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M General Features
Sintered CBN tool "SUMIBORON", which has CBN
(cubic boron nitride) - a hard material second only
to diamond - as its main component, is sintered with
a metal or special ceramic binder under ultra-high
pressure and temperature.
SUMIBORON has high hardness, excellent thermal
resistance and excellent properties including being
unreactive to ferrous metals, enabling exotic alloys,
hardened steel or hard cast iron to be machined.
Excellent efficiency and longer tool life can also be
achieved from high-speed finishing of cast iron.
"SUMIBORON" was first successfully developed in
Japan by our company in 1977. Our product lineup also
includes "Coated SUMIBORON" with a special ceramic
coating and "SUMIBORON BINDERLESS" made by
directly bonding CBN particles without a binder.

SUMIBORON

B Features The sintered CBN tool SUMIBORON is mainly used for the machining of ferrous metals due to its
low chemical reactivity with iron. There are 4 different classifications of SUMIBORON as follows:

B Classifications/Applications

Classifications Structure Diagram Grade Work Material
BN7000 |[I-o@8
BN7000
\ BN7115 |(B
With a high CBN content, where P BN7500 Sntered
each grain is fused together, CBN grain vetal binder
this group can be used for the BNS8125 m (FC/FCD)B
(A)| machining of high-hardness Special ceramic coating
materials like cast iron, heat- \
resistant alloys and sintered
alloys. BNC8115 |[Qrc o
X
CBN
BN1000O
CBN grains are held together by BN2000O
a special ceramic binder with a
®) strong binding force provides BN350 m
excellent wear resistance and / BNX10
toughness in the machining of
hargened steel and cast irc?n CBN grain BNX20
! Ceramic binder BNSOO m (FC/FCD)
BNC2105
SUMIBORON with special Special ceramic coating BNC2115
ceramic coating. BNC2125
The CBN and coating exhibit @BNC2135
© the hardness, toughness, BNC2010 m
thermal resistance and oxidation
resistance that tool material BNC2020
requires for excellent cutting X BNC300
performance. CBN BNC200

BNC500 [[d¢co

Containing no binder but a structure of
directly bonded nano- to sub-micron

CBN particles which provides excellent

(D)| hardness and thermal conductivity, making
them highly efficient with long tool life
when machining exotic alloys such as
titanium alloys and cobalt-chrome alloys.

NCB100

CBN grain (no binder)

§ Cemented Carbide ji Hard Brittle Materials

m Cast Iron B Exotic Alloy m Hardened Steel gl Sintered Allo
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B Features

Achieves higher speed, higher efficiency
and higher precision
Coated SUMIBORON series

M General Features
With a highly thermal-resistant and tough CBN
substrate coupled with a special ceramic coating,
this series caters to a wide variety of applications,
with improved precision and longer tool life
compared to conventional CBN.
Our extensive range, including more cost-effective,
double-sided, multi-cornered one-use inserts, offers
a selection of economical and easy-to-use tools.

NOYOaIWNS

Easy Edge Management Strong Brazing
Numbering of all cutting edges Utilises a proprietary brazing

Double-Sided Brazed

SUMIBORON
More cost effective than
conventional one-use inserts

M Cutting Edge Management

method with improved strength

Special Ceramic Coating +
High-strength CBN Substrate

Provides longer tool life

Before use

The edge numbers are still visible after machining, which makes the management of used

cutting edges easy.
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Hardened Steel

- Hardened Steel Machining -

@ Advantages of machining hardened steel with SUMIBORON
Below is an analysis of the use of CBN tools compared to grinding. In addition to much lower investment in terms
of machine cost and overhead cost due to the fact that a CNC lathe is cheaper than a grinding machine. In terms of
surface finish quality, inserts can machine different profiles with the workpiece finishing equivalent to grinding. The
chips from the turning process can also be collected and recycled to mitigate the environmental impact of sludge
treatment for grinding. The workpieces shown at the bottom right of the table are shapes which will particularly benefit
from cutting as opposed to grinding.

SUMIBORON

Advantages Remarks Machining Versatility with CBN
Facility - Cheaper machines - Reduced processes ut}
investment is low | - Improved machining efficiency with less machining required
Cost Complex L\L J _ . . \ E»_l_EJ
finishing in a 4 Taper Machining  Internal (Profile) Boring Grooving/Profiling
single set-up
®
. Improved m ®T%
Quality prov
precision %
AL ® 0
. Environmentally- | Sludge management = Chip control
Environment .
friendly (Recyclable)
Grade Binder [Content (%)|Grain Size (um)|Hardness HV (GPa)| TRS (GPa) |Main Coating Components| Coating Thickness (um) Features
. TIAIBN Super Multi- Grade with excellent wear resistant coating and a CBN
BNC2105 TICN 4510 50 3 30to 32 1to12 Layered Coating 3 substrate ideal for high-speed finishing applications.
. TIAISIN Super Multi- Utilizing a coating with exceptional notch wear resistance and a
BNC2115 TiN 60 to 65 3 31t 33 13to14 layered Coating 3 tough CBN substrate to achieve stable and excellent surface finish.
. TIAIBN Super Multi- Combination of a tough CBN substrate and a coating that has a balance
BNC2125 TiN 65t070 4 331035 15t016 layered Coating 3 of wear resistance and toughness, to achieve even more stable machining.
. TIiAIN/ Utilises a fine, smooth coating with high-strength CBN to
W BNC2135 TiN 60 to 65 1 331035 16to17 AICrN 1 achieve long tool life in high-load interrupted machining.
°
3 X TICN Multi- Improved wear resistance from coating and substrate,
§ BNC2010 TiCN 50t0 55 2 30to 32 Mto12 layered Coating 2 achieves excellent and consistent surface roughness.
. TIAIN Multi- Utilising a tough substrate along with a highly wear-resistant and adhesive coating layer,
BNC2020 TiN 70t0 75 5 341036 141015 layered Coating 2 to achieve long tool life in general-purpose to high-efficiency machining.
. " Suitable for finishing work materials with a mixture of
BNC300 TiN 60 to 65 1 331035 15t01.6 TIAIN 1 interrupted and continuous machining sections.
. . A tough CBN substrate and a coating with high wear
BNC200 TiN 6510 70 4 331035 l4tols TIAIN 3 resistance provide a long tool life.
Al . Grade with 100% solid CBN structure, using PVD coating with
BNC8115 Alloy 8510 90 8 39to 42 0.95 10115 TIAIN 2 excellent wear resistance to enable roughing operations.
) Achieves ultimate wear and fracture resistance. Suitable for
BN1000O TiCN 40 to 45 1 27 to 31 0.9to1.0 - - high-speed machining.
. _ B General-purpose grade for hardened steel machining with a
- BN200O TiN 50 to 55 2 3ito 34 1to12 high degree of fracture and wear resistance.
@
© . Achieves excellent crater wear resistance.
§ BNX20 TiN 5510 60 3 31to 33 10tol1 - B Suitable for high-efficiency machining where cutting temperatures are high.
=) R . N .
. _ B Achieves ultimate cutting edge strength. Suitable for heavy
BN350 TiN 60 to 65 1 33to 35 1.5to 1.6 interrupted machining.
BNX10 TicN 40 to 45 3 27 to 31 09t010 _ B rEnxaccer:Iiﬁ;ri:gwear resistance. Suited for high-speed continuous

TRS measured with test piece equivalent to the insert's CBN layer.

@® Work Material Hardness and Recommended Range for SUMIBORON
o=
f:)I
%l Coated carbide SUMIBORON
E% Cermet ||

gl -

g Ceramics

40 45 50 55 60 65

Work Material Hardness (HRC)
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SUMIBORON

G ra d Hardened Steel

Coated SUMIBORON: 1st recommendation for hardened steel machining, excellent performance in
high-speed, high-efficiency machining.

Uncoated SUMIBORON: Ideal for machining small parts and hardened steel where cutting speed is §
limited. g
- - o
Series Applications 2 300 - =
E | Jeeeeeeeeans
- First recommendation for hardened steel T
ﬂiﬂ&'?g requiring high speed and high 52T Eeated
g requiring nigh sp g : SUMIBORON
accuracy &
- Machining requiring high efficiency, such as 2 100 -
carburised layer removal 5 50|
o G0 Uncoated SUMIBORON
. Machining where CUtting Speed cannot be ﬁ:ﬁgrv?.l:ctiyo:f OContinuous OLight Interrupted C}Heavy Interrupted
increased, such as small product machining Work | [Induction Hardened stedl ‘ Die Stee!
sg;f;gt:gN - Machining of workpieces containing hard Material || Corburisea Materiat A
particles such as mold components Mactine Rigidty) High Low
- Machining with low tool rigidity

@ Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel @ Induction Hardened Steel (545C/S55C, etc.), Carburised Steel
Uncoated SUMIBORON

o 350t ! ! ~ 300} ?

€ 200 [ Y enczios | H £ BN1000 | G
[V € ‘ ‘ A !

£ BNC2115 [ BNC2125 £ !

g i i 92000 | BNX20 |

g 200/ : 3 (BN2000. .. :] l

g ’ a ; ‘

) oz e %) or ‘

9 100l |BNC2010 |i: BNC2020 i |BNC2135 D 100 | v’ BN350

i H ' = 1

£ ; i g i

(@] N\ \, LY, Q \

@ & &

Continuous Light Interrupted  Heavy Interrupted

Continuous Light Interrupted Heavy Interrupted

Interruption
Strength
P

Interruption
Strength

@ Bearing Steel (SUJ2, etc.) @ Die Steel (SKD11/SKD#61, etc.), HSS
Uncoated SUMIBORON
200! (BNc210s G| | 2 sof | | ]
2 £ |
£ 250} £
£ = BN1000
£ >
o 200} N 3 190 BN2000
> a (9}
5 : &
g 10| | [BNE2125 2
o : 5 501
£ : ; e ( HSS Machining BN7125 / BN7000 )
£ 100l : :|BNCSi15
S : '
QL e & &
A\ < 2z I‘ ° 46"
50 L | | | | | (I() | S 5
O 01 02 03 04 05 3.0 T 5 Continuous Light Interrupted Heavy Interrupted
Depth of Cut ap (mm) Em a pa orce o g Edge arge
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Hardened Steel

€ 200t
z £
o= £
o ~ 150 +
@ o
E >
2 3
[
& 100} |-e-BNC2105
-e-BNC2115
L 2 -0-BNC2125
= - BNC2010
= -0 BNC2020
) —e— BN2000
—A— Ceramics
50 Il Il Il Il
1 10 100 200 300

Tool Life (min)

Tool Life Criterion: VBmax = O0.1mm

Work Material 1 SCM415H (58 to 62 HRC)
Tool Cat. No. : DNGA150408
Cutting Conditions: f = 0.1mm/rev, ap = 0.2mm Wet

[Light Interrupted: Face with Drilled Holes]

[o] Tool Tool Life Ratio
200

O

i Tool Grade 100
°© BNC2125
%l BNC2135
BN350 O

Work Material 1 SCM415 (58 to 62 HRC)
Tool Cat. No. 1 CNGA120408
Cutting Conditions : vc = 120m/min, f = 0.15mm/rev, ap = 0.15, Dry

[Heavy Interrupted - U-Grooved Face]

[0] Tool Tool Grade 10oTcoI Life Ratiozoo
' )
‘ | BNC2125 0o
BNC2135 —o—
i BN350 o

Work Material 1 SCM415 (58 to 62 HRC)
Tool Cat. No. : CNGA120408
Cutting Conditions : vc = 120m/min, f = 0.1mm/rev, ap = 0.2, Dry

L6

[Light Interrupted - V-Grooved Face]

Tool Life Ratio
100 200

%Too‘ Tool Grade

AY BNC2125 —o-
BNC2135 —o—
1 BN350 —eo—

Work Material 1 SKD11 (58 to 62 HRC)
Tool Cat. No. 1 CNGA120408
Cutting Conditions : vc = 60m/min, f = 0.07mm/rev, ap = 0.3, Dry
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Cast Iron Machining

@® Advantages of machining cast iron with SUMIBORON
Compared with conventional tools, a longer tool life for high speed machining is realized, machining efficiency is improved
and better wear resistance, a sharper edge, excellent surface roughness and dimensional tolerance are achieved.
SUMIBORON is ideal for finishing of grey cast iron and special cast iron through FCD (ductile cast iron) and heat-treated
high-grade cast iron such as ADI.

w
c
=
]
o
o
o
=

High-speed Machining High-speed Machining High-precision Machining

@ Grey Cast Iron @ Ductile Cast Iron

@
~ ~ (%)
— <
£ | BNC8115/BNS8125 £ 500 5
< 1,000+ i BN7125 = 3 | ! Cerami
BNX10 o i Ceramic
g BN7000 E I Ly BNS8125 | Coated carbide
S BN500 g g BN7125 | Cermet
° o e 2 BN7000 |
o o - < BNC500 ...
500 PN st &
i S £ ol : Z
2 P o L/ Ceramic BN7125 e
B 200} /Ceramic s - Coated carbide [BN7000 '
> " Coated carbide > Cermet 'g
© ‘ Cermet | © | | 8 I I L L
1 10 20 1 10 0.4 0.8 1.6 3.2

Tool Life Ratio Tool Life Ratio

Good « Surface Roughness Standard Ra (um)

Recommended Grades

Grade Binder |CBN Content (%)|Grain Size (um)|Hardness HV (GPa)| TRS (GPa) (M Coating Components | Coating Thickness (um) Features
Grade with 100% solid CBN structure that exhibits
BNS8125 Al Alloy | 85 to 90 8 39to 42 0.95 to 115 - — ° )
excellent wear and fracture resistance.
° BN7125 Co 90 to 95 5 A1to 44 1910 2.0 o o General-purpose grade with excellent wear resistance, fracture resistance, and
s Compound ! : thermal shock resistance, suitable for machining of cast iron and exotic alloys.
o
o Co Grade with improved wear and fracture resistance in
c — —
=} BN7000 Compound 90 to 95 2 4lto 44 181019 machining cast iron and exotic alloys.
. o _ Grade optimised for cast iron machining. Provides
BN500 Tic 65t 70 6 32t0 34 10toll superior wear and fracture resistance.
. Grade with 100% solid CBN structure using PVD coating with
k]
9 BNC8115 Al Alloy | 85 to 90 8 39to42 095t 115 TIAIN 2 excellent wear resistance to enable roughing operations.
©
C|BNC500 X ) Suitable for machining of hard-to-cut cast iron, thanks to
v (For Ductile Cast Iron) Tic 60 to 65 4 32to 34 1tol.2 TIAIN 3 the highly wear-resistant substrate and coating.

TRS measured with test piece equivalent to the insert's CBN layer.
Refer to pages L9 to L11 for machining of sintered components, rolls, hard facing alloys, hardened stainless steel, titanium alloys, and heat-resistant alloys.

Application Range

@ Grey Cast Iron @ Ductile Cast Iron

Finishi - i
2 ‘g;lggg Roughing region m 2 500 m
€ 2500 =22 =
E BN7125 E
BN7000
‘J 2,000+ ] \J 400 BNC50(
4 ; BNC8I15 >
o3 d 2 300
n | n BNC8115
o 1000| ; o
- I G P £ 200 ;
B | : = BN7125
3 200 ‘BN5°°- 3 |[BNZOO0
(6] ; ' ' ' 0 ' ; ! ' ' '
1.0 2.0 3.0 4.0 0.5 1.0 1.5 2.0 2.5 3.0
Depth of Cut ap (mm) Depth of Cut ap (mm)
@ Special Cast Iron
. Hardness Work Material Cutting Speed vc (m/min)
MG (HB) Structure Examples 100 200 300 350 400 500
1 1 1 1 1 1
Ni-resistant ) !
Cast Iron 150 to 200 Austenite Piston ring / BNC500 /
(|:-|aisgthl-r((:)rn 250 to 350 Austenite Pump component / BNS8125 /
Engine blocks
FCV 400 to 580 Pearite Cylinder heads / BNC500 /
(CaGh Brake discs
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@ Turning
Work Material Recommended Cutting Conditions
Recommended Cutting Speed vc (m/min) Feed Rate f |Depthof Cut
§ Material Standard (Hardness) Grades 100 & p'|,ooo 2,000 (ergm/EeS) ep(no]mg .
o 1 - !
% 00 10 FC300 BN7125 / BN7000 35 >o0o] 0:1t005] <1.0
=1 (0] L )
@ | Grey Cast Iron (HB < 230) BNC8115 / BNS8125 A5 2000 0-1t01.0] <4.0
BN500  p— 01t005| <1.0
BN7125 / BN7000 p— 01to04| <0.5
L Alloy Cast Iron (HB = 200) 0 —
BNS8125 A5 T 01t00.8| <20
BNC8115 J— 01t00.5| <3.0
Ductile Cact | FCD450 to FCD550 | BN7125 / BN7000 | ==t 01t004| <06
ti t
uctile Cast Iron BNC500 15|—|0 = 0.1to04| <0.5
FCD600 to FCD700 | BNC500 ) 01t00.4| <05
Vermicular Cast Iron - —
FCV(CGI) BNC500 o 0 01to04| <04
Cutting Oil: Wet cut (BNC8115/BNS8125 can also be used dry)
@ Milling
Work Material Recommended Cutting Conditions
Recommended Cutting Speed vc (m/min) Feed Rate fz | Depth of Cut
8 utti I eed Rate z | Depth of Cut ap
Material Standard (Hardness Grades
( ) 100 1,000 2,000 (mm/t) (mm)
FC200 to FC300 BN7125 / BN7000 800 2,000 0.10t00.30] <0.5
Grey Cast Iron (HB < 200)
BNS8125 800 1,500 0.05t00.20f <3.0
Cutting Qil: Dry cut
Recommended Grades
Grey Cast Iron Turning BN7125/BN7000/BNC8115/BNS8125/BN500
@ High Speed Continuous Cutting @ Interrupted Cutting @ Continuous Cutting
0.16
~ Conventional CBN ~ ~
E 004 € 3
§0'12_ § ol Fracture §O.3-
B 010 BN7125 3 Competitor's 3 Ceramics
2008f 2 | solid cBN 2 02
30,06 go.os- BNS8125 § BN500
2004 2 Able to continue 2 o1k
5 5 5
i 0.02 [ T
[0} 5 10 15 20 25 30 35 (0] 1 2 3 4 5 6 7 (0] 20 40 60 80 100
Cutting Distance (km) Cutting Distance (km) Cutting Distance (km)
Work Material : FC300 (Pearlite) Work Material : FC300 (Pearlite) Work Material : FC300 (Pearlite)
Tool Cat. No. : 2NU-CNGA120408 Tool Cat. No. : SNGNO90308 Tool Cat. No. : SNGN120412
Cutting Conditions : vc = 800m/min, f = 0.15mm/rev Cutting Conditions : vc = 600m/min, f = 0.3mm/rev Cutting Conditions: vc = 500m/min, f = 0.3mm/rev
ap = 0.2mm Wet ap = 0.5mm Dry ap = 0.15mm Wet
Recommended Grades Recommended Grades
. . iing BNC8115/BNS8125
Ductile Cast Iron Turning BNCSOO Grey Cast Iron Mlllmg BN7125/BN7000
® FCD450 ® FCD700 @ Cast Iron
No Fracture
27 BNC500 27 BN7125
£ £ BNC500
£ E
g % Fracture
a a BN7125 (Cigr’l‘vent\onal Fracture
_g BN500 BN7125 _‘%’ Fracture
3 ]00 Il Il Il 3 100 Il Il Il Il Il Il Il Il
0 1 10 100 01 1 10 100 (0] 1,000 2,000 3,000 4,000 5000 6,000

Tool Life (km) Life Criterion Vemax. = 0.2mm

Tool Life (km) Life Criterion Vemax. = 0.2mm

Chip Evacuation Rate (cm?)

Work Material : FCD450 (Continuous Cutting)
Cutting Conditions: f = 0.2mm/rev, ap = 0.2mm Wet

Work Material : FCD700 (Continuous Cutting)
Cutting Conditions: f = 0.2mm/rev, ap = 0.2mm Wet

L8

Work Material : FC250 (Pearlite)
Tool Cat. No. : FMU4080R SNEW1203ADTR
Cutting Conditions : vc = 1,500m/min, fz = 0.13mm/t, ap = 0.3mm, Residual Wet
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Sintered Component Machining

Sintered
Alloy

@ Advantages of machining sintered components with SUMIBORON
SUMIBORON, with its excellent wear resistance and cutting edge integrity, suffers less cutting edge wear than cemented carbide
or cermet, thereby suppressing burrs and chipping on the workpiece to achieve good machining precision and surface finish.

Sintered Components

NOYOaIWNS

L

Grade Binder [CBN Content (%)|Grain Size (um) |Hardness HV (GPa)| TRS (GPa) |Main Coating Components | Coating Thickness (um) Features
BN7TIS | o] 900095 | 1 | 4044 | 220023 | - | remetance,suiabis for fiing of smtered ooy,
BN7500 ¢, ol 200035 | 1 | @toss | 20wan | - | - | Grdemanianng goocuting edoe sharoness sulabe for
BN7125 |, 0, S0t0%5 | 2 | aoss | towz0 | - | | Csewithenonest actue emstance and wearestance
BN7000 Come%und 90 to 95 2 Ao 44 181019 o o gjgsissh;?:::?elzdp;i\é?é wear and fracture resistance in

TRS measured with test piece equivalent to the insert's CBN layer.

@ General Sintered Alloy (50 to 90HRB) @ High-density/Sintered Alloy (30 to 65 HRC)

 Application Range pored Ay ORI % e |
2 200 region Roughing region 2 200 region Roughing region
£ BN7ZINS) BN7125 £
£ BN7000 £
= =
9 g
200 2001
3 ? BN7Z11558 BN7125
g 8_ BN7Z500) BN7000
[ 0
2 100 2 100
pe p
=1 =1
O O

L L L L L L L L L L
DepthofCutap(mm)Q N 9.1 ‘ 0.2 ‘ 0.3‘ O.ft OTS DepthofCutap(mm)Q N p.'l ‘0.2 ‘ 0.3‘ 0.4‘1 O.‘S
FeedRaefomie)  © 0.05 O.1 015 0.2 0.25 0.3 FeedRaefomie)  © 0.05 01 015 0.2 025 0.3
@ Grade Performance Comparison
£ £
g. Cemented T EO 7k
S 12r : 0.5+ Cemented Carbide =
N Carbide £ +
X .nl < 30.61- Cermet
< 10 S04 -
] k= 6 0.5
c 8r 2 -
% ol SUMIBORON 2030 Cermet 047
9] ] 3L
Ll 30.2F 03 Cemented Carbide
3 = £0.2 ,P./_.
& oL Cermet :_:v [oAlS SUMIBORON 15 o1k SUMIBORON
£ T £ 0.
U:7 L L L L L L ';é L L L L
o] 50 100 150 200 o] 50 100 150 200 0] 50 100 150 200
Cutting Speed vc (m/min) Cutting Speed vc (m/min) Cutting Speed vc (m/min)
Work Material : Sintered Alloy F-08C2 equivalent For general sintered alloy, cemented carbide and cermet grades can perform up to vc = 100m/min.

Machining Details : 280-0100 heavy interrupted facing with grooves
and drilled holes (after 40 passes)

Tool Cat. No. 1 TNGA160404

Cutting Conditions: f = 0.1mm/rev, ap = 0.1mm Wet

However, around vc = 120m/min, wear becomes rapid and surface roughness deteriorates with
increased burrs. On the other hand, SUMIBORON exhibits stability and superior wear resistance,
burr prevention and surface roughness, especially at high speeds.

= * : : ith | i
Valve Seat Rin (VSR) VSR has both (Intake: IN) and (Exhaust: EX) with the exhaust generally being

hardened.

Work Material Recommended Cutting Conditions

Grade [\jardness|  Cutting Speed vc (m/min) [Feed Rate f|Depth of Cut ap
(HV) | 20 40 60 80 100 120 140 | (mm/rev)|  (mm)

BN350 | >300

BN7115| <300 — 0.03t00.2{0.05t0 0.5
(—

0.03t00.2{0.05t0 0.5

PEOEE

With superior fracture resistance, BN7115 can achieve
three times conventional tool life

\

BN7115 3,000 pcs

Work Material : Sintered Alloy

z Competitor's 1,000 pcs Tool Cat. No.  : 3NU-TPGW110308LF

CBN Cutting Conditions : vc = 120m/min, f = 0,08mm/rev Wet

L9



S

Hardened Steel = Cast Iron F{ Exotic Alloy

- Roll Machining -

@ Advantages of machining rolls with SUMIBORON

SUMIBORON enables the machining of high-hardness rolls that were previously difficult to machine with conventional tools,
drastically improving machining efficiency.

SUMIBORON

@ 90} R e T Work Material Recommended Cutting Conditions
- ! DieSteel | Hardness| Cutting Speed vc (m/min) |Feed Rate f |Depth of Cut ap
L § gof | mss | i BNx2o i BNSHIZS Category |"“(1i5) | 20 40 60 80 100 120 140 | (mm/rev)|  (mm)
ke
s BN7000 Adamite| =40 e 0.1 t0 0.5/0.2 t0 3.0
— 70F Hard Cast ron
© Chil Cast i
] BN500 H\gr:liﬂc;tasio\;m CChtIHIEd > 60 — 0.1 t0 0.5/0.2 to 3.0
© 60 Ductile] ast lron
= iah-
x on | e ighaloy) - e e (0.1 0 0.5{0.2 t0 3.0
go BNX20 ast Iron
20— : : HSS | 270 | o— 0.1 t00.4/0.1 t0 3.0
Finishing ~ Medium -~ Roughing

Rolled stand (example of rolled steel)

- Hard Facing Alloy Machining -

@ Advantages of machining hard facing alloy with SUMIBORON
SUMIBORON enables the machining of high-hardness facing alloys that were previously difficult to machine with
conventional tools, drastically improving machining efficiency.
The first recommended grade is BN7125, followed by BNS8125.

£ I Whisker Reinforced Cerarnic (ve = 50m/min) Work Material Recommended Cutting Conditions

§0-10 i Cutting Speed vc (m/min)  [Feed Rate f |Depth of Cut ap
£ Category |Material 5|o 190 290 30|0 (mm/rev) |  (mm)

3 Ni-Based |

$0.05 BNS8125 (vC = 300m/miny—| | Self-Fluxing ONmOgOy p——] | (),05 t0 0.20.1 to 3.0
i Alloy o

5 o Co-Based

w : | BN7I2S (VC =500/ | | self-Fluxing| Stellite L — 0.05t00.2[0.1t0 1.0

O 02 04 06 08 10 Alloy
Cutting Distance (km)

Work Material : Colmonoy No.6 (NiCr-Based Self-Fluxing Alloy)
Tool Cat.No.  : SNGN090308
Cutting Conditions: f = 0.1mm/rev, ap = 0.2mm Dry

@ BN7125 has a long tool life and minimal wear with high speed cutting

- Hardened Stainless Steel Machining -

@ Advantages of machining hardened stainless steel with SUMIBORON
SUMIBORON enables the machining of hardened stainless steel, previously difficult to machine with conventional tools,
drastically improving machining efficiency.
The first recommended grade is BN1000. When strength is required, we recommend BN200O.

0.10

£ BN2000 Work Material Recommended Cutting Conditions
E 008 0 Cutting Speed vc (m/min) |Feed Rate f Depth of Cut ap
< Category 50 100 200  300|(mm/rev)| (mm)
2 006 : : : :
: — Hardened S 0.03 t00.2/0.03 t0 0.3
g 004 Stainless Steel 05100.2 005100,
E /.//Bm—
£ 002
&
Ny

& ‘ ‘

0 0.2 0.4 0.6

Cutting Distance (km)
Work Material 1 SUS440C (59 to 61HRC, continuous)
Tool Cat. No. : 2NU-CNGA120408
Cutting Conditions : vc = 200m/min, f = 0.1mm/rev,
ap = 0.1mm Wet
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SUMIBORON / Coated S

Grad S,

Titanium Alloy Machining

@ Advantages of machining titanium alloy with SUMIBORON

SUMIBORON enables high speed machining of titanium alloys that were previously difficult to machine with conventional
tools, drastically improving machining efficiency.

Grade Binder [CBN Content (%)|Grain Size (um)|Hardness HV (GPa)| TRS (GPa) |Main Coating Components | Coating Thickness (um) Features

Ideal for high-efficiency finishing of
NCB100 — 100 Up to 0.5 51to 54 1.8to1.9 — — titanium alloy.

TRS measured with test piece equivalent to the insert's CBN layer.

E 0.4 f4 carbide Work Material Recommended Cutting Conditions Min. - Optimum - Max.
s s Hardness| Grade [Cutting Speed vc (m/min)[ Feed Rate f |Depth of Cut a
£ 03 Composition " o) 50 100150200250300| (mm/rev) P (mm) P
g Conventional CBN NCB100 I I 1 1 I I
- 0.2 Conventional PCD Ti-6Al-4V |30 - 35|NCB100| | { |0.05-0.15-0.20|0.10-0.30-0.50
()
E 01 Ti-5A1-5V-5M0-3Cr |32 - 38 |NCB100|  j—— 0.05-0.10-0.20| 0.10-0.30-0.50
C
@
o [ i- _ - - I— .05-0.10-0. .10-0.30-0.

o 10 >0 20 20 Ti-10V-2Fe-3Al |32 - 38|NCB100 0.05-0.10-0.20(0.10-0.30-0.50

Cutting Distance (km)

Work Material : Titanium Alloy (Ti-6Al-4V)

Tool Cat. No.  : CNGA120408

Cutting Conditions: VC = 150m/min, f = 0.15mm/rev, ap = 0.5mm
Wet (High Pressure Coolant)

- Heat-resistant Alloy Machining

@® Advantages of machining heat-resistant alloy with SUMIBORON
SUMIBORON provides long tool life in the finishing of heat-resistant alloys.

2 g Work Material Recommended Cutting Conditions

5400 F - Material Cutting Speed vc (m/min) |Feed Rate f |Depth of Cut ap
é ategory ateria 5|0 1(?0 1?0 290 (mm/rev) (mm)

0 200 Ni-based | |

> Heat-resistant ”g?ge re—] 0.05t00.2{0.1 to 1.0
& 100} BN7125 Alloy

& BN7000 Co-Based

2l Heat-Resistant| Stellite — 0.05t00.2{0.1 t0 1.0
R Cemented Carbide (Roughing, Med. Finishing) Alloy

3 L

01 0.2 0.3 0.4
Feed Rate f (mm/rev)

SUMIBORON is best suited for finishing of
heat-resistant alloy

w
c
=
]
o
o
o
=
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H

Hardened Steel

The Pinnacle of High Accuracy/
High-efficiency Cutting

B Features
Coated SUMIBORON, our first recommendation for
hardened steel machining, improves productivity
in all types of hardened steel machining
applications.
The BNC2100 series offers high performance in
high-speed, high-feed machining.

SUMIBORON

VIDEO OF
CUTTING

VIDEO OF
CUTTING

VIDEO OF
CUTTING

BNC2105 BNC2115 / BNC2125 BNC2135
M Lineup

@ BNC2105 - Realises outstanding wear resistance in high-speed machining of hardened steel
Excellent wear resistant coating and CBN substrate, achieve stable and long tool life in high-
speed machining.

@ BNC2115 - The ultimate in high-precision machining of hardened steel
Utilising a thick coating with exceptional notch wear resistance and a tough CBN substrate
to achieve stable and excellent surface finish.

@® BNC2125 - First recommendation for hardened steel machining
Combination of a tough CBN substrate and a thick coating that has a balance of wear
resistance and toughness, to achieve stable machining in a wide range of applications.

® BNC2135 ¢ - Achieves long and stable tool life in heavy interrupted cutting of hardened steel

Utilising a highly fracture-resistant coating and a high-strength substrate to achieve long
and stable tool life in interrupted machining.

B Application Range

@ Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel @ Bearing Steel (SUJ2, etc.)

2 350 ——— | | 3007

é 00 BNC2105 | | m ° BNC2105 m
= i t T : S I

E BNC2115 |:BNC2i25 = 2°0

= i ; <

T 2001 [+------ : : S 2001 )

@ i o] '

= oo oo & 0

@ 100} [BNC2010 |i BNC2020 BNC2135 & 1507 i

= | 3 o ' | BNC2125

3 L U A 2 10| 5 J BNC8NS J
c | | 5 : i

S g 1 } 0O 01 02 03 04 05 ; 3.0
o g Continuous Light Interrupted  Heavy Interrupted Depth of Cut ap (mm)

c a pact Force o g Edge Large « Small Impact Force on Cutting Edge Large P

M Differentiation B Recommended Cutting Conditions

L12

.g’ Uncoated Grade Cutting Speed vc (m/min) | Feed Rate f (mm/rev) |Depth of Cut ap (mm)
1+ | SUMIBORON Min.-Optimum-Max, | Min.-Optimum-Max, | Min.-Optimum-Max.
] BNC2010 BNC2105
%’_ BNC2020 BNGC2115 BNC2105 | 150 - 200 - 350 | 0.03-0.10-0.15 | 0.03-0.15- 0.20
‘& BNC2115 | 110 - 180 - 300 | 0.03-0.10-0.20 | 0.03-0.20- 0.35
£ BNG2135) €2 “IBNC2125 BNC2125 | 110 - 160 - 300 | 0.05-0.20- 0.40 | 0.05-0.30- 0.50
3 BNC2135 50 - 100 - 150 | 0.03-0.10-0.20 | 0.03-0.20- 0.30
Machine Rigidity - High
gg Induction Hardened/Carburised Steel
=z HSS/Die Steel | | Bearing Steel



Coated SUMIBORON for

BNC21
B CBN Substrate and Coating Structure

Coating Thickness: 3um

Hardened Steel

Coloured Layer

'Igﬁé%l;l Improved Wear Resistance
Multi-layered™ Improved Chipping Resistance

Coating

w
c
=
]
o
o
o
=

- Thick |ayer of super muIti-Iayered ultra- Highly Adhesive Layer Improved Adhesion Strength

fine TiAIBN coating with high strength
and high hardness coupled with a
highly thermal- and wear-resistant
substrate to maintain excellent finished
surface precision

B Cutting Performance
@® BNC2105 Continuous Cutting (Wear Resistance) @ BNC2105 Continuous Cutting (Wear Resistance)

After Cutting 4km After Cutting 4km
€ o6 £ R RITTIT
é Conventional Grade é d
c (Coated CBN) o VYO [T DIIIDELDT S tatE A AT T
5 012 b BNG2105 e SO
B 2 0.06 [ A M S Competitor's Grade A (coated CBN)
. = Chipping
g 0.08 g Resistance After Cutting 4km

. > 1:5x thatof
< BNCG2105 x V, Competitor's
© 0.04 [ g Wear-Resistanee--- 8 502 Grade VSRR A
w 1.5x that of wo
) ) Conve?tlonal Gra‘de Flank Wear Width: 103um | | | | | | | -
0] 1 2 3 4 BNC2105 (0] 1 2 3 4 5 6 7 BNC2105
Cutting Distance (km) Cutting Distance (km)
Work Material : SUJ2 (58 to 62 HRC) Work Material : SCM415H (58 to 62 HRC)
Tool Cat. No. 1 4NC-DNGA150408 Tool Cat. No. 1 4NC-DNGA150408
Cutting Conditions: vc = 200m/min f = 0.1mm/rev ap = 0.1mm Wet Cutting Conditions: vc = 250m/min f = 0.06mm/rev ap = 0.Tmm Wet

M Application Examples
SUJ2 Bearing Steel Bearing Inner Ring (sosrc) (H) SCr420H Hardened Steel Ring Gear (soHrc) (H]

BNC2105 maintains excellent wear resistance and surface roughness | BNC2105 maintains excellent wear resistance
for a long time compared to competitor's coated CBN for a long time compared to competitor's coated CBN
Tool Life Determinant:
@ Dimensions, Surface Roughness |Too\ Life Determinant: D\menswons|
-z 3 ‘3
g 100f 3 400f
%) %)
Q Q
O O
) [}
2 2
X sof X 200f
o o
= =
© ©
o O o O
z BNC2105 Competitor's z BNC2105 Competitor's
Grade B Grade C
Tool: 4NC-DNGA150408 (BNC2105) Tool: 4NC-CNGA120412 (BNC2105)
Cutting Conditions BNC2105 :ve = 200m/min f = 0.045mm/revap = 0.1mm Wet | Cutting Conditions: vc = 200m/min f = 0.10mm/rev ap = 0.10mm
Competitor's Grade B+ vc = 150m/min f = 0.010mm/rev ap = 0.1mm Wet Wet
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SUMIBORON

H

Hardened Steel

BNC2115
B CBN Substrate and Coating Structure

Coating Thickness: 3um

- Thick layer of high-strength super
multi-layered TiAISiN coating with
highly heat-resistant TiCN coating on a
tough substrate to achieve excellent

Coloured Layer
TIAISIN =
Super Multi-layered Coating

. _ Suppresses
TIAISIN _ Suppresses Notch Wear
Super Multi-layered Coating Surface Roughness Maintained
TiCN Layer e
TIAISIN

Super Multi-layered Coatir?g

Improved Adhesion Strength

Highly Adhesive Layer

surface finish quality

B Cutting Performance
@ BNC2115 Continuous Cutting (Wear Resistance)

0.07 After Cutting 6km
~ 0.06 |---Competitor!s Grade A ...
€ (Coated CBN)
\E/ 0.05
e
5 004l a e . BNC2115, Competitor's Grade A
=7 Wear Resistance (coated CBN)
§0.03| /g I3xthatol
2 Competitor's Grade
x 0.02
=
5ol
L 0.01

/ ‘ ‘ ‘ BNC2115

Ie) > 4 6 8F\ank Wear Suppressed

Cutting Distance (km)

@ BNC2115 Continuous Cutting (Machined Surface Roughness)

~

E 40 A

:" Competitor's Grade B

14 (Coated CBN)

b

2 30

ey

[2)

8 /

o BNC2115

g 20 Maifitaing good surface

ug roughness to achieve 2x longer

5’) tool life than competitor's grade
'IO Il Il Il Il

(o] 2 4 6 8 10
Cutting Distance (km)

Work Material : SCM415H (58 to 62 HRC)
Tool Cat. No. 1 ANC-DNGA150408
Cutting Conditions : vc = 200m/min f = 0.1mm/rev ap = 0.15mm Wet

Work Material : SCM415H (58 to 62 HRC)
Tool Cat. No. : 4NC-DNGA150408
Cutting Conditions : vc = 200m/min f = 0.1mm/rev ap = 0.15mm Wet

M Application Examples

SCM415H Hardened Steel Gear soHrC) (H)

Compared to competitor's coated CBN, BNC2115 reduces flank
wear width by 30%, able to continue with good surface roughness

|Too\ Life Determinant: Surface Roughness |

Tool Life
501

Able to continue

3.0

Surface Roughness Rz (um)

BNC2115 Competitor's

Grade C
(After machining 280 units)

SCr420H Hardened Steel CVT Component (sskre) (H)

Compared to conventional coated CBN, BNC2115 has
improved fracture life due to excellent crater wear resistance

| Tool Life Determinant: Dimensions |

3501

250+

150 -

No. of Workpieces (pcs.)

BNC2115 Conventional

Grade

Tool: ANC-DNGA150404 (BNC2115)
Cutting Conditions: vc = 160m/min f = 0.10mm/rev ap = 0.25mm
Wet

Tool: 4NC-CNGA120412 (BNC2115)
Cutting Conditions: vc = 170m/min f = 0.35mm/rev ap = 0.3mm
Wet
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Coated SUMIBORON for

BNC21

BNC2125
B CBN Substrate and Coating Structure

5 Hardened Steel

Coating Thickness: 3um

- Thick layer of super multi-layered ultra-
fine TiAIBN coating with high strength
and high hardness coupled with a tough
substrate achieves high performance in

Coloured Layer

TSiAIBN Improved Wear Resistance
uper o
Multi-layered Improved Chipping Resistance

Coating

Improved Adhesion Strength

Tough CBN Substrate

w
c
=
]
o
o
o
=

a wide range of applications

M Cutting Performance
@® BNC2125 Continuous Cutting (Wear Resistance)

0.20 / After Cutting 6km
€ 016
§, Conventional Grad
< (Coated CBN)
S 012 =575 | Conventional Grade (Coated CBN)
B BNC2_125 Flank Wear Progresses
- Wear Resistance
5 0.08 3xthatof..
= Conventional Grade
X
C
© 0.04
[m

/ ‘ ‘ ‘ BNC2125

3 Flank Wear Suppressed

(@)

2 4 6
Cutting Distance (km)

@® BNC2125 High-load Cutting (Fracture Resistance)

Stable Tool Life

BNG2125

Conventional
Grade
(Coated CBN)

Il
o] 200 400 600 800 1,000 1,200 1,400
No. of Passes until Tool Fracture

Work Material 1 SUJ2 (58 to 62 HRC)
Tool Cat. No. 1 ANC-DNGA150408
Cutting Conditions : vc = 150m/min f = 0.1mm/rev ap = 0.2mm Wet

Work Material 1 SUJ2 (58 to 62 HRC)
Tool Cat. No. . ANC-DNGA150408
Cutting Conditions : vc = 150m/min f = 0.15mm/rev ap = 0.5mm 63m/time Wet

M Application Examples

SCr420H Hardened Steel Ring Gear (60Hrc) (H) S15C Hardened Steel Sun Gear (s0HRC) (H)

BNC2125 suppresses fractures due to crater wear
and realises at least double the tool life

|Too\ Life Determinant: Tool Fracture|

4 120t
£
[%2]
()
(@]
ke
o
< 60f
O
=
Y—
(@]
2 o

BNC2125 Competitor's
Grade D

BNC2125 BREAK MASTER LV type offers long
tool life and resolves chip control problems

|Tool Life Determinant: Dimensions |

No chip control problem

2801

1401

No. of Workpieces (pcs.)

BNC2125 Conventional
+LV Grade

Tool: ANC-CNGA120412 (BNC2125)
Cutting Conditions: vc = 150m/min f = 0.2mm/rev ap = 0.3mm
Dry

Tool: 4NC-CNGG120408N-LV (BNC2125)
Cutting Conditions: vc = 190m/min f = 0.13mm/rev ap = 0.30mm
Wet
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SUMIBORON

L

H

Hardened Steel

BNC2135
B CBN Substrate and Coating Structure

Coating Thickness: Tum

- Utilising new coating technology to
create fine, high-strength AICrN and
TiAIN layers on a high-strength
substrate to achieve high fracture

Improved Fracture

AICrN Layere— Resistance

Improved Wear
Resistance

TiAIN Layer e—

-w
e . & High-strength
Q o L e Substrate
> ® Q @

resistance

B Cutting Performance
@ BNC2135 Heavy Interrupted Cutting (Fracture Resistance)

Stable 2x Longer Tool Life Than Competitor's Product

g
BNE2135

Competitor's
Grade A
(Coated CBN)

Il Il
0 10 20 30 40 50
No. of Passes until Tool Fracture

@ BNC2135 Continuous Cutting (Wear Resistance)

0.10 / After Cutting 3km
€ 0.08
é Competitor's Grade B =
- (Coated CBN) Flank Wear Width: 96um
ﬁ 0.06 55735 @ Competitor's Grade B (Coated CBN)
< / WeBa?ngzi:tfrie Flank Wear Progresses
;“; 0.04 2x or more that of After Cutting 3km
= competitor's grade
x /./.
© 0.02
'S Flank Wear Width: 36um

‘ ‘ BNC2135 &

Flank Wear Suppressed

W

(] 1 2
Cutting Distance (km)

Work Material 1 SCM415H Heavy Interrupted Grooved Facing (58 to 62 HRC)
Tool Cat. No. 1 4NC-CNGA120408
Cutting Conditions : vc = 120m/min f = 0.Tmm/rev ap = 0.2mm Wet

Work Material
Tool Cat. No.
Cutting Conditions

: SCM415H (58 to 62 HRC)
: ANC-CNGA120408
tve = 120m/min f = 0.1mm/rev ap = 0.2mm Wet

M Application Examples

SCM420H Hardened Steel Hydro Chuck sHre) (H] SCr420H Hardened Steel Gear (soHrc) (H]

BNC2135 has better fracture resistance
than competitor’s coated CBN, achieving
longer tool life

| Tool Life Determinant: Dimensions |

a0}

30

20

No. of Workpieces (pcs.)

@@ BNC2135 Competitor's
Product C

BNC2135 with strong HS type cutting edge treatment
suppresses fractures in heavy interrupted cutting, improving
tool life

|Too\ Life Determinant: Tool Fracture|

3001

2001

100+

No. of Workpieces (pcs.)

o

@@ BNC2135 Competitor's
+HS Product D

Tool: 4NC-DNGA150404 (BNC2135)
Cutting Conditions: vc = 100m/min f = 0.Tmm/rev ap = 0.05mm
Wet

Tool: 4NC-CNGA120404HS (BNC2135)
Cutting Conditions: vc = 100m/min f = 0.2mm/rev ap = 0.1mm
Dry
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Coated SUMIBORON for E

Hardened Steel

Excellent machining stability

M Features
The BNC2000O0 series achieves stable tool life in

low-rigidity machining such as small-diameter =
parts machining and carburised layer removal 3
b4
e
VIDEO OF
CUTTING
BNC2010 / BNC2020
M Lineup
@® BNC2010 - High-precision grade for low- to medium-speed machining
Excellent wear resistant CBN substrate and coating layer, for high-precision machining that
requires surface roughness and surface finish accuracy
@® BNC2020 - General-purpose grade for low- to medium-speed machining

Utilizing an especially high wear resistant coating and a tough CBN substrate. Excellent
machining stability in low-rigidity environments and high-load cutting. Also recommended
for carburised layer removal

B Application Range M Differentiation

@ Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel & [Uncoated
~ 350] ‘ ] m SUMIBORON
£ TSlios | ! 5 BNC2010 BNG2105
S 3001 i . — & BNC2020 BNC2i15]
S BNC2115  [: BNC2125
S ; | £ BNC2135 BNG2i125
75 S ¥ ‘ 3
8 200 ! _ Machine Rigidity — High
& e e _J 2 Induction Hardened/Carburised Steel
2 100} | BNC2010 |: BNC2020 ' |IBNC2135 B HSS/Die Steel | | Bearing steel
g | . \/E :\l - g
© j j B Recommended Cutting Conditions
= ! |
o
'g % @ i C% i @ Grade Cutting Speed vc (m/min)|Feed Rate f (mm/rev) |Depth of Cut ap (mm)
=] % ! ! Min.-Optimum-Max.|Min.-Optimum-Max.|Min.-Optimum-Max.
ol ti Light Interrupted  Heavy Interrupted
oA S IONt nterruptea neavy Ntermupted ) | 5yc2010 | 50 - 140 - 180 | 0.03-0.10-0.20 | 0.03-0.20-0.35
£ a pact Force o g Edge Large BNC2020 | 50 - 120 - 180 | 0.03-0.20-0.40 | 0.05-0.30-0.50

M Application Examples

S45C Hardened Steel CVJ Outer Race (orro) (H] SCr420H Hardened Steel Gear (soHrc) (H]

BNC2010 WH type wiper insert maintains
excellent surface roughness for a long
time

| Tool Life Determinant; Surface Roughness |

Surface

Roughness Rz =1.6um

~
o
o

o
o
o

3001

No. of Workpieces (pcs.)

o

BNC2010 Conventional
+WH Grade

BNC2020 with high-precision LT type
cutting edge treatment suppresses burrs
and improves tool life

| Tool Life Determinant: Burrs |

(]
o
o

N
o
o

100+

No. of Workpieces (pcs.)

o

BNC2020 Conventional
+LT Grade

Tool: 2NC-CNGA120412WH (BNC2010)
Cutting Conditions: vc = 150m/min f = 0.2mm/rev ap = 0.2mm

Dry

Tool: 2NC-CNGA120408LT (BNC2020)
Cutting Conditions: vc = 100m/min f = 0.10mm/rev ap = 0.15mm

Dry
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Hardened Steel

BN2000 M Features
Uncoated SUMIBORON grades that utilize a newly
developed high-purity ceramic binder.
Combines both fracture and wear resistance to
achieve a stable tool life in a wide variety of
hardened steel machining.
A wide selection of inserts are available, starting
from a single-cornered type.

SUMIBORON

L

BN100O

M Lineup

® BN100OO - SUMIBORON grade for high-speed machining with the best wear resistance
Providing superior tool life in continuous cutting to light interrupted cutting.
- Improved fracture resistance while emphasizing wear resistance.
Improved hardness and thermal resistance from the high-purity TICN ceramic binder. ,
® BN200O - General-purpose grade suitable for typical hardened 8
steel machining applications.
Provides stable tool life in continuous to light to medium
interrupted machining. |
- Has a high degree of both fracture and wear resistance. BN2000
Significant improvements in the performance of both by
employing a high-purity ceramic binder.
- Stable surface roughness achieved by increasing edge
sharpness (right figure).

Sharpness Comparison

Small cutting edge roundness
compared to conventional grades
T 1

Conventional Grade

M Newly Developed High-purity Ceramic Binder
Conventional Grade BN1000/BN2000

High-purity ceramic binder

Ceramic binder

=~
©
=
e}
(]
(72}
©
(]
Qg
Q.
=

Reduced Sharpness

'Impurities
O

With a newly developed high-purity ceramic
binder, BN1000/BN2000 achieve toughness
and improved thermal resistance by decreasing
impurities to an extreme.

