. of workpieces(pcs)

@

@
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CBNErBERSY CBN{2557] %5

CBN chipbreaker series CBN wiper series

o F=:

L CBN &% 0525, #—LINE T LAERBERINN TR,
ER&IEISHA T B IS FEUSE N SRR EERERE,
AUSEEENE, B3R, s5ailitEIGEE!

< Feature:

Yamada CBN wiper series,reinforces the technology of turning instead of
grinding,enabling more excellent surface roughness equal to grinding
processing,with high efficiency,long life and outstanding roughness.

12507 5tNEIA=  wiper insert cutting method

f. HHE S feed rate ’ : XD EBRTIE
— wiper insert ! round R angle insert

fH4A S feed rate I

WINT T A .-' S i
processed workpiece ! et 3 ﬁggegietdr\ﬁgi:piece '
* 45 + Feature: T ;
W AERHMEEZRY, AL M BERRINT TR~ E Yamada patented chipbreaker series,can be applied to cutting in similar | N N~ .. l
U " _ . working condition and different working allowance.Longer tool life is | —=
PaN=—Tals | =14 [S10c ] < e B A !
INTRERIDEIF SEHFETERBRIER  RIEE KT ESED . ensured while breaking iron Screp. Iy T ‘ -
04

(¢TI {ERTERE  wiper insert use performance

um —— 18567071 wiper insert  —— [EASRJJ & round R angle insert
12
10
HEMFLIEMNT /'
gear ring inner hole rough machining 8
* DALAABRwork material: 200rhnTi 6
* J) B4 Sinsert type: 2MC-CCGT09T304 /
oVostéOmmin 4
o f=0.15mm/rev
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, 2
sw07omM D D ———
ToFEE  without chipbreaker TREMfZHE TR type chipbreaker 0 i T T T T T
0 0.05 0.1 0.15 0.25 mm/rev

@ | | ONN
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CBN standard insert specification listings

MR
Appearance Edge Shape | No.of

A RRIEER

circle

ANE (¢ d)
Inscribed

EE (s)
Thickness

TRrfa | FLE2 (2 d1)

Nose
Radius

Hole
Diameter

R
Appearance

Edge Shape No.of

#4 /& Material
(=)
— -
Q =

circle

RIE (Zd)
Inscribed

www.yamadachina.com m

EE (s)
Thickness

Tkrf | FLER (Cd1)

Nose
Radius

Hole
Diameter

120404 0.4
2 | CNGA | 120408 0.8
o 120412 12
standard type 120404 O 0.4
4 | CNGA | 120408 ° 0.8
120412 1.2
120404SH 0.4
= 12.7 4.76 516
dantne | 4 | CNGA | 1204088H 0.8
120412SH 1.2
120404TR 0.4
B
chipbreaker 4 | CNGG | 120408TR 0.8
type
120412TR L
120404W 0.4
TR
wiper type 4 | CNGA | 120408W 0.8
120412W 1.2
060202 0.2
CCGW | 060204 6.35 2.38 0.4 2.8
e |, 060208 0.8
standard type 097302 0.2
CCGW | 09T304 9.525 3.97 0.4 4.4
097308 0.8
150404 0.4
2 | DNGA [ 150408 0.8
e 150412 1.2
standard type 150404 ° 0.4
4 | DNGA | 150408 ° 0.8
150412 ° 1.2
12.7 4.76 516
150404SH 0.4
FAE 4 | DNGA | 1504085H 0.8
sharp type :
150412SH 1.2
150404TR 0.4
o =tr=ic]
type
150412TR 12

150604 . 0.4
senderaype | 4 | DNGA | 150608 . 6.35 08 5.16
150612 ° 192
070202 0.2
o2t
commd e | 2 | DCGW | 070204 6.35 238 | 04 | 28
070208 0.8
117302 . 0.2
fAERY
stangardtype 2 | DCGw | 117304 ° 9.525 3.97 0.4 4.4
117308 . 0.8
160404 . 0.4
o | ynga | 160408 . 0.8
=il 160412 . 1.2
standard type 160404 olole 04
4 | UNGA | 160408 |e e |e 0.8
1004712 e e 9.525 476 12 3.81
160404SH . 0.4
= 2l
sapype | 4 | UNGA |160408SH | e 08
160412SH . 19
160404TR 0.4
et
chipbreaker 4 | VNGG | 160408TR ° 0.8
type
160412TR ° 192
110304 0.4
VBGW 6.35 3.18 2.8
— , 110308 0.8
standard type 160404 R oA
VBGW
160408 . 0.8
- 160404 o 0.4
IR 12 | veaw 9.525 476 44
standard type 160408 o 08
e > | veaw 160404SH . 04
e e 160408SH | | 08
160404 . 0.4
- 160408 . 0.8
*fﬁ/&i—ﬂ
sangaatpe | 3 | TNGA P . 9.525 476 > 3.81
160416 oo o 16

@

@
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R
Appearance

Edge Shape No.of

-]
- |
-
8 o

RIE (Zd)
Inscribed
circle

EE (s)
Thickness

TIxrf | FL3E (2 d1)
Nose
Radius

Hole

Diameter

Edge Shape

#2/E Material

AE (Zd)
Inscribed

circle

www.yamadachina.com m

EE (s)
Thickness

TRrf | FLER (Cd1)