The impurities contained in the ceramic binder for
conventional grades decrease the sintered body strength
and thermal resistance, leading to cracks (fracture) and wear.

M Application Range Hl Recommended Cutting Conditions

T — w ; @® BN1000 @® BN2000

E e

E BN100O 1 Cutting Speed vc (m/min) Cutting Speed vc (m/min)

£ | 3‘0 1901%0 1?0 290 2?0 390 .’)‘0 8‘0 1(‘)01‘20 1?0 290 2?0 390
(S |
22000 BNX20 | - | (.

(0] . - !

) RBRN200O.... ./ 0 ! Feed Rate f | Depth of Cut ap Feed Rate f | Depth of Cut ap
(% BN2000O :] | (mm/rev) (mm) (mm/rev) (mm)

D 100 [l o BN350 0.03t00.15/ 0.03 t0 0.2 0.03t00.2| 0.03t00.3
g , Cutting Qil: Continuous Cutting Dry, Wet

O L \ Interrupted Cutting Dry

c

Qo <

2 Q0 & o

25

> 2?7 Continuous Light Interrupted  Heavy Interrupted

2

IS { Small Impact Force on Cutting Edge Large }
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Uncoated SUMIBORON fo

BN10C

H Cutting Performance

@ BN1000O ® BN1000/BN2000

Wear Resistance (Continuous Cutting)) Chipping Resistance (Interrupted Cutting))i i i
’g g:i [ Competitor's CBN A A > ‘ = - } }
E 014+ pprox. 2 times that o | |
g o ol conventional tools | |
R BN1000O ! ! }
= 0.08 |
§ 0.06 |- Conventional }
X 004+ CBN (1) }
I 002 \
| | | |
0 1 2 3 }
Cutting Distance (km) Competitor's }
Work Material : SUJ2 (58 to 62HRC) CBN (1) \
Tool Cat. No. : 2NU-CNGA120408 I

Cutting Conditions : vc = 150m/min, f = 0.1mm/rev, ap = 0.2mm, Dry

Approx. 1.4 times that of
BN200OJSH

® BN2000O

Wear Resistance (Continuous CuttingD Fracture - Cannot Continue
0.25 - Conventional CBN

BN2000O
Able to continue

O

N

o
T

o
o

0.05

Flank Wear Width (mm)
o
o

(] 2 4 6 8 10
Cutting Distance (km)

Work Material 1 SCM415H (58 to 62HRC)
Tool Cat. No. 1 2NU-CNGA120408
Cutting Conditions : vc = 100m/min, f = 0.1mm/rev, ap = 0.2mm, Dry

conventional tools

Conventional
CBN (2)

Competitor's
CBN (2)

Tool Life Comparison (BN200Os previous CBN as 100%)

Work Material 1 SCM415H with 8 grooves (58 to 62HRC)
Tool Cat. No. 1 2NU-CNGA120408
Cutting Conditions : vc = 150m/min, f = 0.1mm/rev, ap = 0.2mm, Dry

M Machining Precision

@® BN1000O @ BN200O
Dimensional Tolerance Comparison (Continuous Cutting)) Surface Roughness Comparison (Continuous CuttingD )
Competitor's CBN C
€ 101 Competitor's CBN B T 4r
= &
S 8r & 3 Conventional
3 . “ CBN
= |- (]
'>: BN1000O %, 5
é 44 5 BN200O
8 2 3T
= 5
g | | | w | | | | | | |

1 1
(0] 0.5 1.0 1.5 2.0 25 3.0 3.5 4.0
Cutting Distance (km)

(] 1 2 3 4 5 6 7
Cutting Distance (km)

Work Material 1 SCM415H 2130 O.D. (58 to 62 HRC)
Tool Cat. No. : 2NU-CNGA120408
Cutting Conditions : vc = 200m/min, f = 0.1mm/rev, ap = 0.Tmm Wet

Work Material : SCM415H (58 to 62HRC)
Tool Cat. No. : 2NU-CNGA120408
Cutting Conditions : vc = 100m/min, f = 0.08mm/rev, ap = 0.2mm, Dry

w
c
=
]
o
o
o
=

L19



=
o
o<
o
(]
=
>
@

M Lineup

K Sintered

Cast Iron

® BN7125

Alloy

Sintered

Alloy

B Features

intered Alloy Machining

VIDEO OF

cut

TING

Improved wear resistance through high CBN content.
Further, with improved CBN particle/binder
boundary strength due to the special binder and
improved binding strength between CBN particles
thanks to our proprietary sintering process, excellent
fracture resistance is achieved.
Provides stable performance for high-speed finishing
of cast iron, sintered alloy and exotic alloys.

General-purpose Grade for Cast Iron/Sintered Alloy Machining
Achieves high-efficiency machining of sintered alloy with a standard + 3 types of cutting

edge vari

ations

Exhibits good thermal crack resistance in high-speed finishing of cast iron.
Also suitable for machining difficult-to-cut materials such as rolls, HSS, and heat-resistant alloys.

® BN7115

Edge sharpness in sintered alloy machining is excellent, suppressing burrs and tearing
M Application Range

@ Cast Iron
—~ Finishing . .
< region Roughing region
£ 2500¢
~
£
o 2,000t
>
o BN7Z125
g 15001 TaN7000!
Q i
wn BNC8115
o 1000t BNS8125
C
8 500}
° 1.0 2.0 3.0 4.0

Depth of Cut

ap (mm)

B Recommended Cutting Conditions

@ Sintered Alloy

Cutting Speed vc (m/min)

Depth of Cut ap (mm) O
L

Feed Rate f (mm/rev)

300

200

100

Finishing . . St
region Roughing region Alloy

3z

o

I

Tm

BN7125 z

BN7000 <]

g

H

]

Il Il Il Il Il E

) ‘0.1 ‘0.2 ‘ 0.3‘ O.A‘f O‘.5 é
©005 01 015 02 025 03 ¥

@ Cast Iron m @ Sintered Alloy
Work Recommended Cutting Conditions wmin, - optimum - Max. Work Recommended Cutting Conditions min, - optimum - Max.
air : or :
Material Grade Cutting Speed vc| Feed Rate f |Depth of Cut ap| | Material Grade Cutting Speed vc | Feed Rate f |Depth of Cut ap
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

Cast Iron | BN7125 [100-1,000-2,500| 0.05-0.30-0.60 | 0.05-0.50- 1.00 Glenera\ BN7115| 10-150- 300 | 0.01-0.08-0.15| 0.05-0.13-0.25
Sintered Alloy| BN7125 | 10-150-300 | 0.01-0.15-0.30| 0.05-0.25-0.50
High-density |BN7115| 10-100-200 | 0.01-0.06-0.12|0.05-0.10-0.20
Sintered Alloy| BN7125 | 10-100- 200 | 0.01-0.15-0.30| 0.05-0.25-0.50

B Recommended Cutting Edge Treatment

BN7125 BN7115

© o f e N A

8 S Contrerfmen ‘ Standard| 15° | 012 | No 8 m S sene e : Standard| 15° | 0.12 | No

; LF type| Sharp Edge | No L LF type| Sharp Edge | No

o LE type| Sharp Edge | Yes 4 LE type| Sharp Edge | Yes

§ R Honing HS type| 25° | 012 | Yes § LStype| 15° | 0.07 | Yes

& Negative Land 8 HS type| 25° | 0.05 | Yes

Standard o WO W,

< \@]ﬂ TORCEIE — e UStype| 25° | 012 | Yes

_(E’ Emphasised m gfs‘zt;vae \am: - = _:0;’ Negative Land R’a/keFace

o) (o))

£ (Fracture Control " Flank £ ive Lan

§ R Honing § »’:ig\aeta?L ; Honing =0

Frequency of Interruption — Heavy Frequency of Interruption = Heavy Flank
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SUMIBORON for Cast Iron

BN7125L3G

Alloy

Cast Iron

M Cutting Performance (Cast Iron)

@® BN7125 Milling (Fracture Resistance)

Sintered
N Alloy

@ BN7125 Interrupted Cutting (Fracture Resistance)

No Fracture

Fracture
Fracture
Fracture

! ! ! ! ! !
0 1000 2000 3,000 4,000 5000 6,000

Chip Evacuation Rate (cm?)

BN7125

Conventional
CBN

Fracture m
2 00 Unable to continue
o025
=
To20l Competitor's CBN BN7125
2 Able to continue
® 0151
2
x 0.10
c
&
L 0.05

|
(0] 20 40 60 80
No. of Passes until Tool Fracture

1
100

Work Material : FC250 (Pearlite)
Tool Cat. No. 1 FMU4080R Insert: SNEW1203ADTR
Cutting Conditions : vc = 1,500m/min, fz = 0.13mm/t, ap = 0.3mm, Remainder Wet

Work Material : FC250 with 6 grooves
Tool Cat. No. 1 2NU-CNGA120408
Cutting Conditions: vc = 750m/min, f = 0.15mm/rev, ap = 0.2mm Wet

M Cutting Performance (Sintered Alloy)

@ BN7115 Continuous Cutting (Surface Roughness)

@ BN7115 Continuous Cutting (Wear Resistance)

Sintered
Alloy

1.0 Conventional CBN

08 BN7115

0.6

0.4 1
1.4 times tool life atisimilar
surface roughness

Surface Roughness Ra (um)

0.2

[0} 1 2 3 4 5
Cutting Distance m)

Conventional CBN

w
c
=
]
o
o
o
=

Alloy
’é 0.20 -
= Conventional CBN
S o1sf
2
5 BN7115
< 010 ‘@)
= |
© 1.5 times better !
I 005 wear resistance |
| | | | i |
[0} 1 2 3} 4 5

Cutting Distance (km)

Work Material : Sintered Alloy F-08C2 equivalent (150HV)
Tool Cat. No. : 2NU-CNGA120408

Cutting Conditions : vc = 200m/min, f = 0.1mm/rev, ap =0.2mm Wet

Work Material : Sintered Alloy F-08C2 equivalent (150HV)
Tool Cat. No. : 2NU-CNGA120408
Cutting Conditions : vc = 200m/min, f = 0.1mm/rev, ap =0.2mm Wet

@ BN7125 Continuous Cutting (Surface Roughness)

@ BN7125 Interrupted Cutting (Fracture Resistance)

£ ost

- Conventional
w

2 06 BN7125
j=

§ 0.5+

o 04r

24

o 0.3

®

£ 0.2f

>

04

(0] 1 2 3 4 5 6 7

Cutting Distance (km)

No Fracture

. Fracture
CBN Fracture

BN7125
Able to continue

Conventional CBN
Fracture

0 100 200 300 400
No. of Passes until Tool Fracture

Work Material : Sintered Alloy F-08C2 equivalent (150HV)
Tool Cat. No. : 2NU-CNGA120408
Cutting Conditions : vc = 200m/min, f = 0.1Tmm/rev, ap = 0.2mm Wet

Work Material : Hardened Sintered Alloy FLA-07C2M equivalent (500HV)
Tool Cat. No. : 3NU-TNGA160404LE
Cutting Conditions : vc = 250m/min, f = 0.08mm/rev, ap = 0.5mm Wet

BN7115

Maintains sharp
cutting edge
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Coated Solid SUMIBORON/Solid SUMIBORON for Cast Iron and Hardened Steel Machining

BNC8115/BNS8125

SUMIBORON

M Lineup

L22

@® BNCS8115

PVD coating with excellent wear resistance suppresses flank wear when machining difficult-
to-cut cast iron and hardened steel.
Ideal for roughing and depth-of-cut of 0.5 to 3.0mm. Can also be used for roughing and
finishing of grey cast iron. Gold coating improves visibility of used corners.

@® BNS8125
Optimising the particle size distribution of the CBN particles has resulted in improved fracture
resistance and longer life while maintaining wear resistance during gray cast iron machining.

M Application Range

@ Grey Cast Iron

Cutting Speed vc (m/min)

2,500+

2,000¢

1,500+

1,000+

5001

Finishing .
Ireg\’on Roughing region m
BN7125
BN7000
| BNC8i15
} BNS8i12'S
””””” i
BN500 |
1.0 2.0 3.0 4.0

Depth of Cut ap (mm)

Wet machining is recommended for grey cast iron
For dry machining, BNC8115/BNS8125 are recommended for both roughing and finishing

@ Hardened Steel

Cutting Speed vc (m/min)

300

250

200

150

100

50

Bl

BNC2115

B
B
B
B

NC2105

NC2125
NC2135
NC2010
NC2020

BNES8Ii1S

B Features

VIDEO OF
CUTTING

Covers a wide range of machining applications from
roughing to finishing of cast iron, hard-to-cut cast

iron, and hardened steel.

100% solid CBN structure enables depth-of-cut of

0.5mm and above.

@ Ductile Cast Iron

500

BNC500
400}

300

200 +H

BN7125;
BN7000!

Cutting Speed vc (m/min)

1 BNES8I1S

0.5 1.0 1.5

2.0

25 3.0

Depth of Cut ap (mm)

@ Cast Iron (Turning)

B Recommended Cutting Conditions

Recommended Cutting Conditions

Min. - Optimum - Max.

Work Material | Grade Cutting Speed vc| Feed Rate f |Depth of Cut ap
(m/min) (mm/rev) (mm)
Grey Cast Iron BNC8115/200-1,000-2,000| 0.10-0.50-1.00 <4.0
BNS8125 |200-1,000-2,000| 0.10-0.50-1.00 <4.0
Ductile Cast Iron BNC8115| 80 - 160 - 300 | 0.10-0.30-0.50 <3.0
BNS8125| 80 - 120 - 200 | 0.10-0.30-0.50 < 3.0

@ Hardened Steel (Turning)

0.5

1.0

1.5 2.0

Depth of Cut ap (mm)

2.5

3.0

Recommended Cutting Conditions

Min. - Optimum - Max.

Work Material| Grade |Cytting Speed vc| Feed Rate f |Depth of Cut ap
(m/min) (mm/rev) (mm)
Hardened Steel [BNC8115]|50-100 -150 | 0.10-0.25-0.40 < 3.0

@ Cast Iron (Milling)

Recommended Cutting Conditions

Min. - Optimum - Max.

Work Material | Grade Cutting Speed vc| Feed Rate f |Depth of Cut ap
(m/min) (mm/rev) (mm)
Grey Cast Iron BNC8115/800-1,400-2,000| 0.10-0.50-1.00 <4.0
BNS8125 |800-1,400-2,000| 0.10-0.50-1.00 <4.0




Coated Solid SUMIBORO

M Cutting Performance (BNC8115)
@ Wear Resistance (Ductile Cast Iron Machining)m

Cast Iron | Hardened Steel

@® Wear Resistance (Hardened S

teel Machining) [}

o
IS

o o
N w

Flank Wear Width (mm)
o

Conventional CBN

BNC8115

Conventional Grade (Uncoated)
(After Cutting 0.5km)

1.0 1.5 2.0
Cutting Distance m)

0.5

25

BNC8115
(After Cutting 0.5km)

0.20
Conventional CBN
E 016 f
S
2 on2f
% Conventional Grade (Uncoated)
@© (After Cutting 2.5km)
< oo08f :
£ BNC81}5
2 004f
(o} 0.5 1.0 1.5 2.0 25
. . BNC8115
Cutting Distance km) (After Cutting 2.5km)
Work Material : FCD450
Tool Cat. No. : SNGNO90308
Cutting Conditions: vc = 300m/min, f = 0.2mm/rev, ap = 0.2mm Wet

Work Material : SUJ2 (58 to 62 HRC)
Tool Cat. No. : SNGN090308

Cutting Conditions: vc = 150m/min, f = 0.2mm/rev, ap = 0.3mm Wet

M Cutting Performance (BNS8125)
@ Wear Resistance (Grey Cast Iron Machining) m

@ Fracture Resistance (Ductile Cas

t Iron Machining) [[4

Cutting Distance «m)

. Oler o : oY
E Competitor's CBN . -
s 012f
S
% Competitor's Grade (Uncoated)
® 0081 BNS8125 | (After cutting 45km)
s
X
=
© 0.04f
[
(0] 10 20 30 40 50

BNS8125
(After Cutting 45km)

—

[mprovedeuttingfedgellinelchipping

BNS8125
(After Cutting 9.0km)

Conventional Grade (Uncoated)
(After Cutting 9.0km)

Work Material
Tool Cat. No.

1 FC300
: SNGNO90308

Cutting Conditions: vc = 800m/min, f = 0.1mm/rev, ap = 0.2mm Wet

Tool Cat. No. : SNGN120408

Work Material : FCD450 with 2 V-grooves

Cutting Conditions: vc = 200m/min, f = 0.2mm/rev, ap = 0.5mm Wet

B Choosing Between BNC8115 and BNS8125 (Cast Iron/Hardened Steel)

Coated SUMIBORON SUMIBORON SUMIBORON Coated SUMIBORON | Coated SUMIBORON
Work Material| BNC8115 BNS8125 BN7125 BNC500 BNC2125
Depth of Cut
Best
Ca(Bs,rteﬁ;on O Best O Econ(eafnical 10mm or below | — o o o
High-speed Finishing
. Depth of Cut
CDaLé(t:tllrlCe)n O O[;epth of %Ut O |nterrqpted 0.5mm or below O ODSepth ObeLilt o o
.5mm or above Machining Low-speed Machining .5mm or below
Depth of Cut
Hagctzlenled O Ol?f)epth of Cbut - o . o - o 05mm o below
ee MM orabove High-speed Machining

O Recommendation

w
c
=
]
o
o
o
=
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SUMIBORON

Coated CBN Grade for Ductile Cast Iron Machining

B Features

Significant improvements in the toughness and
wear resistance of the CBN substrate through the
use of a newly developed high-purity TiC binder.

In addition, the combination with a ceramic
coating with excellent thermal resistance provides
outstanding wear resistance. High-speed, high-
precision machining is achieved when finishing
ductile cast iron. Furthermore, long and stable tool
life is realised in machining high-strength ductile
cast iron, special cast irons such as vermicular cast
iron and centrifugally-cast cast iron.

@ Achieves stable tool life for high-speed machining of ductile cast iron
Superior wear resistance, making stable machining possible under high-speed conditions.
@ Supports high-precision machining
Can maintain excellent dimensional tolerance and surface roughness over many hours.

M Cutting Performance

@ FCD450 Continuous Cutting (V-T Chart)

@® FCD700 Continuous Cutting (V-T Chart)

_ 1,000 _ 1,000
£ BNC500 £
E E BNC500
o (8]
> >
el °
() [
8 g
w (%)
g g BN7125
3 BN500 BN7125 3 BN500
100 ! ! ! 100 ! ! !
0 1 10 100 01 1 10 100
Tool Life (km) Tool Life (km)
Work Material : FCD450 (160HB) Tool Cat. No.: 4NC-CNGA120408 Work Material . FCD700 (260HB) Tool Cat. No.: 4ANC-CNGA120408
Cutting Conditions: f = 0.2mm/rev, ap = 0.2mm Wet Cutting Conditions: f = 0.2mm/rev, ap = 0.2mm Wet
Tool Life Criterion : Vemax. = 0.2mm Tool Life Criterion : Vemax. = 0.2mm

M Machined Surface Quality M Application Range

M High-precision Machin

Surface Roughness

10.0

BNC500
:
-5.0

5.0

-10.0

10.0

Ceramics 5.0
:
-5.0

-10.0

Cutting Distance 3km

Cutting Speed vc (m/min)

500

400

300

200

BNC500

BN7125
BN7000

Hard

1 1
FCV | FCD450 FCD600 FCD700
L (CGh
i Vermicular|
i Cast Iron | Ductile Cast Iron

()

BNC500

|
i Ceramic

|

| Coated carbide
i Cermet

|

\

Q\ -

Good- =1 Dimensional Tolerance

I
0.4

I I
08 16 2

Good + Surface Roughness Standard Ra (um)

ing

Work Material : FCD700 (260HB)
Cutting Conditions : VC = 400m/min, f = 0.1mm/rev
ap=0.1mm Wet

L24

B Recommended Cutting Conditions

Cutting Sp

290 390

eed VC (m/min)

4(?0 590

— |

Feed Rate f
(mm/rev)

Depth of Cut ap
(mm)

0.10 t0 0.40

< 0.50

Cutting Oil: Wet



L25



VIDEO OF
CUTTING

Cemented § Hard Brittle
Cast Iron JlExotic Alloyl| Carbide i Materials

Nano-polycrystalline CBN

M Features
SUMIBORON BINDERLESS, which does not contain any
binders, is a sintered CBN with directly and strongly
bonded nano- to sub-micron CBN particles.
With higher hardness and thermal conductivity than
conventional CBN grades, higher efficiency and
longer tool life can be realised in machining hard-
to-cut materials such as titanium alloys and cobalt-

& _
s s
chrome alloys.

M Sintered Structure (SEM Image) M Physical Values

I{01\%]1=fe]={e]}'] Conventional
: BINDERLESS CBN
Metal Binder e S oz 100 90 to 95
) (vol%)

O
DQ '4 ‘ : Binder — WC-Co

SUMIBORON

- > CBN Particles

dr HardnessHv | 514054 | 4ito44
\ v 3um (Gpa)
B : -
Therrnal Conductivi
SUMIBORON BINDERLESS ~ Conventional CBN Wi | 180 t0 200 | 100 to 120
SUMIBORON BINDERLESS NCB100
B Features

Adopts a nano-polycrystalline CBN sintered structure with hardness and thermal
conductivity significantly higher than conventional sintered CBN. Enables
overwhelmingly longer tool life, improved efficiency and machining accuracy when
machining hard-to-cut materials such as titanium alloys or cobalt-chrome alloys

@ I|deal for high-efficiency finishing of hard-to-cut materials
such as titanium alloys and cobalt-chrome alloys
Exhibits outstanding wear resistance due to the excellent
hardness and thermal conductivity of nano-polycrystalline CBN

@ Excellent dimensional tolerance and machined
surface roughness maintained for extended periods
Number of tool changes can be drastically reduced compared to conventional
grades, enabling work efficiency to be improved and total costs to be reduced

B Application Range (Titanium Alloy Machining) Hl Application Range (Cobalt-chrome Alloy Machining)

.g 300 E 300 |

g £

%) %)

> >

o 200 o 200

9] )

9] )

o o

n %)

[0)] [0)]

£ 100 | NCB100 2 100 -

5 5 NCB100

3 - 3

O | | | | O | | | |
0.05 0.10 0.15 0.20 0.05 0.10 0.15 0.20
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
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SUMIBORON BINDERLE

Cemented B Hard Brttle

Cast Iron | Exotic Alloy Carbide | Materials

M Cutting Performance (Titanium Alloy Machining)
@® Machined Surface Roughness

@® Wear Resistance

(um)
2 04fcs E 80
\% coriee ‘N:’L 70 Conventional PCD NCB100 25
<03 o (After Cutting Tkm) ° e
.g Conventional CBN . NCB100 é 6.0 -2.5 Rz3.6um =
2 02 Conventional PCD S 5.0 01» Conventional CBN  NCB100 3
D o b4
= o IR AP NPET an. —— | | NcB10O s =]
E £ 30 Roughness (After Cutting 35km) °
w L A L 25 Rz4.2um
0 10 20 30 40 0 10 20 30 40
Cutting Distance (km) Cutting Distance (km) Conventional PCD 2°
Work Material : Titanium Alloy (Ti-6Al-4V) Work Material : Titanium Alloy (Ti-6Al-4V) (After Cutting km)  ©
Tool Cat.No.  : NU-CNGA120408 Tool Cat.No.  : NU-CNGA120408 25 Rz6.2um
Cutting Conditions : vc = 150m/min, f = 0.15mm/rey, Cutting Conditions : vc = 150m/min, f = 0.15mm/rey,
ap = 0.5mm Wet (High Pressure Coolant) ap = 0.5mm Wet (High Pressure Coolant)
M Cutting Performance (Cobalt-chrome Alloy Machining)
@® Wear Resistance @ Machined Surface Roughness
—~ (um)
€03 E 10 20
£ Cermet = Carbide NCB100 o et AN AR
s =~ 08 (After Cutting 0.5km) _ e r
§ 0.2 g Cermet 20 RZ2:2pmm |
= Carbide _§’ 06 NCB100 l ‘ ‘
8 o » 3 ) 2o NIV
E (vc =150mm/min) » 0.4 Theoretical Surface Carbide 0 LM\M\A} Al
% P . (ve = 60mm/min) é T Fougness (After CUttIng OSkm) 20 UU w v -
o A { ‘ Rz§.0um
o 05 10 15 o) 0.5 10 15
Cutting Distance (km) Cutting Distance (km) 20 iy ' PR Y I
‘ ‘ ‘ , Cermet NN A AL IR
Work Material : Cobalt-chrome Alloy (Forging) Work Material : Cobalt-chrome Alloy (Forging) (After Cutting 0.5km) LB TR TA AR LA AL
Tool Cat. No.  : NU-VNGA160408 Tool Cat. No.  : NU-VNGA160408 20 Rz4.7um
Cutting Conditions : vc = 60,150m/min, f = 0.Tmm/rev, Cutting Conditions : vc = 60m/min, f = 0.1Tmm/rev,
ap = 0.4mm Wet ap = 0.4mm Wet
B Recommended Cutting Conditions
@ Titanium Alloy
Work Material Recommended Cutting Conditions Min. - Optimum - Max.
Grade ; A
- Hardness Cutting Speed vc (m/min) Feed Rate f Depth of Cut ap
Composition (HRC) 50 100 150 200 250 300 (mm/rev) (mm)
Ti-6Al-4V 30-35 | NCB100 l | 0.05-0.15-0.20 0.10-0.30-0.50
Ti-5Al-5V-5Mo-3Cr 32-38 | NCB100 l | 0.05-0.10-0.20 0.10-0.30-0.50
Ti-10V-2Fe-3Al 32-38 | NCB100 [ { 0.05-0.10-0.20 0.10-0.30-0.50
@ Cobalt-chrome Alloy
Work Material Recommended Cutting Conditions Min. - Optimum - Max.
Grade f f
. Hardness Cutting Speed vc (m/min) Feed Rate f Depth of Cut ap
Composition (HRO) 50 100 150 200 (mm/rev) (mm)
Co-30Cr-5Mo 35-45 | NCB100 [ { 0.05-0.15-0.20 0.10-0.15-0.30
@® Cemented Carbide
Work Material Recommended Cutting Conditions Min. - Optimum - Max.
Grade f f
ann Hardness Cutting Speed vc (m/min) Feed Rate f Depth of Cut ap
Composition (HRA) 5 10 15 20 25 30 35 40 (mm/rev) (mm)
WC-20Co Less than 85| NCB100 [ { 0.03-0.10-0.20 0.03-0.10-0.20
*SUMIDIA BINDERLESS NPD10 is recommended for cemented carbide machining of 83HRA or more.
@ Others | | B
Work Material Recommended Cutting Conditions Min. - Optimum - Max.
o , Hardness Grade Cutting Speed vc (m/min) Feed Rate f Depth of Cut ap
Composition/Material (HV) 10 50 100 200 300 400 (mm/rev) (mm)
Pure Titanium 130 - 230 NCB100 l | 0.05-0.10-0.20 0.10-0.30-0.50
Cermet Material |4 550 4 500| NCB100 | i 0.05-0.10-0.20 | 0.10-0.20-0.30
(Binder with Ferrous Metals)
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SUMIBORON

Regrindable type

One-use type
(Disposable)

Example ‘ N

(2

(1‘)

(%)

(1) Insert Shape

(3) Tolerance

Refer to Table 1

Refer to Table 3

M A

4

(2) Relief Angle

(4) Insert Hole

Refer to Table 2

Refer to Table 4

(?) (10)

(9) No. of Cutting Edges

Refer to Table 9

(1‘)

(%)

(1D Insert Shape

(3) Tolerance

Refer to Table 1

Refer to Table 3

.2 NU-C N G A

(2)

€]

(10) Type Code

Refer to Table 10

(2) Relief Angle

(4) Insert Hole

Refer to Table 2

Refer to Table 4

Table 1: (1) Insert Shape Table 2: (2) Relief Angle Table 3: (3) Tolerance
i Tolerance of | Inscribed Circle| Thick
Symbol Insert Shape Apex Angle Symbol |Relief Angle Symbol (... Height (mm) "scr('nfm)'rce E;nr:)ess
C U 80° B 5o E £0.025 | +0.025 | +0.025
D 5 Diamond type 55¢°
\VJ yad 35° C 7° S: G + 0.025 + 0.025 +0.13
R O Round type —
S 0 |saueretype| 90° N 0°,| M* | 008t0£02 | #0.05t0015 | * 0.13
T A Triangular type 60° = : 1°‘r * Generally, these inserts have unground side faces
W Q Trigon type 80° Refer to page B2 for details on M Class precision
Table 4: (4) Insert Hole Table 9: (9) No. of Cutting Edges
Insert| Hole |.. Shape Insert| Hole |y Shape No. of Cutting
Symboligle | style [ (Cross Section) [SYMPO! gle [ style [P (Cross Section) Symbol Edges Type
N | No| No | No :l D A No D]] m No 1 1-Cornered type
Straight Straight| One 2 2
W v hZJ‘_Ige No E E M Yes hole |Face E:E W 3 2
€3] singe [ One Double- Multi-Cornered
T aee| e oo | 0 I | G sceg | ELE 4 4 type
X | -] -1]-1 Special 6 6
Table 10: (10) Type Code (One-use type)
Symbol Type Grade
BNC2115,BNC2125,BNC2135,BNC2010,
NC | Coated SUMIBORON | g\£5620,8NC200,BNC300,BNC500
BNX10,BNX20,BN1000,BN2000,BN350,
N | neoated SUMIBORON| gN560,8N7000,BN7115,BN7500
SUMIBORON BINDERLESS| NCB100

*Cat. numbers that begin with a "T-" are 10-piece packs
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Codes (1), (2), (3), and (4) show typical examples.




SUMIBORON

Insert

12 04 08 )

(?)

(6)

(5) Cutting Edge Length

Refer to Table 5

(7‘)
(7) Corner Radius
Refer to Table 7

8)

(6) Thickness
Refer to Table 6

(8) Additional Information

Refer to Table 8

12 04 08 LT

(?)

©)

(5) Cutting Edge Length

(7‘)

(7) Corner Radius

Refer to Table 5

Table 5: (5) Cutting Edge Length (Side Length) (Typlcal Examples) Note: Cutting edge length indicated is measured without corner radii

Refer to Table 7

(6) Thickness
Refer to Table 6

€Sy

(8) Additional Information

Refer to Table 8

(mm) Table 6: (6) Thickness

w
c
=
]
o
o
o
=

Table 7: (7) Corner Radius

Codes (5), (6) and (7) show typical examples.

ool 55 et 52 S0 Shpe st [ 222 STRICER [ mpon [THKTES] [l Corer P
04| 437 | 430 | s | 09| 9525 9.525| 5 |06 3.2 3.97 X1 * 0O |[Sharp Edged
C |06| 64 | 635 el 12 1270 (1270 oonl 08| 8.7 | 46 [1270| 476 01 1.59 01 0.1
bemondl 08 | 8.0 7.94 ':' g 02 2.38 02 0.2
g 09| 97 9.525| =~ 03 3.18 o4 04
-= 112|129 |12.70 06| 6.9 3.97 T3 3.97 08 0.8
T |08 82 4.76 04 4.76 12 1.2
p |07] 77 | 635 %" 09| 96 | 556 06 6.35 16 16
oamorel 11 |16 | 9525 'A' n|no | 635 o | 2.0
'q 15 [155 [12.70 [l«—I| 16 |16.5 9.525 CCOTO4X] Insert Thickness: 180 24 2.4
s 221220 12.70 For the one-use type, cutting
R | 09| 9.525| 9525 v 08| 83 4.76 g%gee‘elin%r:hoipskigaézsNt?f
Rt(;%réd 12 11270 |12.70 D‘g'j;”d njm 6.35 See pagge L34 on forthep.
.16 |16.6 9.525| one-use type cutting edge
Q Yg length.
Table 8 (8) Additional Information < L30
Symbol [Old symbol Urﬁg?:z Delscrie:toi:::d Symbol | Code Description
No No Standard Cutting Edge WG _
-)B (-)B Full-top CBN type WH W'pf;g)gsert
-BSTN -BSN  [Full-top CBN type (emphasis on edge sharpness) W
LF LFW | Wiper Sharp Edge type
LE F Sharp Edge type N-EV
LT S Emphasis on Edge Sharpness| N-LV Chiptk;ge:ker
LS fgre r&%fgﬁﬁgﬁ?g&m% Emphasis on Edge Sharpness| ~ N-SV/
ES — — High-efficiency type
HT T Strong-edged type
HS
us = Strong-edged type
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SUMIBORON

M Features

@® One-use SUMIBORON insert with chipbreaker.
SV type is ideal for carburised layer removal, while FV
and LV types are ideal for hardened steel machining.
@ Chipbreaker incorporated on the CBN cutting edge
to maintain chip control capabilities throughout the
machining process.
@® Unique chipbreaker design can be applied to both
hardened and non-hardened parts with effective chip

VIDEO OF
CUTTING

control.
B Application Range
2 o4l FV type For Finishing
£ SV type Excellent chip evacuation under Q4 % 450
~ finishing conditions with depth
& 0.5} of cut at 0.2mm or below /
5 -
o "-\V type : :
203 [[Vuee LV type For Light Cutting
Q Excellent chip evacuation 0.05 269 % 300
8 o1l (FWlwee T with depth of cut at 0.3mm v /}O
‘ ‘ ‘ or below _35°
0 01 0.2 03 Ll/_j)ﬂpe
Feed Rate f (mm/rev)
SV type For Carburised Layer Removal
Ideal for carburised layer removal | 15 2844 %
Eliminates choked stoppages and
dimensional defects -35° /Zﬁ/

B FV type / LV type / SV type Cutting Edge Specifications

Type Series [Notation| Cutting Edge Specification [dentification Code | ot W  [Honing Cutting edge specification
) FV type | N-FV — 0° | O Yes identification code @ @
Chiy\aNbl:Qaker LV type | N-LV S00535 35°|0.05| Yes N Rae Face = Negative Land L,’;‘ﬁgfe“"e tend
SV type | N-SV 501235 35° 1012 | Yes f Cutting Edge Shape T:Negative Land
Negative'Land CBN S: Negative Land + Honing
Angle a "1 Honing Example: SO0535
Flank - 35°/0.05mm Negative Land with Honing
M Application Examples
External Carburised Layer |BREAK MASTER SV type Finishing of Hardened Steel |BREAKMASTER FV type
Removal
.. g
Tool Life = 200 pcs. -~ E} Tool Life = 300 pcs.
BNC200 (No Chipbreaker) I/ BNC200 (No Chipbreaker)

- No constant stoppages or
incorrect part dimension problems
and the chips are small.

- Double the tool life of competitors’ CBN.

Tool Life = 200 pcs.

Work Material : SCr420 Carburised Steel (Shaft)

Tool Cat. No. : 4NC-CNGG120408N-SV (BNC200)

Cutting Conditions: vc = 150m/min, f = 0.15mm/rev
ap = 0.5mm, 2 Passes Wet

Competitor CBN (with chinbreaker)

Tool Life =100 pcs.

L30

2|

- Improved chip control for internal

boring

Tool Life = 300 pcs.

Work Material : Carburised Steel (60HRC Automotive Component)
Tool Cat. No. 1 2NC-CCGT060204N-FV (BNC200)
Cutting Conditions: vc = 80m/min, f = 0.08mm/rev

ap = 0.15mm Wet




SUMIBORON One-Use Wi

WG/

M Features

@® SUMIBORON one-use insert with wiper flat for
hardened steel machining.

@ Excellent surface roughness comparable to grinding.

@ Improved machining efficiency with higher speeds and
feeds.

@ Lineup of low feed WG type and high feed WH type.

B Application Range

w
c
=
]
o
o
o
=

M Surface Finish

Corner Radius RE 0.8

The wiper insert offers good
surface finish and improved
machining efficiency.

Work Material : SCM415H (60HRC)
Tool Cat. No. : CNGA120408
Cutting Conditions: vc = 135m/min, ap = 0.1mm, Dry

WG type
WH type

< P =
;—:’ £ 100
(<5}
T WH type 5 8.0
2 %560
5 £&40
=) =)
[+ & 20
(]
2 &
= 3 0 o010
($)
(]
=
|

| | | |
O 0.050.1 0.2 0.3 0.4
Feed Rate f (mm/rev)

015 0.20 0.30
Feed Rate f (mm/rev)

M Wiper Insert Operation

Wiper Insert

Standard Inserts

Use WH type for high-rigidity
workpieces and equipment, and WG Insert
type for issues of undulation or chatter.

f: Feed Rate

- Feed Direction

Rz (Max. height) Work Material Rz (Max. height)
v -
oo P NP N
Wiper Edge

f: Feed Rate

Insert

<mmm [-ced Direction

|
1
I
1
1
I
'

B WG type / WH type Cutting Edge Specifications

Type Series [Notation| Cutting Edge Specification Identification Code | @ | W |Honing
) WG type| WG S01215 15°10.12
Wiper
WH type| WH S01215 15°]0.12

centication cose 5] (O]

Negative Land
Width W Rake Face

Negatlve Land LNegatlve Land

Width Angle
Cutting Edge Shape T: Negative Land

Negative Land CBN S: Negative Land + Honing
Anglea i oning Example: 501215
Flank - 15°/0.12mm Negative Land with Honing

M Precautions When Using Wiper Inserts

CNGA type/CCGW type/WNGA type WG type / WH type Wiper Insert

- Use a holder with a cutting edge angle of 95°.

- Machining program modification Cuttin
required as CNGA type / CCGW type /  oqge angle
WNGA type wiper inserts do not comply 95°
with the ISO standard profiles.

Correct the cutting edge position
(tool offset) as explained on the right.

DNGA type / DCGW type WG type / WH type Wiper Insert

- Use a holder with a cutting edge angle of 93°.
- Machining program modification required
as DNGA type / DCGW type wiper  cytting
inserts do not comply with the ISO edge angle
standard profiles. 93°

Correct the cutting edge position (tool

- - [
offset) as explained on the right.

Note: Unlike other contour shapes, the DNGA/DCGW types can only exhibit wiper effect for external and internal diameter machining, and cannot be used for facing.

CNGA type / CCGW type / WNGA type Wiper Insert Cutting Edge Position Offset (WG type / WH type)

External Turning Corner Radius| Type | X-axis direction | Z-axis direction

~ @ RO4 WG type| -0.02 | -0.02

ﬂi— " |WH type| -0.06 | -0.06

= WG type| -0.01 | -0.01
R0O.8/R1.2

Z-axis (+) / WH type '006 '006

DNGA type / DCGW type Wiper Insert Cutting Edge Position Offset (WG type / WH type)

External Turning Corner Radius| Type | X-axis direction | Z-axis direction
-~ @ RO WG type -0.17 | -0.01
h‘ " |WHtype| -0.70 | -0.06
> RO.S WG type| -0.05 0]
Z-axis (+) WH type| -0.58 | -0.05
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SUMIBORON Insert Edge Treatment

All SUMIBORON inserts are enhanced with the [Close-up of cutting edge] Section A-A'
optimum cutting edge preparation for t.he varloys' o] o
grades and geometries (shown on the right). This is Wlatn vl ke Face
to avoid cutting edge fracture caused by heavy loads !
. . . Negative Land
8  generated during the machining of high-hardness A \ <={CBNLayer] | anglea e -
S  materials such as hardened steel. [Fiank | C““‘“g Edge o
§ As the pioneer of CBN tools, SUMIBORON's vast
selection of grades and edge treatment combinations Corner Radius
is our trump card for hardened steel machining.
H SUMIBORON Insert Edge Specification Overview
Standard Low Cutting Force type[L] | Strong-edged type [H] /[U] High-efficiency type [El
Seri Work Grad Neg.- | Cutting kdge Cutting Edge Cutting Edge Cutting Edge
eries ‘ rade Specificati e Specficati e Specificati e Specificati .
Material Pos. |d2$1ctlif‘icc?it‘i(())?1 o | W |Honing|Notation \dzentt‘if‘ittz‘[‘i%g o | W HomngNMUU”|dpeictlif‘icc?it‘i%?1 o | W Homngwumuun‘dzi(t‘if\([:t‘i%% o | W |Honing
Code Code Code Code
BNX10 |kgiehstie TO1225/25°(0.12) No | — — e e — — = = — — — = =
BNX20 |kgtiefsiie SO1225|25°(0.12| Yes | LT [T01215% 15°(0.12| No | — = == == = =|=|=
BNX25  |kgiehtie SO1725|125°(0.17| Yes | — — — = = | — — — | = = — — - = —
Hardericd | BN1000 [igieisie501225(25°0.12| Yes | — | — | —|—| = |=| = |—=|—=|—|—| — |—-|—| -
BN2000 |lsichstie SO1225(25°|0.12] Yes | LT [T01215/15°]0.12| No | HS |S01235|35°[012| Yes | — | — | — | — | —
Negative| TO1225|25°(0.12| No HT|T01235/35°|012| No | — | — | —| — | —
BN350 [ o222 o et B e e e e i ) Rt o Sttt St
= Positive| TO1235(35°|0.12| No = = == = || = = == =
Eg BN500  |kgpiefstiz TO1215(15°(0.12| No | — — — = = | — — — = = — — - = =
© O . _ o N
gL BN7125 Ngga.t!ve/ T01215(15°(012| No [-EF- el O 121N s lso1225] 252 02| Yes | — | — | — | —| —
53 ositive LE = 0 0 | Yes
@ | CastIron | BN7000 |eiehstie T01215[15°(0.12| No |[LF| — | 0°| O | No |HS|S01225/25°(012| Yes | — | — | — | — | —
Sintered _— LF| — ] 0°| 0| No |HS|S00525/25°]0.05| Yes | — | — | —|—| —
Alloy BN7115 | 2 "¥|701215[15°|0.12| No — =1 =
Exotic Positive R R R
Alloy
Negative/ o R RREeS o
BN7500 |, . '|T01215/15°(0.12 No [LE| ~— "1 0° | O | Yes | HS [S00525|25°|0.05| Yes | — | — | — | — | —
LS |S00715] 15°|0.07| Yes
BNS8125 |Negative| T02020(20°| 0.2 | No | LF | — — | — | No | — = == == = =|=| =
BNC2105 |esiefsig S01225(25°/0.12] Yes | LS [S00515| 15°]0.05| Yes | HS [S01730| 30°[0.17| Yes | ES |S00535| 35°[0.05| Yes
BNC2115 |sielsie SO1225(25°(0.12| Yes | LS [S00515| 15°]0.05| Yes | HS [S01730| 30°|0.17| Yes | ES |S00535| 35° [0.05| Yes
BNC2125 |l 0.12| Yes | LS |S00515| 15°|0.05| Yes | HS |S02735]| 35° |0.27| Yes | ES |S00535| 35°|0.05] Yes
b% Hardened | BNC2135 0.12| Yes | LS |S00515| 15° |0.05| Yes | HS |S01735]| 35° |0.17| Yes | ES |S00535| 35°|0.05| Yes
2& | Steel | BNC2010 |iefsti 0.12| Yes |[LE| — | 0°| O | Yes |HS [S01730|30°|0.17| Yes | ES |S00535| 35°|0.05| Yes
§§ BNC2020 |i s6fiie|S01225|25°(0.1 2| Yes | LT [T00515] 152 0.05| No | HS [502735| 357 [0.27] Yes | ES |s00535| 35¢|0.05| ves
2 BNC200 |egighsii] S01225(25°/0.12| Yes | LS [S01015[15°|0.10| Yes | HS |S01735[35°(017| Yes | — | — | — | — | —
BNC300 |egiehsii SO1225(25°/0.12| Yes | LS |S00515| 15°|0.05| Yes | HS |S01735[35°(|017| Yes | — | — | — | — | —
Cast Iron | BNC500 |lgefsiie|SO1215(15°|10.12] Yes | — — — | — | — |HS|S01225|25°|0.12| Yes | — — - = =
(ast hon/Hardened Sted| BNC 8115 |Negative| S02020(20°| 0.2 | Yes | — = == =|= = =|=|=|= = =|=| =
(Cast Iron/Exotic Alloy
ot CeretedCatizl | NCB100 NGt/ 0915150042 No | — | — | —|—| = | =| — |=|=|=|=| = |=|=]| =
Hard Brittle Material Positive

*BNX20 inserts with an inscribed circle of less than @4.76 will have an identification code of TO0715.

B Insert Edge Specification with Wiper/Chipbreaker M Edge Specification Identification Code
SS&TE?RGSN Coated SUMIBORON Edge Treatment Notation
Cutting Edge No |Standard Cutting Edge
T Notation Pecification w | Honi ol aLEmiegelela ‘
ype otation) +titicationl & oning| 8 | & 121= Slolalal= L |Low Cutting Force F |Sharp Edge
Code |2 C|0C|01C|018|8
Z | Z |z =z ZZzlzZz2z E H\gh Efﬂciency E Honing
o0 | o0 |o0|c0|ca|ea|e (oo |ed|ed +
WG 01215 | 15 [012] ves |@] @@@eee i |Strong Edged T |Negative Land
WH | s01215 | 15° | 012 | Yes | @ | 000000 U |Strong Edged S |Negative Land + Honing
Wiper 501215 | 15° 1012 Yes | | e LI N Wiper
S01715 | 15° 1 017 Ye VN - ;
L B cosastprstpanl SEEASSOAS RISl S S I WN Y with Chipbreaker
S02020 | 20° | 0.20 Yes [ ]
T02020 | 20° | 0.20 | No [ ) @ Cutting edge specification identification code
iper SarpEdgel LFW|_— | o= | 0 | % | O [
Wlth N-FV ,,,,,, 7 ,,,,,,,,,, Q ,,,,,,,,, O ,Ye,s . ,,,,,,, - , , , , , P WIdh W, Rake Face LNegative LNegative
: N-LV| S00535 | 35° | 005 | Yes | @ 00000 Negative Lan Land Width  Land Angle
Chlpbreaker ————————————————————————————————————————————————————————————————— rey ol Sl Py Py Sy S, e Angle & CBN Cutting Edge Shape T: Negative Land
N-SV| S01235 35¢° 012 Yes . . . . . o] Honing S: Negative Land + Honing
@ mark: Standard stocked item O mark: Made-to-order item 5*§$7§;§$‘m22§egaﬂve Land with Honing
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SUMIB

B Edge Treatment Performance

Machining of Hardened Steel

Machining of Sintered Alloy

ns

Cutting Edge Sharpness == High

‘m ,_(Emphas'\s on Dimensional

Tolerance and Surface Roughness

No R Honing

Burr Control for
Interrupted Cutting

Suppresses Fracture at
High Speeds/High Feeds

Standard

R Honing

R Honin:

No R Honing

Suppresses Fracture in
Interrupted Cutting

Frequency of Interruption =—Heayy

Cutting Edge Sharpness == High

m <—{Burr Control Emphasised‘ Sintered
Alloy

No R Honing

|l Standard
Surface Roughness No R Honing
Emphasised

Fracture Control |1
Emphasised

Frequency of Interruption =3 Heavy

w
c
=
]
o
o
o
=

Cutting Force (N)

Comparison of Cutting Force with Coated SUMIBORON (vc = 100mm/min)
10

100
90 |-

80
70 |~

60
50 |-
40
30
20

Work Material:
SCM415H

Tool Cat. No.
DNGA150408
Cutting Conditions:
vC = 100m/min
f =01mm/rev

ap =0.1mm

Dry

[LE type][LT type][LS type

ES type) Standard|[HS e

( Without Negative
Land With Honing

)(TOOS]S) (S00515) (S00535) (S01225) (S02735)

[IFeed Force

Legend

W Principal Force

[ Back Force

Cutting Force (N)

Cutting Force Comparison (Feed Rate: f = 0.05mm/rev)

50

40

30

20

0
[LF typ6[LE type[LS type

EEEEh !

Tool Cat. No

Work Material:
F-08C2 equivalent
CNGA120408
Cutting Conditions:
VC = 200m/min

f = 0.05mm/rev
ap = 0.2mm

Standard|[HS type][US tyee]

Legend

Sharp Edged \ Without Negat
S ) SO (05 (50059 (5029

[0 Feed Force

[ Back Force
B Principal Force

Cutting Force (N)

Comparison of Cutting Force with Coated SUMIBORON (vc = 200mm/min)
110

100

90 |-

80

70 |-

60
50 [
40
30
20

Work Material:
SCM415H

Tool Cat. No.
DNGA150408
Cutting Conditions:
VC = 200m/min
f =0 1mm/rev

ap = 0.1mm

Dry

[LE type][LT tvpe][LS type

ES type) Standard|[HS el

(thout Negative
Land With Honing.

)(TOOSIS) (S00515) (S00535) (S01225) (S02735)

[JFeed Force

Legend

M Principal Force

[ Back Force

2120mm

Standard

ap =0.2mm
Wet
Surface Roughness Good
Burr Small
=40
T O
e o
n O
[%]
wn
[}
C
ey
=)
3 K
o
Al
[0}
O
£
3
a

vc = 100m/min

Work Material
Tool Cat. No.

Cutting Conditions

Relationship between Cutting Edge Treatment and Machining Quality

1 F-08C2 equivalent

: 3NU-TNGA 160408 (BN7500)

Cutting Edge Specification : LF type, Standard, HS type

1 vC =100, 200, 300m/min
f =01mm/rev

vc =200m/min  vc = 300m/min
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SUMIBORON Inserts

Standard cutting edge specification

Indexable Inserts

o 1
80°Diamond type enx10 | enxao | VIS0 | ensso [ NcZios | BRca Tz [ Biczoro] sz
Negative T01225
Positive T01225|501225|501225 T01235 S01225|5S01225|S01225|S01225
@ BNC500| BN500 |BN7125 | BN7000 | BN7115 | BN7500 [BNC8115/BNS8125| NCB100
Npegfat.ive 501215 |T01215|T01215 | T01215| T01215| 701215 202020102020 1y 5 5
= ositive — —
o
o -«
g (Legend) [ ¥
3 K Cast Iron
w
CN . .1 204“ Recommended 'S Exotic Alloy ® )
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Congurens P P
(mm) | Thickness 4.76 e
Applicable External Holders 1€ C10 to C12 Applicable Boring Bars I€ E15, E23 to E25 Uncoated SUMIBORON %%
(] . . 2=
2 One-Use type / Negative (With Hole) 2
)
(1) ' olo nlolnlo|Q o
o | O o | O
5 Cutting Edge Pes/ | NO-OF | corner |CUtting| SIS S(S|a|2|N3I=IB|S IS
z sl Specification ez N2, Pack | CUtting | podius | Edoe [Z[=Is|a| |2 S SISs 36
Edges Length| & | & |5 |5 |8 |2 \5 | &8|&|6 = |2
g NU-CNMA 120402 02 | 25 ° =
= 120404 0.4 24 Aloe e e e [A —
o Standard 1 1
o 120408 0.8 23 AOO® O 0 e A - | =
120412 1.2 22 A G O® OO e A &=
E T-NU-CNMA 120402 0.2 2.5 - =
120404 0.4 24 A OGO OO0 = | =
Standard 10 1
120408 0.8 23 A OGO OO0 e = | =
4 120412 12 | 22 Aloeee® —|-
D NU-CNGA 120404 0.4 24 |11 = s e
Standard 120408 1 1 0.8 23 === [==— -2 - S
120412 1.2 2.2 [l e

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.
*Depth of cut for one-use types is 0.5mm or less.

N B M ®

®

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€$7L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel |I| Bearing Steel (SUJ2, etc.)

£ 300[ —————— £ 350 £ %M
£ BN1000 E ( Aencaios €
E E 300H E 250
s £ BNC2115 ((BNC2125 £
$ 200 H I $ 200}
o 5 200H & { o
g & I i $ 150
o BN350 & - a
1001 |{BNC2010 (! ' 54
o o 100 : @ 100} encans
£ S . ‘ ' / £ ]
3 3 3 50 L L L L L (( L
© o , © o , © 0 01020304 05 ” 30
< Continuous  Interrupted  Heavy Interrupted P> < Continuous  Interrupted  Heavy Interrupted P> Depth of Cut ap (mm)

L34 A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock a

vailability)



SUMIBORON Inserts

80°Diamond type

o]

@: 15t Recommen

Indexable Inserts

(Legend)|C O 2deconnen
K Cast Iron
CN . ./l 204.‘ Recommended S ExaticAlloy ) 3K
Application |H HadereiSteel | O |© |@ | @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Congerets ° °

(mm) | Thickness 4,76 e
Applicable External Holders 1€ C10 to C12 Applicable Boring Bars 1€ E15, E23 to E25 Uncoated SUMIBORON g%
Multi-Cornered One-Use type / Negative (With Hole) 2

Yol
Shape guttlin.g Ed.ge Cat. No. ey Cl\llJc’zlt(i):g CO”.‘er CEE’SQQE g % % g § § ,% u,é % % §
pecification Pack Edges Radius Length Z\z z|z z\z Z|Zz|2|=z % %

2NU-CNGA 120404 0.4 2.4 ( 2 2K K ) @ A O A —

Standard 120408 1 2 0.8 2.3 ® o 0o @ A O A

120412 1.2 2.2 ( 20 2K 3K ) @ A O A —
T-2NU-CNGA 120404 0.4 2.4 [ J ([ J =
Standard 120408 10 2 0.8 2.3 [ [ 2N J @ A || =
120412 1.2 2.2 ([ () .| =

2NU-CNGA 120404WG 0.4 2.4 ) =

120408WG | 1 | 2 08 | 24 ° 1

120412WG 1.2 2.3 ) =

2NU-CNGA 120404 WH 0.4 2.4 o -

120408WH | 1 | 2 08 | 23 ° 1

120412WH 1.2 2.2 ) =
2NU-CNGM 120404N-LV 0.4 24 |—|— ® — —(—|—|—|—|—|—
120408N-LV | 1 | 2 08 | 23 |—|—| |@|=|-|=l-|=|=|-|-
120412N-LV 1.2 22 |—|— o —|— | d s

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€"L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

o
o
s}

Cutting Speed vc (m/min)

BN7125

o

| " " .
10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

Depth of Cut ap (mm)

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

@ Ductile Cast Iron General Sintered Alloy
£ g [ Frgme | Fusee £ [Fre] rovsning regon
= < 300 2 < 300
£ E BN7115 || BN7125 £
o o BN7500 . | BN7000 o
H 2 i H
2 g 200 1 g 200 g
3 b | 3 BN7115 | BN7125
& & ' & BN7500:  BN7000
2 2 100 i 2 100 1
S E 1 = H
o (&) o L)
0 10 20 30 @001 02 03 04 05 @20 01 0.2 03 04 05

0.05 01 015 0.2 0.25 0.3

High-density Sintered Alloy a Titanium Alloy

<

E 300

£

E

S

2 200

2

b4

&

5 100 NCB100
E

o

0 005 010 015 020

Feed Rate f (mm/rev)

NOYO8IWNS

9AI}ISOd dAIlRBIN

g

°Q

N B M ®

>
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SUMIBORON

Q E E @ o Q @ Positive Negative

<

W\

SUMIBORON Inserts

Standard cutting edge specification

Indexable Inserts

o 1
80°Diamond type a0 | e | BYEE0 | avsso | BNz cs BcTene e
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
@ BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
N;>22|att|lvvee S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ ¥
K Cast Iron
CN . .1 204“ Recommended 'S Exotic Alloy ® )
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Congurens P P
(mm) | Thickness 4.76 e
| Applicable External Holders 1€ C10 to C12 3l Applicable Boring Bars 1€ E15, E23 to E25 Uncoated SUMIBORON %g
Multi-Cornered One-Use type / Negative (With Hole) 2
alolol9|o i olulo|Ro
Cutting Edge Pcs/ NS (.)f Corner Cutting| 21§ 318 3|3 JI8|=| o =
Sl Specification Cat: e, Pack | CUtting | pldius | Edoe [Z=Is|q| 2|2 | S SESS 36
Edges Length|& | & |5 |5 |8 |3 |5 8|66 = | =
2NU-CNGA 120404LF 0.4 24 |—|—|—|—|—|—|® A|® A —|—
I Low Resistance . .
& sharp Edge 120408LF 1 2 0.8 2.3 @ AO A
120412LF 1.2 22 SIEEEE .| =
2NU-CNGA 120404LE 0.4 24 |—|—|—|—|—|—|® —|® Al—|—
™ Low Resistance N
@ With Honing 120408LE 1 2 0.8 23 |—|—|— == 0 A
2NU-CNGA 120404LT 0.4 24 |— SIOSIEIE B — &
™ Low Resistance . _ N
I Negative Land 120408LT 1 2 0.8 2.3 ()
120412LT 1.2 22 | — —o—— [ H s S
o . 2NU-CNGA 120404LS 0.4 24 |—|—|—|—|—|—|=|—|®A|—|—
|8 Low Resistance
Negative Land 120408LS 1 2 0.8 23 |—|—|— — == Al—|—
With Honing
2NU-CNGA 120404HT 0.4 24 [ e — | E s S
[ Strong Edge
@ Negative Land 120408HT 1 2 0.8 23 |—|—|— o — d dsE S
120412HT 1.2 22 [ el— | HsE T
2NU-CNGA 120404HS 0.4 24 |—|—|—@®|—|— @ A ® .| =
IE1 Strong Edge
Negative Land 120408HS 1 2 0.8 23 |—|—|—|®|—|— @ A .| =
With Honi
e 120412HS 12 | 22 |-|-|-|@|—|—|@|a M
[ strong Edge 2NU-CNGA 120404US 0.4 24 [—l—1—1—1—[— & Sisls
Negative Land 1 2
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.
*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel |I| Bearing Steel (SUJ2, etc.)
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A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)
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SUMI

80°Diamond type

[o]

@: 15t Recommendation

Inserts

3. 15t Recomnendation

(Legend)|n ”“8;‘1;;;:‘::3:‘2:@ nd Recommendation| giﬁlwdﬂe:mmendatnr
K Cast Iron O|e =
Recommended ® )
Application | H HatenedSteel | O |© (@ | @ | 8
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 ° °
(mm) | Thickness 4.76 e
Applicable Boring Bars I€"E15, E23 to E25 Uncoated SUMIBORON %%
Negative type (With Hole) 22
) Corner |Cutting|2|Q 88|e =
Shape | Goaciritation Cat. No. Unit| Count | Balinose | Edge |||
P Radius |Length|@|@|&|&|®@|@
CNMA 120404 0.4 4.6 [ J o [ J ==
Standard 120408 1 1 0.8 4.5 o o o A o
120412 1.2 4.4 [ J o [ ] A ==

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Solid type / Negative (With Hole)

. Corner |Cutting|Q[Q g18l2|9

Shape | Goccitioation Cat. No. Uit | G| Ballnose | Edge | ISOI S8 i3
E Radius |Length|@|@ |&|&|@|@

CNGA 120408 0.8 129 |—|—|—|—|—|—

Standard 120412 1 4 1.2 129 |— =||=|=|F

Cutting Edge Specification Details I€°L32, L33

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

[a Grey Cast Iron

_g 2oo0 Fshin)  Roughing region
= —BN7125
S 2,000 287000
H
g 1500
&
£ 1,000
£
£ 500
©
0 10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

@ Ductile Cast Iron
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SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
80°Diamond type anx10 | enxzo | SNI008 | Bnsso | NCZIos | NCZ1ZS [ NCZare | Sheseo
Negative T01225
Soitive | 701225501225 | 501225 (225221501225 501225 | 501225 501225
@ BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNCS115/BNS8125| NCB100
Npegfat.ive S01215|T01215 | T01215|T01215| 701215 | 701215 2020201102020 131 54 5
= ositive — —
e
g (Legend) ¥ gl
3 K Cast Iron )
e )
e CNG .1 204.‘ Recommended 'S Exotic Alloy
Application | H HateredSteel O (@ |@ [® | O | ©
Dimensions Inscribed Circle| 12.7 |Hole Dia. 516 Sintered(omponents
(mm) | Thickness 4,76
| Applicable External Holders 1€ C10 to C12 3l Applicable Boring Bars 1€ E15, E23 to E25 Coated SUMIBORON
o . . .
> Multi-Cornered One-Use type / Negative (With Hole)
)
[ . |wululwlwvnlololglolo|w
(o)) ] No. of Cuttingl@ = DM IS NIS(6|o|=
) Cutting Edge Pcs/ " Corner SISISISIQIRINIMI;L|IS
z sl Specification ek e, Pack | CUEEing | podius | Ed9e N S 3
Edges length|Z|Z|Z|Z|Z|Z|§|& & 2
O N O @m0 o0 [aa]
g 2NC-CNGA 120404 0.4 2.4 o @0 A =
Zg 120408 0.8 2.3 o @00 A —
0 120412 1.2 2.2 o [ 2K ) —
Standard
a tandar 120416* ! 2 16 | 3.3 oelale |
120420* 2.0 3.2 o0 A O =
120424+ 2.4 3.1 ® 0 A O =
E 4NC-CNGA 120402 0.2 2.4 e [ 2 J =
120404 0.4 24 O 0000 0 A e e
120408 0.8 23 0 00 00 0 A0 e
ST Standard 120412 1 4 1.2 2?2 00 0 0 0 e Ao o
D 120416+ 1.6 3.3 o000 o iAo =
120420* 2.0 3.2 o000 0 Ao =
120424~ 2.4 3.1 00 0o iAo =
@ e 4NC-CNGA 120404WG 0.4 24 @0 0@ @0 A =
OW Fee
120408WG | 1 4 08 | 24 eele |eea 1
120412WG 1.2 23 00 e @0 A =
T 4NC-CNGA 120404WH 0.4 24 @000 @0 A =
| ee
0 120408WH | 1 4 08 | 23 eele |eea 3
120412WH 1.2 22 @00 e o O A =
4NC-CNGA 120404W 0.4 2.4 A =
120408W 1 4 0.8 2.3 A o —
120412wW 1.2 2.2 =
A - 4ANC-CNGG 120404N-FV 0.4 24 NOECONEEE
ni n
120408N-FV | 1 4 08 | 23 | @@ —|eeal—| |-
120412N-FV 1.2 2.2 0 00 A =
e e et 4NC-CNGG 120404N-LV 0.4 2.4 0 00 A =
fe} utting . _ =
v 120408N-LV | 1 4 08 | 23 | ele—ee®a
120412N-LV 1.2 2.2 0 00 A =
—— 4ANC-CNGG 120404N-SV 0.4 2.4 = — =
arourisea Layer Removal
/ raph 120408N-SV | 1 4 08 | 23 oo —| @Al |-
120412N-SV 1.2 2.2 o0 @ A =

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.
*For use with the SUMIBORON Special Holders for High-Efficiency Machining shown on page L129.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€$”L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel |I| Bearing Steel (SUJ2, etc.)
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B
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200}

100

Cutting Speed vc (m/min)
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S BNC2105
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9 : :
>
5 2004 -
()
3

BN350 % 100}{BNC2010 [iBNC2020

3
O o
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L38

Heavy Interrupted P>
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£ 1 1

3

3 *° 5 :
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A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

80°Diamond type

o]

Indexable Inserts

(Legend)
K Cast Iron o =
CNG ./| 204‘ ‘ Recommended S Exatic Alloy
Application |H HateredSteel O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Cngeets
(mm) | Thickness 4,76
Applicable External Holders 1€ C10 to C12 Applicable Boring Bars 1€ E15, E23 to E25 Coated SUMIBORON
Multi-Cornered One-Use type / Negative (With Hole)
Cutting Ed Pcs/ No. of C cUtting§§§§§§888§
Shape | o ccitication ez N2, Pack Cutting Radioe | Edoe ISISISISISIS 0[0|8|%
ges Length|Z|ZZ|Z|Z|Z|§|& &2
MO0 Mmoo o
_ 2NC-CNGA 120404LE 0.4 Al — || —|—|=|Ol=|==I=lF
B costerce 120408LE 2 08 | 23 |=|-|-|-|®|- —|-
120412LE 1.2 22 |—|—|—|—|®|=|—|—|—|—
2NC-CNGA 120402LT 0.2 24 |—|—|—|—|—|@®@|—|—|—|—
l!l_ow Resistance 120404LT 5 0.4 2.4 =|=|=|=|=|0Oll=|=ll=ls
[l Negative Land 120408LT 0.8 23 |=|=|=|-|-|®|-|=|—|+
120412LT 1.2 22 |=[=|=[=|—|®l=|—|—|+
2NC-CNGA 120402LS 0.2 2.4 () — = — |3
I8 Low Resistance 120404LS 04 | 24 @|@@ @ —|—| |@—|—
Negative Land 2
With Honing 120408LS 0.8 23 000 e —|— o —|—
120412LS 1.2 22 000 e — | — o —|—
[ Low Resistance | #NC-CNGA 120404LS 0.4 24 |—|—|— ——|A =|=
Negative Land 120408LS 4 0.8 23 |—|—|— —|—|A ==
With Honing 120412LS 1.2 22 |—|—|— —— A |
[ strong Edge | #NC-CNGA 120404HS 0.4 2.4 o000 0 iAo o
Negative Land 120408HS 4 0.8 2.3 000 o Ao o
With Honing 120412HS 1.2 2.2 OO OE
@ High Efficiency | #NC-CNGA 120404ES 0.4 2.4 Ol==I5l5-
Negative Land 120408ES 4 0.8 2.3 Ol= =I5
With Honing 120412ES 1.2 2.2 ° —

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Solid type / Negative (With Hole)

Cutting Edge Specification Details 1€°L32, L33

No. of Cu’ctinggﬁmac‘:—)80002

Cutting Edge Pcs/ n Corner SisiIS|o|9|RIR|R o

Shape Specification Cat. No. Pack Cutting Radius Edge SiRIRIRIRIN % % % 3
Edges Length|Z 1 Z|Z|Z|Z Z|5 &5 2

N @M o0 m o

CNGA 120408 0.8 129 |—|\—|—|[—|—|—|—|— |~ |@

Standard CNGA 120412 4 1.2 129 |—|—|—|— — == |—|®

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€$7L32, L33

[3 Grey Cast Iron

< FISing | Roughing region
£
S 2500 BN7125
'3 2,000 H
g
g 1500
&
£ 1,000 H
S
£ 500 BN500
o
0O 10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

[A Ductile Cast Iron
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0.05 01 015 0.2 0.25 0.3
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SUMIBORON

Positive Negative

-\ Il

N B M ®

®

SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
80 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
D BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npigiatti'vf S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ On
K Cast Iron
CNG NOQOB.‘ Recommended |'S ™ ExaticAlloy () ()
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. - Sntered Congurens P °
(mm) | Thickness 3.18 e
[Apricable External Hoders & L125) Uncoated SUMIBORON  |£3
. . . S5
Solid type / Negative (Without Hole) &2
ddololel9lo|olwawiolle
Cutting Edge Pcs/ Nosof I Corner: [CLEENG R g|8ne|X3ISIB =2
Sl Specification Cat: e, Pack | CUtting | podius | Edoe [Z[=Is|a| |2 S SISs 36
P Edges Length| & | & |5 |5 |8 |2 \5 | &8|&|6 = |2
CNGN 090308 0.8 95 |—|—|—|=|—=|=|—=|=|—|—|@|—
Standard 090312 1 4 1.2 9.4 |— — (| S Gl
CNGN 090308LF 0.8 9.5 |=[=l=I=1=|— " HiEE: =
™ Low Resistance I (o _
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€"L32, L33
K Cast Iron L BE
CNG NOQOB. . Recommended | 'S Exatic Alloy
, , , Application |H HatereiSte | O (@ |@ (% O | ©
Dimensions | Inscribed Circle| 9.525 |Hole Dia. - St Comores
(mm) | Thickness 3.18
[Appiicable External Holders e 1125 Coated SUMIBORON
Solid type / Negative (Without Hole)
i mn oo Lo
n No. of CuttingOrN"‘rNSSSr
Cutting Edge Pcs/ " Corner SINIENSIRIS S M w5
SLRE Specification el ey Pack| CUtting | pagivs | Ed9e IGISICIS|C|C NS
Edges Length|Z|Z|Z|Z|Z|Z|§|§ & 2
0N m o om [aa]
CNGN 090308 0.8 P — == |=|=[=]|=|=|=IC
Standard 090312 1 4 1.2 9.4 |=[=l=I=l=I=l=I=|—| @

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

T £ 350
€ BN1000 S
e & 300
g 200+ BNX20 4
3 ‘BN2000. ) T 200
o : o}
& ; 8
R i BN350 2 100
£ | £
= : =
3 3
@] 0 o (0]
< Continuous  Interrupted  Heavy Interrupted B>

L40

—
2} BNC2105
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I ~7BNC2135
t/BNC300.
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Interrupted

Heavy Interrupted P>

Cutting Speed vc (m/min)
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200H
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LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)



SU M I Bo RO N I nse rts Indexable Inserts

80°Diamond type

L]

w
<
=
(Legend) ™
‘ ‘ ]
K Cast Iron O|e = o
N =
CN 5 .’l 204. ‘ Recommended 'S Exatic Alloy ® )
: : , Application |H HadereiSteel | O |© |@ | @ | &
Dimensions \ns;r\bed Circle| 12.7 |Hole Dia. - Sntered Congerets P °
(mm) | Thickness 4.76 e
it}]
(Ropiicable Extornal Holders e Li25) Uncoated SUMIBORON |5 15
Solid type / Negative (Without Hole) 52 &
: indlo|o|8|8lalalQlglel8 (xS %
Cutting Edge pes/| NO-OF | corner |CULting| SIS SI8Ino| WIS =2 =
Shape A Cat. No. Cutting : Edge |X[X || IQIXIRIRI~|R@m| S
Specification Pack Radius Z\Zz|\S|zzlZz|Zz|Zzl=zIz|2c] @
Edges Lengthmmmmmmmmmmgz
CNGN 120408 0.8 127 |=|=|=|=|=|=|=|=|=|-|®|-| &
"
Standard 120412 1 4 1.2 126 |—(—|—|—|— |~ |77~ |~ |®—| &
<
120416 1.6 125 === 1==— | & s ®l5 o
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
K Cast Iron o un E
CN 5 ./l 204. . Recommended | S BxoticAlloy
, , , Application [ H HateedSteel | O |@ (@ |8 | O | ©
Dimensions \msFr\bed Circle| 12.7 |Hole Dia. - St oot s
(mm) | Thickness 4.76 =
(mpiicable Exiermal Folders 161125 Coated SUMIBORON
Solid type / Negative (Without Hole)
RIREE Lo
n No. of CuttingOrN"’rNSSSr
Cutting Edge Pcs/ " Corner SISISISIQILINIMILIS
e . No. : NN NN NN 0
SRS Specification Gel e Pack| CUtting | padivs | E99¢ ISISISIS|S|C 2Y |
Edges Llength|Z|Z1Z|Z|Z|Z|§|§ &2
D|m|D|m|m|d )
CNGN 120408 08 | 127 |=|=|=|=[=[=I-]=-]-|®
standard 120412 1 4 12 | 126 |=|—|—|—|—-|—|—|—-|-|® s ]
120416 1.6 125 |—|—|—|—|—|—|—|—|—|®
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
e
\"
| SUMIBORON Application Range Map
[3 Grey Cast Iron [a Ductile Cast Iron General Sintered Alloy High-density Sintered Alloy a Titanium Alloy
= " Roughing region < < "I‘D“"‘”g Roughing < ""‘;" N9 | Roughing region <
< e < < egion region < region £ 200
EZSOO ENT2S £ € *°% (Brzms 1) enzizs €% £
© 2,000 H o o BN7500 1 | BN7000 o P
5 5 5 200 : < 200 < 200
$ 1,500 2 b4 i 3 BN7115 | BN7125 2
& & BNC8115 & ' & BN7500:  BN7000 &
5 1,000 E 2 100 E % 100 | 2 100 NCB100
fs) 500 [BN500 § § H § i g
0 10 20 30 40 0 10 20 30 @001 02 03 04 05 @20 01 0.2 03 04 05 0 005 010 015 020
Depth of Cut ap (mm) Depth of Cut ap (mm) fedmiel 0,05 01 015 02 0.25 03 feeafiief 005 01 015 02 025 0.3 Feed Rate f (mm/rev)

L41



SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
80 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
D BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.'ve S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
= ositive — —
2
g (Legend) [ On
3 K Cast Iron
w
CNG .1 204.‘ Recommended 'S Exotic Alloy ® )
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. - Sntered Congurens P °
(mm) | Thickness 4.76 e
[Aoicable Extomal Holders & 1125 Uncoated SUMIBORON  |£3
(4 . . . S
2 Solid type / Negative (Dimple Lock) 52
)
© ] oo vl o|lvwlolR|o
oo oo ~
8 Sh Cutting Edge Pcs/ il (.)f Corner Cutting S 8 8 n|o X 8 = s =
z ape Specification Cat: e, Pack | CUtting | podius | Edoe [Z[=Is|a| 2|2 | S SESS 36
Edges Lengthmm%%mm%%%%%%
g CNGX 120408 08 | 127 |[=|=|=|=|=|-|+=l=l=] |-
= Standard 120412 1 4 12 | 126 |=|=|—|—|—|—|=|=|—[—|®|—
[o]
o 120416 1.6 125 === == | S Gl
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5"L32, L33
E K Cast Iron o =
CNG ./l 204. . Recommended |'S ™ Exatic Alloy
Application |H HateeiStee | O (@ |@ [® O | ©
7 Dimensions | Inscribed Circle| 12.7 |Hole Dia. - Sitered Congurens
o (mm) | Thickness 4.76
[Appiicable External Hoiders i Liz5 Coated SUMIBORON
Solid type / Negative (Dimple Lock)
niuin v oo Lo
n No. of CuttingOrN"‘*NSgSr
Cutting Edge Pcs/ " Corner SINIENISIRIS S | 5
SR Specification el B Pack| CUtting | padius | Ed9¢ (GISISISIS|S 2| @
Edges Llength|Z|Z|Z|Z|Z|Z|§|§ & 2
O Mmoo om o
CNGX 120408 0.8 R — | — | =|=|=|=|=|=|=
Standard 120412 1 4 1.2 126 |—l=I=I=[=l=I=I-|—|@®
120416 1.6 125 [—|—|—|—|—|—|—|—|—|@®

N B M ®

W\

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1€L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

< <
= 300, ————————— Uncoated =
£ S500 £
E E
g 200+ BNX20 4
3 ‘BN2000. ) 3
9] : 9]
Q H Q
G 100 | 7 BN350 n
o : o
£ | £
= : =
3 3
O 0 O
< Continuous  Interrupted  Heavy Interrupted B>

L42

350F —— [ Coated |
2} BNC2105 =R
300H
BNC2115 ((BNC2125
200" \
100} IBNC2135
i/BNC300/
0
< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

3008

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)



SU M I BO Ro N I nse rts Indexable Inserts

80°Diamond type

o]

w
[
=
(Legend)|0 ]
K Cast Iron O|e = 3
N =
CCEW03 X1 ‘. Recommended | S~ BxoticAlloy () ()
Application |H HadereiSteel | O |© |@ | @ | &
Dimensions| Inscribed Circle Hole Dia. 1.9 Sntered Congerets P °
(mm) | Thickness 1.4 e
it}]
Applicable Boring Bars 1€ E18, E20 Uncoated SUMIBORON %é >
One-Use type / 7° Positive (With Hole) ES 8
: indlo|o|8|8lalalQlglel8 (xS %
Cutting Edge Pcs/ e (.)f Corner cuttig = | 8 8 nod 8 - 8 <2 =
Shape Specificati Cat. No. Cutting : Edge XX || LIX|IRIRI~|Q@m| S
pecification Pack Radius Z\Zz|S|zzlZz|Zz|ZzI=zIz|l2lc] @
Edges Lengthmmmmmmmmmmgz
NU-CCEW 03X102LF 0.2 12 |—|—|—-|—-|-|-|eAl®@Aa—|-| §
M Low Resistance . | e
@ sharp Edge 03X104LF 1 1 04 | 14 g
(]
NU-CCEW 03X102LT 0.2 12 |—|@|— — | — [ s
™ Low Resistance . . N
| Negative Land 03X104LT 1 1 0.4 1.1 o E
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
K Cast Iron o = D
CCEW03 X1 ‘. Recommended | 'S Exotic Alloy
Application | H HaderedSieel | O | @ |@ [® | O | ©
Dimensions| Inscribed Circle Hole Dia. St et @
(mm) | Thickness 1.4
Applicable Boring Bars 1€ E18, E20 Coated SUMIBORON
One-Use type / 7° Positive (With Hole)
. |ulvvlvlolo|g|olo|w E
. No. of Cutting|@ | [P IS |INIS|6 (o=
Cutting Edge Pcs/ . Corner SISISISIQIQINIMILIS
NN NN NN 00
Sl Specification ez N2, Pack| CUtting | podivs | Edoe [GICICICICIC SIS
Edges Length|Z|ZZ|Z|Z|Z|§|& 5|2
N|®|o|m|o|a )
NC-CCEW 03X102LE 0.2 1.2 |—|—|—|— — ==& ii
Low Resistance
3 With Honing 03X104LE 1 1 0.4 11 |=|=|=|=| |-|-|-|-|-
NC-CCEW 03X102LT 0.2 (WAl — | =|=|=|= =|=|=|= e
™ Low Resistance ) ] Vv
[ Negative Land 03X104LT 1 1 04 | 14
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€ L32, L33
| SUMIBORON Application Range Map
[3 Grey Cast Iron [a Ductile Cast Iron General Sintered Alloy High-density Sintered Alloy a Titanium Alloy
c Finshng | Roughing region z c Finishing Roughing 2 Finishing | poghing region °
£ e egion N £ £ region region £ region £ 300
EZSOO ENT2S £ € %% (BNzms 1) envizs €% £
;)2,0007 < o BN7500 E BN7000 < o
g 1500 3 3 209 g 200 3 | BN7125 3 200
& & BNC8115 & ' & BN7000 &
5 1000 1 o 5 100 E S 100 f 9 100 NCB100
. .
0 10 20 30 40 0 10 20 30 @001 02 03 04 05 @20 01 0.2 03 04 05 0 005 010 015 020
Depth of Cut ap (mm) Depth of Cut ap (mm) fedmiel 0,05 01 015 02 0.25 03 (nf“m‘}?éeé 005 01 015 02 0.25 03 Feed Rate f (mm/rev)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability) L43



SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
80 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
@ BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.'ve 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
oS
g (Legend) [t ¥ §e
3 K Cast Iron O|e )
w
CCEVVO4X1 “ Recommended 'S Exotic Alloy ® )
Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle Hole Dia. 2.3 Sntered Congurens P °
(mm) | Thickness 1.8 e
Applicable Boring Bars 1€ E18, E20 Uncoated SUMIBORON %g
(4 eae . S
2 One-Use type / 7° Positive (With Hole) 532
)
© . )
5 Cutting Edge Pcs/ o, if Corner Cutting{SIS 8|8 |8 3/8|2|8 = 8
g Sl Specification Cat: e, Pack g Radius Selefe é é S Z|Z SEISE 3 &
P Edges Length| & |® |5 |5 |8 |2 |5 | &8|6|6 2| =
_g NU-CCEW 04X102LF 0.2 1.7 |—|—|—|—|—|—|@® A x| =
= M Low Resistance . . _
3 [ Sharp Edge 04X104LF 1 1 0.4 1.6
[« %
NU-CCEW 04X102LT 0.2 1.7 |—|@|— —(— | e
™ Low Resistance A ]
E Il Negative Land 04X104LT 1 1 0.4 16 |— @|— —|—
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€"L32, L33
*Depth of cut for one-use types is 0.5mm or less.
£/
D K Cast Iron o =
CCEVVO4X1 “ Recommended |'S ™ Exatic Alloy
Application |H HaderedSieel | O | @ | @ || O | ©
@ Dimensions|Inscribed Circle Siteed Conponents
(mm) | Thickness 1.8
Applicable Boring Bars 1€ E18, E20 Coated SUMIBORON
One-Use type / 7° Positive (With Hole)
E . W0 IN IO 0I5 |g|lo|lW
. No. of Cutting|@ | (@M ISV S|6(o|=
Cutting Edge Pcs/ " Corner SISISIS SIS S o [ 58
sl Specification el Pack | CUtting | pagius | Ed9e |GISIC|C|S|O S122|9
Edges length|Z|Z|Z |2 |Z|Z|§|& & 2
MO0 Mmoo oo o
A NC-CCEW 04X102LE 0.2 16 |—|—|—|— — = ===
M Low Resistance . N
@ With Honing 04X104LE 1 1 0.4 1.5
| % NC-CCEW 04X102LT 0.2 (O — | — === = =[5
Vv ™ Low Resistance N R
Negative Land 04X104LT 1 1 0.4 1.5

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

W\

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

c c
= 300, —————— Uncoated = 350f —— Coated
£ 0of om0 £ = ancaros
3 £ BNC2115 [{BNC2125
g 200+ BNX20 g i |
\ 200} :

] BN2000 : 3 ;
) : ) ]
& 2 Q " <
O T00f i BN350 2 100} {|BNC2135kp
£ : £ ‘ i
b=} \ B tJBNC300,
3 3
@] 0 o (0]

< Continuous  Interrupted  Heavy Interrupted B> < Continuous Heavy Interrupted P>

L44

Interrupted

Cutting Speed vc (m/min)

300F

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

80°Diamond type

o]

(Legend)|C

Indexable Inserts

K Cast Iron (@) =
CCG .0602‘. Recommended |'S™ ExoticAlloy (J O
Application |H HadereiSteel | O |© |@ | @ | &
Dimensions|Inscribed Circle| 6.35 |Hole Dia. 2.8 St Coonets ° °
(mm) | Thickness 2.38 e
[ Applicable External Holders 1€ C13, D26, D30, D31, D38 Uncoated SUMIBORON %é
One-Use type / 7° Positive (With Hole) g2
lololoo wlo|lvw|lolR|o
Cutting Edge Pcs/ ey (.)f Corner Cutting SIS 22 B8 B TS = =
Sl Specification Ca, Mo, Pack | CUtting | pldius | Ed9e [Z[=Is a2 |2 | S SEEis 536
Edges Length || B |5 |5 |8 |2 |5 | 58|66 2| =
NU-CCGW 060202 0.2 2.4 [ 2K ) =
060204 1 1 0.4 2.3% [ 2K ) A —@®
060208 0.8 2.3 ([ J =
Standard
T-NU-CCGW 060202 0.2 2.4 o &=
060204 10 1 0.4 2.3 o | =
060208 0.8 2.3 = | —
NU-CCGW 060202LT 0.2 24 |— — o —— | S S
Low Resistance
I Negative Land 060204LT 1 1 0.4 23 |— SIUIESERE & | §F
060208LT 0.8 2.3 | — — 0= — | S
[ Strong Edge NU-CCGW 060202HS 0.2 VAN — | —|=|O|=|= . | —
Negative Land 060204HS 1 1 0.4 23 |—|—|—|@|—|— - |=
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Depth of cut for one-use types is 0.5mm or less.
*NCB100 cutting edge length is 2.3.

Multi-Cornered One-Use type / 7° Positive (With Hole)

Cutting Edge Specifi

ication Details 1€ L32, L33

NOYO8IWNS

9AIISOd 9AIleBaN

g

°Q

-] ®

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€5°L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

BN7125

I
o
S
=)
3
o
=]
S

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

Cutting Speed vc (m/min)

[A Ductile Cast Iron

BNC8115

1.0 20 3.0

Depth of Cut ap (mm)

General Sintered Alloy

High-density Sintered Alloy a Titanium Alloy

NCB100

£ Fragion | Fosstne £ [Fre] rovsning regon £ r0
= 300] - = 300 ~

E BN7115 || BN7125 £ £

k)) BN7500 ] BN7000 g g

g 200 1 © 200 . 5 200
8 | 2 BN7115 | BN7125 2

& f g BN7500} | BN7000 a

2 100 : 2 100 ! 2 100
kL : £ : £

o O 3
@001 02 03 04 05 ton@taPo 01 02 0.3 0.4 05 o

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

0.05 01 015 0.2 0.25 0.3

0.05 0.10 0.15 0.20
Feed Rate f (mm/rev)

lolole|9lo|lo|w @wiolle
Cutting Edge Pes/ | NO-OF | corner [CUtting| SIS 3|S|a|3|M3I=IB|S S
Sliefoe Specification Cat, N Pack | CUttIng | padius Edge 1X1x|c /5|22 S5 |E s 3@
P Edges Length|&|®| 5|5 |8 |2 |5 | 8|&6|& 2|2 /T
2NU-CCGW 060202 0.2 2.4 ® =
Standard 060204 1 2 0.4 2.3 @ A O A —
e
\"
2NU-CCGT 060204N-FV 0.4 23 |—|—| |@—|—|=|=[—|—|—|—
Finishing 1 2
Chipbreaker

L45



SUMIBORON

Positive Negative

-\ Il

N B M ®

®

L46

SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
80°Diamond type enx10 | snxao | BVISBT T o | NE310% [ BNeziZs | ncaana] NS
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
@ BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
N;>22|att|lvvee S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ On
K Cast Iron
CCG . 0602" Recommended | S~ Bxotic Alloy
Application | H HatereiStee | O (@ |@ [® | O | ©
Dimensions|Inscribed Circle| 6.35 |Hole Dia. 2.8 Sntered Congurens
(mm) | Thickness 2.38
[ Applicable External Holders 1€ C13, D26, D30, D31, D38 § Coated SUMIBORON
Multi-Cornered One-Use type / 7° Positive (With Hole)
No. of Cuttinggﬁmmggooog
Cutting Edge Pcs/ i Corner Sisisiz|oelRIR|IR S
SELS Specification Cat. No. Pack | CUtting | pagius | Ed9e |GISIC|C|S|O S S
Edges length|Z|Z|Z|Z|Z|Z|§|& & 2
NN Mmoo om o
2NC-CCGW 060202 0.2 24 00 ® ® 0 A o —
Standard 060204 1 2 0.4 23 00 0 0 e e A @ —
060208 0.8 2.3 (2 K J o —
2NC-CCGT 060204N-FV 0.4 2.3 o0 00 A =
Finishing 1 2
Chipbreaker
2NC-CCGW 060202LE 0.2 24 |—|—|—|—|®|=|—|—|—|—
™ Low Resistance | . N
& With Honing 060204LE 1 2 0.4 2.3 o
2NC-CCGW 060202LT 0.2 24 |—|—=|—=|=|—|®|—=|—|—|—
M Low Resistance N R
Negative Land 060204LT 1 2 0.4 2.3 ()
! 2NC-CCGW 060202LS 0.2 2.4 e e —|— A —|5-
Low Resistance
Negative Land 060204LS 1 2 0.4 2.3 ( 2K J =||=[|A — |
With Honin
° 060208LS 08 | 23 | elel |—|- — |

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€$7L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

200}

100

BNC2105

Cutting Speed vc (m/min)

(o]

< Continuous

Interrupted  Heavy Interrupted B>

BNC2115

250

200

£ 350
© 3001
o
>
5 200H
()
[
&
BN350 2 100
£
b=
3
o 0

'BNC2125

|BNC2135
1JBNC300,

< Continuous  Interrupted  Heavy Interrupted P>

150

100

50

Cutting Speed vc (m/min)

300F,——

0 01 02 03 04 05
Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

80°Diamond type

o]

Indexable Inserts

(Legend)| nike ) d“id )
K Cast Iron O|e =
CCG .OQTB‘. Recommended | S Exotic Alloy [ o0
: : , Application |H HadereiSteel | O |© |@ | @ | &
Dimensions| Inscribed Circle| 9.525 |Hole Dia. 4.4 St Coonets ° °
(mm) | Thickness 3.97 e
g
Uncoated SUMIBORON 28
One-Use type / 7° Positive (With Hole) g2
. olo wlo|lvwlo|R|o
Cutting Edge Pcs/ et Qf Corner Cutting| 2] 318 33 QI8 = =
S Specification Gl e Pack | CUtting | pldius | Ed9e [Z(=Is a2 |2 | S SiElS (36
Edges Length || 3|5 |5 |8 |2 |5|5|6|6 2|2
NU-CCGW 09T302 0.2 2.4 [ N ) 3
09T304 1 1 0.4 2.4 ( 2K ) A —|®
09T308 0.8 2.3 [ ) - ®
Standard
T-NU-CCGW 09T302 0.2 2.4 [ ) ==
09T304 10 1 0.4 2.4 [ ) ==
097308 0.8 2.3 ;=
_ NU-CCGW 09T302LT 0.2 24 |— —®=— | u s
Do 09T304LT | 1| 1 04 | 24 |=| |—|e|=|=|=l=l=I-|-|-
09T308LT 0.8 23 |— — @ —|—|=|=|=|—|—|—
[ Strong Edge NU-CCGW 09T302HS 0.2 24 |—|—|—|@|—|— & =
Negative Land 09T304HS 1 1 0.4 24 |—|—|—|@|—|— ==
With Honi
e 09T308HS 08 | 23 |—|—|—|®—|- . =

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€"L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

I
o
S
=)
3
o
=]
S

BN7125

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

Cutting Speed vc (m/min)

[A Ductile Cast Iron

BNC8115

1.0 20 3.0

Depth of Cut ap (mm)

General Sintered Alloy

e [ e 2 [ ] Rousting region
= 300 - = 300

E BN7115 || BN7125 £

g)) BN7500 ] BN7000 g

3 200 1 3 200 7

b | 4 BN7115 | BN7125

L% i L% BN7500: BN7000

2 100 i 2 100 1

= : = H

o (8} L
%P0 01 02 03 04 05 w0 01 02 03 04 05

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

0.05 01 015 0.2 0.25 0.3

Cutting Speed vc (m/min)

High-density Sintered Alloy a Titanium Alloy

[
o
o

N
o
o

I}
S

o

NCB100

0.05 0.10 0.15 0.20
Feed Rate f (mm/rev)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

NOYO8IWNS

9AIISOd 9AIleBaN

g

°Q
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>

L47



SUMIBORON

Positive Negative

-\ Il

N B M ®

W\

L48

SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
80°Diamond type awcto | ecao | SEEED | evaso [ SREET9 RT3 NSRS BHES
Negative T01225
Soitive | 701225501225 | 501225 (225221501225 501225 | 501225 501225
@ BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 |BNC8115|BNS8125| NCB100
N;>22|att|lvvee S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ ¥
K Cast Iron
CCG .OQTB‘. Recommended S ExaticAlloy ) 3K
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions | Inscribed Circle| 9.525 |Hole Dia. 4.4 St Copores P P
(mm) | Thickness 3.97 e
[ Applicable External Holders 1€ C13, D26, D30, D31, D38 J Uncoated SUMIBORON %%
Multi-Cornered One-Use type / 7° Positive (With Hole) 2
Lalololele W olwlolllo
Cutting Edge Pes/ | NO-OF | corner |CUtting| SIS 318 B3| 3Iz|3|S |2
Shape | gpecification Loz il Pack | CUtting | podius | Edoe [Z[=Is|a| |2 S SISs 36
Edges Length| & | & |5 |5 |8 |2 \5 | &8|&|6 = |2
2NU-CCGW 09T302 0.2 2.4 [ ) =
Standard 09T304 1 2 0.4 2.4 @ A O A
097308 0.8 2.3 @ A0 A
2NU-CCGW 09T304WG 0.4 2.4 o =
09T308WG | 1 2 08 | 24 ° 1
2NU-CCGW 09T304WH 0.4 2.4 o =
09T308WH | 1 2 08 | 23 ° 3
2NU-CCGT 09T304N-FV 0.4 24 |—|— (JIEEE- B — — & | —
09T308N-FV | 1 2 08 | 23 |=|—| |@|=|=|=|=l-I-|-I-
2NU-CCGT 09T304N-LV 0.4 24 |—|— (BB E- B — — & |—
Lc'%ahéb%?k'g? 09T308N-LV | 1 2 0.8 23 |—|— @ —|—|—|—|—|—|—|—
2NU-CCGW 09T302LF 0.2 24 |—|—|—|—|—|—|@® | =
Do redsone 09T304LF | 1 | 2 04 | 24 |—|—|-|-|-|-|® ~|-
09T308LF 0.8 23 |—|—|—|—|—|—|® | =
. 2NU-CCGW 09T302LE 0.2 24 |—|—|—|—|—|— @ — 5| —
B toce 09T304LE | 1 2 04 | 24 |=[=|=|=|-|-|®|+ =
09T308LE 0.8 23 |—|—|—|—|—|—|® = .| =

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.
*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

200}

100

Cutting Speed vc (m/min)

(o]

< Continuous

Interrupted

£ 350
© 3001
o
>
5 200H
()
[
&
BN350 2 100
£
b=
3
o 0

Heavy Interrupted P>

BNC2105
BNC2115 ['BNC2125

|BNC2135
1JBNC300,

< Continuous  Interrupted  Heavy Interrupted P>

300F,——

c

= Coated
£ BNC2105
£ 250

$ 200}

el

$ 150

&

D

2 100}

=

3

3 *° 5 :

0O 01 02 03 04 05

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)




SUMIBORON Inserts

80°Diamond type

Indexable Inserts

(Legend)
K Cast Iron o un
CCG . OQTB‘. Recommended |'S ™ ExoticAlloy
Application |H HatereiStee | O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 4.4 Sinteredtomponents
(mm) | Thickness 3.97
[ Applicable External Holders 1€ C13, D26, D30, D31, D38 Coated SUMIBORON
Multi-Cornered One-Use type / 7° Positive (With Hole)
No. of Cut‘cinggﬁgm980002
Cutting Edge Pcs/ i Corner Sisiciz|o9lRIRIR|S
Sl Specification Ca, e Pack Céﬂctlng Radius | £9%¢ [B10|C|C 0|0 A= 3
ges Length|Z|Z(Z|Z|Z |2 Z
A A el e e )
2NC-CCGW 09T302 0.2 2.5 (2K J o0 A o —
09T304 0.4 25 0000 0 e A0 o
Standard 1 2
09T308 0.8 24 © 0 0 0 0 0 Ao e -
097312 @ 0.8 2.4 () =
2NC-CCGW 09T304WG 0.4 2.4 (2K ) o0 A =
09T308WG | 2 08 | 235 | ele |eea 1
2NC-CCGW 09T304WH 0.4 2.4 () ® 0 A =
09T308WH | 2 08 | 235 | ee |eela 1
2NC-CCGT 09T304N-FV 0.4 2.4 o0 00 A =
09T308N-FV | 2 08 | 23 | ele|—|eelal—| |-
2NC-CCGT 09T304N-LV 0.4 2.4 o0 00 A =
el 09T308N-LV | 1 2 08 | 23 | |eje|—|@/e@al—| |-
2NC-CCGW 09T302LE 0.2 24 |=|—|—|—|@|—|—|—|—|—
B e 09T304LE | 1 | 2 04 | 24 |—|-|—|-|@=|-|-|-|-
09T308LE 0.8 23 EIEEEEEEE

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€°L32, L33

[3 Grey Cast Iron

Roughing region

BN7125

Finishing
region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

o
o
s}

0O 10 20 30 40
Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

[A Ductile Cast Iron

° ° Finishing Roughing °
= = region region =
£ £ 300 > £
£ E BN7115 || BN7125 £
o o BN7500 1 | BN7000 o
gL 2 f L
3 g 200 3
2 2 2
Q Q Q
& & &
2 2 100 2
S E S
o (&) o
oth of Cut th

o 10 20 30 @001 02 03 04 05 Pk

Depth of Cut ap (mm)

Feed Rate
(mm/rev)

General Sintered Alloy

Sotered
Aloy

f

0.05 01 015 0.2 025 0.3

of (it ap

Feed Rate
(mm/rev)

High-density Sintered Alloy a Titanium Alloy
Finishing | poughing region =
region S E = L
300 E 300
E
S
200 . 5 200+
BN7115 | BN7125 8
BN7500:  BN7000 &
100 : o 100} NCB100
i S
L) o

0 01 02 03 04 05 o
0.05 01 015 0.2 0.25 0.3

0.05 0.10 0.15 0.20
Feed Rate f (mm/rev)

NOYO8IWNS

9AIISOd 9AIleBaN

g

°Q

N B M ®

>
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SUMIBORON

Negative

Positive

-\ Il

N B M ®

®

LS50

SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 | BNC2010 | BNC200
80 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225|501225|501225 T01235 S01225|5S01225|S01225|S01225
@ BNC500| BN500 |BN7125 | BN7000 | BN7115 | BN7500 [BNC8115(BNS8125| NCB100
N;>22|att|lvvee S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ On
K Cast Iron
CCG . OQTB‘ . Recommended 'S Exatic Alloy
Application | H HatereiStee | O (@ |@ [® | O | ©
Dimensions | Inscribed Circle| 9.525 |Hole Dia. 4.4 Sntered Congurens
(mm) 1 Thickness 3.97
[ Applicable External Holders 1€ C13, D26, D30, D31, D38 J Coated SUMIBORON
Multi-Cornered One-Use type / 7° Positive (With Hole)
. |ulvv[vlo]o|g|lolo|w
) No. of Cutting|@ | (@M IS |INIS|6(o|=
Cutting Edge Pcs/ " Corner SISISIS IS S o [ S8
sl Specification el Pack WG Radius oy 0|C|8|3|C|S % % % o
Edges length|Z|Z|Z|Z|Z|Z|§|& & 2
MO0 Mmoo oo o
2NC-CCGW 09T302LT 0.2 24 |—|—|—|—|—|@|—|—|—|—
™ Low Resistance - ] R
Negative Land 09T304LT | 1 2 0.4 2.4 °
09T308LT 0.8 Al — | —||=|=|=|O|= ==
. 2NC-CCGW 09T302LS 0.2 2.4 [ 2K ) —|—| A ==
Low Resistance
Negative Land 09T304LS 1 2 0.4 24 0000 — | — AO® | —
With Honi
Hrenns 09T308LS 0.8 23 |o|ole|e—|—|ale |-
2NC-CCGW 09T304HS 0.4 2.4 () () =
IE Strong Edge
Negative Land 09T308HS 1 2 0.8 2.3 o o =
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1I€$”L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

< Continuous

Interrupted  Heavy Interrupted B>

< Continuous  Interrupted  Heavy Interrupted P>

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

< c € 300F——

= 300 __Uncoated = 350 __Coated = Coated

£ £ o BNC2105 £ BNC2105 [coated |
§ 250

3 £ BNC2115 [{BNC2125 E

$ 200 H I $ 200}

5 5 200 e oA e | 5

3 2 ] $ 150

& BN350 & S— : &

o 100 & 100 {|BNC2135 ® 100l

£ £ ] ! £

£ b= i/BNC300, k=]

8 3 8 50 . . I . . (( .