Nose
Radius

Hole
Diameter

160404SH 0.4
2l
samipe | 3 | TNGA | 160408SH 0.8
160412SH 1.2
— 160404TR 9.525 a76 | 94 | 381
chipbreaker 3 | TNGG | 160408TR 0.8
type
160412TR 1.2
160404 0.4
3 | TPGW 4.4
160408 0.8
tFEny
star%ard type 110302 0.2
3 | TPGW | 110304 6.35 3.18 0.4 3.4
110308 0.8
160404SH 0.4
3 | TPGW 9.525 4.76 4.4
160408SH 0.8
il 110302SH 02
3 | TPGW | 110304SH 6.35 3.18 0.4 3.4
110308SH 0.8
120404 0.4
TWEEL | o | SNGA | 120408 0.8
standard type
120416 12.7 476 |6 | 516
120404SH 0.4
=2l
sharp type 2 SNGA 1 204088"' 08
120416SH 1.6
097304 0.4
Tt
standard type 2 SCGW | 09T308 9.525 3.97 0.8 4.4
097312 1.2
120404 0.4
EE | 4 | SNGA | 120408 12.7 4.76 0.8 5.16
standard type
120416 1.6
097304 0.4
Tl
stangardwpe 4 | SCGW | 09T308 9.525 3.97 0.8 4.4
097312 1.2

080404 0.4
TR
stanjéardtype 3 | WNGA | 080408 12.7 4,76 0.8 5.16
080412 1.2
120700FU 12 7.94
TR
stanj(—iard type RNGN
090600FU 9 6.35
060102FU 0.2
3 | TBGN | 060104FU 3.97 1.59 0.4
060108FU 0.8
4 | SDGN | 060201FU 6.35 2.38 0.1
6 | HDGN | 060200FU 6 2.5
BNGNTO0200L R/L 25 2.0 0.2 4
s . BNGNT0250L R/L 25 2.5 0.2 4
= - BNGNT0302L R/L 25 3.0 0.4 5
= BNGNTO0400L R/L 26 4.0 0.4 6
BNGNTO0450L R/L 26 4.5 0.4 6
BNGNTO0500L R/L 26 5.0 0.4 6
BNGNTO600L R/L 27 6.0 0.4 7
GBA40R/L150 1.7 1.5 0.2
3.5
GBA40R/L175 1.7 1.75 0.2
ngs*uj GBA40R/L200 1.7 2.0 0.2
"| GBA40R/L230 1.7 2.3 0.2
9% GBA40R/L250 1.7 2.5 0.3 4.0
GBA40R/L280 1.7 2.8 0.3
GBA40R/L300 1.7 3.0 0.3
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Brand grades comparison listing

TR | Iss (523 RE&E | =HFEEKR) LisEse R E | FWiEEFEZ)
work material | process form | YAMADA | SUMITOMO | KYOGERA | KORLOY(DINE) |MITSUBISHI| SANDVIK TUNGALOY | TAEGUTEC | KENNAMETAL

BTC10 |BNC100 |KBNOSM | KB410  |BC8105 | CB7105 | CBN10 | 1B5O BXM10 KB5610
BT100 | BNC2010 | KBN1OM |  KB1000 |BC8110 | CB7115 | CBN100 | IB1OH | BX310
HoT BN1000 | KBN510 MBCO10 CBNOBOK | IB10HC
BN2000 MB810
BNX10
BTC20 | BNC160 |KBN25M | DNC250 |BC8110 | CB7115 | CBN10 | 1B20H | BXM10 | KB9OA | KBH20
H BT110 | BNC200 |KBNS25 | KB320  |BC8120 | CB20 | CBN100 | B1OH | BX330 | TB650 | KBS610
o H10 | BT120 | BNC2010 KB2000 | MBCO20 CBN150 | IB25HC KB5625
iateree BNC2020 MB8025 IB25HA
BN2000 MB825
BTC20 | BNC200 |KBN3OM | KB420  |BC8120 | CB7025 | CBN150 | IB20H | BXA20 KBH20
BT120 | BNC2020 | KBN35M | KB425  |BC8020 | CBS0 | CBN160C | IB5S BXM20 KB5625
"2 B30 |mwe0 | Kenooo | DNG3so | MBCoz0 B25HA |  BX360 KB5630
MB8025 IB25HC
BTC30 [BNC300 |KBN9OO | KB335  |BC8130 | CB7525 1B90 BXM20 KB5630
H30 | BT130 | BN7000 MB835 BXC50
BT135 | BN7500 BX380
BT310 |BN700 |KBNGOM | KB350  |MB710 | CBS0 | CBN200 | 1B9O BX910 | KBAO | KB1340
KO1 BNC500 | KBNG5B MB5015 | CB7525 | CBN300 BX930
BX870
BT310 | BN7000 |KBNGOM | KB370  |MB710 | CB7925 | CBN30OP | 1B90 BX470 | KBIOA
‘ K10 | BT320 [BN7500 | KBNQ0O MB5015 CBN40OC | IB90A |  BX480
sk BNS800 | KBNGSB MB4020 BX950
cestien BT320 |BN7000 | KBN90O | KB8OO | MB730 CBN200 |IBIOA | BX470 | KBAOA
"0 87330 | arssoo MB4020 CBN300 BX480
MBS140 BX950
(i | BT320 [BN7500 | KEN9OO MBS140 CBN5S00 BXC90 KB5630
BT330 | BNS800 BX90S
< SO1 | BT510 [BN7000 |KBNGSM | KB370 | MB730 BOSS | BX940 KB5630
mmas | S10 | BT520 |BN7500 |KBN7OM | KB370 | MB4020 B10S | BX950 KB1340
Super alloys
Sintered BX470
Vietais BX480
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