0 ° 0 01 02 03 04 05 "



SUMIBORON Inserts

80°Diamond type

L]

Indexable Inserts

(Legend) ) 2
K Cast Iron O|e =
CCG NO401 “ Recommended 'S Exatic Alloy ® )
Application |H HadereiSteel | O |© |@ | @ | &
Dimensions|Inscribed Circle| 4.76 |Hole Dia. - Sntered Congerets P P
(mm) | Thickness 1.59 e
Applicable Holder: Special Holder Uncoated SUMIBORON %%
One-Use type / 7° Positive (Without Hole) &2
L lololelo wlo|lvw|lo|lR| o
Cutting Edge Pcs/ el (.)f Corner Cutting| S| § 818 33 JI8|=|R o =
Sl Specification Ca, Mo, Pack | CUtting | pldius | Ed9e [Z[=Is a2 |2 | S SEES] &3 (6
Edges Length|&|B| 5|5 |8 |2 \|5|&8|6|6| 2| =
NU-CCGN 040104 0.4 2.5 o =
Standard 040108 1 1 0.8 2.4 () =
T-NU-CCGN 040104 0.4 2.5 o s
Standard 040108 10 1 0.8 2.4 o = | —
[ Strong Edge NU-CCGN 040104HS 0.4 25 |—|—|—|@|—|— i
Negative Land 040108HS 1 1 0.8 24 |—|—|—|@|—|— | =
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€"L32, L33

[3 Grey Cast Iron

Roughing region

2,500 4=
2,000 }
1500 |
1000 |

Cutting Speed vc (m/min)

I
o
S
=)
3
o
=]
S

BN7125

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

Cutting Speed vc (m/min)

[A Ductile Cast Iron

BNC8115

1.0 20 3.0

Depth of Cut ap (mm)

General Sintered Alloy

2 Finishing Roughing
£ region region
= 300 x

E BN7115 || BN7125
g)) BN7500 ] BN7000
3 200 H

b4 |

4 1

2 f

2 100 ;

] i

o

Degthof Cut ap.
(mm)

Feed Rate f
(mm/rev)

0O 01 02 03 04 05
0.05 01 015 0.2 025 0.3

Sitere]
Aloy

Feed Rate
(mm/rev)

° Finishing
€ region
E 300
o
s
7 200 A
3 BN7115
& BN7500:
|

£ 100
E 1
s}

Degthof Cut

@m "0 01

High-density Sintered Alloy a Titanium Alloy

Roughing region

BN7125
BN7000

0.2 03 04 05
0.05 01 015 0.2 0.25 0.3

Cutting Speed vc (m/min)

[
o
o

N
o
o

I}
S

o

NCB100

0.05 0.10 015 0.20

Feed Rate f (mm/rev)
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SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
BN1000 BNC2705 | BNC2125 | BNC2010 | BNC200
80 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
@ BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.ive 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
=) .
g (Legend) [ On g g z:“?
3 K Cast Iron O|e )
w
CPGWO802‘. Recommended 'S Exotic Alloy ® )
, , , Application |H HateriStedd | O |[© | @ @ | &
Dimensions|Inscribed Circle| 7.94 |Hole Dia. 34 Sntered Congurens P °
(mm) | Thickness 2.38 e
Uncoated SUMIBORON  |£3
Q ey . S
2 One-Use type / 11° Positive (With Hole) 23
)
© ] oo wolulo|Ro
o ) No. of Cutting|@1Q 15 |0|2 18| als= oY S
| s (Suthefel Pl cuting | S | eooe (518181815 S SISIR IS
P Edges Length| & |® |5 |5 |8 |2 \5 | &8|6|6 ==
g NU-CPGW 080202 02 | 23 ° 3
= Standard 080204 1 1 0.4 2.3 o0
[o]
o 080208 0.8 2.2 ([ J =
NU-CPGW 080204LT 0.4 23 |— = (O = S S
M Low Resistance 1 1
E Negative Land
[ Strong Edge NU-CPGW 080202HS 0.2 23 |—|—|—|@|—|— .| =
ST Negative Land 080204HS 1 1 0.4 23 |—|—|—|@|—|— =
With Honing
D 080208HS 0.8 Il — | —||=|O|=|= | —
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
@ K Cast Iron o =
CPGWOSOZ‘. Recommended 'S Exotic Alloy
, , , Application |H HarderedSieel | O | @ | @ || O | ©
Dimensions|Inscribed Circle| 7.94 |Hole Dia. 3.4 St Conpuens
E (mm) | Thickness 2.38
Coated SUMIBORON
Multi-Cornered One-Use type / 11° Positive (With Hole)
. v lvno|ols|o|lo|w
. No. of Cuttingl@ | (@M IS |INIS|6(o|=
A Cutting Edge Pcs/ " Corner SINISIS KIS Sl o [ S8
sl Specification Sellhlh Pack e, Radius o 0|C|0|3|C|S % % % o
Edges Length|Z1Z|Z|Z|Z | Z |5 |5 &2
NN Mmoo om o
2NC-CPGW 080202 0.2 2.3 [ 2N =
v Standard 080204 1 2 0.4 23 oo

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

W\

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€5"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

< < A
= 300| cnmmmmemm— __Uncoated = 350f — __C ted =
£ (BN1000 £ o —}BNC2105 — £
3 £ BNC2115 [{BNC2125 E
€ 200H o BNX20 g : i g
z : \ 200" N
] ‘BN2000. : 3 | 3
@ ! 9] ] o}
aQ 4 Q et . o3
O T00f i BN350 2 100} /|BNC2135kp 2
= f < ' ; <
b=} \ £ tJBNC300, £
3 3 3
O 0 O 0 O
< Continuous  Interrupted  Heavy Interrupted B> Heavy Interrupted P>

L52

< Continuous  Interrupted

300F

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)



SUMIBORON Inserts

80°Diamond type

o]

Indexable Inserts

(Legend)|C nike ) d“id )
K Cast Iron O|e =
CPGWOQOB.‘ Recommended S Exatic Alloy ® )
Application |H HadereiSteed | O |© |@ | @ | &
Dimensions| INscribed Circle| 9.525 |Hole Dia. 4.4 Sinteredtomponents PN PS
(mm) | Thickness 3.18 e
Applicable Boring Bars 1€ E12, E21, E22 Uncoated SUMIBORON %é
One-Use type / 11° Positive (With Hole) g2
lololoo wlo|vw|lo|L o
Cutting Edge Pcs/ el (.)f Corner Cutting| S| § 818 33 JI8|=|R o =
Sl Specification Ca, Mo, Pack | CUtting | podius | Ed9e (=S a2 | S SiEis &3 6
Edges Length |5 | B |5 |5 |8 |2 |5 | 5|66 2| =
NU-CPGW 090302 0.2 2.4 [ 2K ) =
Standard 090304 1 1 0.4 2.4 [ 2K ) =
090308 0.8 2.3 [ 2N J =
NU-CPGW 090302LT 0.2 24 |— SIUUSEEE - §F
™ Low Resistance
Il Negative Land 090304LT 1 1 0.4 24 |— (JIESEE- 8- — — B |—
090308LT 0.8 2.3 | — SIUJUSEEE & — —§F—
[ Strong Edge NU-CPGW 090302HS 0.2 24 |—|—|—|@|—|— =
Negative Land 090304HS 1 1 0.4 24 |—|—|—|@|—|— | =
With Honi
renne 090308HS 08 | 23 |—|—|—|@|—|- =

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€$7L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

I
o
S
=)
3
o
=]
S

BN7125

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

Cutting Speed vc (m/min)

[A Ductile Cast Iron

BNC8115

1.0 20 3.0

Depth of Cut ap (mm)

General Sintered Alloy

= Finishing Roughing =

é region region E

= 300 - = 300
E BN7115 || BN7125 E

g BN7500 ] BN7000 g

3 200 : © 200
8 | &

2 100 i 2 100
E : =

o (8]
w0 01 02 03 04 05 i b

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

Finishing
region

Roughing region

BN7115
BN7500:

BN7125
BN7000

(mm) 0 01 02 03 04 05
0.05 01 015 0.2 0.25 0.3

Cutting Speed vc (m/min)

High-density Sintered Alloy a Titanium Alloy

[
o
o

N
o
o

I}
S

o

NCB100

0.05 0.10 0.15 0.20
Feed Rate f (mm/rev)
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SUMIBORON

Negative

Positive

SUMIBORON Inserts

Standard cutting edge specification

Indexable Inserts

i BN1000 BNC2105 | BNC2125 | BNC2010 | BNC200
80 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225|501225|501225 T01235 S01225|5S01225|S01225|S01225
@ BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115(BNS8125| NCB100
N;>22|att|lvvee S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ On
K Cast Iron
CPG . 0903‘ . Recommended 'S Exatic Alloy
Application |H HatereiStee | O (@ |@ [® | O | ©
Dimensions|Inscribed Circle| 7.94 |Hole Dia. 2.38 SiteredConorets
(mm) 1 Thickness 34
Applicable Boring Bars I€ E12, E21, E22 Coated SUMIBORON
Multi-Cornered One-Use type / 11° Positive (With Hole)
. |ulvv[vlo|o|g|lololw
) No. of Cutting|@ | (@M IS |INIS|6(o|=
Cutting Edge Pcs/ " Corner SISISIS IS S o [ S8
sl Specification el Pack WG Radius oy 0|C|8|3|C|S % % % o
Edges length|Z|Z|Z|Z|Z|Z|§|& & 2
MO0 Mmoo oo [aa]
2NC-CPGW 090302 0.2 2.4 () =
Standard 090304 1 2 0.4 2.4 ()
2NC-CPGT 090304N-LV @ 0.4 2.3 o0 — = =
Light Cutting _ _ N
090308N-LV @ | 1 2 08 | 22 | |ele

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Nl

N B M ®

®

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€5°L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

350
3001

BNC2105

200}

100

BN350

Cutting Speed vc (m/min)

(o]

< Continuous

L54

Interrupted  Heavy Interrupted B>

BNC2115

300F,——

100

Cutting Speed vc (m/min)

200"

'BNC2125

|BNC2135
1JBNC300,

< Continuous  Interrupted  Heavy Interrupted P>

2 -
= Coated
£ BNC2105
£ 250
$ 200}
el
$ 150
&
D
2 100}
=
3
3 *° 5 :

0 01 02 03 04 05
Depth of Cut ap (mm)



SUMIBORON Inserts

55°Diamond

type

/o)

Indexable Inserts

(Legend)|C e g:
K Cast Iron [ JE.;
DNG A1 /l 04‘ ‘ Recommended | ™ Exotic Alloy
Application |H HatereiStee | O (@ |@ | ® | O | ©
Dimensions| Inscribed Circle| 9.525 |Hole Dia. 3.81 Sntered Cngeets
(mm) | Thickness 4,76
| Applicable External Holders 1€ C16 M| Applicable Boring Bars 1€ E32, E33 Coated SUMIBORON
Multi-Cornered One-Use type / Negative (With Hole)
. wiv(vlviolo|glolo|w
. No. of Cutting|@ | [ M IS |NIS|e (o=
Cutting Edge Pcs/ . Corner SISISISIQIRINIMIL|IS
Sl Specification ez N2, Pack| CUtting | podivs | Edoe [GICICICICIO A= o}
Edges Length|Z|ZZ|Z|Z|Z|§|& 5|2
0O E@m oo o
2NC-DNGA 110404 0.4 2.4 [ 2K J ( 2K ) =
Standard 110408 1 2 0.8 2.0 (X} [ N ) =
110412 1.2 2.0 e e [ N J =
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
K Cast Iron O|e =
DN . .1 504“ Recommended | S Bxotic Alloy [ o0
Application |H HadereiStee | O |© |@ | @ | &
Dimensions| Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Cngeets ° e
(mm) | Thickness 4.76 e
Applicable External Holders 1€ C14 to C16 Applicable Boring Bars 1€ E15, E31 to E33 Uncoated SUMIBORON g%
One-Use type / Negative (With Hole) 22
lolole|9lo|o|w @lwioll(a
Cutting Edge Pcs/ bl (.Jf Corner Cutting = | 8 8 oo X 8 = 8 3 S
SLEE Specification (Cels e Pack | CUtting | podius | Edoe SIS (S |a|2 |2 S SiE s & &
2 Edges Lengthmm%%mm%%%%g%
NU-DNMA 150401 0.1 2.7 o i
150402 0.2 2.5 ([ J ==
150404 1 1 0.4 24 A O® OO0 e A m |
150408 0.8 20 AG® OGO OO0 A a-|—
150412 1.2 1.9 ([ J ([ A | —
Standard
T-NU-DNMA 150401 0.1 2.7 . | =
150402 0.2 2.5 i
150404 10 1 0.4 24 A O® OO0 e =
150408 0.8 20 A O®O®@ OO0 =
150412 1.2 1.9 ([ =

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€°L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

o
o
s}

BN7125

o

| " " .
10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

[A Ductile Cast Iron

BNC8115

Cutting Speed vc (m/min)

1.0 20 3.0
Depth of Cut ap (mm)

General Sintered Alloy
= Finishing Roughing =
< region region £
£ 300 > £
E BN7115 || BN7125 £
o BN7500 . | BN7000 o
2 1 H
g 200 : 3
4 H &
5 : 8
g 100 : 2
3 : 3
@001 02 03 04 05 Y

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

0.05 01 015 0.2 0.25 0.3

High-density Sintered Alloy a Titanium Alloy

Finishing | poughing region =
region ) eg =

300 £ 300
E
S

200 i 3 200
BN7115 | BN7125 8
BN7500: BN7000 (%

100 f @ 100
' £
L) o

5“0 01 02 03 04 05 0

NCB100

0.05 0.10 015 0.20

Feed Rate f (mm/rev)

NOYO8IWNS

9AI}ISOd dAIlRBIN
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SUMIBORON

Positive Negative

Il G

N B M ®

®

SUMIBORON Inserts

Standard cutting edge specification

ndexable Inserts

o 1
33° Diamond type awcro [ oo | B8 naso | SRER1E [ ENEE 32 B8 BAEEE
Negative T01225
Positive T01225(501225|501225 T01235 S01225|501225|501225|501225
g BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125[ NCB100
N;>22|att|lvvee S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ ¥
K Cast Iron
DN . .1 504‘. Recommended 'S Exotic Alloy ® )
, , , Application |H HateriStedd | O |[© | @ @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Congurens P P
(mm) 1 Thickness 4,76 o
Applicable External Holders 1€ C14 to C16 Applicable Boring Bars 1€ E15, E31 to E33 Uncoated SUMIBORON %g
One-Use type / Negative (With Hole) 3
ddololel9lo|olw@wiolle
Cutting Edge Pcs/ NS (.)f Corner Cutting| 21§ 88mo|F 3= o =
Sl Specification Cat: e, Pack | CUtting | podius | Edoe [Z=Is|q| B2 S SEES 36
Edges Length|& | & |5 |5 |8 |25 |5 8|66 = |2
NU-DNGA 150404 0.4 24 | —|—|—|—|—|—|=|=|—|—|—|®
Standard 150408 1 1 0.8 20 |— — == |=]=|=|=|= o
150412 1.2 19 |—|—|—|—|—|—|=|—=|—|—|—|®
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
Multi-Cornered One-Use type / Negative (With Hole)
dololel9lo|lolw @lwiolle
Cutting Edge Pcs/ bl .Of Corner Cutitli | 8 8 n|o|Qd 8 = 8 3 S
Sl Specification ez, N, Pack | CUtting | podius | Ed9e [Z[=I=|a| B2 S} SiSS 36
P Edges Length| & | & |5 |5 |8 |2 |5 8|66 ==
2NU-DNGA 150404 0.4 2.4 ( 2K 2K 2K J ® A O A —
150408 1 2 0.8 2.0 ( 2K 2K 2K J ® A O A
150412 1.2 1.9 [ J @ AO -
Standard
T-2NU-DNGA 150404 0.4 2.4 ([ ([ J .| =
150408 10 2 0.8 2.0 [ 2K ) @ A || =
150412 1.2 1.9 .| —
2NU-DNGA 150404WG 0.4 2.3 [ -
150408WG | 1 | 2 08 | 20 ° 1
2NU-DNGA 150404 WH 0.4 2.1 o =
150408WH | 1 | 2 08 | 18 ° 1
2NU-DNGM 150404N-LV 0.4 24 |—|— ® —|—|—|—|—|—|—|—
150408NAV | 1 | 2 | 08 | 20—~ @~~~
150412N-LV 1.2 19 |—|— o — —|d S

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.
*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€$7L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel |I| Bearing Steel (SUJ2, etc.)

L56

I

< <
= 300, ————————— __Uncoated = 350
£ BN1000 E ( Aencaios
e © 3001
N £ BNC2115 (IBNC2125
g 200 g 1 :
k] 5 200H
{93 193
[ [
aQ Q
g 100 BN350 ‘g 100/BNC2010
£ £
£ £ L
3 3
@] 0 o (0]
< Continuous  Interrupted  Heavy Interrupted B> < Continuous  Interrupted

Heavy Interrupted P>

T 300F——

£

£ 250

$ 200}

el

$ 150

Q

wn

2 100f :[BNC8115

= :

8 50 L L L L L (( L
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)




SUMIBORON Inserts

55°Diamond type

/o)

Indexable Inserts

(Legend)|C nike ) d“id )
K Cast Iron O|e =
ecommende xotic Allo [ RN ]
DNHEE1504 @ @ m=m ecornerse: OB
Application |H HadereiSteed | O |© |@ | @ | &
D\m(ensw)ons ?;;r;bed Circle 127; Hole Dia. 5.16 Sntered Congerets ° °
mm ickness .
Applicable External Holders 1€ C14 to C16 Applicable Boring Bars € E15, E31 to E33 Uncoated SUMIBORON g%
Multi-Cornered One-Use type / Negative (With Hole) 2
lololoo wlo|w|lolR|o
Cutting Edge Pcs/ ey (.)f Corner Cutting SIS 22 B8 & SIS = =
Sl Specification Ca, Mo, Pack | CUtting | pldius | Ed9e [Z[=Is a2 |2 | S SIS 536
Edges Length |5 |® |5 |5 |8 |2 \|5|&|6|6 2| =
_ 2NU-DNGA 150404LF 0.4 24 |—|—|—|—|—|— | @ A ==
;zgrieggtggce 150408LF | 1 2 08 | 20 —|—|-|—|®|a .
150412LF 1.2 1.9 |—|—|—|—|—|— &=
_ 2NU-DNGA 150404LE 0.4 24 [=l===1=— ¢l = ==
B osterce 150408LE | 1 2 08 | 20 |—|—=[-|-|-|-|® =
2NU-DNGA 150404LT 0.4 24 |— SIUSEE & — § =
Low Resistance
I Negative Land 150408LT 1 2 0.8 20 |— SIUSEE B — | —
150412LT 1.2 1.9 |— — @ —|—|—=|=|=|=|=|=
- 2NU-DNGA 150404HT 0.4 24 (=== 1=10— | w ik
Strong Edge
| Negative Land 150408HT 1 2 0.8 20 |[—|(—|— (e — — =
150412HT 1.2 19 |—|—|— — | i
st 2NU-DNGA 150404HS 0.4 24 |—|—|—|@®|—|—|® A .| =
rong Edge
Negative Land 150408HS 1 2 0.8 20 |[—|—|—|@®|—|—|@® A &=
With Honi
renne 150412HS 1.2 19 |—|—|—|o|—|—|o| |® |—|-

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

Negative type (With Hole)

Cutting Edge Specification Details 1€°L32, L33

L lololelololo|wl @fwlol ]l

Cutting Edge Pcs/ NSy 9f Corner Cutting 2§ 88no|F3|=(R < =

SliE(Pe Specification et Ve, Pack| CUtting | podius | Fd9e SIS (|20 e & e
P Edges Lengthmm%%mmgi%%%%%

DNMA 150404 0.4 5.0 [ (] .| =

Standard 150408 1 1 0.8 4.7 o () () A .| =

150412 1.2 4.3 [} A 5| =

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€$7L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

o
o
s}

BN7125

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

[A Ductile Cast Iron

BNC8115

Cutting Speed vc (m/min)
Cutting Speed vc (m/min)

(0] 1.0 20 3.0
Depth of Cut ap (mm)

Sotere
Hoy

Degthof Cut ap.
(mm)

Feed Rate f
(mm/rev)

General Sintered Alloy

300]

200]

100

Finishing
region

BN7115
BN7500

Roughing
region

BN7125
BN7000

Cutting Speed vc (m/min)

0O 01 02 03 04 05
0.05 01 015 0.2 025 0.3

Depth
(mm)

of (it ap

Feed Rate
(mm/rev)

Finishing
region

Roughing region

300

200

BN7115
BN7500:

100!

BN7125
BN7000

0 01 02 03 04 05
0.05 01 015 0.2 0.25 0.3

High-density Sintered Alloy a Titanium Alloy

[
o
o

N
o
o

NCB100

I}
S

Cutting Speed vc (m/min)

[0} 0.05 0.10 0.15 0.20
Feed Rate f (mm/rev)

NOYO8IWNS

9AI}ISOd dAIlRBIN

9

2\

N B M ®

>
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SUMIBORON

Positive Negative
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e
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W\
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SUMIBORON Inserts

Indexable Inserts

on: Standard cutting edge specification
55°Diamond type enxto | ewoo | SR | ewsso [BNCZIOE BNCzras vczona] ez
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
g BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115[BNS8125| NCB100
N;>22|att|lvvee S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ ¥
K Cast Iron |
DNG .1 504‘. Recommended 'S Exatic Alloy L
Application |H HatereiSteed | O (@ |@ [® | O | ©
Dim(ensi)ons Inscribed Circle| 12.7 |Hole Dia. 5.16 Siered Compnens [
mm) | Thickness 4.76
Applicable External Holders 1€ C14 to C16 Applicable Boring Bars I€ E15, E31 to E33 Coated SUMIBORON
Multi-Cornered One-Use type / Negative (With Hole)
No. of Cuttinggﬁmmggooog
Cutting Edge Pcs/ i Corner Sisisiz|oelRIR|IR S
Sl Specification ek e, Pack | CUEEing | podius | Ed9e N S 3
Edges length|Z|Z|Z|Z|Z|Z|§|& & 2
NN Mmoo om o
2NC-DNGA 150404 0.4 2.4 o o0 A =
150408 0.8 2.0 () o0 A =
150412 1.2 1.9 () ( K ) =
Standard 1 2
150416 1.6 3.4 ® 0 Ao =
150420 2.0 3.0 ® 0 Ao =
150424 2.4 2.7 ® 0 A0 =
4NC-DNGA 150402 0.2 2.5 ( 2K ) ( K ) =
150404 0.4 24 © 0 0 0 0 e Ao
150408 0.8 20 ©/ 00 e 0 e Ao o
Standard 150412 1 4 1.2 1.9 ® 00 0o 0o Ao o
150416 1.6 3.4 C I 2 AN 3K AV NE ) =
150420 2.0 3.0 C I 2 AN 3K AV NE ) =
150424 2.4 2.7 I 20 AN 3K AV NE ) =
4NC-DNGA 150404WG™ 0.4 2.3 ( 2K ) ® 0 A =
150408WG~ | 1 | 4 08 | 19 | ele eea 3
' 4NC-DNGA 150404 WH™ 0.4 2.1 oo o0 A =
150408WH" | 1 | 4 08 | 18 | @@ |elea 1

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.
*1 For use with the SUMIBORON holders for high-efficiency machining shown on pages L129 and L130.
*2 Use a holder with a cutting edge angle of 93°.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€5°L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

200}

100

BN350

Cutting Speed vc (m/min)

(o]

< Continuous

Interrupted

Heavy Interrupted P>

< A

= 350 Coated =

£ ENC2105 £

IS 300H £ 250

£ BNC2115 ((BNC2125 £

g ; 3 $ 200

G 200 H - Ao o

3 ‘ i $ 150

a e TVIBNG200 — _ &
[{BNC2010 |:BNC2020 1|BNC2135 &

o 100 ; : © 100

£ § ; i JBNC300, =

3 o 3 50
< Continuous  Interrupted  Heavy Interrupted P>

300F,——

0 01 02 03 04 05
Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

55°Diamond type

/o)

Indexable Inserts

(Legend)
K Cast Iron o un
DNG .1 504‘. Recommended S Exatic Alloy
: : , Application |H HatereiStee | O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Cngeets
(mm) | Thickness 4,76
Applicable External Holders 1€ C14 to C16 Applicable Boring Bars I€ E15, E31 to E33 Coated SUMIBORON
Multi-Cornered One-Use type / Negative (With Hole)
No. of Cut‘cinggﬁgm980002
Cutting Edge Pcs/ i Corner Sisiciz|o9RIRIR|S
Sl Specification Ca, e Pack | CUTEing | podius | Ed9e KNSR A= 3
Edges Length%%%%%%mmm%
4NC-DNGG 150404N-FV 0.4 2.4 0 00 A =
150408N-FV | 4 08 | 20 | eel—|elelal-| |-
150412N-FV 1.2 1.9 0 00 A =
4NC-DNGG 150404N-LV 0.4 2.4 o0 00 A =
150408N-LV | 4 08 | 20 | eel—|eeal- |-
150412N-LV 1.2 1.9 0 00 A -
4NC-DNGG 150404N-SV 0.4 2.4 = - —
150408N-SV | 4 08 | 20 | eel—|eeal- |-
150412N-SV 1.2 1.9 0 00 A -
, 2NC-DNGA 150404LE 0.4 VA — = |=|=|O|=|=|=IF=lF
B otarce 150408LE | 1 2 08 | 20 |—|—|-|-|@—|—-|-|-|~
150412LE 1.2 19 |—|—|—|—|@|—|—|—|—|—
2NC-DNGA 150402LT 0.2 I — == |=|=|O|=I=IFIF
ELOW Resistance 1504°4LT 0.4 2.4 — ||| . |||
; 1 2
K Negative Land 150408LT 08 | 20 |—|—|—|—|—|®|-|—-|-|—
150412LT 1.2 19 |—|—|—|—|—|@®@|—|—|—|—
2NC-DNGA 150402LS 0.2 2.5 o =|= — =
I Low Resistance 150404LS 0.4 24 000 e — | — ® —|—
Negative Land 1 2
With Honing 150408LS 0.8 20 0000 — | — OS5
150412LS 1.2 19 @0 0 @ e — | — @— |3

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€$7L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

o
o
s}

BN7125

o

| " " .
10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

[A Ductile Cast Iron

° ° Finishing Roughing °
= = region region =
£ £ 300 > £
£ E BN7115 || BN7125 £
o o BN7500 1 | BN7000 o
gL 2 f L
3 g 200 3
2 2 2
Q Q Q
& & &
2 2 100 2
S E S
o (&) o
oth of Cut th

o 10 20 30 @001 02 03 04 05 Pk

Depth of Cut ap (mm)

Feed Rate
(mm/rev)

General Sintered Alloy

Sitere]
Aloy

f

0.05 01 015 0.2 025 0.3

of (it ap

Feed Rate
(mm/rev)

High-density Sintered Alloy a Titanium Alloy

Finishing
region

Roughing region

300

200

100!

BN7115
BN7500:
f
f
f
i

BN7125
BN7000

0.05 01

0 01 02 03 04 05

015 02 02503

<

E 300}

£

E

S

2 200}

2

b4

&

5 100 NCB100
E

o

0 005 010 015 020

Feed Rate f (mm/rev)
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SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 | BNC2010 | BNC200
55 Dlamond type BNX10 | BNX20 | gnoooo | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225|501225|501225 T01235 S01225|5S01225|S01225|S01225
g BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125| NCB100
Npegfat.ive 501215 |T01215|T01215 | T01215| T01215| 701215 202020102020 1y 5 5
= ositive — —
o
(= -
g (Legend) [ ¥
3 K Cast Iron
w
DNG .1 504‘. Recommended 'S Exatic Alloy
Application |H HatereiStee | O (@ |@ [® | O | ©
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Congurens
(mm) 1 Thickness 4,76
Applicable External Holders 1€ C14 to C16 Applicable Boring Bars I€ E15, E31 to E33 Coated SUMIBORON
() . . .
> Multi-Cornered One-Use type / Negative (With Hole)
Fy
o . numummo|lo ololo L0
o . No. of Cutting|@ | |¥MIS |V oo o=
) Cutting Edge Pcs/ " Corner SISISISIQIRINIM|I;L|IS
z SELS Specification Cat. No. Pack | CUtting | pagius | Ed9e |GISIC|C|S|O S o}
Edges length|Z|Z|Z|Z|Z|Z|§|& & 2
MO0 Mmoo oo [aa]
o = | 2.
'E [ Low Resistance 4NC-DNGA 150404LS 0.4 2.4 A
= Negative Land 150408LS 1 4 0.8 20 |— - A —=
[} With Honin
a Henng 150412LS 1.2 19 |=|=|—| |-|-|a| |-|-
4NC-DNGA 150404HS 0.4 2.4 000 0o Ao o
I3 Strong Edge
E Negative Land 150408HS 1 4 0.8 2.0 000 o Ao o
With Honin
Hronns 150412HS 1.2 1.9 oooanreE
@ High Efficiency 4NC-DNGA 150404ES 0.4 2.4 Ol= =I5
ST Negative Land 150408ES 1 4 0.8 2.0 o — =
With Honing
D 150412ES 1.2 1.9 Ol=I=I=ll

N B M ®

®

L60

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€5°L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

200}

100

Cutting Speed vc (m/min)

(o]

< Continuous

g 0 BNC2105 £ el
e 300} e 250
N BNC2115 (IBNC2125 £
S : : $ 200}
o 200H =t -
@ ]
2 ___________BNC200 ) 2 150
BN350 n ‘ : ; »
o, 100|{BNC2010 [{BNC2020 BNC2135 ® 100l
c : | £
£ q i JBNC300, £
3 o 3 50
Interrupted  Heavy Interrupted P> < Continuous  Interrupted  Heavy Interrupted P>

0 01 02 03 04 05
Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SU M I Bo RO N I nse rts Indexable Inserts

55°Diamond type

/o)

w
[
=
(Legend) ™
! ! o
K Cast Iron Ole ) §
DN M A1 506‘ ' Recommended S Exatic Alloy ® )
: Application |H HadereiSteed | O |© |@ | @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Congerets P °
(mm) | Thickness 6.35 e
Applicable External Holders 1€ C14, C16 Applicable Boring Bars 1€ E32 Uncoated SUMIBORON %%
. . El 4
One-Use type / Negative (With Hole) EH 3
. Lol o
. No. of cUttmggg88ogRS“§8§o o
srape | SUTOELE | catno. [P cutting | Comer | eane (518181813 SIS BIS | 2
P Edges Length |5 | B |5 |5 |8 |2 |5|&8|6|6 2| =
NU-DNMA 150604 0.4 2.4 ° —= &
"
Standard 150608 1 1 0.8 2.0 o —|— =
150612 1.2 1.9 ° —— &
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
K Cast Iron o un
DNGA15060 @ —
Application |H HaderedSteel | O |@ | @ || O | ©
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 St Congeets 77
(mm) | Thickness 6.35 2
Applicable External Holders 1€ C14, C16 Applicable Boring Bars I€ E32 Coated SUMIBORON
Multi-Cornered One-Use type / Negative (With Hole)
No. of cutting| 8| 2| 8| M| 2|&|8|8|8 |2 ®
g 0.0 utting|2|Z |2 Slol9o|o|Z
Shape Gy Eclge Cat. No. A Cutting SOy Edge |N|N|N|N|SIS|S|B[5] %0
Specification Pack Radius VILIVIVIVIVIZ ==Y
Edges Length|Z 12 |= 2| =Z|Z (5|5 (5|2
OO E@m oo o
4ANC-DNGA 150604 0.4 24 o0 - [s]
Standard 150608 1 4 0.8 2.0 e =
150612 1.2 1.9 ( 2K J =

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33 ii

| SUMIBORON Application Range Map

[3 Grey Cast Iron [a Ductile Cast Iron General Sintered Alloy High-density Sintered Alloy a Titanium Alloy

~ ~ - EREs Rouonns - T ~

g Roughing region é g rshing oushing é Tegion’ | Roughing region g 300

£ 2500 BN7125 £ < 300 ———— Y < 300 =

E £ E BN7115 || BN7125 £ E

I 2,000 H 9 I BN7500 . | BN7000 9 o 200

o ° © 200 H © 200 — °

8 1500 || 3 8 : b4 BN7115 | BN7125 3

& 1000 1 & BNC8115 & ' & BN7500:  BN7000 &

2" 2 2 100 i 2 00 E 2 100 neetoo

£ 500 [gN500 = = H = H £

o o o o o

0 10 20 30 40 0 10 20 30 @001 02 03 04 05 @20 01 0.2 03 04 05 0 005 010 015 020
Depth of Cut ap (mm) Depth of Cut ap (mm) feeafiiel 005 01 05 02 025 03 feeafiief 005 01 015 02 025 0.3 Feed Rate f (mm/rev)

L61



SUMIBORON Inserts

Indexable Inserts

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1€$7L32, L33

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
55 D|am°nd type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(501225|501225 T01235 S01225|501225|501225|501225
g BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125[ NCB100
Npeg,at.'ve 501215| T01215|T01215| T01215 | T01215| T01215 2029201102020 11 5 5
= ositive — —
S
o o
g (Legend) [t ¥
3 K Cast Iron
w
DNG N1 1 03‘ ‘ Recommended 'S Exotic Alloy ® )
, , , Application |H HateriStedd | O |[© | @ @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. - Sntered Congurens P °
(mm) | Thickness 3.18 e
Applicable External Holders 1€ L125 Uncoated SUMIBORON %g
(4 . . . e
2 Solid type / Negative (Without Hole) &2
Fy
(1) g olo wlo|wlo|LQ|o
o|o o|lo o~
g Sh Cutting Edge Pcs/ Nosof I Corner: [CLEENG R g|8ne|X3ISIB =2
z e | ghecification Cat: e, Pack | CUtting | podius | Edoe [Z[=Is|a| |2 S SISs 36
Edges Lengthmm%%mm%ﬁ%%%%
g DNGN 110308 08 | 108 |—|—|—|-|-|-|-|=|-|-|®|-
= Standard 110312 1 4 12 | 105 |=|=|=|=|—|—|=|=|—[-|®|—
o]
o
DNGN 110308LF 0.8 108 |—|—|—|—|—|—|—|—[—|— —
™ Low Resistance I (o _
E & Sharp Edge 110312LF 1 4 1.2 105 |—|—|—|—|—|—
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
g K Cast Iron (2K,
DNG N1 /I 03. . Recommended |'S™ Exotic Alloy
, , , Application |H HatereiSteed | O (@ |@ (% O | ©
Dimensions|Inscribed Circle| 9.525 |Hole Dia. - St Comores
<::> (mm) | Thickness 3.18
Applicable External Holders 1€ L125 Coated SUMIBORON
Solid type / Negative (Without Hole)
i n oo Lo
) No. of Cut’cingo*‘\""*‘\‘888r
Cutting Edge Pcs/ ) Corner SNIESIRIL M | E
Shape Specification Cat. No. Pack Cutting Radius Edge SiRINIRIRIR % % % 3
Edges Length(Z 1 Z |2 |Z(Z Z|5|&5|5 2
[sa s iaaly el Naa Riaa) o
DNGN 110308 0.8 108 |—|—|—|—|—|—|—|—|—|@
A Standard 110312 1 4 12 | 105 |=|=|=|=|=|=|=|-|—|®
ez
\"

®

| SUMIBORON Application Range Map

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

T £ 350
€ BN1000 S
e & 300
g 200+ BNX20 4
3 ‘BN2000. ) T 200
o : o}
& ; 8
R i BN350 2 100
£ | £
= : =
3 3
@] 0 o (0]
< Continuous  Interrupted  Heavy Interrupted B>

L62

—
2} BNC2105
BNC2115 [|BNC2125
I ~7BNC2135
t/BNC300.

< Continuous

Interrupted

Heavy Interrupted P>

Cutting Speed vc (m/min)

3008

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)



SUMIBORON Inserts

55°Diamond type

/o)

Indexable Inserts

K Cast Iron O|e =
DCG .0702“ Recommended 'S ExoticAlloy (J O
Application |H HadereiSteed | O |© |@ | @ | &
Dimensions|Inscribed Circle| 6.35 |Hole Dia. 2.8 St Coonets ° °
(mm) | Thickness 2.38 e
| Applicable External Holders 1€ C17, D27, D28, D32, D33, D39 Uncoated SUMIBORON %é
One-Use type / 7° Positive (With Hole) g2
lololoo wolnwlo|Ro
Cutting Edge Pcs/ el (.)f Corner Cutting| S| § 818 33 JI8|=|R o =
Sl Specification Ca, Mo, Pack | CUtting | pldius | Ed9e [Z[=Is a2 |2 | S SEES] &3 (6
Edges Length|&|B| 5|5 |8 |2 \|5|&8|6|6| 2| =
NU-DCGW 070202 0.2 2.6 ( X J =
070204 1 1 0.4 2.4 ( N J A — @
070208 0.8 2.0 ([ J -
Standard
T-NU-DCGW 070202 0.2 2.6 ® | =
070204 10 1 0.4 2.4 () = | —
070208 0.8 2.0 = | —
NU-DCGW 070202LT 0.2 26 |— —®=— | = i =
Low Resistance
I Negative Land 070204LT 1 1 0.4 24 |— — 0= — | S
070208LT 0.8 20 |— — @ —|—|=|=|=|—|—|—
[ Strong Edge NU-DCGW 070202HS 0.2 26 |—|—|—|@|—|— .| =
Negative Land 070204HS 1 1 0.4 24 |—|—|—|@|—|— o
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

Multi-Cornered One-Use type / 7° Positive (With Hole)

Cutting Edge Specifi

ication Details 1€ L32, L33

. oo v o|nlollo
Cutting Edge Pcs/ NSy 9f Corner cuttingl 218 88 a3 8IS |R o =
SIEIPE Specification Cai Ve, Pack| CUtting | padius | Fd9e SIS (|20 | e & e
Edges Lengthmm%%mm%%%%%%
2NU-DCGW 070202 0.2 2.6 (] =
Standard 070204 1 2 0.4 2.4 O A O A —
070208 0.8 2.0 ©® AO® A —
2NU-DCGT 070204N-FV 0.4 24 |—|—| |@=|—|=|=[=|=|—=|—
Finishin
1)z

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€"L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

BN7125

I
o
S
=)
3
o
=]
S

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

Cutting Speed vc (m/min)

[A Ductile Cast Iron

BNC8115

1.0 20 3.0

Depth of Cut ap (mm)

General Sintered Alloy

e [ e 2 [ ] Rousting region
= 300 - = 300

E BN7115 || BN7125 £

g BN7500 ] BN7000 g

5 200 H g 200 h

2 : 3 BN7115 | BN7125

L% i L% BN7500: | BN7000

|

2 100 | 2 oo
%P0 01 02 03 04 05 w0 01 02 03 04 05

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

0.05 01 015 0.2 0.25 0.3

Cutting Speed vc (m/min)

High-density Sintered Alloy a Titanium Alloy

[
o
o

N
o
o

I}
S

o

NCB100

0.05 0.10 015 0.20

Feed Rate f (mm/rev)
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SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
55°Diamond type BN 2 e ez EN o e e e
Negative T01225
Positive T01225|501225|501225 T01235 S01225|5S01225|S01225|S01225
g BNC500| BN500 |BN7125 | BN7000 | BN7115 | BN7500 [BNC8115(BNS8125| NCB100
Npegfat.ive S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
= ositive — —
o
(= -
g (Legend) [ ¥
3 K Cast Iron
w
DCG . 0702“ Recommended 'S Exatic Alloy
Application |H HatereiStee | O (@ |@ [® | O | ©
Dimensions|Inscribed Circle| 6.35 |Hole Dia. 2.8 Sntered Congurens
(mm) 1 Thickness 2.38
o [ Applicable External Holders 1€ C17, D27, D28, D32, D33, D39 Coated SUMIBORON
2 Multi-Cornered One-Use type / 7° Positive (With Hole)
e
] . W0 IN IO 0I5 |glo|lW
o . No. of Cutting|@ | (@M IS |INIS|6(o|=
) Cutting Edge Pcs/ " Corner SISISISIQIRINIMI;L|IS
z SELS Specification Cat. No. Pack | CUtting | pagius | Ed9e |GISIC|C|S|O S S
Edges length|Z|Z|Z|Z|Z|Z|§|& & 2
MO0 Mmoo oo o
_g 2NC-DCGW 070202 0.2 26 00 @ ® 0 A =
5 Standard 070204 1 2 0.4 24 oo eleee s e-—
[}
o 070208 0.8 2.0 00 0o =
2NC-DCGT 070204N-FV 0.4 2.4 o0 00 A =
Finishing 1 2
E Chipbreaker
2NC-DCGW 070202LT 0.2 26 |—|—|—|—|—|®|—|—|—|—
™ Low Resistance | . R
ST Negative Land 070204LT 1 2 0.4 2.4
D
m . 2NC-DCGW 070202LS 0.2 2.6 oo —|—|A ==
M Low Resistance
Negative Land 070204LS 1 2 0.4 2.4 [ K ) =|=|A ==
With Honin
o 070208LS 0.8 20 | |@|®| |—|— — |

N B M ®

®

L64

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€°L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

200}

100

BN350

Cutting Speed vc (m/min)

(o]

< Continuous

Interrupted  Heavy Interrupted B>

350
3001

BNC2105

BNC2115

250

200

100

Cutting Speed vc (m/min)

200"

'BNC2125

|BNC2135
1JBNC300,

< Continuous  Interrupted  Heavy Interrupted P>

150

100

50

Cutting Speed vc (m/min)

300F,——

0 01 02 03 04 05
Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

55°Diamond

type

/o)

Indexable Inserts

(Legend)|C
K Cast Iron O|e =
[EeEIE ecommended 'S+ BxaticAlloy (] CAN
DCGE11T3@ @ m=m e (SO
: : : Application |H HadereiSteed | O |© |@ | @ | &
Dimensions| Inscribed Circle| 9.525 |Hole Dia. 4.4 St Coonets ° °
(mm) | Thickness 3.97 e
[ Applicable External Holders 1€ C17, D32, D33, D39 Uncoated SUMIBORON %é
One-Use type / 7° Positive (With Hole) EH
. olo wiolnwlo|Rlo
Cutting Edge Pcs/ el (.)f Corner Cutting| S| § 818 33 JI8|=|R o =
Sl Specification Ca, Mo, Pack | CUtting | pldius | Ed9e [Z[=Is a2 |2 | S SESis 536
Edges Length |5 | B |5 |5 |8 |2 |5|&8|6|6 2| =
NU-DCGW 117302 0.2 2.6 [ 2K ) A =
11T304 ] 1 0.4 24 [ 2K J A — @
11T308 0.8 2.0 ( J — @
11T312 1.2 2.0 ([ J -
Standard
T-NU-DCGW 11T302 0.2 2.6 ([ J - |=
11T304 10 ; 0.4 2.4 o | —
11T308 0.8 2.0 = | =
11T312 1.2 2.0 .| —
_ NU-DCGW 11T302LF 0.2 P — = |=|=|=|= A - |=
B nessance 11T304LF | 1| 1 04 | 24 |—=|—|—=|=|—|-| || | |<I-
11T308LF 0.8 20 |—|[—|— == ==
NU-DCGW 11T302LT 0.2 26 |— — 0= — | S
ELOW Resistance 11T304LT 1 1 04 2.4 - - . — ||| ||
I Negative Land 11T308LT 08 20 |—| [—|@—|—|H e ==
11T312LT 1.2 20 |— — 1@ = | s =
[ Strong Edge NU-DCGW 11T302HS 0.2 26 |—|—|—|@|—|— | =
Negative Land 11T304HS 1 1 0.4 24 |—|—|—|@|—|— —|—
With Honi
e 11T308HS 08 | 20 |=|-|-|®|-|- ~|-

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€°L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

o
o
s}

Cutting Speed vc (m/min)

BN7125

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

[A Ductile Cast Iron
c
£
£
£
B
el
2
&
&
2
=
(8]
0 10 20 30

Depth of Cut ap (mm)

General Sintered Alloy
= Finishing Roughing =
= region region =
E 300 = E
E BN7115 || BN7125 £
o BN7500 . | BN7000 o
2 1 H
3 200 1 3
8 i g
5 : 8
2 100 : 2
£ 1 S
o o

@001 02 03 04 05

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

300

200

BN7115 | BN7125
BN7500: BN7000
100, f
f
!

Depthof Cut @p,
(

Feed Rate
(mm/rev)

Finishing

Tagpend | Roughing region

mm) 0 01 02 03 04 05
0.05 01 015 0.2 0.25 0.3

Cutting Speed vc (m/min)

[
o
o

N
o
o

I}
S

o

High-density Sintered Alloy a Titanium Alloy

NCB100

0.05 0.10 0.15 0.20
Feed Rate f (mm/rev)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)
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SUMIBORON Inserts

Indexable Inserts

on: Standard cutting edge specification
55° Diamond type  [[exio | enxao | BVISER | ewaso | ENCE1TE | ENCE1ZE SRS N
Npizftti'vf T01225(501225 | S01225 %ggg 501225501225 [S01225 | 501225
g BNC500| BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115[BNSS8125| NCB100
N;>22|att|lvvee S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
=
8 . N
§ K Cast Iron O|e =
DCG .1 1 T3‘ ‘ Recommended 'S Exotic Alloy ® )
Application |H HateriStedd | O |[© | @ @ | &
Dimensions | Inscribed Circle| 9.525 |Hole Dia. 4.4 Sintered(omponents PN PS
(mm) | Thickness 3.97 e
[ Applicable External Holders C17, D27, D28, D32, D33, D39 M Applicable Boring Bars 1€ E13, E26 to E30 ] Uncoated SUMIBORON %%
o . . . =H
2 Multi-Cornered One-Use type / 7° Positive (With Hole) 2
)
© ] olo wlo|wlo|lRo
o | O
8 Cutting Edge Pcs/ NS (.)f Corner Cutting| 21§ 318 2|3 8IS|a < =
z sl Specification ez N2, Pack | CUtting | podius | Ed9e [Z[=Is|a| 2|2 S SIEs 36
Edges Length|& | & |5 |5 |8 |5 \5 | &8|6|6 = | =
g 2NU-DCGW 117302 02 | 26 ®Al0a-
-'5; 11T304 1 2 0.4 2.4 O A O A —
o 3
o Standard 11T308 0.8 2.0 @ AO A
T-2NU-DCGW 117302 0.2 2.6 .| —
11T304 10 2 0.4 2.4 ® A —|—
/c/ 117308 0.8 2.0 |-
2NU-DCGW 11T304WG* 0.4 2.3 o =
Low Feed
11T308WG* 1 2 0.8 2.0 [ ) =
LS
D 2NU-DCGW 11T304WH* 0.4 2.1 o =
High Feed i
11T308WH* | 1 | 2 08 | 18 °
(») | 2NU-DCGT 11T304N-FV 04 | 24 |-|-| [®[-|=F[F=I=]-]-
mrsoanev| 1| 2 | os | 20 |=lo| [o|== ARSI
E 2NU-DCGT 11T304N-LV 0.4 24 |—|— NISEE & — —F —
Light Cutting | I T I
S 11T308N-LV| 1| 2 08 | 20 °
[Low Resist 2NU-DCGW 11T302LF 0.2 26 |—|—|—|—|—|—|® A @ A —|—
AN Gsharo Edge 11T304LF | 1 2 04 | 24 |—|—|—|—|-|-|@|Al@|a|-|-
11T308LF 0.8 20 |—|—|—|— ||~ |@® A|@® Al —|—
[Low Resist 2NU-DCGW 11T302LE 0.2 26 |—|—|—|—|—|—|® —|® A|—|—
oW Resistance
5 EWith Honing 11T304LE 1 2 04- 24 o e e i . N . A ol
Vv 11T308LE 0.8 20 |—|—|—|—|—|—|@®|— | @ A|l—|—
[ Low Resistance | 2NU-DCGW 11T302LS 02 | 26 |—|—|—|—|=[-| & Elea =
Negative Land 11T304LS 1 2 0.4 24 |=|—=|—=|—=|=|=|=|—|®| A= |—
/) With Honing 11T308LS 08 | 20 |—|—=|—|-|=|-|-|-|@|la|-|—

L66

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.
*Depth of cut for one-use types is 0.5mm or less.
*Use a holder with a cutting edge angle of 93°.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€5"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel |I| Bearing Steel (SUJ2, etc.)

< Continuous

Interrupted

Heavy Interrupted P>

< Continuous  Interrupted  Heavy Interrupted P>

< < T 300F——
= 300| cumeee— _Uncoated ‘= 350 _Coated . _Coated
£ BN1000 I £ L ool[[_-tBNc210s I £ BNC2105 .
H 250
E E BNC2115 [\BNC2125 E
$ 200 H I $ 200} ,,
kS k 200 ===t i 9 3 ] \\\
) fa) H | 9 150 i |BNC2125
8 100 BN350 @ | (e a |
i |(BNC2010 ! :
o o 100 L 2 100f '|BNC8115
£ £ L £ | :
! = 3 50 L L L L L (( L
© 0 © 0 © 0 01020304 05 7

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

3.0




SUMIBORON Inserts

55°Diamond type

Indexable Inserts

(Legend)|C e g:
K Cast Iron o un
DCG .1 1 T3. . Recommended |'S™ ExoticAlloy
Application |H HatereiStee | O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 4.4 Sintered(omponents
(mm) | Thickness 3.97
[ Applicable External Holders 1€ C17, D27, D28, D32, D33, D39 M Applicable Boring Bars E13, E26 to E30 Coated SUMIBORON
Multi-Cornered One-Use type / 7° Positive (With Hole)
No. of Cut‘cinggﬁmm980002
Cutting Edge Pcs/ i Corner Sisiciz|o9lRIRIR|S
Sl Specification Ca, e Pack | CUTEing | podius | Ed9e KNSR A= 3
Edges Length|Z|Z(Z|Z|Z |2 Z
A S e e e A )
2NC-DCGW 117302 0.2 2.6 ( K J o0 A o —
11T304 0.4 24 0 0 0 0 0 0 A0 e
Standard 1 2
117308 0.8 20 © 0 ©® 0 0 0 Ao e
117312 @ 1.2 1.9 o0 —
2NC-DCGW 11T304WG* 0.4 2.3 (K o0 A =
mrsoswe: | 1 | 2 | oz | 20 | ele elela | -
2NC-DCGW 11T304WH* 0.4 2.0 (K o0 A =
11T308WH* | 1 2 08 | 18 | ele |elela 1
2NC-DCGT 11T304N-FV 0.4 2.4 o0 00 A =
11T308N-FV | 1 2 08 | 20 | ee—leea— |-
2NC-DCGT 11T304N-LV 0.4 2.4 o0 — 00 A =
e 11T308N-LV | 1 2 08 | 20 | |@je|—|@|@a|l-| |-

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Use a holder with a cutting edge angle of 93°.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€°L32, L33

[a Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

o
o
s}

BN7125

o

| " " .
10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

@ Ductile Cast Iron General Sintered Alloy

= = Finishing Roughing =
= = region region =
£ £ 300 > £
£ E BN7115 || BN7125 £
o o BN7500 . | BN7000 o
H 2 : H
B g 209 : 2
g g - g
a BNC8115 a ! a
2 2 100 f 2
E = i E
o (&) o

0 10 20 30 @001 02 03 04 05 Pk

Depth of Cut ap (mm)

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

of (it ap

Feed Rate
(mm/rev)

Finishing

Tagpend | Roughing region

300

200

BN7115 | BN7125
BN7500: BN7000
100, f
f
!

0 01 02 03 04 05
0.05 01 015 0.2 0.25 0.3

High-density Sintered Alloy a Titanium Alloy

z

£ 300

£

B

- 200

@

b

&

2 100 NCB100
£

O

o 0.05 010 015 0.20

Feed Rate f (mm/rev)

NOYO8IWNS

9AIISOd 9AIleBaN

9

-0

N B M ®

>

L67



SUMIBORON

Positive Negative

ll G

N B M ®

®

L68

SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
33° Diamond type awcro [ oo | B8 naso | SRER1E [ ENEE 32 B8 BAEEE
Negative T01225
Positive T01225(501225|501225 T01235 S01225|501225|501225|501225
g BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115/BNS8125| NCB100
N;>22|att|lvvee S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ On
K Cast Iron
DCG .1 1 T3‘ ‘ Recommended |'S™ ExoticAlloy
Application |H HatereiSteed | O (@ |@ [® | O | ©
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 4.4 Sntered Congurens
(mm) | Thickness 3.97
Applicable External Holders 1€ C17, D27, D28, D32, D33, D39 Coated SUMIBORON
Multi-Cornered One-Use type / 7° Positive (With Hole)
No. of Cuttinggﬁmmggooog
Cutting Edge Pcs/ nr Corner SiciS|z|e|oRIRIR g
SELS Specification Cat. No. Pack | CUtting | pagius | Ed9e |GISIC|C|S|C S S
Edges length|Z|Z|Z |2 |Z|Z|§|& & 2
NN Mmoo om o
2NC-DCGW 11T302LE 0.2 26 |—|—|—|—|®—|—|—|—|—
[ Low Resist
Evﬁivt“h Honing. 11T304LE 1 2 0.4 24 |—|—|—|—|@|=|=|=|—|+
11T308LE 0.8 20 |=|—=|—|—|@®|—=|—|—|—|—
- 2NC-DCGW 11T302LT 0.2 PG — || == |=|=|O|=|=I=l5
|8 Low Resistance
I Negative Land 11T304LT 1 2 0.4 24 |—|— — ® —|—|—|—
11T308LT 0.8 20 |=|—|—|—|—|®|—|—|—|—
2NC-DCGW 11T302LS 0.2 2.6 oo —[—|A ==
I Low Resistance 11T304LS 0.4 24 o|@@®—|—|Al®—|—
Negative Land 1 2
With Honing 11T308LS 0.8 20 0000 | |AO® | —
11T312LS P 1.2 1.9 o0 |- .
[ strong Edge 2NC-DCGW 11T304HS 0.4 2.4 ( () =
Negative Land 11T308HS 1 2 0.8 2.0 o o =
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€$”L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

200}

100

BN350

Cutting Speed vc (m/min)

(o]

< Continuous

Interrupted  Heavy Interrupted B>

350
3001

100

Cutting Speed vc (m/min)

200"

< Continuous  Interrupted  Heavy Interrupted P>

T 300——
£
BNC2105 £
250
BNC2115 [IBNC2125 E
1 : $ 200}
,,,,,,,,,,,,,,,,,,,,,,,, | z
i $ 150
) . Q
i|BNC2135kp «
i @ 100}
{JBNC300, g
3 50

0 01 02 03 04 05
Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

Round type

O

Indexable Inserts

(Legend) ) )
K Cast Iron O|e =
RNGN.‘..‘. Recommended | S Bxotic Alloy () ()
: : , Application |H HadereiSteed | O |© |@ | @ | &
Dimensions|Inscribed Circle(9525t012.7|Hole Dia. - Sitered Copurets ° °
(mm) | Thickness 3.18t04.76 e
Applicable External Holders I€°L126 Uncoated SUMIBORON %%
. . o5
Negative type (Without Hole) EH
olo|l2lo|lololwlelv|ell|e
Shape Cutting Edge Cat. No Pcs/ | No. of Cutting | Corner |2/ 818 Ll JI8|=|R 8 =
P Specification g Pack Edges Radius [Z|Z|Z|S|z|z(Z|SIEIE 28
S A - = e e e =
RNGN 120400-B 12.7 [ 2N J -l
Full-top CBN 1 o
(Standard)
RNGN 150400-B 15.88 & | —
Full-top CBN 1 o
(Standard)
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
Solid type / Negative (Without Hole)
olo|l2lo|ololwlelv|ell|e
Shape Cutting Edge Cat. No Pcs/ | No. of Cutting| Corner |g|X 318 0o V3| 3 =
P Specification e Pack Edges Radius [Z(Z|S|Z|z|z Z|ISIEIE 20
©@O5 5 Q2566 @52
RNGN 090300 9.5 — === == === |e—
Standard 1 —
RNGN 090300LF 9.5 |=(=l=I=1=— | = i =
Low Resistance
IE Sharp Edge 1 -
RNGN 120300 127 |=l=l== = e G
Standard 1 —
RNGN 120300LF 12.7  |[=l= === =
Low Resistance
IE Sharp Edge 1 -

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€"L32, L33

[3 Grey Cast

Iron

Roughing region

2,500 4=
2,000 }
1500 |
1000 |

o
o
s}

Cutting Speed vc (m/min)

BN7125

|
o 1.0

20 30 40

Depth of Cut ap (mm)

[A Ductile Cast Iron

BNC8115

Cutting Speed vc (m/min)

(0] 1.0 20 3.0
Depth of Cut ap (mm)

General Sintered Alloy

Sitere]
Aloy

High-density Sintered Alloy a Titanium Alloy

’g *\jg;*g;\g R('l‘qg‘*cﬂypg é "gg’m“g Roughing region 'g 500

< 300] > £ 300 £

£ BN7115 || BN7125 £ E

g)) BN7500 : BN7000 g g

< 200] f < 200 _ 5 200

2 | 2 BN7115 | BN7125 2

& ' & BN7500:  BN7000 &

2 100 i 2 100 : 2100 NeRioo

= i E 1 =

o o o
@001 02 03 04 05 @20 01 0.2 03 04 05 0 005 010 015 020
fedmiel 0,05 01 015 02 0.25 03 feeafiief 005 01 015 02 025 0.3 Feed Rate f (mm/rev)
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SUMIBORON Inserts

Standard cutting edge specification

Indexable Inserts

BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
Round type BNX10 | BNX20 | gnoooo | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
O BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.'ve S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
= ositive — —
oS
[=4
g (Legend) On
3 K Cast Iron
w
RNGN“.“. Recommended 'S Exotic Alloy ® )
, , , Application |H HateriStedd | O |[© | @ @ | &
Dimensions | Inscribed Circle|9525t012.7|Hole Dia. - St Copores P °
(mm) | Thickness 3.18t04.76 e
Applicable External Holders I€°L126 Uncoated SUMIBORON %g
(4 . . . S
2 Solid type / Negative (Without Hole) 6
Fy
o olo wlo|nlo|R|o
oo oo ~
8 Shape Cutting Edge Cat. No Pcs/ | No. of Cutting| Corner A =2 flo B SIS 3 =
z P Specification e Pack Edges Radius |Z|Z|Z|2 (=222 Z(EIE| 2|0
S - = e e P =
g RNGN 120400 127 |=|=|=|=|-|-]=]+]=]=|®]-
'E Standard 1 —
[o]
o
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5"L32, L33
E K Cast Iron o =
RNGN.“.“ Recommended 'S Exotic Alloy
Application | H HatereiStee | O (@ |@ [® | O | ©
7 Dimensions | Inscribed Circle|9525t012.7|Hole Dia. - St Coporets
D (mm) | Thickness 318t04.76
[ Applicable External Holders 1€ L126 Coated SUMIBORON
Solid type / Negative (Without Hole)
<::> Cutting Ed P N f Cutti C S|c|d i E; Eg Eg Eg Eg <
T T ™ <
Shape uttlln.g lge Cat. No. cs/ o. of Cutting orner |SISININIQ|IS IR
Specification Pack Edges Radius |Q|Q OV IVIV|Z|= = O
zZlzlzzz|Z2|I&& & =2
MO0 Mmoo oo [aa]
RNGN 090300 95 |—|—|—|—|—|—|—|—|—|®
E Standard 1 —
RNGN 120300 (PEN — | —|=|=|=|=|=|=[=IC"
A Standard 1 —
RNGN 120400 (PNEN — | —|=|=|=|=|=|=[F=IC"
q Standard 1 —

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

W\

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

< <
= 300, ————————— Uncoated =
£ S500 £
E E
g 200+ BNX20 4
3 ‘BN2000. ) 3
9] : 9]
Q H Q
G 100 | 7 BN350 n
o : o
£ | £
= : =
3 3
O 0 O
< Continuous  Interrupted  Heavy Interrupted B>

L70

350
300

200

100

P Coated
2} BNC2105
BNC2115 ((BNC2125
|(BNC2010 [{BNC2020 BNC2135
; +BNC300/
< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

3008

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)



SUMIBORON Inserts

Square type

O

Indexable Inserts

K Cast Iron O|e =
SN -A1 204‘ ' Recommended S Exatic Alloy ® )
: : , Application |H HadereiSteel | O |© |@ | @ | &

Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Congerets ° °

(mm) | Thickness 4.76 e

| Applicable External Holders 1€ C20 to C26 J Applicable Boring Bars 1€ E37 to E39 Uncoated SUMIBORON %%

One-Use type / Negative (With Hole) EH

. o|o woluvwlo|Ro

Cutting Edge Pcs/ el (.)f Corner Cutting| S| § 818 33 JI8|=|R o =

Sl Specification Ca, Mo, Pack | CUtting | pldius | Ed9e [Z[=Is a2 | S SiEis 536

Edges Length |5 | B |5 |5 |8 |2 |5 | &8|6|6 2| =

NU-SNMA 120404 0.4 2.5 ([ J ([ A =

Standard 120408 1 1 0.8 2.5 o000 o° A = | —

120412 1.2 2.5 0 0o e A =

T-NU-SNMA 120404 0.4 2.5 ([ J | =

Standard 120408 10 1 0.8 2.5 [ () [ - |=

120412 1.2 2.5 ([ ( N J .| —

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

Multi-Cornered One-Use type / Negative (With Hole)

Cutting Edge Specification Details 1€°L32, L33

Yo}
. No. of cutting|2(21818|9/8|4(3(2(8| |8
wpe |CthoRe | ||| Comer He’ SI80IS1815 | ISl S
P Edges Length| & |B |5 |5 |8 |20 |5 | &8|&6|6 2| =
2NU-SNGA 120404 0.4 2.5 [ ) @ A -
Standard 120408 1 2 0.8 2.5 o0 e o A =
120412 1.2 2.5 o0 e @ A -
T-2NU-SNGA 120404 0.4 2.5 [ o - =
Standard 120408 10 2 0.8 2.5 ([ J [ ] x-|=
120412 1.2 2.5 ([ () =
_ 2NU-SNGA 120404LT 0.4 25 |— — @ —|—|=|=|=|—|—|—
e 120408LT | 1| 2 08 | 25 |=| |—|@|=|—|<|<|-I-|-|-
120412LT 1.2 25 |— — o —(— [ s
[ strong Edge 2NU-SNGA 120404HS 0.4 25 |—|—|—|@|—|— .| —
Negative Land 120408HS 1 2 0.8 25 |—|—|—|®|—|— =
With Honing
120412HS 1.2 25 |—|—|—|@|—|— ==

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€°L32, L33

[3 Grey Cast Iron

Cutting Speed vc (m/min)

Flegor|_Roushing region
2,500 BN7125
2,000 1
1,500 H
1,000 H
500 8N500

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

Depth of Cut ap (mm)

Feed Rate f
(mm/rev)

@ Ductile Cast Iron General Sintered Alloy

= = Finishing Roughing

£ < region region

E E 300 =

3 E BN7115 || BN7125

o o BN7500 . | BN7000

H 2 1

3 g 200 f

g g ;

a BNC8115 a !

2 2 100 H

E = i

o o

0 10 20 30 @001 02 03 04 05

0.05 01 015 0.2 025 0.3

Cutting Speed vc (m/min)

Depth
(mm)

Feed Rate
(mm/rev)

of (it ap

High-density Sintered Alloy a Titanium Alloy

Finishing | poughing region =
region ) eg =

300 £ 300
£
S

200 _ 5 200
BN7115 | BN7125 3
BN7500: BN7000 (%

100 : S 100 NCB100

: E
5 O

0 01 02 03 04 05 o
0.05 01 015 0.2 0.25 0.3

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

0.05 0.10 0.15 0.20
Feed Rate f (mm/rev)

NOYO8IWNS

9AI}ISOd dAIlRBIN

9

°Q

\ B HEl e

>

L71



SUMIBORON Inserts

Standard cutting edge specification

Indexable Inserts

BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
Square type BNX10 | BNX20 | gnoooo | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
O BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npegfat.'ve 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
oS
[=4
g (Legend) O 267
3 K Cast Iron
w
SN . A1 204‘ ‘ Recommended 'S Exatic Alloy ® )
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 SiteredConorets P P
(mm) | Thickness 4.76 e
Applicable External Holders C20 to C26 Applicable Boring Bars 1€ E37 to E39 Uncoated SUMIBORON %%
(4 . . S
2 Negative type (With Hole) 53
hd
© ] oo wlo|lwlolR|o
oo o|lo o~
8 Cutting Edge Pcs/ N (.)f Corner Cutting S S818no|F 3SR S
z sl Specification ez N2, Pack | CUtting | podius | Edoe [Z=Is|a| 2|2 | S SEEs 36
Edges Lengthmm%%mmgsﬁggazng
g SNMA 120404 04 | 49 — |-
= Standard 120408 1 1 0.8 4.9 o (o A —
[o]
o 120412 1.2 4.9 [ ([ J A .|| =
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€"L32, L33
E Solid type / Negative (With Hole)
lololololo|o|w alvlolla
Cutting Edge Pcs/ e Qf Corner cutting 218 SR E SR
Shape e Cat. No. Cutting . Edge |X[X | |aM| YNNI~ |%|m
Specification Pack Edges Radius Lenath |2 1212122122 2|2 2|20
| 9 9 [oglea) faNireal e Nl Il
D SNGA 120408 0.8 127 |—|—|—|—|—|— —|—|®|—
Standard 120412 1 8 1.2 12,7 |— — == == === |®—

\ B HEl e

®

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1€$°L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

'BNC2125

250

150

Cutting Speed vc (m/min)

50

c c
= 300 __Uncoated ‘= 350
£ £ BNC2105
IS IS 300
E £ BNC2115
g 200f Q :
kel o 200"
[0 ()
[ [
Q Qo
g 100 BN350 ‘g 100/BNC2010
£ £
= = L
3 3
o 0 o 0
<« Continuous  Interrupted  Heavy Interrupted P> < Continuous

L72

Interrupted

Heavy Interrupted P>

200

100

300F,——

0 01 02 03 04 05
Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

Square type

O

Indexable Inserts

(Legend) ) g:
K Cast Iron o un
SNG A1 204‘ ‘ Recommended S Exatic Alloy
: : , Application |H HatereiStee | O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Siteted Comporets
(mm) | Thickness 4.76
Applicable External Holders C20 to C26 Applicable Boring Bars E37 to E39 Coated SUMIBORON
Multi-Cornered One-Use type / Negative (With Hole)
. |ufwulwv[wlololglolo|w
. No. of Cutting|@ | [ M IS |NIS|e (o=
Cutting Edge Pcs/ . Corner SISISISIQIRINIMIL|IS
Sl Specification ez N2, Pack| CUtting | podivs | Edoe [GICICICICIO A= o}
Edges Length|Z|ZZ|Z|Z|Z|§|& 5|2
0O E@m oo o
2NC-SNGA 120408 0.8 2.4 @ —
Standard 120412 1 2 1.2 2.4 o —
4NC-SNGA 120404 0.4 2.4 [ 2K J ( 2K ) »
Standard 120408 1 4 0.8 2.4 [ 2K ) (2K ) -
120412 1.2 2.4 [ 2K J oo =
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
Solid Insert / Negative (With Hole)
00 ||V OO |g|lo|lo|w
. No. of Cutting|@ | (DM IS |NIS|o|o|=
Cutting Edge Pcs/ : Corner SISISISIRIQINIMIL|S
Shape Specification Cat. No. Pack Cutting Radius Edge JISI0ISISNS 99y e
Edges Length|Z 12 |= 2| Z|Z (5|5 (5|2
OO E@mo o o
SNGA 120408 0.8 127 |[—|—\|—|—|—|—|—|—|—|@®
Standard 120412 1 8 1.2 A — = |=|=|=|=|=|=[F=IC"

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€°L32, L33

[3 Grey Cast Iron
= n Roughing region
£ 2
S 2500 BN7125
' 2,000 H
&
g 1500
&
° 1,000 [
£ 500 BN500
o
0 10 20 30 40

Depth of Cut ap (mm)

[A Ductile Cast Iron

BNC8115

Cutting Speed vc (m/min)

1.0 20 3.0
Depth of Cut ap (mm)

General Sintered Alloy High-density Sintered Alloy [ Titanium Alloy

E Fragion | Fosstne é Fagon | Roughing region g 300

= 300] - = 300 ~

£ BN7115 || BN7125 £ E

g)) BN7500 ] BN7000 g g 200

© 200 H © 200 — °

2 : 3 BN7115 | BN7125 2

& ' & BN7500:  BN7000 &

2 100 1 2 100, | 2 100 NCB100
@001 02 03 04 05 @20 01 0.2 03 04 05 0 005 010 015 020

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

0.05 01 015 0.2 0.25 0.3

Feed Rate f (mm/rev)

NOYO8IWNS

9AI}ISOd dAIlRBIN

9

°Q

\ B HEl e

>

L73



SUMIBORON Inserts

Indexable Inserts

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1I€$"L32, L33

Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
Square type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(501225|501225 T01235 S01225|501225|501225|501225
BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.'ve 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
S
[=4
g (Legend) On
3 K Cast Iron
w
SN . NOQOB.‘ Recommended 'S Exotic Alloy ® )
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. - Sntered Congurens P °
(mm) | Thickness 3.18 e
[Ropicable Extermal Holders & 1124 Uncoated SUMIBORON  |£3
(4 . . e
2 Negative type (Without Hole) 23
)
(1) g olo wlolwlo|Q o
o|o o|lo o~
g Sh Cutting Edge Pcs/ NosoF I Corner [CLEENG N g|8nIe|X3ISIB =2
z e | ghecification Cat: e, Pack | CUtting | podius | Edoe [Z=Is|a| 2|2 S SISs 36
Edges Lengthmm%%mm%ﬁ%%%%
2 SNGN 090308-B 08 | 95 N -
= Full-top CBN .
3 (Standard) 090312-B 1 4 1.2 9.5
o 090316-B 1.6 9.5 .| =
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
E Solid type / Negative (Without Hole)
lololololo|o|w dlviolla
Cutting Edge Pcs/ e 9f Corner cutting 218 SIS E R
Shape e Cat. No. Cutting . Edge |X[X | |aIM| YNNI~ |%9m
Specification Pack Ed Radius L nalglzlzlElElZZIZ2229
ST ges ength|@ |0 |57 |5 |0 |0 5 &|la|a| z(2
2 SNGN 090308 0.8 95 |—[=|—|—|=|—|=|=|-|—|®|—
Standard 090312 1 8 1.2 9.5 |— — (== Gl
@ SNGN 090308LF 0.8 95 |—|—|—|—|—|—|—|=|—|— —
M Low Resistance I T I T T e
@ Sharp Edge 090312LF 1 8 1.2 9.5
[:] SNEN 090308W 0.8 95 |—|—|—|—|—|—|—|—=|—|—|® —
1 8
A I Low Resistance SNEN 090308LFW 0.8 9.5 |=[=l=I=1=1—| " HEE: =
& Sharp Edge 1 8
e
\"

®

| SUMIBORON Application Range Map

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

T £ 350
€ BN1000 S
e & 300
g 200+ BNX20 4
3 ‘BN2000. ) T 200
o : o}
& ; 8
R i BN350 2 100
£ | £
= : =
3 3
@] 0 o (0]
< Continuous  Interrupted  Heavy Interrupted B>

L74

P Coated
2} BNC2105
BNC2115 ((BNC2125
|(BNC2010 [[BNC2020  {|BNC2i35
; +BNC300/
< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

3008

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMI

Square type

Inserts

=
o] S g e B
K Cast Iron o = §
SNENO09030@® Reconmened
Application | H HatenedSteel | O |@ (@ [ ®|O | ©
Dimensions|Inscribed Circle| 9.525 |Hole Dia. -
(mm) | Thickness 3.18
Conted SUMIBORON
Solid type / Negative (Without Hole) %
No. of cutting| 3| 2[8[B]2[] 888 3
Cutting Edge Pcs/ > Corner SicicisigfIRIRIR =
shape Specification cat. No. Pack| CUtiNg | podius | E99° Y& s
Edges Length|Z|Z(Z|Z|Z|Z|§|§| &
OO mMmomom
SNGN 090308 0.8 95 |—|—|—|—|—|—|—|—|—|® 3
(7]
Standard 090312 1 8 1.2 95 |[=[=l=[=l=[=l=|=|—| @ =
>
SNEN 090308W 0.8 95 |—|—|—|—|—|—|—|—|—@®
1 8 [c]

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€ L32, L33

N > e

®

[a Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000
1,500

1,000
500

Cutting Speed vc (m/min)

—tBN7125
BN7000

Cutting Speed vc (m/min)

[¢] 1.0

20 30 40

Depth of Cut ap (mm)

Ductile Cast Iron

—BNC500

(0] 1.0 20
Depth of Cut ap (mm)

0
3.0 (m
Feed Rate f
(mm/rev)

{4 General Sintered Alloy

0.05 01 015 0.2 025 0.3

@8 High-density Sintered Alloy [ Titanium Alloy

Feed Rate f

(mm/rev)

0.05 01 015 0.2 0.25 0.3

T [Faw e 2 [Tl [rovenereen g T
< 300 ———s £ 300 £

£ BN7115 || BN7125 = £

Q BN7500 BN7000 < Q

5 200 © 200 5 2001

3 3 BN7115 | BN7125 g

& & BN7500: | BN7000 &

2 100 2 : 2 100¢ Neetoo

£ £ ' £

o < (8] “ (9]

w9001 02 03 04 05 fanitiaPy 01 02 03 04 05 0 005 010 015 020

Feed Rate f (mm/rev)

L75



SUMIBORON Inserts

Standard cutting edge specification

Indexable Inserts

BN1000 BNC2105 | BNC2125 [ BNC2070 | BNC200
Square type BNX10 | BNX20 | gnoooo | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225|501225|501225 T01235 S01225|5S01225|S01225|S01225
BNC500| BN500 |BN7125 | BN7000 | BN7115 | BN7500 [BNC8115/BNS8125| NCB100
Npegfat.'ve 501215 |T01215|T01215 | T01215| T01215| 701215 202020102020 1y 5 5
= ositive — —
2
g (Legend) [ On
3 K Cast Iron
w
SNG N,I 203. ‘ Recommended | S Bxotic Alloy () ()
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. - Sntered Congurens P °
(mm) | Thickness 3.18 e
Applicable External Holders 1€ L124 Uncoated SUMIBORON %g
[ . . . 2=
2 Solid type / Negative (Without Hole) 53
)
© n olo wlo|w|lolR|o
o | O oo o
8 Sha Cutting Edge Cat. N Pcs/ CNC;'t(.)f Corner Clé(tjtmg IS 818 e 0 ol N =
z P€ I Specification at. o Pack| —Y**'M9 | Radius € 1ZZIZIFZZIBTEIE| a8
Edges Length| & |® |5 |5 |8 |2 |5 | &8|6|6 2| =
g SNGN 120308 08 | 127 |—|—|—|-|-|-|-|=|-|-|®|-
= Standard 120312 1 8 12 | 127 |=|=|=|—=|—-|—|=|=|—[-|®|-
[}
(¥
SNGN 120308LF 08 | 127 == === == === =
™ Low Resistance I (o _
G shorn Edot 120312LF 1 8 12| 127 |=|=|—-|-|-|-

A\ ]

\ B HEl e

®

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1€$7L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

200}

100

Cutting Speed vc (m/min)

(o]

< Continuous

L76

£ 50 £

E 200l BNC2105 E .
N BNC2115 (IBNC2125 £
S : : $ 200}
o 200H =t N -
() 1 (9]
2 ___________BNC200 ) 2 150

BN350 < l(BNC2010 [{BNC2020 {|BNC2135)p v
2 100 ! i 2 100H
g L 1JBNC300, g
O o 3 50

Interrupted  Heavy Interrupted B> < Continuous  Interrupted  Heavy Interrupted P>

0 01 02 03 04 05
Depth of Cut ap (mm)




SUMI

Square type

Inserts

Z
] et i e
K Cast Iron o xn §
SNGN1203@ @ ==x —
Application | H HatenedSteel | O |@ (@ [ ®|O | ©
Dimensions|Inscribed Circle| 12.7 |Hole Dia. -
(mm) | Thickness 3.18
Applicable External Holders 1€ L124 Coated SUMIBORON >
Solid type / Negative (Without Hole) ®
No. of Cuttinggﬁmmggooo g
Cutting Edge Pcs/ i Corner Sisiiz|oe|RIR|B =
Shape Specification Cat. No. Pack Cutting Radius Edge Sl I O|9|Q g
Edges Length|Z|Z|Z|Z|Z2(Z2|§|5|5
[sap el aa -l Naa R laa)
SNGN 120308 0.8 127 |—|—|—|—|—|—|—|—|—|® 3
Standard 120312 1 8 12 | 127 |=|—=|—-l-|-|-|-]-|-|® =
<
()

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€ L32, L33

9

N > e

®

[a Grey Cast Iron

gzsoo F‘,”E‘;“g”ng Roughing region
= —BN7125
S 2,000 EN7000
H
g 1500
&
£ 1,000
£
£ 500
©
0 10 20 30 40

Depth of Cut ap (mm)

@ Ductile Cast Iron

Cutting Speed vc (m/min)

o
o
o

400

300

—BNC500

1.0
Depth of Cut ap (mm)

20 3.0

= Finishing | Roughing 2 Finishing
£ region. | region £ region. | Reushing region
< 300 ———s £ 300
E BN7115 || BN7125 E
Q BN7500 BN7000 <
5 200 5 200
b 3 BN7115 | BN7125
& & BN7500: | BN7000
2 100] 2 100 :
s E :
o < (8] “
th of th of
@001 02 03 04 05 @20 01 0.2 03 04 05

Feed Rate
(mm/rev)

{4 General Sintered Alloy

0.05 01 015 0.2 025 0.3

Feed Rate f
(mm/rev)

0.05 01 015 0.2 0.25 0.3

Cutting Speed vc (m/min)

w
o
o

N
o
o

s}
s}

o

High-density Sintered Alloy B Titanium Alloy

NCB100

0.05 0.10 015 0.20

Feed Rate f (mm/rev)

L77



SUMIBORON Inserts

Indexable Inserts

Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
Square type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.'ve 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
oS
[=4 o
g (Legend) [t O
3 K Cast Iron
w
Recommended |'S™ ExoticAllo ® )
i
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. - Sntered Congurens P °
(mm) | Thickness 4.76 e
it}
o ETETIETAST) Uncoated SUMIBORON |3
2 Negative type (Without Hole) EH
)
© ] oo wlo|lvwlolR|o
oo oo ~
8 Sh Cutting Edge Pcs/ il (.)f Corner Cutting S 8 8 n|o X 8 = s =
z ape Specification Cat: e, Pack | CUtting | podius | Edoe [Z=IS|a| 2|2 | S SESS 36
Edges Lengthmm%%mm%%%%%%
2 SNGN 120408 0.8 48 | (o] |o] |e@ =
= Standard 120412 1 1 1.2 4.8 o o -
[o]
o
SNGN 120408-B 0.8 12.7 |— =|= = ===
Full-top CBN _ _ - N R B
E (Standardh 120412-B 1 4 1.2 12.7
120416-B 1.6 12,7 |— =||= - =|=&lE
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€"L32, L33
/7 Solid type / Negative (Dimple Lock)
D
dololel9lololw|@wioll|e
Cutting Edge Pcs/ el Corner cutting 218 S8a2F 3 S|B| g2
SliE]pe Specification Cei INe, Pack| CUtting | padius | Fd9e SIS (&R0 | i & e
Edges Lengthmm%%mm%%%%%%
@ SNGX 120408 0.8 127 |[—|—|—|—|—|—|=|—|—|— —
Standard 120412 1 8 1.2 12.7 |— = === = i Gl
120416 1.6 12,7 [l e &= =K’
E Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€"L32, L33
Solid type / Negative (Without Hole)
lololelolo|o|w @lvliol Qe
Cutting Edge Pcs/ No: Qf Corner Glitting S 8 8 0o 8 - 8 = \9
SR Specification (Cals ey Pack | CUtting | padius | Bdoe SIS I=|a| B2l SEElE 536
Edges Length|& & |5 |5 |5 |20\ 5 | 8|&E|& = |2
SNGN 120408 0.8 12.7 (=== =1=— | = i @l
avd 120412 12 | 127 || |= |- |- || H - e
\' Standard 1 8
120416 1.6 12,7 (=== == — | o - o —
120420 2.0 127 [—|—\|—|—|—|—|—=|—|—|—|®|—

j Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

< [Uncoated]
= 300f,— Uncoated
E (BN1000
E
¢ 2000 BNX20
8 ‘BN2000 !
o 3
D 100 ¢ BN350
o :
£ :
= \
3
O 0
< Continuous  Interrupted  Heavy Interrupted P>

L78

<
= 350f Coated
£ 2 anc2105
IS 300~
N BNC2115 (IBNC2125
Q 1 1
>
o 200 N
193 i
o ]
Q . \
Z.’, 100 H /|BNC2135
£ |
E=] t/BNC300/
o (0]
< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

300F

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)



SUMIBORON Inserts

Square type

Indexable Inserts

(Legend) ) g:
K Cast Iron o un
SNG .1 204‘ . Recommended | S BxoticAlloy
: : , Application |H HatereiStee | O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 12.7 |Hole Dia. - St et
(mm) | Thickness 4.76
[Aopicable External Holders 16 L1243 Coated SUMIBORON
Solid type / Negative (Dimple Lock)
. wiv(vlviolo|glolo|w
. No. of Cutting|@ | [ M IS |NIS|e (o=
Cutting Edge Pcs/ . Corner SISISISIQIRINIMIL|IS
Sl Specification ez N2, Pack| CUtting | podivs | Edoe [GICICICICIO A= o}
Edges Length|Z|ZZ|Z|Z|Z|§|& 5|2
0O E@m oo o
SNGX 120408 0.8 127 [—|—|—|—|—|—|—=|—|—
Standard 120412 1 8 1.2 12.7 e el el —|—|—|®
120416 1.6 A — = |=|=|=|=|=|=[F=IC"
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
Solid type / Negative (Without Hole)
niuvinin o|lo Lo
. No. of Cutting|@|= | ¥ |= |8 (8|8|8|=
Cutting Edge Pcs/ : Corner SINISISIRIS | o [ 58
Shape Specification Cat. No. Pack Cutting Radius Edge JI0ISISIOID % % % 3
Edges length|Z|ZZ|Z | Z|Z|§|§ &2
00O E@o o o
SNGN 120408 0.8 48 |—|—|—|—|—|—|—|—|—|®
120412 1.2 R — | == |=|=|=|=|=[F=IC
Standard 1 8
120416 1.6 A — = |=|=|=|=|=|=[F=IC
120420 2.0 127 |—|—|—|—|—|—|—|—|—|®

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€$7L32, L33

[3 Grey Cast Iron

Cutting Speed vc (m/min)

2,500 4=
2,000 }
1500 |
1000 |

o
o
s}

Roughing region

BN7125

0O 10 20 30 40
Depth of Cut ap (mm)

[A Ductile Cast Iron

Cutting Speed vc (m/min)

(0] 1.0 20

BNC8115

3.0

Depth of Cut ap (mm)

General Sintered Alloy

Sitere]
Aloy

2 Finishing Roughing 2 Finishing
£ region region = region
= 300 x < 300
E BN7115 || BN7125 £
g)) BN7500 ] BN7000 g
3 200 f © 200 -
b4 | 3 BN7115
& g & BN7500;
2 100 i 2 100 1
S : £ !
o o
oihof Cut thof Cut
@001 02 03 04 05 ey o1

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

High-density Sintered Alloy a Titanium Alloy

Roughing region

BN7125
BN7000

0.2 03 04 05
0.05 01 015 0.2 0.25 0.3

Cutting Speed vc (m/min)

[
o
o

N
o
o

I}
S

o

NCB100

0.05 0.10 015 0.20

Feed Rate f (mm/rev)

NOYO8IWNS

9AI}ISOd dAIlRBIN

9

°Q

\ B HEl e

>

L79



SUMIBORON Inserts

Indexable Inserts

Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
Square type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.ive 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
oS
o= -
g (Legend) [ O
3 K Cast Iron
w
SPG NOQOB.‘ Recommended 'S Exotic Alloy ® )
Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. - Sntered Congurens P °
(mm) | Thickness 3.18 e
Uncoated SUMIBORON 0
Q ey . s
2 One-Use type / 11° Positive (Without Hole) 22
)
© ] oo wlolwlo|Rio
o ) No. of Cutting|2 Q15 |0(R (8| als e Y| S
| s (Suthefel o |l cuting | S | ecoe|IS18IS18I5 S SISIBI IS
P Edges Length |3 | 3|5 |5 |8 || 5|5|6|6 2|2
g NU-SPGN 090304 04 | 23 | (e |@ A —
= 090308 1 1 0.8 2.3 o o (o |[a 3
[o]
[« %
Standard
T-NU-SPGN 090304 0.4 2.3 [ J ([ | =
E 090308 10 1 0.8 2.3 () = =
NU-SPGN 090304LT 0.4 23 | — — 0= | e
™ Low Resistance . _ R
ST Il Negative Land 090308LT 1 1 0.8 2.3 o
D
[ Strong Edge NU-SPGN 090304HS 0.4 I — == O|=|= - |=
Negative Land 090308HS 1 1 0.8 I —|—|=|O|=|= .|| =
@ With Honing
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€ L32, L33
*Depth of cut for one-use types is 0.5mm or less.
E 11° Positive type (Without Hole)
lololololo|o|w alviolla
Cutting Edge Pcs/ e 9f Corner cutting 218 88v|g|d8=|R o =
SIEPe Specification i Ve, Pack| CUtting | padius | Fd9e SIS (< (21D e & e
P Edges Length|& |3 |5 |5 |8 |0 |5 | 8|&|& = |2
SPGN 090304 0.4 4.8 A .| =
Standard 090308 1 1 0.8 4.8 A | =
et 090312 1.2 4.8 .- |=

\'

®

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details I€$”L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

c c
= 300 Uncoated = 350f Coated
£ (BN1000 £ 200 —}BNC2105
3 £ BNC2115 [{BNC2125
€ 200H BNX20 Q i i

e L \ 200H" N
] ‘BN2000. : 3 ;
I ! o ]
3 e S — <
O T00f i BN350 2 100l /IBNC2135
£ : £ i
£ ! b= t/BNC300.
3 3
@] 0 o (0]

< Continuous  Interrupted  Heavy Interrupted B>

L8O

< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

300F

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMI

Square type

Inserts

=
- B 15t Recommendation =
(egeno [ : B g
K Cast Iron (@) = 3
=

Recommended )

Application [ H HadenedSieel | © | © | @ | @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. - P °

(mm) | Thickness 3.18 e

Uncoated SUMIBORON  |£3
.t . EHIE 4
11° Positive type (Without Hole) 23 2
) )
; No. of Cutting|@|Q 3182 = -
Shape tetng 126 Cat. No. Pes/ | cutting | SOMT | TEdge [%|%12]|8M |3 <
Specification Pack Radius ZZz|Z|=zZz|2 ®

Edges Length @ | @ |F |5 |2 | @

SPGN 120308 0.8 4.8 -1 &8
(7]
Standard 120312 1 1 1.2 4.8 - =
<
o

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€ L32, L33

9

NI ONEEN

®

[a Grey Cast Iron

gzsoo F‘[‘E‘;“g”ng Roughing region
= —BN7125
S 2,000 EN7000
H
g 1500
&
£ 1,000
£
£ 500
o
0 10 20 30 40

Depth of Cut ap (mm)

Cutting Speed vc (m/min)

o
o
o

400

300

@ Ductile Cast Iron

—BNC500

1.0
Depth of Cut ap (mm)

20 3.0

= Finishing | Roughing = Finishing
g | Coushn T [Frgme ] rousning regon
< 300 —— = 300
E BN7125 £E
g BN7000 g
< 200 < 200
2 3 BN7125
a & BN7000
2 100, 2 100
= =
© I © I
f f
iAo 01 02 03 04 05 fanitiaPy 01 02 03 04 05

Feed Rate
(mm/rev)

I General Sintered Alloy

0.05 01 015 0.2 025 0.3

Feed Rate f
(mm/rev)

0.05 01 015 0.2 0.25 0.3

Cutting Speed vc (m/min)

w
o
o

N
o
o

s}
s}

o

High-density Sintered Alloy B Titanium Alloy

NCB100

0.05 010 0.5 0.20
Feed Rate f (mm/rev)

L81



SUMIBORON Inserts

Standard cutting edge specification

Indexable Inserts

Triangular type 1o [ enxao | B3O [ ensso [ BNEZIE [ BNC3122  BRESEI3 | ENC%D
Negative T01225
Positive T01225(501225|501225 T01235 S01225|501225|501225|501225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.ive 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
S
o N
g (Legend) [ O
3 K Cast Iron
w
TN . .1 604‘. Recommended |'S ™ ExaticAlloy () ()
, , , Application | H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 3.81 Sntered Congurens P °
(mm) | Thickness 4.76 e
o [ Applicable External Holders C29 to C35, D29, D41 Uncoated SUMIBORON %%
2 One-Use type / Negative (With Hole) EH
)
[ g olo wolulo|Ro
o|o o|o
5 Cutting Edge Pes/ | NO-OF | corner |CUtting| SIS S|8|a|3| M SIEIR|S|S
z shape | oy cification Loz il Pack | CUtting | podius | Edoe [Z=Is|a| 2|2 | S SESS 36
Edges Lengthmm%%mm%ﬁ%%%%
2 NU-TNMA 160401 0.1 2.5 ° |
% 160402 02 | 23 ° -
o]
o 160404 1 1 0.4 22 A|O® OO0 e A .| —
160408 0.8 19 A OO O 0 e A | —
160412 1.2 1.9 [ ) o [ ) A .| —
E Standard
T-NU-TNMA 160401 0.1 2.5 = | —
160402 0.2 2.3 = | —
7 160404 10 1 0.4 22 |AO OO0 e | =
D 160408 0.8 19 A O® O O® 0 e | =
160412 1.2 1.9 [ ) | =
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
@ *Depth of cut for one-use types is 0.5mm or less.
Multi-Cornered One-Use type / Negative (With Hole)
lololelolo]|o|w @lvliol (e
E sh Cutting Edge Pcs/ N Qf Corner Cutting| S 1§ sl8|n(2|2 3 =|B o =
ape Specification Gae N2, Pack | CULting | podius | Edoe SIS I=ia| B2 SEEiE] & (6
P Edges length |&|& |5 | & | 8|5 | 5| Ala|&| 2| 2
3NU-TNGA 160404 0.4 2.2 ( 2K 2K 2K J ® A O A —
i 160408 1 3 0.8 1.9 ( 2K 2K 2K J ® A O A —
Standard 160412 1.2 1.9 [ ( 2N J O A O A —
andar:
T-3NU-TNGA 160404 0.4 2.2 ([ ([ J ® AO® A —
160408 10 3 0.8 1.9 [ ( N J o A | —
= 160412 12 | 19 | e |@ 4=
3NU-TNGM 160404N-LV 0.4 22 |—|— ISR — — & |—
Light Cutting I J I R S D DU D
160408N-LV | 1 | 3 08 | 1.9 °
160412N-LV 1.2 19 |—|— ® —\—|(—|—|—|—|—|—

W\

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1I€5"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

£ s00f e — £ ssof —
E BN1000 E o 2} BNC2105
3 £ BNC2115 [{BNC2125
g 200+ BNX20 g : i
] ‘BN2000. A g 2001 y
Q : Q |
& 2 Q " <
O T00f i BN350 2 100} {|BNC2135
= ! £ ' |
b=} \ B tJBNC300,
3 3
@] 0 o (0]
< Continuous  Interrupted  Heavy Interrupted B> < Continuous  Interrupted  Heavy Interrupted P>

L82

Cutting Speed vc (m/min)

3008

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

Triangular type

/O

Indexable Inserts

(Legend)|C )
K Cast Iron O|e =
TN . .1 604‘. Recommended 'S Exatic Alloy ® )
Application |H HatenedSteel O | © | @ =
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 3.81 Sntered Congerets ° °
(mm) | Thickness 4.76 e
[ Applicable External Holders C29 to C35, D29, D41 Ml Applicable Boring Bars 1€ E15, E45 to E47 Uncoated SUMIBORON g%
Multi-Cornered One-Use type / Negative (With Hole) 2
: olo wlo|lvw|lo|lR| o
Cutting Edge Pcs/ ey (.)f Corner Cutting (SIS 22 B8 & SIS = =
Shape e Cat. No. Cutting . Edge |X[X |08 |R|I~|I~|%9|m
Specification Pack Radius Z\Zz\Z|lzZ2|Z2|Z|IZIZzIz]2|0
Edges Lengthmmmmmmmmmmgz
. 3NU-TNGA 160404LF 0.4 22 |—|—|—|—|—|—|® A @® A|l—|—
B nessance 160408LF | 1| 3 08 | 19 |—|—|-|-|—|-|e|al®la|~|-
160412LF 1.2 19 |—|—|— =|= ==
, 3NU-TNGA 160404LE 0.4 22 |—|—|—=|—|—|—|® — @ A|l—|—
B estarce 160408LE | 1 | 3 08 | 19 |=|-|-|-|-|-|e|-|®|a|-|-
m . 3NU-TNGA 160404LT 0.4 22 |— — 0= | = s
i Noastieo Long 160408LT | 1| 3 08 | 19 |- |—|@|=|-|=|=|=|-|-|-
160412LT 1.2 1.9 |— — @ — | = i =
I Low Resistance 3NU-TNGA 160404LS 0.4 22 |—|— === |— |7 || @ A|—|—
Negative Land 160408LS 1 3 0.8 19 |—|—|—|—|—|—|=|— Al—|—
With Honing
’ 3NU-TNGA 160404HT 0.4 22 == = o i
o £ 160408HT | 1| 3 08 | 19 |—|—|—|—|®|-|+|=l=|-|-|-
160412HT 1.2 19 |—|—|—|—|@®|—|=|=|=|[—|—|—
[ Strong Edge 3NU-TNGA 160404HS 0.4 22 |—|—|—|@®|—|—|® A @® A|l—|—
Negative Land 160408HS 1 3 0.8 19 |—|—|—|@|—|—|@® A Al —|—
With Honing 160412HS 12 | 19 |—|—|-|@|—|— =
[T Strong Edge 3NU-TNGA 160404US 0.4 2.2 === i
Negative Land 1 3
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€°L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

o
o
s}

Cutting Speed vc (m/min)

BN7125

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

Depth of Cut ap (mm)

Feed Rate f
(mm/rev)

@ Ductile Cast Iron General Sintered Alloy
= = Finishing Roughing =
= = region region =
£ £ 300 > £
£ E BN7115 || BN7125 £
o o BN7500 . | BN7000 o
H 2 : H
B g 209 : 2
3 8 i 4
Q Q 1 Q
3 5 | 8
2 2 100 ! 2
S E 1 S
o (&) o
0 10 20 30 @001 02 03 04 05

0.05 01 015 0.2 025 0.3

Depthof Cut @p,
(

Feed Rate
(mm/rev)

Finishing
region

Roughing region

300

200

100!

BN7115
BN7500:
f
f
f
i

BN7125
BN7000

mm) 0 01 02 03 04 05
0.05 01 015 0.2 0.25 0.3

High-density Sintered Alloy a Titanium Alloy

[
o
o

N
o
o

NCB100

I}
S

Cutting Speed vc (m/min)

[0} 0.05 0.10 0.15 0.20
Feed Rate f (mm/rev)

NOYO8IWNS

9AI}ISOd dAIlRBIN
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SUMIBORON Inserts

Standard cutting edge specification

Indexable Inserts

i BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
T"angl"ar type BNX10 | BNX20 | gnpooo | BN350 | gNG2115 | BNG2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(501225|501225 T01235 S01225|501225|501225|501225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125[ NCB100
Npegfat.'ve 501215| T01215|T01215| T01215 | T01215| T01215 2029201102020 11 5 5
= ositive — —
S
[=4
g (Legend) O 267
3 K Cast Iron
w
TN . .1 604‘. Recommended | S Bxotic Alloy () ()
, , , Application | H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 3.81 Sntered Congurens P °
(mm) | Thickness 4.76 e
[ Applicable External Holders C29 to C35, D29, D41 Uncoated SUMIBORON g%
[ . . [
> Negative type (With Hole) 22
)
(1) g olo v olvwlo|ll|o
. No. of Cutting|© |Q o9 N
9 Shape CUtt.m.g Edge Cat. No P Cutting Co”.‘er Edgeg x|% 8|8 M| 3 NN 0 g
z Specification e Pack Radius zz|Iz 2z z|ZBEIE 2| G
Edges Lengthmmmmmmﬁmmmazaz
g TNMA 160402 02 | 36 | |@ |@ —|-
= 160404 0.4 35 o o -
o Standard 1 1
o 160408 0.8 3.2 [ ([ [ A x| —
160412 1.2 2.9 ([ ([ [ ] A -
E Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€ L32, L33
Solid type / Negative (With Hole)
. ==
) No. of cUtungogSSggQSSSNo
L7 shpe |StheRelcono (P cuting | O | ecoe | 2(S18 181810 S SISI 318
D P Edges Lengthmm%%mm%%%%%%
TNGA 160408 0.8 153 |—|—|—|—|—|—|=|=|=|—|®|—
Standard 160412 1 6 1.2 15.7 |— — === === | ®—

N\l - OO

®

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1€°L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

Cutting Speed vc (m/min)

200}

100

BN350

(o]

< Continuous

L84

Interrupted  Heavy Interrupted B>

< S 300F——

£ 350 [ Coated | £ [ Coated |

13 BNC2105 Costed E BNC2105 Coated

= 3001 = 250

E BNC2115 ['BNC2125 £

S : : $ 200}

< 2004 >

3 $ 150

& &

100H BNC2010

g .? 100 H

£ L £

= >

© o © 50o 01 02 0.3 04 05 & 30
< Continuous  Interrupted  Heavy Interrupted P> ST De'pth of Cut ap (mm) ’

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SU M I Bo RO N I nse rts Indexable Inserts

Triangular type

/O

2
=
(Legend)|(nt S S Recome g ?_;
K Cast Iron o un 3
TNG .1 604‘ . Recommended S Exatic Alloy =
Application |H HateredSteel O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 3.81 Sntered Cngeets
(mm) | Thickness 4,76
[ Applicable External Holders 1€ C29 to C35, D29, D41 Coated SUMIBORON >
Multi-Cornered One-Use type / Negative (With Hole) 3
Cutting Edge Pcs/ N, 17 Corner Cuttingg g g E g g § § § g g‘
Sl Specification Ca, e Pack C;(;ctmg Radius | E99¢ [818|0|8|8|8 A= o} s
ges Length|Z|ZZ|Z|Z|Z|§|& 5|2
MO0 Mmoo [aa]
3NC-TNGA 160404 0.4 2.2 () ® 0 A = g
160408 0.8 1.9 () ® 0 A = ?,.
160412 1.2 19 |@ () () = <
Standard 160416* ! 3 16 | 3.3 oeoale o
160420~ 2.0 3.0 ® O A O =
160424~ 2.4 2.7 () () =
6NC-TNGA 160402 0.2 2.3 e () = E
160404 0.4 22 000 0 0 0 Ao e
160408 0.8 19 0 0 © O O O A0 o
Standard 160412 1 6 1.2 1.9 000 0o Ao o 7
160416~ 1.6 3.3 000 o iAe = D
160420~ 2.0 3.0 000 o iAoe =
160424* 2.4 2.7 000 o iAoe =
I 6NC-TNGG 160404N-FV 0.4 2.2 e e 0 A =
160408N-FV | 1 6 08 | 19 | lele—|e ela . (r)
160412N-FV 1.2 1.9 o0 00 A =
. . 6NC-TNGG 160404N-LV 0.4 2.2 o0 00 A =
160408N-LV | 1 6 08 | 19 | ele—|e ela i =
160412N-LV 1.2 1.9 o0 — 00 A — =
: 6NC-TNGG 160404N-SV 0.4 2.2 = — —
160408N-SV | 1 6 08 | 19 | |lele—|elelal—| |-
160412N-SV 1.2 1.9 o0 o A — = A
[ Low Resistance 3NC-TNGA 160404LE 0.4 22 |—|—|—|—|®|—|—|—|—|—
@ With Honing 160408LE 1 3 0.8 19 |—|—|—|—|@|—|—|—|—|—
160412LE 1.2 19 |—|—|—|—|@®|—|—|—|—|—
3NC-TNGA 160402LT 0.2 Rl — | —||=|=|=|O|=|=|=ll5 o
™ Low Resistance 160404LT 1 3 0.4 22 |=[=I=I—|—|®|=|—|—|=F \Y;
I Negative Land 160408LT 0.8 1.9 |—|—|—|—|—|®—|—|—|—
160412LT 1.2 (el — = = |=|=]O|=|=|=|=

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
*For use with the SUMIBORON Special Holders for High-Efficiency Machining shown on page L130. @

| SUMIBORON Application Range Map

[3 Grey Cast Iron [a Ductile Cast Iron General Sintered Alloy High-density Sintered Alloy a Titanium Alloy
= Finishing| oughing region = = Finishing Roughing = Finishing | poghing region =
£ 2500 region i g £ region region g region S € 300}
= 2 = = 300 = = 300 =
E BNTi25 £ E BN7115 || BN7125 £ E
© 2,000 o o BN7500 : | BN7000 o o
5 5 < 200] : < 200 < 200
g 15007, g g 8 BN7115 | BN7125 g
) il & ) & BN7500: BN7000 )
° 1,000 2 2 100 2 100 E 2 100} NCB100
i n n L | . " " " "
0 10 20 30 40 0 10 20 30 @001 02 03 04 05 @20 01 0.2 03 04 05 0 005 010 015 020
Depth of Cut ap (mm) Depth of Cut ap (mm) feeafiiel 005 01 05 02 025 03 feeafiief 005 01 015 02 025 0.3 Feed Rate f (mm/rev)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability) L85



SUMIBORON

Positive Negative

Al D

®

SUMIBORON Inserts

Standard cutting edge specification

Indexable Inserts

Triangular type BNX10 | BNX20 | G300 | BN350 | ENED195 | BNC3153 | BNC2020 | BNE300
Negative T01225
Positive T01225(501225|501225 T01235 S01225|501225|501225|501225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125[ NCB100
N;>22|att|lvvee S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ On
K Cast Iron
TNG .1 604‘ . Recommended |'S ™ Exatic Alloy
Application | H HatereiStee | O (@ |@ [® | O | ©
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 3.81 Sntered Congurens
(mm) | Thickness 4.76
Applicable External Holders 1€ C29 to C35, D29, D41 Coated SUMIBORON
Multi-Cornered One-Use type / Negative (With Hole)
No. of Cu’ctinggﬁmmggooog
Cutting Edge Pcs/ i Corner Sisisiz|oelRIR|IR S
sl Specification el Pack WG Radius ol 0|C|8|3|C|S % % % o
Edges length|Z|Z|Z |2 |Z|Z|§|& & 2
NN Mmoo om o
3NC-TNGA 160402LS 0.2 2.3 [ J —|— —=
I Low Resistance 160404LS 0.4 22 0000 — — @ — | —
Negative Land 1 3
With Honing 160408LS 0.8 19 000 e — | — OIS
160412LS 1.2 1.9 (2 J —|— ®l— ¢
! 6NC-TNGA 160404LS 0.4 22 |—|—|— —|A =
Low Resistance
Negative Land 160408LS 1 6 0.8 19 |—|—|— —| A —
With Honi
mrenne 160412LS 1.2 19 |—|— —|—|a] |-|=
6NC-TNGA 160404HS 0.4 2.2 000 o Ao o
31 Strong Edge
Negative Land 160408HS 1 6 0.8 1.9 000 o Ao o
With Honi
e 160412HS 12 | 19 | e/eeleeaee
& High Efficiency 6NC-TNGA 160404ES 0.4 2.2 ® —|—|—|—
Negative Land 160408ES 1 6 0.8 1.9 o — -
With Honin:
’ 160412ES 12 | 19 o | |5
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
E Solid type / Negative (Without Hole)
 |wjvwvviolo|lg|lo|lo|w
) No. of Cuttingl@ |z |90 IS Ao (o|o|=
Cutting Edge Pcs/ " Corner SISISISIQIQINIM|I;L|IS
Shape Specification Cat. No. Pack | CUttINg | padius Edge 1§1510|8|C |0 A= o}
Edges Llength|Z|Z|Z|Z|Z|Z|§|& & 2
M|0|m|m|m|m )
TNGA 160408 0.8 153 |—|—|—|—|—|—|—|—|—|@®
Standard 160412 1 6 1.2 157 |—|—|—|[—|—|—|—|—|—|®

-\

W\

L86

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel |I| Bearing Steel (SUJ2, etc.)

< <
= 300, ————————— __Uncoated = 350
£ BN1000 E ( Aencaios
e © 3001
N £ BNC2115 (IBNC2125
g 200 g 1 :
k] 5 200fH
{93 193
[ [
aQ Q
g 100 BN350 ‘g 100/BNC2010
£ £
£ £ L
3 3
@] 0 o (0]
< Continuous  Interrupted  Heavy Interrupted B> < Continuous  Interrupted

Heavy Interrupted P>

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

T 300F——
£
£ 250
$ 200}
°
$ 150
Q

5)p n
2 100f :[BNC8115

£ 1
8 50 L L L L L (( L
0 01 02 03 0.4 05 7 3.0



SUMIBORON Inserts

Indexable Inserts

(Legend)
K Cast Iron O|e@ ]
TN MA2204‘ ‘ Recommended S™ Exatic Alloy [ )
, , , Application |H HadereiSteed | O | © |@ | @ | &
Dimensions| Inscribed Circle| 12.7 |Hole Dia. 5.16 Sitered Coporents P °
(mm) | Thickness 4.76 e
75
[ Applicable External Holders 1€ C30 to C35 Jll Applicable Boring Bars 1€ E46, E47 Uncoated SUMIBORON §§ é
Negative type (With Hole) &2 §
o
. lolole|9lolo|w|lalwio Qe =
Cutting Edge Pcs/ NG (.)f Corner Cutting S SiEiER E SR
Shape Ao Cat. No. Cutting . Edge XX |QIM|QIQ|R|I~|~|%|m
Specification Pack d Radius ZlZIZ|ZzZIZ|IZIZIZIZ2|0
Edges Lengthmmmmmmmmmmgz
TNMA 220408 0.8 3.2 [ ) - |=
Standard 220412 1 1 1.2 2.9 o T .
@
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33 [
-+
3
K Cast Iron O|e u
TN 5 N1 1 03‘ ‘ Recommended | S Bxotic Alloy () o0
‘ , , Application |H HaderedSiel| O | © | @ | @ | 8 o
Dimensions \nsgr\bed Circle| 6.35 |Hole Dia. - Siteted Comporents © P =
(mm) | Thickness 3.18 oz| B
ae
Appllcable External Holders I€" L124 Uncoated SUMIBORON %%
Solid type / Negative (Without Hole) &2
. . oooooomomo“‘\]og
Cutting Edge Pes/ | NO-OF | corner |CUtting| SIS 8|18n2 X3 c|B| g2
Shape Specificati Cat. No. Cutting ’ Edge |X[X | |aIM|QIN|R|I~|I~|%9|m
pecification Pack Radius Z\Z|S|zZzZ2|Z2Z2=z=Z22 0
Edges Lengthmmmmmmmmmmgz
TNGN 110308 0.8 98 |I—I—I——|===|=I=-|-l@|=| /-
D
Standard 110312 1 6 1.2 9.2 |—|—|—|—|—|— — @ —
o TNGN 110308LF 0.8 9.8 |=I=I=I==—| H =ik —
|8 Low Resistance N P O e . @
G Shorn Edoe 110312LF 1 6 12 | 9.2
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
K Cast Iron o = B
TN 5 N,I 1 03. . Recommended S Exotic Alloy
: : , Application | H HatereiSieel | O |@ |@ | % | O | ©
Dimensions \ns;r\bed Circle| 6.35 |Hole Dia. - SnteredCngets
(mm) | Thickness 3.18
[ Applicable External Holders 1€ L124 Coated SUMIBORON
Solid type / Negative (Without Hole)
RIRIEE ) %
. No. of Cutting| S| |2 [M|S|N|8|8|8|= v
Shape CUtt.m.g Ed.ge Cat. No FEE Cutting Corrjer Edge |N[N|N NS NITIEE |0
Specification T Pack Radius VIVIVIL|IL|IYILILIL|S
Edges Llength|Z|ZZ|Z|Z|Z|§|& 5|2
D|m|0|m|m|d )
TNGN 110308 0.8 98 |—|—|—|—|=[=I—-|=[—|e®
Standard 110312 1 6 12 | 92 |=|=|=|-I=-|=]=|=|-|e /)
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
| SUMIBORON Application Range Map
[3 Grey Cast Iron [a Ductile Cast Iron General Sintered Alloy High-density Sintered Alloy a Titanium Alloy
= " Roughing region < < "I‘D“"‘”g Roughing < ""‘;" N9 | Roughing region <
< e < < egion region < region £ 200
EZSOO ENT2S £ € %% (BNzms 1) envizs 3% £
© 2,000 H o o BN7500 1 | BN7000 o P
5 5 5 200 : < 200 < 200
8 1500 || 3 8 f b4 BN7115 | BN7125 3
& & BNC8115 & ' & BN7500:  BN7000 &
5 1,000 E 2 100 E 2 100 | 2 100 NCB100
I L L L = 0 - o . . . .
0 10 20 30 40 0 10 20 30 w0 01 02 03 04 05 X0 01 02 03 04 05 0 005 010 015 020
Depth of Cut ap (mm) Depth of Cut ap (mm) (el 005 01 05 02 0.25 0.3 feamel 005 01 015 02 025 03 Feed Rate f (mm/rev)

L87



SUMIBORON Inserts

Indexable Inserts

0 Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
T"angl"ar type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(501225|501225 T01235 S01225|501225|501225|501225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125[ NCB100
Npeg,at.'ve 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
S
[=4 o
g (Legend) [t O
3 K Cast Iron
w
TNGN/| 604.‘ Recommended 'S Exotic Alloy ® )
, , , Application | H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. - Sntered Congurens P °
(mm) | Thickness 4.76 e
Applicable External Holders I€" L124 Uncoated SUMIBORON %g
(4 . . e
2 Negative type (Without Hole) 23
Fy
© ] oo wolunlo|/Ro
o|o o|lo o~
8 Cutting Edge Pcs/ il (.)f Corner Cutting S 8 8 n|o X 8 = s =
Sh Cat. N Cutt Ed x| M |10 [o0]
z ape Specification at. o Pack| —Y**'M9 | Radius € 1ZZIZIFZZIBTEIS| a8
Edges Lengthmm%%mm%%%%%%
g TNGN 160404 0.4 3.5 o |o =
-‘E Standard 160408 1 1 0.8 3.2 ([ o 3
S 160412 1.2 2.9 [ 1=
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
E Solid type / Negative (Without Hole)
ddololel9lo|olw@vwiolle
Cutting Edge Pcs/ el Corner Cutting| 21§ S8la2 X3 c|B| g2
Shape Specificati Cat. No. Cutting ) Edge |X[X | |aIM|YQIN|R|I~|~|%|m
pecification Pack Ed Radius ZlzzZZz|IZzIZIZZIZ2 0
ges Lengthmmmmmmmmmmc%z
D TNGN 160408 0.8 153 |[—|—|—|—|—|—|—|—|—|—|®@|—
160412 1.2 148 |—|—|—|—|—|—|—=|—|—|—|®|—
Standard 1 6
160416 1.6 142 |—|—|—|—|—|—|=|—|—|—|®|—
@ 160420 2.0 13.6 |—|— —|—|—= —|—|®
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
K Cast Iron o un
E TNGN1 604.. Recommended | S Exatic Alloy
, , , Application | H HatenedSteel O (@ | @ [ | O | ©
Dimensions|Inscribed Circle| 9.525 |Hole Dia. - St Cnguens
(mm) | Thickness 4.76
Applicable External Holders I€" L124 Coated SUMIBORON
Solid type / Negative (Without Hole)
|wjunvino|o|g|o|lo|w
. No. of Cuttingl@ |z |¥|M IS NS (6|
Cutting Edge Pcs/ " Corner SININISIRIZINIM DS
e SIE]Pe Specification Cat. No. Pack C;Jt'ng Radius |, 299 1G|8|C|8|8|C SIS &
Vv ges Length(Z 1 Z|Z|Z(ZZ|5|§|5 2
[sap s iaaly -l Naa R iaa) o
TNGN 160408 0.8 153 |—|—|—[—|—|—|—|—|—|®
160412 1.2 14.8 |—|—|—|—|— =|=[I=|IC
Standard 1 6
W 160416 16 | 142 |—|=|=|=|=|=|—|-|-|®
160420 2.0 136 |—|—|—|—|—|— o

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

< < A
= 300| cnmmmmemm— __Uncoated = 350f — __C ted =
£ (BN1000 £ o —}BNC2105 — £
3 £ BNC2115 [{BNC2125 E
€ 200H o BNX20 g : i g
% i \ 200H \
] ‘BN2000. : 3 | 3
o f 4] ] o]
aQ 4 Q . . Q
O T00f i BN350 2 100} {|BNC2135kp 2
£ ! £ 3 | £
b= \ £ tJBNC300, £
3 3 3
O 0 O 0 O
<« Continuous  Interrupted  Heavy Interrupted P> < Continuous  Interrupted  Heavy Interrupted P>

L88

300F

250

200H

150

1001} :[BNC8115
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Depth of Cut ap (mm)



SUMIBORON Inserts

Triangular type

VoA

Indexable Inserts

(Legend)
K Cast Iron ]
TBEVVO60,I “ Recommended | S~ BxoticAlloy () ()
: : , Application |H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 3.97 |Hole Dia. 2.2 St Coonets ° °
(mm) | Thickness 1.59 e
Applicable Boring Bars 1€ E40, E42 Uncoated SUMIBORON %%
One-Use type / 5° Positive (With Hole) 22
lolole|9lo|lolw@wiolla
Cutting Edge Pcs/ N (.)f Corner Cutting (SIS S8 m|a|MIISIR = =
Sl Specification Ca, Mo, Pack | CUtting | pldius | Ed9e [Z=Is a2 |2 | S SESis 536
Edges Length |5 | B |5 |5 |8 |2 |5 | 5|66 2| =
NU-TBEW 060102LF 0.2 21 |—|—|—|—|—|— || —
Low Resistance ’ ’
IE Sharp Edge
NU-TBEW 060102LT 0.2 21 |—|@|— —(— | s
™ Low Resistance 1 1
Negative Land
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
K Cast Iron O|e@ u
TBGN0601 ‘. Recommended | S™ Exotic Alloy [ o0
: : , Application | H HatenedSteel O |© |@ | @ | &
Dimensions|Inscribed Circle| 3.97 |Hole Dia. St Compurets ° °
(mm) | Thickness 1.59 e
Uncoated SUMIBORON 20
5° Positive type (Without Hole) 22
lolole|9lo|lolw|@wiolle
Cutting Edge Pcs/ N (.)f Corner Cutting (SIS S8 m|a|MII=IR = =
Sl Specification Ca, Mo, Pack | CUtting | pldius | Ed9e [Z=Is a2 |2 | S SEEiS 536
Edges Length |5 | B |5 |5 |8 |2 |5 | 5|66 2| =
TBGN 060102B 0.2 6.5 [ J ([ J = | —
Full-top CBN _Hs
(Standard) 060104B 1 3 0.4 6.3 |A@® o0 0 e A
060108B 0.8 5.7 [ o0 0 o A ==
TBGN 060102-BSTN 0.2 6.5 [=@®==1=—| & sk s
Full-top CBN . o [ D R R T
(Emphasis on Edge Sharpness) 060104-BSTN 1 3 04 6.3 L4
060108-BSTN 0.8 57 |—|@|—|—|—|—|—|—|—|—|—|—

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€°L32, L33

[a Grey Cast Iron

9

Roughing region

2,500
2,000 H
1,500 K
1,000 H

o
o
s}

Cutting Speed vc (m/min)

Cutting Speed vc (m/min)

o

i
1.0 20 30 40

Depth of Cut ap (mm)

[A Ductile Cast Iron

BNC8115

1.0 20 3.0

Depth of Cut ap (mm)

General Sintered Alloy

Finishing
region
300
BN7115
BN7500

200]

100

Cutting Speed vc (m/min)

Roughing
region

BN7125
BN7000

Degthof Cut ap.
(mm)

Feed Rate f
(mm/rev)

O 01 02 03 04 05
e
0.05 01 015 0.2 025 03

Sitere]
Aloy

High-density Sintered Alloy a Titanium Alloy

< Finishing | poughing region <
E 100 ‘egion E
£ E
S S
g Q
3 200 — 3
g BN7115 ) BN7125 2
(% BN7500: | BN7000 (%
]
£ 100 : g
E : s
o &)
fanitiaPy 01 02 03 04 05

Feed Rate
(mm/rev)

L
0.05 01 015 0.2 02503

[
o
o

N
o
o

I}
S

o

NCB100

0.05 010 0.5 0.20
Feed Rate f (mm/rev)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)
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SUMIBORON Inserts

Indexable Inserts

0 Standard cutting edge specification
Triangular type Bnx10 [ B0 | BNIOR0 | ensso [ BNCEI0E [ BNEZ12E [BNG3NS | BNCD
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.ive 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
oS
o= -
g (Legend) [ O
3 K Cast Iron
w
TPGWO802‘. Recommended 'S Exotic Alloy ® )
, , , Application | H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 4.76 |Hole Dia. 2.4 Sntered Congurens P °
(mm) | Thickness 2.38 e
Applicable Boring Bars I€€" E40 to E43 Uncoated SUMIBORON %g
Q ey . S
2 One-Use type / 11° Positive (With Hole) 22
e
© ] oo wolunlo|/Ro
oo oo
5 Cutting Edge Pes/ | NO-OF | corner |CUtting| SIS SI8|a|2| M SIEIRIS|S
z Sl Specification Cat: e, Pack | CUtting | podius | Edoe [Z=Is|a| 2|2 | S SEES 36
Edges Lengthmm%%mm%%%%%%
g NU-TPGW 080202 0.2 24 N0 A -
= Standard 080204 1 1 0.4 22 |A| @@ A =
g 080208 0.8 1.9 [ A 5
T-NU-TPGW 080202 0.2 2.4 ([ J .| =
Standard 080204 10 1 0.4 22 |A [ 2K ) . | =
3 080208 08 | 19 — |-
o NU-TPGW 080202LF 0.2 24 |—|—|—|—|—|— .- ||—
|8 Low Resistance
& sharp Edge 080204LF 1 1 0.4 22 |—|—|—|—|—|— A .| —
/7 080208LF 0.8 1.9 B -
D o NU-TPGW 080202LT 0.2 24 |— SIS EE B — — | —
{8 Low Resistance
Il Negative Land 080204LT 1 1 0.4 22 |— — O=— | = i
080208LT 0.8 1.9 |— = —— | i =
(») [ strong £dge | NU-TPGW 080202HS 02 | 24 || |—|®—|- .
Negative Land 080204HS 1 1 0.4 Il —||=|=|O|=|= | —
With Honing 080208HS 0.8 1.9 - e|—=|— .
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€ L32, L33
E *Depth of cut for one-use types is 0.5mm or less.
Multi-Cornered One-Use type / 11° Positive (With Hole)
dololelolo|o|w @lwiolle
Cutting Edge pes/ | NO-OF | corner |CUtting| SIS 33|22 |NM3I=I]|= S
Slrerge Specification ez N, Pack | CUtting | padius Edge 1X1x|c |82 |2 S5 IS 3@
P Edges Length| & |® |5 |5 |8 |2\ 5| 8|66 ==
3NU-TPGW 080202 0.2 2.4 ([
ez Standard 080204 1 3 0.4 2.2 )
\"
3NU-TPGW 080204LF 0.4 22 |—|—|—|—|—|—|® —
Low Resistance 1 3
j IE Sharp Edge

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€5”L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

Cutting Speed vc (m/min)

L90

<
300 | mmmmme— Uncoated 2 350f Coated
(BN1000 £ 200 —}BNC2105
E BNC2115 [:BNC2125
200H BNX20 4 : '
’ : \ 200 H .
‘BN2000-----* : ® ;
: o ]
- & BN350 & — y
100 ; ) 100 H {|BNC2135
: £ tJBNC300,
3
0 O o0
< Continuous  Interrupted  Heavy Interrupted B>

< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

300F

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)




SUMIBORON Inserts

Triangular type

/O

Indexable Inserts

(Legend) g §
K Cast Iron o un
TPGWO802‘. Recommended S Exatic Alloy
Application |H HateredSteel O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 4.76 |Hole Dia. 2.4 Sinteredtomponents
(mm) | Thickness 2.38
Applicable Boring Bars 1€~ E40 to E43 Coated SUMIBORON
Multi-Cornered One-Use type / 11° Positive (With Hole)
. [wJwlwlwvlololglolo|w
. No. of Cutting|@ | [ M IS |NIS|e (o=
Cutting Edge Pcs/ . Corner SISISISIQIRINIMIL|IS
Sl Specification ez N2, Pack| CUtting | podivs | Edoe [GICICICICIO A= o}
Edges Length|Z|ZZ|Z|Z|Z|§|& 5|2
0O E@m oo o
3NC-TPGW 080202 0.2 2.4 [ 2K J e =
Standard 080204 1 3 0.4 2.2 o 0o 0o o -
[ Strong Edge 3NC-TPGW 080204HS P 0.4 2.2 o =
Negative Land 1 3
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€"L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

I
o
S
=)
3
o
=]
S

Cutting Speed vc (m/min)

BN7125

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

Cutting Speed vc (m/min)

[A Ductile Cast Iron

BNC8115

1.0 20 3.0

Depth of Cut ap (mm)

General Sintered Alloy

E ﬂzg;%(\)v;\g R('llqg‘g\‘[vg é "gg*‘og‘g Roughing region
= 300 - £ 300

£E BN7115 || BN7125 E

g BN7500 ] BN7000 g

g 200 H g 200 7

3 H 2 BN7115 | BN7125

L% ! L% BN7500: BN7000

2 100 H 2 100 :

£ i 3 ’

o o
%P0 01 02 03 04 05 w0 01 02 03 04 05

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

0.05 01 015 0.2 0.25 0.3

Cutting Speed vc (m/min)

[
o
o

N
o
o

I}
S

o

High-density Sintered Alloy a Titanium Alloy

NCB100

0.05 0.10 015 0.20

Feed Rate f (mm/rev)

NOYO8IWNS

9AIISOd 9AIleBaN
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SUMIBORON

Positive Negative

Al G

5]

SUMIBORON Inserts

Indexable Inserts

0 Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
T"angl"ar type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(501225|501225 T01235 S01225|501225|501225|501225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125[ NCB100
Npigiatti'vf S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) [ On
K Cast Iron
TPGWOgoz.‘ Recommended 'S Exotic Alloy ® )
, , , Application | H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 5.56 |Hole Dia. 2.8 Sntered Congurens P °
(mm) | Thickness 2.38 e
Uncoated SUMIBORON 20
. . S5
One-Use type / 11° Positive (With Hole) 532
ddololel9lo|olwawiolle
Cutting Edge Pes/ | NO-OF | corner |CUtting| SIS S8lao X3 Ic|B| |2
Sl Specification Cat: e, Pack | CUtting | podius | Edoe [Z=Is|a| 2|2 | S SEEs 36
P Edges Length|& | & |5 |5 |8 |2 \5 | &8|6|6 = | =
NU-TPGW 090202 0.2 2.3 ([ J A -
Standard 090204 1 1 0.4 2.2 (K J A
090208 0.8 1.9 o .
NU-TPGW 090202LT 0.2 23 |— = (O = S S
™ Low Resistance ! ]
Negative Land 090204LT 1 1 0.4- 2.2 T T . | T
[ Strong Edge NU-TPGW 090202HS 0.2 23 |—|—|—|@|—|— .| =
Negative Land 090204HS 1 1 0.4 Al —||=|=|O|=|= =
With Honing
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
@ Multi-Cornered One-Use type / 11° Positive (With Hole)
lololelolo|o|w @lvliol e
Cutting Edge Pcs/ N gf Corner Cutting| S 1§ SIS E RS
SR Specification (Sai5 e Pack| CUttiNg | padius | Ed9e SIS (e (212 | S & o
P Edges length |&|& |5 | & | 8| & | 5| Ala|&| 2|2
3NU-TPGW 090202 0.2 2.3 [ -
Standard 090204 1 3 0.4 2.2 o

/A

e
\"

W\

L92

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€$7L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

c c
= 300| cumeee— Uncoated = 350 —— Coated
E BN1000 £ w00 2} BNC2105
3 £ BNC2115 [{BNC2125
g 200+ BNX20 4 : :
3 ‘BN2000.--- A g 200] y
13 1 (9 )
3 e S — <
O T00f i BN350 2 100l /IBNC2135
£ : £ i
£ f b= t/BNC300.
3 3
@] 0 o (0]

< Continuous  Interrupted  Heavy Interrupted B>

< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

3008

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)




SUMIBORON Inserts

Triangular type

/O

Indexable Inserts

(Legend) g §

K Cast Iron o un

TPGWOgoz“ Recommended S Exatic Alloy

Application |H HateredSteel O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 5.56 |Hole Dia. 2.8 Siteted Comporets
(mm) | Thickness 2.38
Coated SUMIBORON
Multi-Cornered One-Use type / 11° Positive (With Hole)

. |ulvvlvlolo|g|olo|w
. No. of Cutting|@ | [ M IS |NIS|e (o=
Cutting Edge Pcs/ . Corner SISISISIQIRINIMIL|IS
Sl Specification ez N2, Pack| CUtting | podivs | Edoe [GICICICICIO A= o}
Edges Length|Z|ZZ|Z|Z|Z|§|& 5|2
0O E@m oo o
3NC-TPGW 090202 0.2 2.3 [ 2K J e o —
Standard 090204 1 3 0.4 2.2 (K ) L) o —

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€"L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

I
o
S
=)
3
o
=]
S

Cutting Speed vc (m/min)

BN7125

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

Cutting Speed vc (m/min)

[A Ductile Cast Iron

BNC8115

1.0 20 3.0

Depth of Cut ap (mm)

General Sintered Alloy

2 Finishing Roughing
é region region
= 300 x

E BN7115 || BN7125
g BN7500 ] BN7000
3 200 :

4 1

2 f

2 100 ;

s :

o
@001 02 03 04 05

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

High-density Sintered Alloy a Titanium Alloy

< Finishing | Roughing region <

E 300 egion E 300

£ £

9 B

g 200 7 52

2 BN7115 | BN7125 8

g BN7500: | BN7000 &

% 100 E % 100 NCB100
£ ! E

e} o
%0 01 02 03 04 05 0 005 010 015 0.20

Feed Rate
(mm/rev)

0.05 01 015 0.2 0.25 0.3

Feed Rate f (mm/rev)

NOYO8IWNS

9AIISOd 9AIleBaN

9
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SUMIBORON Inserts

Indexable Inserts

0 Standard cutting edge specification
Triangular type Bnx10 [ B0 | BNIOR0 | ensso [ BNCEI0E [ BNEZ12E [BNG3NS | BNCD
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.ive 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
oS
o= -
g (Legend) [ O
3 K Cast Iron
w
TPGW1 1 02. . Recommended |'S ™ ExaticAlloy () ()
, , , Application | H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 6.35 |Hole Dia. 2.8 Sntered Congurens P °
(mm) | Thickness 2.38 e
o Uncoated SUMIBORON §§
2 One-Use type / 11° Positive (With Hole) 52
)
© ] oo wolunlo|/Ro
(o)) " No. of Cutting|© | @ Q19 = 9
) Shape Cutting Edge Cat. No Pcs/ Cutting Corner Edgeg =D 318 o JI8|=| o g
z Specification B Pack | ¢4 Radius ZIZ2Z121zzIZZ2 22900
ges Lengthmmmmmmmmmmgz
g NU-TPGW 110202 0.2 2.4 ° A —
= 110204 1 1 0.4 23 |A ° A
o Standard 110208 08 | 20 .
o T-NU-TPGW 110202 0.2 2.4 ==
110204 10 1 0.4 23 |A o .- |—
E 110208 0.8 2.0 .| =
[ Low Resist NU-TPGW 110202LT 0.2 24 |— — | @|—|—|— — ===
ow Resistance
I Negative Land 110204LT 1 1 0.4 2.3 |— — (O =— | S
110208LT 0.8 20 |[— — — == ===
D Negative Land 1 1
With Honing
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
: *Depth of cut for one-use types is 0.5mm or less.
Multi-Cornered One-Use type / 11° Positive (With Hole)
dololel9lo|olw@wiolle
Cutting Edge Pcs/ e Corner Cutting| 21§ 88mo|F 3= < =
sl Specification . Pack | CUtting | podius | Edoe [Z[ZIs|a| 2|2 | S SEEE 36
E P Edges Lengthmm%%mm%%%%%%
3NU-TPGW 110202 0.2 24 ([ J =
Standard 110204 1 3 0.4 2.3 @A A
ii 110208 0.8 2.0 @ A A —
) 3NU-TPGW 110204LF 0.4 23 | —|—|—|—|—|—|@® A A —|—
Low Resistance 1 5
IE Sharp Edge
el ) 3NU-TPGW 110204LE 0.4 23 |==l=[=I=— |« & N l=
v Low Resistance 1 3
I3 With Honing
LowRes'\stance SNU'TPGW 110204LS 0.4 2.3 ||| | | Al—|—
@ Negative Land 1 3
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

c c
= 300 Uncoated = 350f Coated
£ (BN1000 £ 200 —}BNC2105
3 £ BNC2115 [{BNC2125
€ 200H BNX20 Q i i

e L \ 200H" N
] ‘BN2000. : 3 ;
I ! o ]
3 e S — <
O T00f i BN350 2 100l /IBNC2135
£ : £ i
£ ! b= t/BNC300.
3 3
@] 0 o (0]

< Continuous  Interrupted  Heavy Interrupted B>

L94

< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

300F

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

Triangular type

/O

(Legend)

Indexable Inserts

K Cast Iron
TPG .1 ,I 03‘ . Recommended 'S Exatic Alloy ® )
Application |H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 6.35 |Hole Dia. 3.4 Sntered Congerets P °
(mm) | Thickness 3.18 e
Applicable Boring Bars I€"E14, E40 to E43 Uncoated SUMIBORON g%
One-Use type / 11° Positive (With Hole) 23
Sh Cutting Edge Pcs/ No.of |~ o |Cutting21Q § § 28 5 § "‘:" § g §
ape Specification Ca, Mo, Pack | CUEEINg | podius | Edoe NS S 2|2 a oo 3 S
Edges Lengthmmmmmmmmmmgz
NU-TPGW 110302 0.2 24 A O OO ([ A B
110304 1 1 0.4 23 |AO OO 00 A =
110308 0.8 20 A/®OO©®O® 0O A =
Standard
T-NU-TPGW 110302 0.2 24 A O OO | =
110304 10 1 0.4 23 A OO OO0 =
110308 0.8 20 A GO OO =
_ NU-TPGW 110302LF 0.2 24 | —|—|—|—|—|— A — =
Do Restoce 110304LF | 1| 1 04 | 23 |=|=|=|=|=|-| |A[=] |=|-
110308LF 0.8 P — | = |=|=|=|= A — .| —
_ NU-TPGW 110302LT 0.2 24 |— (@ — @ —|—|—|—|—|—|—|—
e 110304LT 1] 1 04 | 23 |—|@|—|@|—|— || t[-I-|-|-
110308LT 0.8 20 [=lo= (0 =— | s S5
[ Strong Edge NU-TPGW 110302HS 0.2 24 |—|—|—|@|—|— | =
Negative Land 110304HS 1 1 0.4 M — | — = O|=|= 5| —
With Honing 110308HS 0.8 2.0 - e|—=|— _ -

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

Multi-Cornered One-Use type / 11° Positive (With Hole)

Cutting Edge Specification Details 1€"L32, L33

lololoo wolunwlo|Ro
Cutting Edge Pes/ | NO-OF | corner [CUtting| SIS 818 B3| 3Ic|3|S S
Shiefote Specification etz N, Pack | CUtting | pdius | Ed9e [Z[=I= a2 S SEEis &3 (6
Edges Length|& | B |5 |5 |8 |2 |5 | 58|66 2| =
3NU-TPGW 110302 0.2 2.4 [ ) =
Standard 110304 1 3 0.4 2.3 @ A O A —
110308 0.8 2.0 @ A O A —
3NU-TPGT 110304N-FV 0.4 23 |—|— o — — | d s
Finishing N S I I I B D I
ososnrv| 1| 3 | os | 2o (IS

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€"L32, L33

[3 Grey Cast Iron

FISST Roughing region

2,500 F¢
2,000 H
1,500 K
1,000 H

Cutting Speed vc (m/min)

BN7125

I
o
S
=)
3
o
=]
S

o

i
1.0 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

[A Ductile Cast Iron

z <
£ £
= =
£ £
o o
= s
] °
@ 5]
@ o
o o
@ %]
o o
£ <
5 5
[s] o

(0] 1.0 20 3.0
Depth of Cut ap (mm)

Sotere
Hoy

Degth of
(mm)

Feed Rate
(mm/rev)

f

O 01 02 03 04 05
e
0.05 01 015 0.2 025 03

General Sintered Alloy
Finishing Roughing 2 Finishing
region region E region
300 = = 300
BN7115 || BN7125 £
BN7500 ] BN7000 g
200 3 200
3
2
8
100 g 100
S
o
Ctap. Depthof Cut @p,
(mm)

Feed Rate f
(mm/rev)

High-density Sintered Alloy a Titanium Alloy

Roughing region

BN7115 | BN7125
BN7500: BN7000
f
f
f
i

O 01 02 03 04 05
L
0.05 01 015 0.2 02503

300

200

100 NCB100

Cutting Speed vc (m/min)

[0] 0.05 010 0.5 0.20
Feed Rate f (mm/rev)

NOYOgIWNS

9AIISOd 9AIleBaN

9

°Q

N\l ¢ HERNO

>
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SUMIBORON Inserts

Indexable Inserts

0 Standard cutting edge specification
BN1000 BNC2105 | BNC2125 | BNC2010 | BNC200
T"angl"ar type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225|501225|5S01225 T01235 S01225|501225|501225{5S01225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125[ NCB100
Npeg,at.'ve 501215| T01215|T01215| T01215 | T01215| T01215 2029201102020 11 5 5
= ositive — —
o
oc o
g (Legend) [t O
3 K Cast Iron
w
TPG .1 1 03. ‘ Recommended 'S Exotic Alloy ® )
, , , Application | H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 6.35 |Hole Dia. 34 Sntered Congurens P °
(mm) | Thickness 3.18 o
. - - 22
o Applicable Boring Bars I€"E14, E40 to E43 Uncoated SUMIBORON 5;
2> Multi-Cornered One-Use type / 11° Positive (With Hole) 24
)
< ; olo W olwlo|lQ|o
oo o|o ~
9 Cutting Edge Pcs/ il (.)f Corner Cutting S 8 8 0o X 8 TR < =
z shape | oy cification Loz il Pack | CUtting | podius | Edoe [Z=Is|a| 2|2 | S SESS 36
Edges Lengthmm%%mm%ﬁ%%%%
g m _ 3NU-TPGW 110302LF 0.2 24 |—|—|—|—|—|— @ A @ A —|—
= G tooe” 110304LF | 1 3 04 | 23 |—|-|-|-|—-|-|e|a|®@|a|-
g 110308LF 0.8 20 |—|—|—|—|-|-|®|A|@®A—|—
o 3NU-TPGW 110302LE 0.2 24 |\—|—|—|—|—|—|®|— | —
|8 Low Resistance
B With Honing 110304LE | 1 3 04 | 23 |—|—|—|-|-|-|®|-|®|A|—|-
/c/ 110308LE 0.8 20 |—|=|=|-|-|-|@|= —|-
8 Low Resistance | SNU-TPGW 110304LS 04 | 23 |=|=|=|=[-|-[=]-| [a]-]-
Negative Land 1 3
With Honing
|7
D Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
@ 11° Positive type (With Hole)
dololel9lo|olw @lwioll|e
Cutting Edge pes/ | NO-OF | corner [CUtting| SIS 818no|F 3SR S
Sl Specification ez N, Pack | CUtting | padius Edge 1X1x|c /5|22 S5 |E s 3@
P Edges Length| & |& |5 |5 |8 |2 |5 | 8|&|6 ==
[s] TPGW 110304 0.4 3.5 o |o A -
Standard 110308 1 1 0.8 3.2 [ ) ) =
ii [ strong Edge TPGW 110304HS 0.4 LIl — | — = | C||=|= -
Negative Land 110308HS 1 1 0.8 LAl — = |=||O|=[= | =
With Honing
o Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€ L32, L33
\"

®

| SUMIBORON Application Range Map

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

c c
= 300| cumeee— Uncoated = 350 —— Coated
E BN1000 £ w00 2} BNC2105
3 £ BNC2115 [{BNC2125
g 200+ BNX20 4 : :
3 ‘BN2000.--- A g 200] y
13 1 (9 )
3 e S — <
O T00f i BN350 2 100l /IBNC2135
£ : £ i
£ f b= t/BNC300.
3 3
O 0 O

< Continuous  Interrupted  Heavy Interrupted B>

L96

< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

3008

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

Triangular

type

/O

(Legend)

Indexable Inserts

K Cast Iron
TPG .1 /| 03. . Recommended S Exatic Alloy
Application |H HateredSteel O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 6.35 |Hole Dia. 3.4 St et
(mm) | Thickness 3.18
Applicable Boring Bars I€" E14, E40 to E43 Coated SUMIBORON
Multi-Cornered One-Use type / 11° Positive (With Hole)
No. of Cut‘cinggﬁgm980002
Cutting Edge Pcs/ nr Corner Siciciz|e|o|RIRIR S
Sl Specification ez N2, Pack C;(;ctmg Radius | E99¢ [818|0|8|8|8 A= o}
ges Length|Z|Z(Z|Z|Z |2 Z
A A el e e )
3NC-TPGW 110302 0.2 2.4 [ 2K J oo =
Standard 110304 1 3 0.4 23 0000 0 0 AOe o
110308 0.8 20 0/ © 0 o Ao o
3NC-TPGT 110304N-FV 0.4 2.3 o0 — 00 A =
110308N-FV | 1 3 08 | 20 | |ele|—elela—| |-
_ 3NC-TPGW 110302LE 0.2 24 |—|—|—|—|®|—|—|—|—|—
B oterce 110304LE | 1 | 3 04 | 23 |=|—|—|—|@|—|—|-|—|-
110308LE 0.8 20 |—(—|—|—|@®|—|—|—|—|—
, 3NC-TPGW 110302LT 0.2 24 |—|—|—|—|—|@®|=|—|—|—
Do 110304LT | 1 3 04 | 23 |- Se== |3
110308LT 0.8 20 |—|—|— — | @®|— =5
m. : 3NC-TPGW 110302LS 0.2 2.4 [ 2K ) =||= — |5
ow Resistance
Negative Land 110304LS 1 3 0.4 23 0000 —|—|AO® —|—
With Honing
110308LS 0.8 20 0000 | |AOG | —
[ Strong Edge 3NC-TPGW 110304HS 0.4 2.3 o o =
Negative Land 110308HS 1 3 0.8 2.0 () () =
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€"L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

o
o
s}

BN7125

o

| " " .
10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

[A Ductile Cast Iron

z <
£ £
= =
£ £
o o
= s
] °
@ 5]
@ o
o o
@ %]
o o
£ <
5 5
[s] o

1.0 20 3.0
Depth of Cut ap (mm)

Degthof Cut ap.
(mm)

Feed Rate
(mm/rev)

General Sintered Alloy
Finishing Roughing °

region region E

300 . £
BN7115 || BN7125 £
BN7500 ] BN7000 g

200 3
&

8

100 2
S

o

f

0O 01 02 03 04 05
0.05 01 015 0.2 025 0.3

Depth
(mm)

of (it ap

Feed Rate
(mm/rev)

High-density Sintered Alloy a Titanium Alloy

Finishing
region

Roughing region

300

200

100!

BN7115
BN7500:
f
f
f
i

BN7125
BN7000

0.05 01

0 01 02 03 04 05

015 02 02503

<

E 300}

£

E

S

2 200}

2

b4

&

5 100 NCB100
E

o

0 005 010 015 020

Feed Rate f (mm/rev)

NOYO8IWNS
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SUMIBORON Inserts

Indexable Inserts

0 Standard cutting edge specification
BN1000 BNC2705 | BNC2125 | BNC2010 | BNC200
T"angl"ar type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225

Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.ive 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5

= ositive — —

S

o N

g (Legend) [ O

3 K Cast Iron

w

TPGW1 603‘. Recommended |'S ™ ExaticAlloy () ()
, , , Application | H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 4.4 Sntered Congurens P °
(mm) | Thickness 3.18 e
Uncoated SUMIBORON 20

Q ey . S

2 One-Use type / 11° Positive (With Hole) 23

)

© ] oo wolunlo|lRo

9 Cutting Edge Pcs/ NS (.)f Corner Cutting| 21§ 88 2|3 8IS|a < =

z Sl Specification Cat: e, Pack | CUtting | podius | Edoe [ZZIs|a| 2|2 | S SEES 36

Edges Lengthmm%%mm%%%%%%

g NU-TPGW 160302 02 | 24 ° _

= Standard 160304 1 1 0.4 2.3 °

[o]

o 160308 0.8 2.0 o -
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
*Depth of cut for one-use types is 0.5mm or less.

K Cast Iron O|e =
TPGW1604 @ @ == — . e
Application |H HaderedSieel | O | © | @ | @ |
g Dimensions|Inscribed Circle| 9.525 |Hole Dia. 4.4 Syt Cnguens P °
(mm) | Thickness 4.76 e
0o
Applicable Boring Bars I€"E14, E40 to E42 Uncoated SUMIBORON gé
@ One-Use type / 11° Positive (With Hole) 22
dololel9lo|lolw@wiolle
Cutting Edge Pcs/ Al Corner cutting 218 88mo|F 3= < =
SliEpe Specification Ceft INe, Pack| CUtting | podius | Fd9e SIS (2|0 | s i O e
P Edges Lengthmm%%mm%%%%%%
[s] NU-TPGW 160402 0.2 2.4 -
Standard 160404 1 1 0.4 23 A O® OO0 e A -
160408 0.8 20 A ® OGO OO A -
A T-NU-TPGW 160402 0.2 2.4 .| —
Standard 160404 10 1 0.4 23 A OO OO0 e ==
160408 0.8 20 A/® O OO | =

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

W\

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1I€5"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

c c
= 300 Uncoated = 350f Coated
£ (BN1000 £ 200 —}BNC2105
3 £ BNC2115 [{BNC2125
€ 200H BNX20 Q i i

e L \ 200} N
] ‘BN2000. : 3 ;
I ! o ]
3 e S — <
O T00f i BN350 2 100l /IBNC2135
£ : £ i
£ ! b= t/BNC300.
3 3
@] 0 o (0]

< Continuous  Interrupted  Heavy Interrupted B>

L98

< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

300F

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)




SUMIBORON Inserts

Triangular type

/O

(Legend)|C

Indexable Inserts

K Cast Iron O ]
TPGW1 604“ Recommended 'S Exatic Alloy ® )
: : , Application [H Hadeedteel | O | © | @ =
Dimensions| Inscribed Circle| 9.525 |Hole Dia. 4.4 Sntered Congerets P P
(mm) | Thickness 4.76 e
Applicable Boring Bars ES"E14, E40 to E42 Uncoated SUMIBORON %é
One-Use type / 11° Positive (With Hole) 23
lolole|9lo|o|w|@wiolla
Cutting Edge Pes/ | NO-OF | corner [CUtting| SIS 3|1S|a|3|M3I=IB|S S
sl Specification Ca, Mo, Pack | CUtting | pldius | Ed9e [Z[=Is a2 | S8 SEEis 536
Edges Length |5 |® |5 |5 |8 |2 |5 58|66 2|2
NU-TPGW 160402LF 0.2 24 |\——|—|—|—|— || =
™ Low Resistance T i |
& sharp Edge 160404LF 1 1 0.4 2.3 A
160408LF 0.8 20 |—|—|—|—|—|— | —
NU-TPGW 160402LT 0.2 24 |— — S [N [ N ) ) )
™ Low Resistance B N
| Negative Land 160404LT 1 1 0.4 23 |—|@|— @ —|—
160408LT 0.8 20 |—|@|— @ —|—|—|—|—|—|—|—
[ Strong Edge NU-TPGW 160404HS 0.4 PN — = |=|O|=|= - ||=
Negative Land 160408HS 1 1 0.8 20 |—|—|—|®@|—|— | =
With Honing
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
Multi-Cornered One-use type / 11° Positive (With Hole)
lolole|9lo|o|w|@wiolle
Cutting Edge Pcs/ NS (.)f Corner Cutting| S8 88mo|T 3= o =
Sl Specification Gk, o, Pack | CUtting | pdius | Ed9e [Z[=Is a2 | S SEEiS 536
Edges Lengthmm%%mm%%%%g%
3NU-TPGW 160404 0.4 2.3 [ =
Standard 160408 1 3 0.8 2.0 o =
3NU-TPGW 160404LF 0.4 23 | —|—|—|—|—|—|® =
D Low Resistance 160408LF | 1 3 0.8 20 |—|—|—|—-|-|-|® .

I Sharp Edge

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€°L32, L33

[3 Grey Cast

Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

Cutting Speed vc (m/min)

o
o
s}

BN7125

|
o 1.0

20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

Depth of Cut ap (mm)

Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

@ Ductile Cast Iron General Sintered Alloy
_é ’g *\jg;*g;\g R('l‘qg‘*cﬂypg é "gg’m“g Roughing region
£ < 300 2 < 300
£ E BN7115 || BN7125 £
o o BN7500 . | BN7000 o
g 2 i g
2 g 200 1 g 200 g
3 b | 3 BN7115 | BN7125
& BNC8115 & ' & BN7500:  BN7000
2 2 100 ! 2 100 i
£ g s g =
o (&) o L)
0 10 20 30 @001 02 03 04 05 @20 01 0.2 03 04 05

0.05 01 015 0.2 0.25 0.3

High-density Sintered Alloy a Titanium Alloy

[
o
o

N
o
o

NCB100

I}
S

Cutting Speed vc (m/min)

[0} 0.05 0.10 0.15 0.20
Feed Rate f (mm/rev)

NOYO8IWNS

9AIISOd 9AIleBaN

9

°Q

®
(5]
£\
~

W\

L99



SUMIBORON Inserts

Indexable Inserts

0 Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
T"angl"ar type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.ive 501215 |T01215|701215| 701215 | 701215 | 101215 2920201 1020201 1.4 54 5
= ositive — —
oS
o N
g (Legend) [ O
3 K Cast Iron
w
TPGVV1 604‘. Recommended |'S ™ ExaticAlloy () ()
, , , Application | H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 4.4 Sntered Congurens P °
(mm) | Thickness 4.76 e
Applicable Boring Bars ES"E14, E40 to E42 Uncoated SUMIBORON %g
[ ire . S
> 11° Positive type (With Hole) 3
)
© ] oo wolulo|Ro
oo oo
5 Cutting Edge Pes/ | NO-OF | corner |CUtting| SIS S|8|a|3| M SIEIR|S|S
z Sl Specification Cat: e, Pack | CUtting | podius | Edoe [Z=Is|a| 2|2 | S SESS 36
Edges Lengthmm%%mm%%%%%%
2 TPGW 160404 04 | 35 | || |@ |
= Standard 160408 1 1 0.8 3.2 o o -
[o]
o 160412 1.2 2.9 .| =
[ Strong Edge TPGW 160404HS 0.4 35 |—|—|—|@|—|— | =
Negative Land 160408HS 1 1 0.8 32 |—|—|—|@|—|— - | =
E With Honing
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
g K Cast Iron L BE
TPGW1 604.. Recommended | 'S Exatic Alloy
, , , Application | H HateredSteel O (@ |@ (% | O | ©
Dimensions | Inscribed Circle| 9.525 |Hole Dia. 4.4 Syt Congurens
@ (mm) | Thickness 4.76
Applicable Boring Bars I€"E14, E40 to E42 Coated SUMIBORON
Multi-Cornered One-Use type / 11° Positive (With Hole)
i mn oo Lo
) No. of Cu‘ctingo*‘\""*‘\‘888r
Cutting Edge Pcs/ : Corner SNIENISIRIL M | 8
Shape Specification Cat. No. Pack Cutting Radius Edge DY S BI; % % % 3
Edges Length(Z 1 Z |2 |Z(Z Z|5|&|5 2
NN Mmoo om o
3NC-TPGW 160402 0.2 2.4 -
A Standard 160404 1 3 0.4 23 00 e 0 A @ (-3
160408 0.8 20 @00 @ 0 A o —
! 3NC-TPGW 160404LS 0.4 2.3 =|=|/\ — |
s Low Resistance
Negative Land 160408LS 1 3 0.8 2.0 =||=[|A — |
v With Honing
3NC-TPGW 160404HS 0.4 2.3 [ J 0 A =
IE1 Strong Edge
@ Negative Land 160408HS 1 3 0.8 2.0 o o0 A =
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1I€$"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

< <
= 300 __Uncoated =
£ (BN1000 £
E E
g 200+ BNX20 4
3 ‘BN2000 i 3
o : o}
aQ i Q
G 100 | 7 BN350 n
[o)) ' o)
£ | £
= : =
3 3
O 0 O
< Continuous  Interrupted  Heavy Interrupted B>

L100

350
300

200

100

M
2}BNC2105
BNC2115 [|BNC2125
I ~7BNC2135
i/BNC300/

< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

300F

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

Triangular type

/\

Indexable Inserts

(Legend)| ) : s e
K Cast Iron O|e =
TPG Nogoz“ Recommended 'S Exatic Alloy ® )
: : , Application |H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 5.56 |Hole Dia. - SitetedComporets P P
(mm) | Thickness 2.38 e
ife]
Uncoated SUMIBORON 23
11° Positive type (Without Hole) &2
lolole|9lo|o|w|@wiolla
Cutting Edge Pes/ | NO-OF | corner [CUtting| SIS 3|1S|a|3|M3I=IB|S S
Sl Specification Ca, Mo, Pack | CUtting | pldius | Ed9e [Z[=Is a2 | S8 SEEis 536
Edges Length |5 |® |5 |5 |8 |2 |5 58|66 2|2
TPGN 090204 0.4 3.5 () ) [ ) - =
Standard 090208 1 1 0.8 3.2 o
[ Strong Edge TPGN 090204HS 0.4 LTI — | —|=| O||=|= =
Negative Land 1 1
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge

Specification Details 1€ L32, L33

K Cast Iron O|e@ ]

TPG N1 1 03.. Recommended | S Exotic Alloy (] o0
, , , Application |H HatenedSteel O |© |@ | @ | &
Dimensions| Inscribed Circle| 6.35 |Hole Dia. - Sntered Cngeets ° °

(mm) | Thickness 3.18 e
Uncoated SUMIBORON e
One-Use type / 11° Positive (Without Hole) 22
: o|o wlo|nlollo
Cutting Edge Pcs/ ho! Qf Corner Cutting 2|8 8 8 s 8 & 8 = 8 3 2
Sz Specification (Gl e, Pack| CUttiNg | padius | Fd9e SIS (e |20 | S & e
Edges Lengthmm%%mm%%%%%%

NU-TPGN 110302 0.2 2.4 ) =

110304 ] 1 0.4 2.3 [ e oo A .-

110308 0.8 2.0 0 0o e A -

110312 1.2 2.0 -

Standard

T-NU-TPGN 110302 0.2 24 o
110304 10 1 0.4 2.3 o () | =
110308 0.8 2.0 () ) - |=
110312 1.2 2.0 ==

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€"L32, L33

[a Grey Cast Iron

Finishing
region

Roughing region

2,500 F¢
2,000 H
1,500 K
1,000 H

Cutting Speed vc (m/min)

o
o
s}

BN7125

o

i
1.0 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

[A Ductile Cast Iron

BNC8115

Cutting Speed vc (m/min)

(0] 1.0 20 3.0
Depth of Cut ap (mm)

Sotere
Aoy

Cutting Speed vc (m/min)

Degthof Cut ap.
(mm)

Feed Rate f
(mm/rev)

300]

200]

100

General Sintered Alloy

Finishing
region

Roughing
region

BN7115
BN7500

BN7125
BN7000

O 01 02 03 04 05
e
0.05 01 015 0.2 025 03

High-density Sintered Alloy a Titanium Alloy

£ FInshing T Roughing region
E 300
S
g
7 200 7
g BN7115 | BN7125
L% BN7500: BN7000
2 100 i
= :
o
Depthof Cut @p,
(mm)

Feed Rate
(mm/rev)

O 01 02 03 04 05
L
0.05 01 015 0.2 02503

N [
o o
o o

I}
S

Cutting Speed vc (m/min)

NCB100

o

0.05 0.10 015 0.20

Feed Rate f (mm/rev)

NOYOgIWNS

9AIISOd 9AIleBaN

9

°Q

N\l ¢ HERNO

>

L101



SUMIBORON Inserts

Indexable Inserts

®

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specif

ication Details 1€°L32, L33

0 Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
T"angl"ar type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125| NCB100
Npeg,at.'ve S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
= ositive — —
o
[=4 o
g (Legend) [t O
3 K Cast Iron
w
TPG N1 1 03‘ ‘ Recommended |'S ™ ExaticAlloy () ()
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 6.35 |Hole Dia. - Sntered Congurens P °
(mm) | Thickness 3.18 e
Uncoated SUIMIBORON |2
(4 ey . S
2 One-Use type / 11° Positive (Without Hole) &3
e
o . Lo
s Cutting Edge Pcs/ e o Corner Cutting S 8|8 R|8 q(8IS|8 = 8
2 Shape | o ccification Loz il Pack | Cutting | s | Edoe [XIXISISI 0D S SIS Q&
P Edges Length| & | & |5 |5 |8 |2 \5 | &8|&|6 ==
E NU-TPGN 110302LT 0.2 24 |— — 0= — | s e
= M Low Resistance . . o
3 I Negative Land 110304LT 1 1 0.4 2.3 [ )
a 110308LT 0.8 20 |[— — | O=— | i
[ Strong Edge NU-TPGN 110304HS 0.4 PR — | — = | O|=|= | =
Negative Land 110308HS 1 1 0.8 20 |—|—|—|@|—|— | —
E With Honing
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€ L32, L33
*Depth of cut for one-use types is 0.5mm or less.
p 11° Positive type (Without Hole)
lololel9lo|o|w @lviolle
Cutting Edge Pcs/ e, (.Jf Corner Cutting < | 8 8 n|o Y 8 - 8 = S
Sl Specification Gas N2, Pack | CUtting | padius Edge 1X1x|c|a8|2|2 S5 |E s 3@
@ P Edges Lengthmm%%mm%%%%%%
TPGN 110304 0.4 3.5 o o A .| =
Standard 110308 1 1 0.8 3.2 () =
[ Strong Edge TPGN 110304HS 0.4 35 |—|—|—|@|—|— .| =
Negative Land 110308HS 1 1 0.8 LAl — | —|=||O||=|= | =
With Honing
e
\"

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

T £ 350
€ BN1000 S
e & 300
g 200+ BNX20 4
3 ‘BN2000. ) T 200
o : o}
& ; 8
R i BN350 2 100
£ | £
= : =
3 3
@] 0 o (0]
< Continuous  Interrupted  Heavy Interrupted B>

L102

—
2} BNC2105
BNC2115 [|BNC2125
I ~7BNC2135
t/BNC300.

< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

3008

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)




SU M I Bo RO N I nse rts Indexable Inserts

Triangular type

/N

w
<
=
(Legend)|0 ™
2 o 2nd Recommendatio 2 3
K Cast Iron O|e ] 3
. =
TP 5 N1 603. . Recommended 'S Exatic Alloy ® )
: : , Application |H HadereiSteel | O |© |@ | @ | &
Dimensions| Inscribed Circle| 9.525 |Hole Dia. - Sntered Congerets P °
(mm) | Thickness 3.18 e
Applicable External Holders 1€ C36, C37 Applicable Boring Bars I€ E44 Uncoated SUMIBORON %%
. . sz| Z
One-Use type / 11° Positive (Without Hole) 23 &
: indlo|o|8|8lalalQlglel8 (xS %
Cutting Edge Pcs/ e (.)f Corner ot = | 8 8 noX 8 - 8 =& =
Shape A Cat. No. Cutting : Edge XX || 0IX|IRIRI~|Q@m| S
Specification Pack Radius Z\Zz|S\|zZzZz|Zz|ZzI=zIz|l2lc] @
Edges Lengthmmmmmmmmmmgz
NU-TPGN 160302 0.2 2.4 ° - S
(7]
160304 1 1 0.4 2.3 ( 2 2K 2N J A = -
160308 08 | 20 | o elel® |a - |8
Standard
T-NU-TPGN 160302 0.2 2.4 8- |=
160304 10 1 0.4 2.3 [ J o == E
160308 0.8 2.0 [ J o 2| —
NU-TPGN 160304LT 0.4 23 |— — @ =— | s
™ Low Resistance . . N
EiNegative Land 160308LT 1 1 08 | 20 ° 7
D
[ Strong Edge NU-TPGN 160304HS 0.4 23 |—|—|—|@|—|— . |—
Negative Land 160308HS 1 1 0.8 20 |—|—|— @ —|— =
With Honing @
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
11° Positive type (Without Hole) E
lololo|9lo|o|w alvioll|ae
Cutting Edge pess | NO:-Of 1 o ner [CULting . SI8m|a|XFITIR =2
Shape e Cat. No. Cutting . Edge X [X | |aM|QIN|R|I~|I~|%9|m
Specification Pack Radius Zlzz|ZzIZz|IZz|IZIZIZIZ|20
Edges Lengthmmmmmmmmmm%Z
TPGN 160304 0.4 3.5 [ [ [ A | = A
Standard 160308 1 1 0.8 3.2 [ ) () =
160312 1.2 2.9 | =
— == —|— — = V
[ strong Edge TPGN 160304HS 0.4 3.5 o
Negative Land 160308HS 1 1 0.8 32 |—|—|—|®|—|— | —
With Honing
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33 @
| SUMIBORON Application Range Map
[3 Grey Cast Iron [a Ductile Cast Iron General Sintered Alloy High-density Sintered Alloy a Titanium Alloy
c Finshng | Roughing region z c Finishing Roughing 2 —m;vwg Roughing region 2
< egon < < region region < region £ 200
EZSOO ENT2S £ € %% (BNzms 1) envizs 3% £
© 2,000 H o o BN7500 1 | BN7000 o o
5 5 5 200 : < 200 5 200
8 1500 f 2 2 : 2 BN7115 | BN7125 4
& & BNC8115 & ' & BN7500: | BN7000 &
3 1000 2 % 100 E S 100 : 5 100 NCB100
£ 500 (BN500 £ £ : £ i =
o | - - A o U. U, L) o ) ) ) )
0 10 20 30 40 0 10 20 30 w0 01 02 03 04 05 X0 01 02 03 04 05 0 005 010 015 020
Depth of Cut ap (mm) Depth of Cut ap (mm) (el 005 01 05 02 0.25 0.3 feamel 005 01 015 02 025 03 Feed Rate f (mm/rev)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability) L'I 03



SUMIBORON Inserts

Indexable Inserts

0 Standard cutting edge specification
BN1000 BNC2105 | BNC2125 | BNC2070 | BNC200
T"angl"ar type BNX10 | BNX20 | gnoooo | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225|501225|501225 T01235 S01225|5S01225|S01225|S01225
A BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125| NCB100
Npegfat.'ve S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
= ositive — —
e
g (Legend) O 267
3 K Cast Iron
w
TPG N2204‘. Recommended | S Bxotic Alloy () ()
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 12.7 |Hole Dia. - Sntered Congurens P °
(mm) | Thickness 4.76 e
Applicable External Holders 1€ C36, C37 Uncoated SUMIBORON %g
[ . . 2=
2 T11° Positive type (Without Hole) 23
-
© g olo wlolwlo|LQlo
olo olo ~
5 Sha Cutting Edge Cat. N Pcs/ CNC;'t(.)f Corner Clé(tjtmg AES g|8|n(2|F 3[R S =
z pe Specification at. No. Pack| —Y**'M9 | Radius € 1ZZIZIFZZZTEIS| a8
Edges Length|& | & |5 |5 |8 |2 \5 | &8|6|6 = | =
2 TPGN 220408 08 | 32 | |@ |e =
'5; Standard 1 1
[}
o
[ Strong Edge TPGN 220408HS 0.8 32 |—|—|—|®@—|— - |=
Negative Land 1 1
With Honing

A\ ]

N\l - OO

®

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1€"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

200}

100

Cutting Speed vc (m/min)

£ 350
© 300
o
>
5 200H
()
[
&
BN350 2 100
£
b=
3
o 0

< Continuous

L104

Interrupted

Heavy Interrupted P>

BNC2105

BNC2115 ['BNC2125

BNC2020

|(BNC2010 L

< Continuous  Interrupted

Heavy Interrupted P>

Cutting Speed vc (m/min)

300F,——

250

200

150

100

50

‘
1
1
1
1
1
1
1
1
1
\

0 01 02 03 04 05
Depth of Cut ap (mm)



SUMIBORON Inserts

35°Diamond type
P

Indexable Inserts

(Legend)|( ) ’ . ,
K Cast Iron O|e =
VN - .1 604‘. Recommended 'S Exatic Alloy ® )
Application |H HadereiSteel | O |© |@ | @ | &

Dimensions| Inscribed Circle| 9.525 |Hole Dia. 3.81 Sntered Congerets ° °
(mm) | Thickness 4.76 e
[ Applicable External Holders 1€ C38, C39 Uncoated SUMIBORON g%
One-Use type / Negative (With Hole) &2
: olo wolnlo|Ro
Shape guttlin.g Ed.ge Cat. No. s Cl\llJc’zlt(i):g CO”.‘er Qéggggg g ‘8 § § § E ,8 E g % g
pecification Pack Edges Radius Length Z\z z|z z\z Z|z|2|z % %
NU-VNMA 160401 0.1 3.5 o | =
160402 0.2 3.3 ([ J e
160404 1 1 0.4 28 |AO® O O® OO0 A =
160408 0.8 19 A O O O® e e A - |=
Standard 160412 1.2 1.7 ([ J - |—
T-NU-VNMA 160401 0.1 3.5 .| —
160402 0.2 3.3 .| —
160404 10 1 0.4 28 A G OO0 .| —
160408 0.8 19 A O O O e =
160412 1.2 1.7 .| —
NU-VNGA 160404 0.4 25 [=(=1==1=— | i e
Standard 160408 1 1 0.8 1.6 |=l=l=[==— = i e

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

Multi-Cornered One-Use type / Negative (With Hole)

Cutting Edge Specifi

ication Details 1€ L32, L33

. o|o wiolnlo|Ro
Cutting Edge Pcs/ NS (.)f Corner Cutting| 21§ 818 a3 8IS |a < =
<l Specification Cet il Pack | CUtting | podius | Ed9e [Z=Is a2 | S SIS 536
Edges Lengthmm%%mm%%%%%%
2NU-VNGA 160404 0.4 2.8 ® o oo O AO A —
160408 1 2 0.8 1.9 ® o oo O AO® A —
Standard
T-2NU-VNGA 160404 0.4 2.8 () () =
160408 10 2 0.8 1.9 () (] 8=

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€5°L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500 F¢
2,000 H
1,500 K
1,000 H

Cutting Speed vc (m/min)

I
o
S
=)
3
o
=]
S

BN7125

i
[¢] 1.0 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

Cutting Speed vc (m/min)

[A Ductile Cast Iron

BNC8115

1.0 20 3.0

Depth of Cut ap (mm)

General Sintered Alloy
= Finishing Roughing = Finishing Roughing region
é region region E region Y
= 300 - = 300
E BN7115 || BN7125 £
g)) BN7500 ] BN7000 g
5 200 f © 200 ;
3 + b4 BN7115 | BN7125
L% g (% BN7500: BN7000
2 100 i 2 100 1
E 1 S i
o o L)
Depthof Cutap. Depthof Cut @p,
(mm) (mm)

Feed Rate f
(mm/rev)

O 01 02 03 04 05
e
0.05 01 015 0.2 025 03

Feed Rate
(mm/rev)

O 01 02 03 04 05
L
0.05 01 015 0.2 02503

High-density Sintered Alloy a Titanium Alloy

N [
o o
o o

I}
S

Cutting Speed vc (m/min)

NCB100

o

0.05 0.10 015 0.20

Feed Rate f (mm/rev)

NOYOgIWNS

9AI}ISOd dAIlRBIN

9

°Q

N > & @

>

L105



SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
35 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
5 BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.ive 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
oS
o= -
g (Legend) [ O
3 K Cast Iron
w
VN . .1 604‘. Recommended |'S ™ ExaticAlloy () ()
, , , Application | H HatenedSteel O |© | @ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 3.81 Sntered Congurens P °
(mm) | Thickness 4.76 e
Applicable External Holders 1€ C38, C39 Uncoated SUMIBORON %g
(4 . . . S
> Multi-Cornered One-Use type / Negative (With Hole) 53
)
(1) g olo wlolwlo|Q o
o|o o|lo o~
8 Cutting Edge Pcs/ il (.)f Corner Cutting S 8 8 n| o|d 8 e =
z shape | oy cification Loz il Pack | CUtting | podius | Edoe [Z=Is|a| 2|2 | S SESS 36
Edges Lengthmm%%mm%ﬁ%%%%
_g 2NU-VNGM 160404N-LV 0.4 28 |—|— ® —|—|—|—|—|—|—|—
"g' e 160408N-LV | 1 2 08 | 19 |- o —|—|—|-|-|-|--
o
2NU-VNGA 160404LT 0.4 28 |— = (O =— S
™ Low Resistance N BER N
E @ Negative Land 160408LT 1 2 0.8 1.9 |— —|@®|—|—
2NU-VNGA 160404HT 0.4 28 |==I=[=0— | = S =5
E1Strong Edge
ST [l Negative Land 160408HT 1 2 0.8 19 |=l=l=1=10— & ks &5
D
[ Strong Edge 2NU-VNGA 160404HS 0.4 PRI — | —|=|O|=|= .| =
Negative Land 160408HS 1 2 0.8 19 |—|—|— @ —|—|@ A . | —
@ With Honing
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€ L32, L33
*Depth of cut for one-use types is 0.5mm or less.
E Negative type (With Hole)
lololololo|o|w @lviolla
Cutting Edge Pcs/ e 9f Corner cutting 218 SIS E E R
SIEPe Specification i Ve, Pack| CUtting | podius | Ed9e SIS (e (210 | e & e
P Edges Length |8 |3 |5 |5 |8 |0 |5 | 8|&|& = |2
VNMA 160404 1 1 0.4 5.0 ([ J o .| =
Standard 160408 0.8 4.1 o o A | =
e

\'

®

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1€$7L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

Cutting Speed vc (m/min)

L106

<
300 campe—— Uncoated = 350f —— Coated
BNI000 [Uncoated] € 2l encaios
E BNC2115 (IBNC2125
2000 BNX20 g : i
‘BN2000. ) g 2001 1
: 9] ]
& a — <
100 e i BN350 2 100} {|BNC2135
| £ ] |
! £ tJBNC300,
3
(0] o (0]
< Continuous  Interrupted  Heavy Interrupted B> < Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

3008

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

35°Diamond

type

e

Indexable Inserts

(Legend)|Cu e
K Cast Iron [ B ]
VNG .1 604‘ . Recommended S Exatic Alloy
Application |H HateredSteel O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 3.81 Sntered Cngeets
(mm) | Thickness 4,76
[ Applicable External Holders 1€ C38, C39 Coated SUMIBORON
Multi-Cornered One-Use type / Negative (With Hole)
Cutting Edge Pcs/ e Corner Cuttingg g g E g g § § § g
Sl Specification Ca, e Pack C;(;ctmg Radius | E9%¢ [B18|C|C 0|0 A= 3
ges Length|Z|ZZ|Z|Z|Z|§|& 5|2
MO0 Mmoo [aa]
2NC-VNGA 160404 0.4 2.8 () 0 A =
Standard 160408 1 2 0.8 1.9 o @0 A =
160412 1.2 1.7 () —
4NC-VNGA 160402 0.2 3.3 e e [ N )
Standard 160404 1 4 0.4 28 0 0 0 0 0 0 Ao o
160408 0.8 19 0 0 © ©® e O A O e
160412 1.2 1.7 e e Q@ A =
I 4NC-VNGG 160404N-FV 0.4 2.8 o — 100 A — =
160408N-FV | 1 4 08 | 19 o |olea—| |-
. . 4NC-VNGG 160404N-LV 0.4 2.8 o0 A|— =
160408N-LV | 1 4 08 | 19 o —|olola—| |-
2NC-VNGA 160402LT 0.2 3.3 |— =|=]|=[Ol=|=l=l5
™ Low Resistance 160404LT 1 5 0.4 28 |— —(—(®=(=|—|=
I Negative Land 160408LT 0.8 19 |—|—|—|—|—|@—|—|—|—
160412LT 1.2 1.7 |=|=[—=|=[—|®|=|=|—|+
_ 2NC-VNGA 160402LS 0.2 3.3 () =|= ==
I Low Resistance 160404LS 0.4 28 olel® |—|— — |3
egative Land 1 2
With Honing 160408LS 0.8 19 @@ @ —|— =5
160412LS 1.2 1.7 () —|— — |+
I Low Resistance | 4NC-VNGA 160404LS 0.4 2.8 |—|— —|—|A ==
Negative Land 160408LS 1 4 0.8 1.9 |—|— —|—| A ==
With Honing 160412LS 1.2 1.7 |=|—=|=| |=|—-|a| |—|F
[ strong Edge | 4NC-VNGA 160404HS 0.4 28 00 O 0 0 0 A0 o
Negative Land 160408HS 1 4 0.8 19 0 0 ©® ©® e O A O e
With Honing 160412HS 1.2 1.7 0 oA —
@ High Efficiency | 4NC-VNGA 160404ES 0.4 2.8 Ol=|=I=5
Negative Land 160408ES 1 4 0.8 1.9 Ol=|=l=l=
With Honing 160412ES 1.2 1.7 ol |3

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€"L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

o
o
s}

Cutting Speed vc (m/min)

BN7125

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

[A Ductile Cast Iron

Cutting Speed vc (m/min)

Cutting Speed vc (m/min)

(0] 1.0
Depth of Cut ap (mm)

20 3.0

Degthof Cut ap.
(mm)

Feed Rate
(mm/rev)

General Sintered Alloy

300]

200]

100

Finishing
region

BN7115 |
BN7500 ]

Sintered

Aoy

Roughing =
region =
£

BN7125 E
BN7000 o
H

el

3

3

Q

8

o

£

£

o

f

0O 01 02 03 04 05
0.05 01 015 0.2 025 0.3

Depth
(mm)

of (it ap

Feed Rate
(mm/rev)

High-density Sintered Alloy a Titanium Alloy

Finishing
region

Roughing region

300

200

100!

BN7115 | BN7125
BN7500: BN7000
f
f
f
i

0 01 02 03 04 05
0.05 01 015 0.2 0.25 0.3

300

200 |

100} NCB100

Cutting Speed vc (m/min)

[0} 0.05 0.10 0.15 0.20
Feed Rate f (mm/rev)

NOYO8IWNS

9AI}ISOd dAIlRBIN

9

°Q

N > & @

>
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SUMIBORON Inserts

Indexable Inserts

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1€"L32, L33

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
35 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
5 BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npeg,at.ive 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
oS
[=4 N 1t Re
g (Legend) [ O 268
3 K Cast Iron O|e )
w
VBGW1 1 03‘ . Recommended 'S Exotic Alloy ® )
Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 6.35 |Hole Dia. 2.8 Sntered Congurens P °
(mm) | Thickness 3.18 e
it}
° Uncoated SUMIBORON 23
2 One-Use type / 5° Positive (With Hole) EH
e
© ] oo wolulo|Ro
o ) No. of Cutting|@1Q 15 |0|218 o= |a|X| S
$ | s |SNUmERlcume (P cuttng | S0 | e (55(SIS18 IS SISISIR RIS
P Edges Length| & | & |5 |5 |8 |2 \5 | &8|&|6 ==
g NU-VBGW 110302 02 | 32 oo a
= Standard 110304 1 1 0.4 2.8" 0 A °
[o]
o 110308 0.8 1.9% ([ J A | O
NU-VBGW 110302LT 0.2 32 |— — (O =— S S
™ Low Resistance N B B
E Il Negative Land 110304LT 1 1 0.4 28 |— o —|—
110308LT 0.8 1.9 |— — (= S
[ Strong Edge NU-VBGW 110302HS 0.2 LAl — = ||=|O|=|= .| =
ST Negative Land 110304HS 1 1 0.4 28 |—|—|—|@|—|— =
With Honing
D 110308HS 0.8 19 |—|—|—|@|—|— .| =
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
*1: NCB100 cutting edge length is 2.5.
@ *2: NCB100 cutting edge length is 1.6.
Multi-Cornered One-Use type / 5° Positive (With Hole)
lololelolo|o|w @lvliol e
Cutting Edge Pcs/ hoi gf Corner Elitting o | 8 8 0o 8 - 8 3 \9
SR Specification (Sai5 e Pack| CUttiNg | padius | Ed9e SIS (e (212 | S & o
P Edges length |&|& |5 | & | 8| & | 5| Ala|&| 2|2
2NU-VBGW 110302 0.2 3.2 [ -
A Standard 110304 1 2 0.4 2.8 @ A O
110308 0.8 1.9 A =
e
\"

®

| SUMIBORON Application Range Map

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

c c
= 300 Uncoated = 350f Coated
£ (BN1000 £ 200 —}BNC2105
3 £ BNC2115 [{BNC2125
€ 200H BNX20 Q i i

e L \ 200H" N
] ‘BN2000. : 3 ;
I ! o ]
3 e S — <
O T00f i BN350 2 100l /IBNC2135
£ : £ i
£ ! b= t/BNC300.
3 3
@] 0 o (0]

< Continuous  Interrupted  Heavy Interrupted B>

L108

< Continuous  Interrupted  Heavy Interrupted P>

Cutting Speed vc (m/min)

300F

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SU M I Bo RO N I nse rts Indexable Inserts

35°Diamond type
P

w
s
s = =
(Legend)|C ) " I Recomendati g 8
K Cast Iron o = §
VB VV1 1 03‘ . Recommended | S BxoticAlloy
: : , Application |H HatereiStee | O (@ |@ | ® | O | ©
Dimensions \nsgr\bed Circle| 6.35 |Hole Dia. 2.8 Sntered Cngeets
(mm) | Thickness 3.18
Applicable Boring Bars 1€ E48, E50, E51, E53, E54, E56, E57 Coated SUMIBORON >
Multi-Cornered One-Use type / 5° Positive (With Hole) ®
No. of cutting| 8| 2| 8| M| 2|R|3|8|8 |2 E
. 0.0 utting S = olo|lo|lZ o
Cutting Edge Pcs/ . Corner SISISISIQIRINIMIL|IS =
e . . . . NN NN NN 00 <
SE[S Specification Cat. No Pack | CUtting | pagius | Ed9e |GG IG|C(S |0 SIS )
Edges Length|Z|ZZ|Z|Z|Z|§|& 5|2
D on|0|m| oo &)
2NC-VBGW 110302 0.2 3.2 ( 2N} [ N = 3
"
Standard 110304 1 2 0.4 2.8 o 00 oo o — -
<
110308 0.8 1.9 [ 3K 2K 2 2K ) (= o
2NC-VBGW 110302LT 0.2 LAl — == |=|=|OC|=|=I=lF
™ Low Resistance ) ]
[ Negative Land 110304LT 1 2 0.4 2.8 ) E
. 2NC-VBGW 110302LS 0.2 3.2 ( 2N} =|= ==
Low Resistance
Negative Land 110304LS 1 2 0.4 2.8 (2K ) =|= == ST
With Honing
110308LS 0.8 1.9 [ 2K ) =|= — | D
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33
=
v
| SUMIBORON Application Range Map
[3 Grey Cast Iron [a Ductile Cast Iron General Sintered Alloy High-density Sintered Alloy a Titanium Alloy
c Finshng | Roughing region z c Finishing Roquhmg 2 —w;r N9 | Roughing region 2
< egon < < region Tegion < region £ 200
EZSOO BNTi25 £ € *°% (Brzms 1) enzizs €% £
< 2,000 H < o BN7500 E BN7000 < o
g 1500 g H 200 g 200 BN7115 | BN7125 g 200
& & BNC8115 & ' & BN7500i | BN7000 &
51000 2 % 100 E S 100 : 5 100 NCB100
£ 500 [BN500 £ ] ; g i E
o ) - - g o uh })n, O ) . . )
0 10 20 30 40 0 10 20 30 @001 02 03 04 05 @20 01 0.2 03 04 05 0 005 010 015 020
Depth of Cut ap (mm) Depth of Cut ap (mm) feeafiiel 005 01 05 02 025 03 feeafiief 005 01 015 02 025 0.3 Feed Rate f (mm/rev)

L109



SUMIBORON

Positive Negative

Al G

N > & @

®

L110

SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC2010 | BNC200
35 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(501225|501225 T01235 S01225|501225|501225|501225
5 BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125[ NCB100
Npigiatti'vf S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
(Legend) | O ndfeco / iR
K Cast Iron O|e =
VBGW1 604“ Recommended |'S ™ ExaticAlloy () ()
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 4.4 Sntered Congurens P °
(mm) | Thickness 4.76 e
Applicable Boring Bars I€"E14, E48, E5S0, E53, E56 Uncoated SUMIBORON %g
. . S5
One-Use type / 5° Positive (With Hole) 532
dololel9lo|lolw@wiolle
Cutting Edge Pcs/ L eh Corner Cutting S SI8n o MIYSIR <=2
Sl Specification Cat: e, Pack | CUtting | podius | Ed9e [Z(=Is|a| 2|2 | S SESS 36
P Edges Length| & |® |5 |5 |8 |2 |5 | &8|6|6 2| =
NU-VBGW 160402 0.2 3.8 [ 2K ) -
Standard 160404 1 1 0.4 3.3M ( 2N J [
160408 0.8 2.47 ( 2N J | O
NU-VBGW 160402LT 0.2 3.8 |— — (O = S
™ Low Resistance N BEE. B
| Negative Land 160404LT 1 1 0.4 33 | — o —|—
160408LT 0.8 24 | — — @ === === |=|=
[ Strong Edge NU-VBGW 160404HS 0.4 LIl — = (|=|O|=|= .| =
Negative Land 160408HS 1 1 0.8 24 |—|—|—|@|—|— =
With Honing
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
*1: NCB100 cutting edge length is 2.5.
*2: NCB100 cutting edge length is 1.6.
Multi-Cornered One-Use type / 5° Positive (With Hole)
lololelolo|o|w @lvliol e
Cutting Edge Pcs/ hoi gf Corner Elitting o | 8 8 0o 8 - 8 = \9
SR Specification (Sai5 e Pack| CUttiNg | padius | Ed9e SIS (e (212 | S & o
P Edges length |&|& |5 | & | 8| & | 5| Ala|&| 2|2
2NU-VBGW 160404 0.4 3.3 @ AO =
Standard 160408 1 2 0.8 2.4 @ AO

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.
*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1I€5"L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

< < A
= 300| cumeee— __Uncoated = 350f —— _C ted =
£ BN1000 E o 2} BNC2105 . £
3 E BNC2115 [{BNC2125 E
€ 200H BNX20 4 : i 9
— : \ 200" N
] ‘BN2000---- : 3 | T
@ ' o) | o
Q 4 Q et . Q
O T00f ¢ BN350 2 100} /IBNC2135)p <
< : < 3 k=
b= \ =] t/BNC300/ £
3 3 3
] 0 O 0 O
<« Continuous  Interrupted  Heavy Interrupted P>

< Continuous  Interrupted  Heavy Interrupted P>

3008

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

35°Diamond type
P

(Legend)|C

Indexable Inserts

2 &
K Cast Iron o un
VBGVV1 604. . Recommended |'S ™ ExoticAlloy
Application |H HatereiStee | O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 4.4 Sinteredtomponents
(mm) | Thickness 4,76
Applicable Boring Bars I€<"E14, E48, E50, E53, E56 Coated SUMIBORON
Multi-Cornered One-Use type / 5° Positive (With Hole)
No. of Cut‘cinggﬁgm980002
Cutting Edge Pcs/ nr Corner Siciciz|e|o|RIRIR S
Sl Specification ez N2, Pack| CUtting | podivs | Edoe [GICICICICIO A= o}
Edges Length|Z|ZZ|Z|Z|Z|§|& 5|2
MO0 Mmoo o
2NC-VBGW 160402 0.2 3.8 [ 2K J e =
Standard 160404 1 2 0.4 33 00 e e e e o —
160408 0.8 24 000 e 0 e (=
2NC-VBGW 160402LE 0.2 38 |—|—|—|—|@®|—|—|—|—|—
M Low Resistance
& With Honing 160404LE 1 2 0.4 3.3 |— —Ol=|==&El&
160408LE 0.8 VAl — = |=|=|O|=|=I=FIF
2NC-VBGW 160402LT 0.2 3.8 BliEEEEIeEE =
Low Resistance
I Negative Land 160404LT 1 2 0.4 3.3 |— ==O|==IFlE
160408LT 0.8 24 |—|—|—|—|—|®|—|—|—|—
m. : 2NC-VBGW 160402LS 0.2 3.8 [ 2K ) == —| =
ow Resistance
Negative Land 160404LS 1 2 0.4 33 000 =||l= — (=
With Honi
e 160408LS 08 | 24 |ele® |—|- —|-
[ Strong Edge 2NC-VBGW 160404HS P 0.4 3.3 ® —
Negative Land 160408HS @ | 1 2 0.8 2.4 () 3
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€°L32, L33

[3 Grey Cast Iron

Finishing
region

Roughing region

2,500
2,000 H
1,500 rf
1,000 H

o
o
s}

Cutting Speed vc (m/min)

BN7125

| " " .
o 10 20 30 40

Depth of Cut ap (mm)

[A Ductile Cast Iron

Cutting Speed vc (m/min)

(0] 1.0
Depth of Cut ap (mm)

Sotere
Hoy

Cutting Speed vc (m/min)

20 3.0

Depth of
(mm)
Feed Rate f
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

0.05 01 015 0.2 0.25 0.3

[
o
o

N
o
o

I}
S

o

NCB100

General Sintered Alloy High-density Sintered Alloy a Titanium Alloy
£ [Fre] rovsning regon g
300 = = 300 ~
BN7115 || BN7125 £ E
BN7500 ] BN7000 g g
200 H 3 200 7 3
| 3 BN7115 | BN7125 g
' & BN7500i | BN7000 &
|
100 i 2 100 1 2
1 S H S
o L) o
Y601 02 03 04 05 @20 01 0.2 03 04 05

0.05 0.10 015 0.20

Feed Rate f (mm/rev)

NOYO8IWNS

9AIISOd 9AIleBaN
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°Q

N > & @

>

LM



SUMIBORON Inserts

Indexable Inserts

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 | BNC2010 | BNC200
35 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
5 BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125| NCB100
Npeg,at.ive S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
= ositive — —
o
o N
g (Legend) [ O
3 K Cast Iron
w
VCGWOSOz.. Recommended |'S ™ ExaticAlloy () ()
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 4.76 |Hole Dia. 2.3 Sntered Congurens P °
(mm) | Thickness 2.38 e
Applicable Boring Bars I€"E49, E52, E55, E58 Uncoated SUMIBORON %g
Q . . S
2 One-Use type / 7° Positive (With Hole) 3
)
o ] oo wlo|lvw|lolR|o
o ) No. of Cutting|@1Q 15|50 |218 o= |a|X| S
| oo QiU cawe (P cuting | Soper | e (51511818 5 S SIS 51
P Edges Length| & | & |5 |5 |8 |2 \5 8|66 = |2
g NU-VCGW 080202 02 | 32 ° 3
= Standard 080204 1 1 0.4 2.8 °
[o]
o 080208 0.8 2.0 ([ J =
NU-VCGW 080202LT 0.2 3.3 |— — Q= — | o i =
™ Low Resistance N BER N
E Il Negative Land 080204LT 1 1 0.4 2.8 |— — | @|—|—
080208LT 0.8 20 |[— SIS & — — §F | —
[ Strong Edge NU-VCGW 080204HS 0.4 28 |—|—|—|@|—|— .| =
ST Negative Land 080208HS 1 1 0.8 20 |—|—|—|@|—|— - |=
With Honing
D
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€ L32, L33
*Depth of cut for one-use types is 0.5mm or less.
@ K Cast Iron e un
VCGWOSOz‘. Recommended | 'S Exatic Alloy
: : , Application | H HatereiSiee | O (@ |@ (% | O | ©
E Dimensions | Inscribed Circle| 4.76 |Hole Dia. St Coporets
(mm) | Thickness 2.38
Applicable Boring Bars I€"E49, E52, E55, E58 Coated SUMIBORON
Multi-Cornered One-Use type / 5° Positive (With Hole)
 [u[ulunlulolololololw
fi} . No. of Cuttingl@ |z |90 IS Ao (o|o|=
Cutting Edge Pcs/ " Corner SINISNIS RIS N D | 8
Shape Specification Cat. No. Pack | CUttINg | padius Fdge 1531510|8|0|S SIS (B
Edges Llength|Z|Z|Z|Z|Z|Z|§|& & 2
0| |®|m|o|a I}
] 2NC-VCGW 080202 0.2 3.2 ( 2K J =
v Standard 080204 1 2 0.4 2.8 o0 3

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

W\

| SUMIBORON Application Range Map

Cutting Edge Specification Details 1€°L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel III Bearing Steel (SUJ2, etc.)

< < A
= 300| cnmmmmemm— __Uncoated = 350f — __C ted =
£ (BN1000 £ o —}BNC2105 — £
3 £ BNC2115 [{BNC2125 E
€ 200H o BNX20 g : i g
z : \ 200" N
] ‘BN2000. : 3 | 3
@ ! 9] ] o}
aQ 4 Q et . o3
O T00f i BN350 2 100} /|BNC2135kp 2
= f < ' ; <
b=} \ £ tJBNC300, £
3 3 3
O 0 O 0 O
< Continuous  Interrupted  Heavy Interrupted B> Heavy Interrupted P>

L112

< Continuous  Interrupted

300F

250

200H

150

1001} :[BNC8115

LE10) re— " " : I\ 1
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)



SUMI

35°Diamond type
i

Inserts

w
[
(Legend)irrastin]® 1t eanann & 1 Jledii E
K Cast Iron O|le = 3
=
Recommended () o0
Application | H  Hardened Steel Vel e n
Dimensions|Inscribed Circle| 6.35 |Hole Dia. 2.8 P ° °
(mm) | Thickness 3.18 e
Applicable Boring Bars €S E52, ESS, E58 Uncoated SUMIBORON |2
... . EHIE 4
One-Use type / 7° Positive (With Hole) 23 2
) )
q No. of Cutting|@|Q S|8|e = -
Shape Cuitilng) Zeleje Cat. No. Pes/| cutting | SO | TEdge [%1%/S|S M (B <
Specification Pack Radius ZZz|Z|=zZz|2 ®
Edges Length @ | @ |F |5 |2 | @
NU-VCGW 110302 0.2 3.2 () - S
(7]
Standard 110304 1 1 0.4 2.8 [ 2N J = -
>
[ Strong Edge NU-VCGW 110302HS 0.2 32 |[—|—|—|@|—|— S
Negative Land 110304HS 1 1 0.4 2.8 |—|— @ | || —
With Honing E

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€°L32, L33

2\

> IEl > & ®

3 Grey Cast Iron @ Ductile Cast Iron

z FING - Roughing region £ 500

£ 2,500 [ £

= —BN7125 T

S 2,000 EN7900 S 400 | ——BNC500
el el

g 1500 $ 300

% 1000 &

2" 2 200 g5

£ 500 £

o o

1.0 20 30 40
Depth of Cut ap (mm)

1.0
Depth of Cut ap (mm)

20 3.0

et

oy

i

j High-density Sintered Alloy B Titanium Alloy

{4 General Sintered Alloy

_fg ng;:\ézg T Rn’?eugg‘gwnng ’g F‘pe‘;*“g;g Roughing region fg 300

BRToTe) p—— < 300 £

3 BN7115 [ ) BN7125 E £

Q BN7500 BN7000 < Q

3 200] T 200 2 200

3 3 BN7115 | BN7125 g

a & BN7500: | BN7000 &

100 % 100 | 5 100 NCB100
£ £ ! £

o < o “ o
MESeAPe 01 0.2 03 04 05 im0 01 02 03 04 05 0 005 010 015 020

Feed Rate f
(mm/rev)

Feed Rate

(mm/rev) 0.05 01 015 0.2 025 0.3 0.05 01 015 0.2 0.25 0.3 Feed Rate f (mm/rev)

L113



SUM I Bo RON Inserts Indexable Inserts

on' Standard cutting edge specification
BN1000 BNC2105 | BNC2125 | BNC2010 | BNC200
35 Dlamond type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative | 11225501225 | 501225 L2221 501225 501225 | 501225 | 501225
Positive T01235
5 BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115(BNSS8125| NCB100
Npegfat.'ve 501215|T01215|T01215| 701215 | 701215 | 701215 2920201 1020201 1,44 54 5
= ositive — —
o
[=4
g (Legend) )
3 K Cast Iron
w
VC. .1 604.‘ Recommended 'S Exotic Alloy ® )
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions|Inscribed Circle| 9.525 |Hole Dia. 4.4 Sntered Congurens P °
(mm) | Thickness 4.76 e
Applicable External Holders 1€ C40, C41 Applicable Boring Bars 1€ E52, E55 Uncoated SUMIBORON %%
(4 . . 23
2 One-Use type / 7° Positive (With Hole) 53
e
© ] oo wolunlo|/Ro
. . (el ®] oo o
9 Cutting Edge Pcs/ e (.)f Corner Cuttlie | 8 8 nolX 8 - 8 = |2
Shape e Cat. No. Cutting . Edge |X[X | |aIM|L(IN RN~ % m
Z Specification Pack Radius Z\Z|S|zZZ2|ZZ2=z=Z2 0
Edges Lengthmmmmmmmmmmgz
2 NU-VCGW 160404 1 04 | 327 A —|®
= Standard 160408 1.9 1 0.8 2.3 °
o]
a
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
*Depth of cut for one-use types is 0.5mm or less.
E *1: NCB100 cutting edge length is 2.5.
*2: NCB100 cutting edge length is 1.6.
Multi-Cornered One-Use type / 7° Positive (With Hole)
LS lololololo|o|w @lwlo Qe
D Cutting Edge Pcs/ bl .Of Corner Cutitlie | 8 8 n| o|d 8 - 8 = |2
Sl Specification ez, N, Pack | CUtting | podius | Ed9e [Z[=I=|a| B2 S SESiS 36
P Edges Length|B | & |5 |5 |8 |2\ 5 | &|&6|6 ==
2NU-VCGW 160404 0.4 3.2 [ ) =
@ Standard 1 2
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5"L32, L33
E *Depth of cut for one-use types is 0.5mm or less.
7° Positive type (With Hole)
dololel9lo|o|w @lwiolla
Cutting Edge Pcs/ N, .Of Corner Gl | 8 8 n|o|Y 8 - 8 = 9
ii} Sl Specification Gaz N, Pack | CUtting | padius Edge 1X1x|c|a8|2|2 S5 |E s 3@
P Edges Length| & |& |5 |5 |8 |2\ 5 | 8|&6|6 = |2
VCMW 160404 0.4 5.2 () - | =
| Standard 160408 1 1 0.8 4.3 [ [ ) =
v
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€5°L32, L33
| SUMIBORON Application Range Map
ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel |I| Bearing Steel (SUJ2, etc.)
< r c T 300F——
£ *°[/anicoo £ jzz,ﬂBchms £
3 £ BNC2115 [{BNC2125 £ >0
$ 200 H I $ 200}
kel o 200~ ’ ATTTTTTTT T N o
® bt i ® 150
& 100/ BN350 @ | (e 1 : a
2 o 100( BchomL 1: BNCZ‘ESSJW 5 100 TeNcans
£ £ L t/BNC300/ k= :
3 3 3 50 . . . . f T« .
© o0 ] © o0 ] © 0 01 02 03 0.4 05 7 30
<« Continuous  Interrupted  Heavy Interrupted P> < Continuous  Interrupted  Heavy Interrupted P> Depth of Cut ap (mm)

L'|'|4 A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMIBORON Inserts

35°Diamond type
P

Indexable Inserts

=
(Legend) ) g
K Cast Iron o =
VCGW1 604‘. Recommended S Exatic Alloy
Application |H HatereiStee | O (@ |@ | ® | O | ©
Dimensions| INscribed Circle| 9.525 |Hole Dia. 4.4 Sinteredtomponents
(mm) | Thickness 4,76
Applicable External Holders I€"C40, C41 Applicable Boring Bars 1€ E52, E55 Coated SUMIBORON
Multi-Cornered One-Use type / 7° Positive (With Hole)
No. of Cut‘cinggﬁgm980002
Cutting Edge Pcs/ i Corner Sisiciz|o9lRIRIR|S
Sl Specification ez N2, Pack| CUtting | podivs | Edoe [GICICICICIO A= o}
Edges Length|Z|ZZ|Z|Z|Z|§|& 5|2
MO0 Mmoo o
2NC-VCGW 160404 0.4 32 @00 e @0 A -
Standard 160408 1 2 0.8 23 00 e o0 A =
m. ! 2NC-VCGW 160404LS 0.4 32 @00 e —|—|A — |
ow Resistance
Negative Land 160408LS 1 2 0.8 2.3 [ 2K ) —|—|A =5
With Honing
st 2NC-VCGW 160404HS 0.4 3.2 o @0 A -
rong Edge
Negative Land 160408HS 1 2 0.8 2.3 o @0 A -
With Honing

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€"L32, L33

[3 Grey Cast Iron

= n Roughing region
£ 5
S 2500 BN7125
'3 2,000 H
g
g 1500
&
£ 1,000 H
S
£ 500 BN500
o
0O 10 20 30 40

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

[A Ductile Cast Iron

Cutting Speed vc (m/min)

Depth of Cut ap (mm)

BNC8115

1.0 20 3.0

Cutting Speed vc (m/min)

Degthof Cut ap.
(mm)

Feed Rate f
(mm/rev)

General Sintered Alloy

Sitere]
Aloy

High-density Sintered Alloy a Titanium Alloy

2 [Frigie ] rowsnins regen £ 200
300) x < 300 =
BN7115 || BN7125 £ E
BN7500 ] BN7000 g g

200 | © 200 . g 200
| 3 BN7115 | BN7125 3
' & BN7500:  BN7000 &

100 : 2 100 ! 2 100 NCB100
i E : £
o o
Degth of Cut @, . " L .
0 01 02 03 04 05 @my PO 01 02 03 04 05 0 0.5 010 015 0.20

0.05 01 015 0.2 025 0.3

Feed Rate
(mm/rev)

0.05 01 015 0.2 0.25 0.3

Feed Rate f (mm/rev)

NOYO8IWNS

9AIISOd 9AIleBaN

9

°Q

N > & @

>

L115



SUMIBORON Inserts

Indexable Inserts

0 Standard cutting edge specification
BN1000 BNC2105 | BNC2125 [ BNC20710 | BNC200
T"gon type BNX10 | BNX20 | gnoooo | BN350 | gNG2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225(S01225|S01225 T01235 S01225|501225|S01225|S01225
@ BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 BNC8115|BNS8125| NCB100
Npegfat.'ve S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
= ositive — —
oS
[=4
g (Legend) O
3 K Cast Iron
w
VVN M A0804‘. Recommended 'S Exatic Alloy ® )
, , , Application |H HateiStedd | O |© |@ | @ | &
Dimensions | Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Congurens P P
(mm) | Thickness 4.76 e
Applicable External Holders 1€ C42, C43 Applicable Boring Bars 1€ E62, E63 Uncoated SUMIBORON %g
(4 . . S
2 One-Use type / Negative (With Hole) 53
hd
© ] oo vl o|lvwlolR|o
o)) ) No. of Cutting|@ 28|82 |~n|d||o Y|
£ | s (SNUmERl cume (P cuttng | S0 | e (5518181815 SISISIR RIS
P Edges Length |5 | B |5 |5 |8 |2 |5 | &8|6|6 2| =
g NU-WNMA 080404 04 | 25 ° =
= Standard 080408 1 1 0.8 2.4 ) —
[o]
o
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€"L32, L33
*Depth of cut for one-use types is 0.5mm or less.
L Negative type (With Hole)
dololel9lo|lolw @wiolle
Cutting Edge Pcs/ e .Of Corner Cutting S SR E SR
S/ SE]S Specification ez, N, Pack | CUtting | podius | Edoe [Z[=I=|a| B2 S8 SESS 36
5 Edges Length| & |® |5 |5 |8 |20 \5 | &8|&6|6 ==
WNMA 080404 0.4 4.5 ([ .| —
Standard 080408 1 1 0.8 4.4 ® —
080412 1.2 4.3 .|| =

N B M ®

®

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

Cutting Edge Specification Details 1€5°L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel IIl Bearing Steel (SUJ2, etc.)

300

200}

100

'BNC2125

250

200

150

BNC2020

100

Cutting Speed vc (m/min)

Cutting Speed vc (m/min)

50

(o]

< Continuous

L116

c

__Uncoated ‘= 350
£ BNC2105
S 300[
E BNC2115
o !
>
oS 200
()
[
P T

BN350 ¢ 100}{BNC2010
£ i
b=t L ;
3
O o
Interrupted  Heavy Interrupted P> < Continuous |

nterrupted

Heavy Interrupted P>

300F,——

0 01 02 03 04 05
Depth of Cut ap (mm)



SU M I Bo RO N I nse rts Indexable Inserts

Trigon type

(>

w
s
(Legend)|C ni ecommenttio I Recomendati g: ?_;
K Cast Iron o = §
VV ( 3 AO804‘ ‘ Recommended S Exatic Alloy
: : , Application |H HatereiStee | O (@ |@ | ® | O | ©
Dimensions|Inscribed Circle| 12.7 |Hole Dia. 5.16 Sntered Cngeets
(mm) | Thickness 4.76
Applicable External Holders I€£"C42, C43 Applicable Boring Bars 1€ E62, E63 Coated SUMIBORON >
Multi-Cornered One-Use type / Negative (With Hole) ®
No. of cutting| 8| 2| 8| M| 2|R|3|8|8 |2 s
. 0.0 utting S = olo|lo|lZ o
Cutting Edge Pcs/ . Corner SISISISIQIRINIMIL|IS =
e . . . . NN NN NN 00 <
SE[S Specification Cat. No Pack | CUtting | pagius | Ed9e |GG IG|C(S |0 SIS )
Edges Length|Z|ZZ|Z|Z|Z|§|& 5|2
D on|0|m| oo &)
6NC-WNGA 080404 0.4 2.4 ( 2N} [ N = 3
"
Standard 080408 1 6 0.8 23 00 e ® 0 A = -
080412 12 | 22 | ele |e|e = S
6NC-WNGA 080408WG 0.8 2.2 ( 2N @ 0 A =
Low Feed 1 6
Wiper Insert E
6NC-WNGA 080408WH 0.8 2.3 ( 2N} ® 0 A =
High Feed
Wiper Insert 1 6 |/ 7]
D
3NC-WNGA 080408LT 0.8 23 |—|—|—|—|—|®|=|—|—|—
Low Resistance 1 3
Negative Land @
. 3NC-WNGA 080408LS 0.8 23 @00 e o ==
Low Resistance
Negative Land 1 3
With Honing B
! 6NC-WNGA 080408LS 0.8 23 |—|—|— —|—|A — |5
Low Resistance
Negative Land 1 6
With Honing
6NC-WNGA 080408HS 0.8 2.3 ( 2N} ® 0 A =
IE Strong Edge
Negative Land 1 6
With Honing
e
Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible. Cutting Edge Specification Details 1€°L32, L33 v
| SUMIBORON Application Range Map
[3 Grey Cast Iron [a Ductile Cast Iron General Sintered Alloy High-density Sintered Alloy a Titanium Alloy
c Finshng | Roughing region z c Finishing Roquhmg 2 H'H;h'\g Roughing region 2
< egon < < region Tegion < region £ 200
EZVSOO BNTi25 £ € *°% (Brzms 1) enzizs €% £
< 2,000 H < o BN7500 E BN7000 < o
g 1500 g H 200 g 200 BN7115 | BN7125 g 200
& & BNC8115 & ' & BN7500i | BN7000 &
51000 2 % 100 E S 100 5 100 NCB100
£ 500 (BN500 £ £ : £ ! =
o | - - A o U, U, o ) ) ) )
0 10 20 30 40 0 10 20 30 @001 02 03 04 05 @20 01 0.2 03 04 05 0 005 010 015 020
Depth of Cut ap (mm) Depth of Cut ap (mm) feeafiiel 005 01 05 02 025 03 feeafiief 005 01 015 02 025 0.3 Feed Rate f (mm/rev)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability) L'|17



SUMIBORON Inserts

Indexable Inserts

0 Standard cutting edge specification
BN1000 BNC2105 | BNC2125 | BNC2010 | BNC200
T"gon type BNX10 | BNX20 | gnogog | BN350 | gNE2115 | BNC2135 | BNC2020 | BNC300
Negative T01225
Positive T01225|501225|501225 T01235 S01225|5S01225|S01225|S01225
@ BNC500 | BN500 | BN7125 | BN7000 | BN7115 | BN7500 [BNC8115|BNS8125| NCB100
Npegfat.'ve S01215|T01215|T01215|T01215| 701215 | 701215 292020, T02020 /744545
= ositive — —
2
g (Legend) On
3 K Cast Iron
w
WBEVVO60,I .. Recommended 'S Exotic Alloy ® )
Application | H HatenedSteel O |© | @ | @ | &
Dimensions | Inscribed Circle| 3.97 |Hole Dia. 2.2 Sintered(omponents P P
(mm) | Thickness 1.59 e
Uncoated SUMIBORON 20
[ . . 2=
2 One-Use type / 5° Positive (With Hole) 532
b
© ] oo vl o|lvwlolR|o
o|o olo o~
8 Cutting Edge Pcs/ NS (.)f Corner Cutting| 21§ S818n|o|F 3SR S
z Sl Specification Cat: e, Pack | CUtting | podius | Edoe [Z=Is|a| 2|2 | S SEES 36
Edges Lengthmm%%mm%%%%%%
_g NU-WBEW 060102L-LF 0.2 13 |—|—|—|—|—|— @ A 5 —
b=} ™ Low Resistance . . .
2 & Sharp Edge 060104L-LF | 1 1 0.4 1.2
o
NU-WBEW 060102L-LT 0.2 13 @11 s
™ Low Resistance A .
@ Negative Land 060104L-LT | 1 1 0.4 12 |—|@|—|—|—|—

A\ ]

N B M ®

®

| SUMIBORON Application Range Map

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.
*Depth of cut for one-use types is 0.5mm or less.

Cutting Edge Specification Details 1€$7L32, L33

ﬂ] Induction Hardened Steel (S45C/S55C, etc.), Carburised Steel ﬂ] Induction Hardened Steel (545C/S55C, etc.), Carburised Steel |I| Bearing Steel (SUJ2, etc.)

3001

B
BN1000

200}

100

BN350

Cutting Speed vc (m/min)

< Continuous  Interrupted

L118

Heavy Interrupted P>

c

g 350
S :}BNC2105

© 3001

& BNC2115 [IBNC2125

Q : :

>

o 200t e

()

I ]

o | / -
¢ 100}{BNC2010 BNC2135
= : ! :
g _ i JBNC300,
O o

< Continuous  Interrupted  Heavy Interrupted P>

300F,——

c

£

g 250

$ 200}

el

$ 150

Q

wn

2 100t :[BNC8115

= :

8 50 L L L L L (( L
0 01 02 03 0.4 05 7 3.0

Depth of Cut ap (mm)

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SUMI

Trigon type

(>

Inserts

w
[
(Legen) st et oeshoin] & 1 frnmateff o E
b4
K Cast Iron O|e = (=]
Recommended () o0
Application |H HaderedSteel | O | © @ | @ | ®
Dimensions|Inscribed Circle| 4.76 |Hole Dia. 2.2 " ° °
(mm) | Thickness 2.38 e
Uncoated SUMIBORON o5
. . szl Z
One-Use type / 5° Positive (With Hole) &2 &
. )
n No. of Cutting|@|Q S|8|e = e
Shape Cuittlg) Sdee Cat. No. e Cutting Cornsr Edge |X|%|2|S|M |3 <
Specification Pack Radius ZZz|Z|=zZz|2 ®
Edges Length @ | @ |F |5 |2 | @
NU-WBEW 080202L-LF 0.2 1.7 |—|—|—|—|—|— 5| = g
L i )
Do Restonce 080204L-LF | 1 1 04 | 16 |=|=——-|- - &
<
]
NU-WBEW 080202L-LT 0.2 1.7 @ — | A s
s 080204L-LT | 1 | 1 04 | 16 |=l@l=|=|=|=SlS=l= = o

Cutting edge treatment differs by grade. Regarding cutting edge specifications not stated above, please contact us to confirm whether manufacturing is possible.

*Depth of cut for one-use types is 0.5mm or less.

| SUMIBORON Application Range Map

Cutting Edge Specification Details I€°L32, L33

2\

Bl <\ > & &

[a Grey Cast Iron

_’gzsoo :‘,”E‘;“‘;””g Roughing region
= —BN7125
S 2,000 EN7000
H
g 1500
&
£ 1,000
£
£ 500
©
0 10 20 30 40

Depth of Cut ap (mm)

@ Ductile Cast Iron

o
o
o

400

300

Cutting Speed vc (m/min)

{4 General Sintered Alloy

Roughing region

BN7125
BN7000

° Finishing | Roughing 2 Finishing
£ region. | regon £ region
é *°% (Gnzms 1) enizs é 300
—BNCs500 b BN7500 | | BN700O S
5 200 5 200
g ] BN7115
& a BN7500;
_ 2 100 2 100 :
2 2
= =1 B
BN £ =] H
o < (8] LA
th of th of
10 20 30 @001 02 03 04 05 e 01

Depth of Cut ap (mm)

Feed Rate
(mm/rev)

0.05 01 015 0.2 025 0.3

Feed Rate f
(mm/rev)

02 03 04 05
0.05 01 015 0.2 0.25 0.3

Cutting Speed vc (m/min)

ki High-density Sintered Alloy B Titanium Alloy

w
o
o

N
o
o

s}
s}

NCB100

o

0.05 0.10 015 0.20

Feed Rate f (mm/rev)
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SUMIBORON Inserts

Turning Inserts

Indexable Inserts

Dimensions (mm)

SUMIBORON

8 8 8 8 o 8 ﬂ 8 Inscribed Corner H I
Shape Cat. No. SIS == o S circle Th“g”ess Radius D(iJae Applicable Holder  |Fig
c% % %5 &5 % % IC RE .
) 80° NU-ZNEX 040102 | @ ® ® ® 476/159| 0.2 | 2.3 1
Flg | me *,- | NU-ZNEX 040104 |@|® ® @ 476 159 0.4 23 |2MOFON g
T-NU-ZNEX 040102 o 4761159 | 0.2 | 2.3 (BNZ series) 9 1
il T-NU-ZNEX 040104 [ J 4,76 |1.59| 0.4 | 2.3 o137 1
S
*Use NS type (NS-ZNEX) for BNX25.
*T-NU-ZNEX is a 10-piece pack.
Round Inserts Dimensions (mm)
8 8 8 8 8 8 R 8 Inscribed Thickness Thickness
Shape Cat. No. SIS X|0|x|0|3 Y circle “S”(“’ of CBN Applicable Holder  [Fig
FArAEEIEER F IC S3
Fig 1 1eS3 RNGA 0906M0 (2 J 9.00 6.35 | 0.80 |5 miBorON 1
Ollll... Round Insert Holders
(PRGN type)
<. - 1140
Fig 1 RBG 08-B @ ® 3.00 6.50 | 0.80 1
5035, RBG 10-B @® @ 10.00 | 9.00 | 0.80 |SUMIBORON 1
RBG 12-B @ @® 12.00 [11.00 | 0.80 | Tool Holder 1
C)g RBG 16-B @® ® 16.00 | 13.00 | 0.80 | for Roll Turning 1
RBG 20-B @ @® 20.00 | 15.00 | 0.80 | (BNRN series) 1
S RBG 26-B @ @ 26.00 |15.00 | 0.80 - 1141 |1
Fig 1 o3 RCGA 0906MO0 o 9.00 6.35 | 0.80 | miBoRON 1
< Round Insert Holders
C)g =p (PRGC type / PRDC type)
S, -L140
Fig 1 RTGN 0508M0 [ J 5.00 7.50 | 0.80 1
RTGN 0608MO0 [ J 6.00 7.50 | 0.80 | sUMIBORON 1
o 7?53 RTGN 0711M0 o 7.00 [11.0 0.80 | Small Diameter Round 1
N o RTGN 0811MO0 o 8.00 [11.0 0.80 | Insert Holders 1
O— - RTGN 0914M0 [ J 9.00 |14.0 0.80 | (TRGT series) 1
<5, RTGN 1014MO0 ) 10.00 |14.0 | 0.80 L1397
RTGN 1214M0 [ 12.00 | 14.0 0.80 1
MI”Ing Inserts Dimensions (mm)
olo[ua
8 8 g 8 Inscribed Circle Thickness .
Shape Cat. No. olxIX R ; \ - Applicable Holder |Fig
Z|z|2| =z IC S
m|xm|md| @
Fig 1 CSN 43MT o 12.70 4,76 1
o SEC-ACE MILL
- (DNF series)
s - H45
) ) SNEN 1504ADTR ([ J 15.875 4,76 1
Fig g Fl92 g | SNEN 1504ADTL 15.875 4.76 BN Finish Mill 1
I PTN R SNEN 1504ADTR-S 15.875 4,76 (FM series, FMF series) | 2
e
i Py SNEN 1504ADTL-S 15.875 4,76 - 1146 |2
i~ ~
SNEW 1203ADTR (X J 12.70 3.18 1
SNEW 1203ADTR-S oo 12.70 3.18 BN Finish Mill EASY 2
(FMU series)
- 145
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SUMI

Grooving/Threading Tool Inserts

Dimensions (

Inserts

mm)

BN2000 BNX20 BN350 Groove | Groove | Corner | Overall Cté;tg\gg Appllcable
Shape (Right-Hand) Cat. No. RILIRILIRIL Cl(\jlv éeg)h( RaRdES Le”LW D\;It'a:n%e Holder Fig
. BNGNT 0200 R/L |@® o 20| 40|02 | 25| 6.0 1
fers0 o 97 |BNGNT 0250 R/L |® ® (2540022560 1
T e BNGNT 0300 R/L |® ® 3.0 50|04 | 25 | 6.0 | SUMIBORON 1 &
bac -7 | BNGNT 0400 R/L |® ® [40|60|04|26]|60 |GoovingTool |1 =
Taper 50 L BNGNT 0500 R/L |® ® | 50|60|04 | 26 |60 |(BNGG series) 1 g
ﬁE BNGNT 0600 R/L |@® o 60| 70|04 | 27 | 6.0 - 1143 |1 =4
=
Fig 1 BNTT 1020 R/L o Pitth=1.0t020/0.14 | 25 | 4.0 | SUMIBORON 1
o o RE - BNTT 1530 R/L o Pitth=1.5t0300.20| 25 | 4.0 | Grooving Tool 1
@%T‘d (BNGG series)
L - 1143
Inserts for Grooving Tool Holders Dimensions (mm)
BN2OOOBNC3OG Inscribed Width of Corner Groove B
ircle - o & Hole Applicable .
SIEDRE S RILIRIL| ¢ | cw | Re | cox |Dia. Noldar |Fig
Fig 1 TGA R/L4125 o —|—112.70 1.25| 0.2 2.0 |55 SEC- 1
P TGA R/L4150 ® |—|—[1270 | 150, 02 | 35 | 55|~ . _ 1
TGA R/L4200 ® |—|-|1270 | 200 02 | 35 |55 I 0" Sfries 1
TGA R/L4250 o —|—112.70 2.50| 0.2 4.0 | 5.5 GWES tvpe ' 1
TGA R/L4300 ® |—|—|1270 | 3.00] 02 | 40 |55 " typ | 1
TGA R/L4350 ® |—|—/1270 | 350/ 02 | 50 |55 ype 1
TGA R/L4400 ® |—|—/12.70 | 400 02 | 50 |55 ~FAtoFS |y
Fig1 CGA R/L 1504150 © | ® ® ® 15875 1.5 0.2 3.5 | 5.5 1
- CDX CGA R/L 1504200 © ®© ® ® 15875 2.0 | 0.2 3.5 | 55 1
S ™ CGA R/L 1504250 © ® ® ® 15375 25 | 0.2 4.0 | 5.5 1
< [] »i | CGA R/L 1504300 © ® ® ® 15875 3.0 | 02 | 4.0 | 5.5 | SUMIBORON 1
v CGA R/L 1504350 ©® ® ® @® 15875 35 | 0.2 5.0 | 5.5 | Grooving Tool 1
ic |CGA R/L 1504400 © ® ® ® 15875| 40 | 0.2 5.0 | 5.5 | (GWB series) 1
v CGA R/L 1504450 @ ® ® ® 15875| 45 | 02 | 50 |55 - 1142 1|
- f) CGA R/L 1506500 © ® ® ® 158375 50 | 0.2 5.0 | 5.5 1
WS\ |cGAR/L 1506550 @ @ @ ® 15575 55| 02 | 50 |55 1
CGA R/L 1506600 © ® ® ® 15375, 6.0 | 0.2 50 |55 1

@ mark: Standard stocked item (new product/expanded item)
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SUMIBORON

Solid SUMIBORON

Applications K

Indexable Inserts (Solid CBN type)

Cast Iron H Hardened Steel

Refer to pages L124 to 127 for solid
SUMIBORON dedicated holders.

Dimensions (mm)

= LN LN
S TS NS 8|8
= | S ) =2 i
2 8 % E % < % Applicable Holder
2 z|z S|=|s|T
Shape Cat. No. n o2 =3
O _CNGN 090308 | ® @ 9525318 08| o
80° _CNGN 090308LF | | 9.525/3.18| 0.8 | No o IS
Diamond CNGN 090312 | ® | ® bsasisis| 12| | oo IEHEEED
type CNGN 090312LF 9.525/3.18| 1.2 | No
.CNGN 120408 | ® | @ 1270476] 08 | No
.CNGN 120412 | ® | ® 1270476| 1.2 | No | External Dia
CNGN 120416 ® O 12700476 1.6 | No
gngﬂggzgg ................... : ...... : E;g 332 ?j 55 Exterial . [T o [SHEFI
LJSNGA 1eVa e |9 9 120 et I (T = Internal Dia. ’ tom
.CNGX 120408 | | 1270
LCNGX 120412 = | ® @ 1270 External Dia
CNGX 120416 ® | O 1270
< DNGN 110308 ®| @ o525
g?;mond External Dia.
type DNGN 110312LF 9.525
O RNGN 090300 ® | O 95 =N
Round | | RNGNO90300LF | | = 19525318 — | o External Dia
type
. External Dia.
RNGN 120400 ® | O 1270
[ [O] SNGN 090308 e o
Square
type External Dia.
Milling Cutters 1€ L147
SNGN 090312LF
SNGN 120308
External Dia.
SNGN 120312LF .
"SNGN 120408 | ® o 0
'SNGN 120412 | ® @70 et i, I3
'SNGN 120416 | @ | ® 210 Femibe
SNGN 120420 ® | O 1270
g:g“ggjgg .................... : ...... :...1?.-.79 Externial Dia. [T to [ERETD
12.70
........................................................................................... Interna\ Dla tO
.SNGX 120408 = | | 1270
.SNGX 120412 | ® @ 1270 External Dia
SNGX 120416 ® | O 1270
YAV TNGN 110308 ® O 635
;r;ipa:gmar External Dia.
TNGN 110312LF 6.35
TNGN 160408 ® O D525
External Dia.
TNGN 160420 ® | @ 9525
.TNGA 160408 | ® O 9525 Externial Die. [CERSPTR to [LoRSETT
_TNGA 160412 | ® ® b5 ZCERLY 1€ D41 31€5D29 4
internal Dia. [N, [EATED o [CATID

*Part number suffix:

L122

LF: Sharp edged W: Wiper type LFW: Wiper sharp edged
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SUMIBORON

8 &
CSBN/FN

Fig 2

General Turning
Clamp-on

[T
- ;i O mI
External Turning S @: Insert e L122
19
LF
L T LH
_§ -5° (1) SNGNO90300
- w %E (2) SNGN120300
II II (3) SNGN120400
\ ) Figure shows right-handed (R) tool.
Holder Parts Dimensions (mm)
Overall|Cutting| Cuttin Clamp |.. Double . Shim .
e PEdo [Eda et . Plate |ChRbredter| < -2 7l Bolt | Shim | 20 | Spring|Wrench
Cat. No. Aplpllcable Fi e \\\\
R LF |WF| HF nsert | EG @@ < ﬁ @ (
N N
CSBN R/L2525-32 160(21.5| 25 SNGN090300| 1 CBS13 | SSNO903 B
R/L2525-42 160121.5| 25 sNGN120300| 1 | ““MBUL [Cgsaa | V82T <pugs | SPP3 LT27
FN11 R/L-44A 160(21.5] 25 SNGN120400 DCR/L1 |CBD4R/L — | BHOB30R/L DSP5 |LHO40
s Facing
& Clamp-on

N
I
-5° LH

G

=

CSKN o m
Facing = l ] I Insert eL122
SR LF
: o oL
- -6 (1) SNGNO90300
w II (2) SNGN120300
T
. Figure shows right-handed (R) tool.
HOIder Parts Dimensions (mm)
Overall|Cutting| Cuttin Clamp 0 Double q Shim
Lot EgtgegEdgetl—t{eight Offset . Plate Chipbreaker Screw Shim Retainer Wrench
Cat. No. palieslile e S
LF |WF| HF wr2 | Insert fgi @ @\\ﬁ\\\ @ ﬁ (
CSKN R/L2525-32 160| 32 25 7 SNGN090300O| 1 CBS13 SSN0903
R/L2525-42 160/32 | 25 7 |sNGN120300] 1 | ““MBUL [egsta | WBB-22T [soNpans | °PP3 |27
A ‘ General Turning
or° Clamp-on
‘Amart /EAIAT
CTGN/FN21 o2
. L mI
External Turning 31 (SN | Insert e L122

' (1) TNGN110300
- @ (2) TNGN160400
e =)

\ ) Figure shows right-handed (R) tool.

Holder Parts Dimensions (mm)
verall|Cutting| Cuttin Clam . Double . Shim .
fengt:CEgtgegEdgetH‘E‘gm Offset Aoplicable Plattf (Chipbreaker Screw Bolt | Shim Retainer Spring|Wrench

Cat. No. Fig| /&>
O OPTV PP
WF| HF WF2 D
LA
CTGN R/L2525-22 160132 | 25 7 |TNGN110300( 1 |[CCM6UL |CBT12 |WB6-16T| —  |STN1103 Spp3 — |LT20
FN21 R/L-44A 160125 | 25 — | TNGN160400| 2 [DCR/L2 |CBD4R/L| —  |BHO830R/L|STND323 DSP5 |LH040
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SEC-

C. 25,; General Turning and Facing
80° s Clamp-on

N

Fig 1 )
Fig 2
CCLN/FCLN TS .
External Tumning/Facing = Q ! Insert ieLi22
1 -5° °d i bt
u T 9/ £ LF =
u O -5° LH (1) CNGNO90300 | 2
O o
Aﬁ\ (2) CNGN120400 =
£ ||
Figure shows right-handed (R) tool.
Holder Parts Dimensions (mm)
| [overall|Cutting| Cuttin Clam . Double . Shim
Stock|Heignt a1 EgtgegEdgethe‘gm Head |  Offset _ Platep Chipbreaker Screw Shim Retainer Wrench
Cat. No. Aplpllcable Figl =) \\\\
RIL| H|B|LF|WF| HF |LH| wWF2 e NS @ @ ﬁ
'y VD
CCLN R/L2525-32 (@ 25 251150132 | 25 |25 7 CNGN090300| 1 |CCM8UL | CBC0903 | WB8-22T | SCN0903 SpPP3 LT27
FCLN R/L2525-43 | @ @ |25 25/150/32| 25 |30 7 CNGN120400| 2 |CCM8-LONG|CBC4 | WB8-30|SCND433 LHO40

@ gl‘zl’;ﬁga_lopuming and Profiling
T NT Fig 1
s [, 51 8 B

External Turning/Profiling A‘:) ! Insert ieL122

_5° o~
bW
J 9/ ER; h
5o

LR\ v LH
-~ ]\ (1) DNGN110300
[
N t| J=|
. —— Figure shows right-handed (R) tool. /
Holder Parts Dimensions (mm)
i .. [Overall|Cutting| Cutting Clamp . Double . Shim
Stock|HeightWidth ot Eie [Edge Height| Head | Offset Plate Chipbreaker Screw Shim Retainer Wrench

Applicable

Cat. No. Fi
e RIL|H[B|LF|WF| HF |LH| wr2 | [nsert g@ﬁ(

CDJN R/L2525-32 |@ 25 |25[150/32| 25 |30 7 DNGN1103Q0]| 1 |CCM8UL | CBD1103 | WB8-22T |SDN1103|SPP3  |LT27
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=
o
o<
o
(]
=
>
@

L

®

CRDN

Clamp-on

General Turning and Profiling

External Turning/Profiling o Insert ieLi22
~=ICDX
T_, LF
| | | -6° <LH (1) RNGNO90300
(e % (2) RNGN120300
&= T
II I (3) RNGN120400
N
HOIder Parts Dimensions (mm)
E o SR v fmrc ||| DR | Sorew | SNIM|pydiner| Wrench
Cat. No. Stock pplicable Fig
Insert > D ﬁ
IC H | B| LF HF LH CDX N\
U]V | &
CRDN N2525-32 (@ | 9.525| 25 [25|150 25 35 15 RNGNO090300 |1 SRND32
N2525-42 (@ |12.7 25 (25150 25 35 20 RNGN120300 | 1 |CCM8-LONG | WB8-22T SRND42 SPP3 LT27
N2525-43 (@ |12.7 25 125150 25 35 20 RNGN120400 |1
g General Turning and Facing
Clamp-on
CRSN| ™
- - w [IC © mI
External Turning/Facing = ! Insert ieLi22
-6° w = Ik
=
LH
| | ] 60 (1) RNGNO90300
¢ X (2) RNGN120300
T II (3) RNGN120400
\ / Figure shows right-handed (R) tool.
HOIder Parts Dimensions (mm)
nscribe verall|Cuttin uttin Clam Double q Shim
Stock|"Eicie” |Heisnt it 1 o ege Horgne | Head | Offset Applicable PIat: Sclrjew Shim Retaliner Wrench
Cat. No. Fig
Insert D) D ﬁ
RiL| IC H [|B|LF |WF HF LH WF2 N
1Y &
CRSN R/L2525-32 @ 9.525| 25 |25(150( 32 25 30 7 RNGNQ90300| 1 SRND32
R/L2525-42 @ 12.7 | 25 |25[150| 32 25 30 7 RNGN120300| 1 |CCM8-LONG | WB8-22T SRND42 SPP3 LT27
R/L2525-43 @ 12.7 |25 |25|150]| 32 25 30 7 RNGN120400| 1
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SEC-

5& General Turning
bw Dimple Lock

XSBN| "' . =

5 2 L o)
External Turning e @‘ Insert e Li122
45 LF =
L ~LH =
[} -5 2
(1) SNGX120400 o
u_I T =
T
\ ) Figure shows right-handed (R) tool.
Holder Parts Dimensions (mm)
Stock | GYerall|cuteing [cUttinglEqse Clamp Plate] Bolt Shim _|Shim Retainer| Spring | Wrench
Height |Width Length| Edge Height Head App||cab|e
Cat. No. Fig| /&= @ ﬁ
RII b |B|LF|wr| HF |Lh| Imsert ) @ N

XSBN R/L2525-43 |@ 25 |25]150(21.5] 25 38 |SNGX120400 |1 |DSLX8 |BHO825 |SSND433|SPP3 GSP10 |LHO50

C. 95 General Turning and Facing
80° hse Dimple Lock

XCLN| ™
. : S © % mI
External Turning/Facing = — Insert w122
[a -5° W b LF ™~
L LH
O -5°
o ‘ (1) CNGX120400
[T
3] -}
\ ) Figure shows right-handed (R) tool. /
Holder Parts Dimensions (mm)
StocK|, eignt wigis/Overallfcutting|  Cutting . c Clamp Plate] Bolt | Shim [ShimRetainer| Spring |Wrench
Height [Widt Length| Edge |Edge Height Heal Offset App||cab|e
Cat. No. Fig| A=
RILI W |B|LF|WF| HF |LH| wF2 I ) @ ﬁ @ (
XCLN R/L2525-43 | @ 25 |25/150] 32 25 33 7 CNGX120400| 1 |DSLX8 |BH0825 |SCND433{SPP3  |GSP10 |LHO50
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SUMIBORON

Inserts & Special Holders for High-efficiency Machining

B Features
@® Improved finished surface roughness with high-

=
g feed cutting
2 @ Ideal for profiling when surface roughness is
2 required
@ Effect of different corner radii @® Comparison of theoretical surface roughness
Corner Radius (mm) — m @@
. £ 10.0
E Large Corner Radius 1 }{ /
'g c 90t S
24 . 0 Same surface roughness
5 f: Feed Rate Good Surface Roughness 4 8.0 | R e
£ sv7of ) TS
o ‘ g
O o 6.0} - = / J J /
(] [ad
2 : . Rz es0l A S S S S
a1 Work Material * © Theoretical Surface
£ 4.0 Roughness | ____/___ ) /S S
Uj_) 1/3 or Less
=30V SR
” Small Corner Radius % 2.0 R ,,—————-
3 past
T _ S0l gz
o f ! Feed Rate g | |
g 0 0.1 [0.2] 0.3 0.4 0.
8 Feed Rate (mm/rev)
= Feed Rate Corner Radius 0.8mm vs. 2.4mm Comparison
g _,,mﬁ*ﬂ Rz f=0.2mm/rev Theoretical surface roughness 1/3 or lower
Work Material b

Required Theoretical Surface Roughness Corner Radius 0.8mm vs. 2.4mm Comparison
Rz 8.0 um Same surface roughness at approx. double the efficiency

* Actual value of surface roughness is approximately 1.5 to 3 times higher (for steel)
* Theoretical surface roughness is calculated using the following formula: [h = (2 / 8r) x 10°].

@ Machined surface roughness compatison with different corner radii @ Cutting force comparison with different corner radii

18 240
el M f=0.4mm/rev | > 220
€ M f=0.3mm/rev ~ 200
3 ©
NEEIE . E f=0.2mm/rev |- © 480
x O f=0.1mm/rev L?
ﬁ 12 < 160
c |- TN - o 140
10
< m
o ' BN B B ®m = ~ 120
o 8 8 100|
x o
9 6 w80
© 2 g0
T o4 - E B o | S
wn 5 40
S 3R B (B N =y oS O 9o
0
CNGA CNGA CNGA CNGA CNGA CNGA CNGA CNGA CNGA CNGA
120408 120412 120416 120420 120424 120408\ 120408 120416 120424 120408W
[R0.8mm| [R1.2mm] [R1.6mm| [R2.0mm]| [R2.4mm| | Wiper | [RO.8mm] [R1.6mm) [R2.4mm| [ Wiper |

Inserts with a larger comer radius also give better surface roughness during actual machining

Low cutting force compared to wiper insert enables high-feed cutting

Work Material: SCM415H (60HRC) Work Material: SCM415H (60HRC)
Cutting Conditions: vc = 100m/min, ap = 0.17mm, Dry Cutting Conditions: vc = 150m/min, f = 0.3mm/rev, ap = 0.17mm, Dry
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SUMIBORON

hserts &
[CBN]

p

I

DCLN| ™
© mI
External Turning and Facin -
gandradng TS |
- =L LH nsert = L3
LF
(1) 2NC-CNGA120416  (4) ANC-CNGA120416
é ’ lII (2) 2NC-CNGA120420  (5) ANC-CNGA120420
Figure shows right-handed (R) tool. (3) 2NC-CNGA120424  (6) 4NC-CNGA120424
Holder Parts Dimensions (mm)
Cutting C““'e”g . Shim | Wrench | Top Hex [Bottom Hex
S B HEed\ght fgelfashle Clrp St Sl Screw [for Shim| Wrench | Wrench
Cat. No. Fig S 0
RIL WF| HF LR %® @ %\\\\\\\\ /0 ( (
DCLN R/L 2525M12-R24 | @ ©® 32| 25 1 TRX15
R/L 3225P12-R24 | @ 32| 32 ONC-CNGA120400] 1 |SCP-2 (CNS1204-R24 | BFTX0409N ¢ LHO40 |LHO25
R/L 3232P12-R24 | @ 40| 32 1

JlS]
'DDJN)

Fig 1

*Dedicated holder for 1.6mm / 2.0mm / 2.4mm corner radius inserts. Other sizes cannot be used.

*1 Wrench for shim is sold separately from the main body. Clamp Set Parts 1€ C48

A s fo ]
External/Profiling 55
%7 LH LF Insert 1 L131
(1) 2NC-DNGA150416  (4) 4ANC-DNGA150416
I é ’ |II (2) 2NC-DNGA150420  (5) 4NC-DNGA150420
e o e handed (8) oo, (3) 2NC-DNGA150424  (6) 4NC-DNGA150424 P,
HOIder Parts Dimensions (mm)
| CLEEITE . Shim | Wrench | Top Hex [Bottom Hex
Cutting . P
ptock EiE HE;ght ABplicanie Clamp Set Shim Screw [for Shim| Wrench | Wrench
Cat. No. Fig D 0
R|L WF| HF Insert %® > %\\\\\\ /'Q ( (
DDJN R/L 2525M15-R24 @ @ 32| 25 1 TRX15
R/L 3225P15-R24 | @ 32| 32 ONC-DNGA1504001 1 | SCP-2 DNS1504-R24 | BFTX0409N &) LHO40 |LHO25
R/L 3232P15-R24 | @ 40| 32 1

*Dedicated holder for 1.6mm / 2.0mm / 2.4mm corner radius inserts. Other sizes cannot be used.
*1 Wrench for shim is sold separately from the main body.

Lllas]
DDHN)

Fig 1

Clamp Set Parts 1€ C48

External/Profil %LI o “
Xternal/Proftiling —— %107.5°
‘ gf/M e Insert e L1z
i .
N~ (1) 2NC-DNGA150416  (4) ANC-DNGA150416
© U-Tﬁ |Ii (2) 2NC-DNGA150420  (5) ANC-DNGA150420
I
(3) 2NC-DNGA150424  (6) 4NC-DNGA150424
\ ) Figure shows right-handed (R) tool.
Holder Parts Dimensions (mm)
cutting| CUtHN9 . Shim | Wrench | Top Hex [Bottom Hex
atl ti] e
stock i i HEcdéht Applicable Clamp Set Sl Screw |for Shim| Wrench | Wrench
Cat. No. Fig D R
Insert @ @ S
RIL WF| HF A > S g
| Q S
DDHN R/L 2525M15-R24 | ®@|® 35| 25 ONC-DNGA150400]| 1 |SCP-2 DN1504-R24 | BFTYO409N ;%Xﬁ LHO40 |LHO25

*Dedicated holder for 1.6mm / 2.0mm / 2.4mm corner radius inserts. Other sizes cannot be used.
*1 Wrench for shim is sold separately from the main body.

Clamp Set Parts 1€ C48

N-m Recommended Tightening Torque (N-m)

w
c
=
]
o
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2= @

% \ 1 y
P Lo
DDNN * <= .
External/Profiling 63"
= I 0° LH I t
e LF nsert e L131
3 - [
§ ¥ - (1) 2NC-DNGA150416 (4) 4ANC-DNGA150416
2 © e |} (2) 2NC-DNGA150420  (5) 4NC-DNGA150420
Figure shows right-handed (R) tool. (3) 2NC-DNGA150424 (6) 4NC-DNGA150424
Holder Parts Dimensions (mm)
| loverallcutting| Cutting . Shim | Wrench | Top Hex Bottom Hex
[ engt Eie HE:g?t e . Clamp Set Shim Screw [for Shim| Wrench | Wrench
Cat. No. 9 Applicable Fig ® 9 .
& H|B|LF|WF| HF |LH|  'Msert % m <& @\\\\\ /Q) ( (
DDNN N 2525M15-R24 | @ 25 [25115013 | 25 |40 |ONC-DNGA150400) 1 | SCP-2 5.0 | DNS1504-R24 | BFTXO409N ;fgxw LHO40 |LH025

*Dedicated holder for 1.6mm / 2.0mm / 2.4mm corner radius inserts. Other sizes cannot be used.
*1 Wrench for shim is sold separately from the main body.

Clamp Set Parts 1€ C48

T
A b= (e
DTGN ™
= 2
External Turning /
T5_> L?-ﬂ LF Insert e L131
<~ 5O o (1) 3NC-TNGA160416 (4) 6NC-TNGA160416
= |II (2) BNC-TNGA160420  (5) 6NC-TNGA160420
Figure shows right-handed (R) tool. (3) BNC-TNGA160424  (6) 6NC-TNGA160424
Holder Parts Dimensions (mm)
eiaht|Wwigtr OveralllCutting Cutt:g - . Shim | Wrench TOp Hex [Bottom Hex
Stock Hag i engin g HEedight o Frelieale Clemp S Sl Screw_|for Shim| Wrench | Wrench
Cat. No. Fig ) R
RIL|H|B|LF|wF| HF |Ln| Insert %® ) \/ @\\\\\ /@ ( (
DTGN R/L 2525M16-R24 (@ | @ |25 2515032 | 25 (32 1 TRX10
R/L 3225P16-R24 | @ 32125117032 | 32 |32 |ONC-TNGA160400| 1 |SCP-1 5.0 |TNS1604-R24 [BFTX0307N &) LHO40 |LHO25
R/L 3232P16-R24 | @ 321(32/170/40| 32 |32 1

*Dedicated holder for 1.6mm / 2.0mm / 2.4mm corner radi
*1 Wrench for shim is sold separately from the main body.

AlrT [

us inserts. Other sizes cannot be used.
Clamp Set Parts 1€ C48

DTFN ™
: £ 9}% © mi
Facing T
'* L o LF Insert e 131
© = (1) 3NC-TNGAT60416  (4) 6NC-TNGA160416
%I |Ii (2) NC-TNGAT60420  (5) 6NC-TNGA160420
\ ) Figure shows right-handed (R) tool. (8 SNC-TNGA160424 (6)6NC—TNGA160424/
Holder Parts Dimensions (mm)
ol OverallCuttingl Cutting |, . Shim | Wrench | Top Hex [Bottom Hex
Stockieightlth, oot oge [eige Height| e Applicable Clamp Set ST || e | e Qi endh | Wi
Cat. No. Fig S R
R[L|H|B|LF|WF| HF [LH| Insert %® & v @\\\\\ ( {
DTFN R/L 2525M16-R24 | ® | @ |25 2515032 | 25 |30 |ONC-TNGA160400| 1 | SCP-1 5.0 | TNS1604-R24 | BFTXO307N 2:5))(10 LHO40 |LH025

*Dedicated holder for 1.6mm / 2.0mm / 2.4mm corner radius inserts. Other sizes cannot be used.

*1 Wrench for shim is sold separately from the main body.

L‘|3° @ Recommended Tightening Torque (N-m)

Clamp Set Parts 1€ C48



SUMIBORON

Inserts &

ing

Single-Sided Insert type ( SUMIBORON)

Dimensions (mm)

2
w(wv|o|o|g|o CBN
e .Of S QIR| Corner Cutting | Inscribed . .
Appearance Cat. No. C;;;cler;g g g g g g % % Radius Edge Circle Thickness | Hole Dia. -
0 |0|0|0|n Length =]
2NC-CNGA 120416 2 o0 AO 1.6 3.3 12.7 4.76 5.16 §
120420 2 o0 AO 2.0 3.2 12.7 4.76 5.16 =]
120424 2 o0 A0 24 3.1 12.7 4.76 5.16
2NC-DNGA 150416 2 o0 AO 1.6 34 12.7 4.76 5.16
150420 2 o0 AO 2.0 3.0 12.7 4.76 5.16
150424 2 o0 A0 24 2.7 12.7 4.76 5.16
3NC-TNGA 160416 3 o0 AO 1.6 3.3 9.525 4.76 3.81
160420 3 o0 AO 2.0 3.0 9.525 4.76 3.81
160424 3 o0 A0 24 2.7 9.525 4.76 3.81
Double-Sided Insert type ( SUMIBORON) @ Dimensions (mm)
w(wv|o|o|g|o CBN
e .Of S Q|R|  Corner Cutting | Inscribed . .
Appearance Cat. No. C;;;cler;g g g g g g % % Radius Edge Circle Thickness | Hole Dia.
0|0 |0|0|n Length
4NC-CNGA 120416 4 (2L 2K 2 2K 2V NE J 1.6 3.3 12.7 4.76 5.16
120420 4 ( 2 20 20 20 AV NE 2.0 3.2 12.7 4.76 5.16
120424 4 ® 0000 iAo 24 3.1 12.7 4.76 5.16
4NC-DNGA 150416 4 (2 20 20 20 AV NE 1.6 34 12.7 4.76 5.16
150420 4 (2 2 20 20 2V NK 2.0 3.0 12.7 4.76 5.16
150424 4 [ JLIC 2 2K 2P NK ) 24 2.7 12.7 4.76 5.16
6NC-TNGA 160416 6 (2L 2K 2 2K 2V NK J 1.6 3.3 9.525 4.76 3.81
160420 6 ( 2 20 20 20 AV NE 2.0 3.0 9.525 4.76 3.81
160424 6 0000 i 24 2.7 9.525 4.76 3.81

@ mark: Standard stocked item (new product/expanded item) A: To be replaced by a new product, made to order, or discontinued (please confirm stock availability) L131



Features

@ For internal boring of hardened steel with min. bore
diameters from ¢2.5mm.

@ Achieves high-precision cutting edge positioning
thanks to the newly developed clamp mechanism.

@ Realises high-efficiency machining by switching from
grinding to cutting in the small diameter range.

SUMIBORON

@ BSME series (brazed type)

Can be used with bore diameters from 2.5 to 5.0mm.
@ SEXC series (indexable Insert type)
Can be used with bore diameters from 4.0 to 6.0mm.
Expansion of coated carbide and cermet grades.
@ Economical 2-cornered insert.

Brazed CBN type BSME series

Indexable Insert type SEXC series

Min. Bore Dia.: 2.5 to 5.0mm

Min. Bore Dia.: 24.0 to 6.0mm

High-quality,
unique cutting
edge shape

.\Internal

Coolant Supply
(Standard)

2-cornered
insert used

T Internal

Coolant Supply
(Standard)

Clamp Mechanism

Achieves high-precision cutting edge
positioning by combining a holder with
a tapered rear end and an adapter
sleeve with an internal positioning pin.
(common to BSME series and SEXC
series)

\\

Adapter Sleeve

2:

Tapered Rear End

Set Screw

()

Excellent chip evacuation

with FYF type chipbreaker
(SEXC series)

\\*\“‘\“W"'W\“"\’V'\fvvvvwvxm‘%‘
S

10mm

Excellent
machined surface
quality with
cermet grade
(SEXC series)

7
7

Work Material: SUS304 Internal Boring, Insert: ECEM 03X102L-FYF (AC1030U)
Cutting Conditions: vc = 100m/min, f = 0.05mm/rev, ap = 0.03mm, Work Dia.: 24

Work Material: SCM415 Internal Boring, Insert: ECEM 03X102L-FYF (T1500A)
Cutting Conditions: vc = 100 m/min, f = 0.03 mm/rev, ap = 0.03 mm

Application Range

Indexable Insert type

Brazed type

BSME

Good <e— Machining Precision

| |
3.0 4.0
Work Diameter (mm)

20

L132

Basic Configuration

Set Screw<a

Adapter ———
Sleeve

Insert ——

Holder (Internal Positioning Pin

Coolant Supply)




Small Diameter Boring B

BSME

SUMIBORON
CBN Brazed
T VIV T . . . T&
BS M E Fig 1 DMIN Min. Bore Dia. Fig2 DMIN Min. Bore Dia. SI.II'nI I'I'IG“
Internal Boring and Facing = =y =
(e} = = iy O
¢| = RE F = @
== — u =
o
D 3
~— Figure shows right-handed (R) tool. =
N ——
Holder ( SUMIBORON) Dimensions (mm)
Cat. No. Bgzolo_o M\B[B\;rlcl\Dlia S‘Eﬂa?il N()(kS\:\Tctcr Overall Length |Cutting Edge Distance(Maximum Boring Depth| Corner Radius App“cable F|g
LF WEF CDX RE Adapter Sleeve
BSME R/L25020D2S6 @ @ 2.5 6.0 2.0 32.0 1.20 5.3 0.2 1
BSME R/L25020D3S6 @ @ 2.5 6.0 2.0 34.5 1.20 7.8 0.2 1
BSME R/L25020D4S6 2.5 6.0 2.0 37.0 1.20 10.3 0.2 11|
BSME R/L30020D2S6 @ @ 3.0 6.0 2.5 32.8 1.45 6.3 0.2 2
BSME R/L30020D3S6 @ @ 3.0 6.0 2.5 35.8 1.45 9.3 0.2 2
BSME R/L30020D4S6 3.0 6.0 2.5 38.8 1.45 12.3 0.2 |2 |
BSME R/L35020D2S6 @ @ 3.5 6.0 3.0 33.5 1.70 7.3 0.2 2
BSME R/L35020D3S6 @ @ 3.5 6.0 3.0 37.0 1.70 10.8 0.2 2
BSME R/L35020D4S6 3.5 6.0 3.0 40.5 1.70 14.3 0.2 HBSM6020 | 2 |
BSME R/L40020D2S6 (@ @ 4.0 6.0 3.5 33.9 1.95 8.3 0.2 HBSM6020A]| 2
BSME R/L40020D3S6 @ @ 4.0 6.0 3.5 37.9 1.95 12.3 0.2 2
BSME R/L40020D4S6 4.0 6.0 3.5 41.9 1.95 16.3 0.2 |2 |
BSME R/L45020D2S6 @ @ 4.5 6.0 4.0 35.0 2.20 9.3 0.2 2
BSME R/L45020D3S6 @ @ 4.5 6.0 4.0 39.5 2.20 13.8 0.2 2
BSME R/L45020D4S6 4.5 6.0 4.0 44.0 2.20 18.3 0.2 |2 |
BSME R/L50020D2S6 @ @ 5.0 6.0 4.5 35.8 2.45 10.3 0.2 2
BSME R/L50020D3S6 @ @ 5.0 6.0 4.5 40.8 2.45 15.3 0.2 2
BSME R/L50020D4S6 5.0 6.0 4.5 45.8 2.45 20.3 0.2 2

The BSME series requires HBSM6020(A) adapter sleeve (sold separately).

Identification Code

BSM E R 350 20 D2 S6

Series Code Carbide  Feed Min. Bore Cutting L/D Shank
Shank  Direction Dia. Edge Dia.
with Oil Corner
Hole Radius

Fig 1 Fig 2

220 DCB 220 DCB

- M8 — — Rc1/8

@1 @B

19
LF LF

Adapter Sleeve (Sold Separately) Parts omscson  Alignment Jig (Sold Separately) For HBSM6020 Adapter Sleeve

Set
Overall Screw | Wrench Cat. No. Stock
Cat. No. okl °<° | " IFig )
ocB | LF \&&& Qf AFBSM60 °
This jig is used for centring adapter sleeves when setting them into
HBSM6020 ® 60 80 |1
HBSM6020A ® 60 80 |2 BT0506| THO25 | adapter sleeve holders,

Mounting Method 1€ L135

Recommended Cutting Conditions

Work Material [Z) Hardened Steel
Spindle Speed n (min™) Above 2,000 Above 2,000
Depth of Cut ap (mm) 0.01-0.15 0.01-0.15
Feed Rate f (mm/rev) 0.01-0.10 0.01-0.10

May cause chattering or chipping at the cutting edge during low-
speed machining.

Excessive depth of cut causes deformation of the tool, which
consequently leads to deterioration of dimensional tolerance.

L133



W . Carbide / Cermet / SUMIBORON
Screw-on

Fi
g1
. B
S EXC DMIN Min. Bore Dia. Sumi Smaill
Internal Boring and Facing 10° =
w = 3
2| = HEE .
2 LF
35 GAMF
bl y.__ 4 j
=1 Figure shows right-handed (R) tool.
.
Holder Parts Dimensions (mm)
Cutting Bolt Wrench
StOCk Min. Bore Dia.| Diameter DiaNliCeléer ?evr?;: Edge %Z:?E Rake Angle . —
Cat. No. Distance Applicable Fig \\
\ m
RIL| DMIN |[DCON| DN | LF | WF | CDX | GAMF | Adapter Sleeve @ @
E06D2-SEXC R/L03-04P | ® ® 4.0 6.0 | 3.75 |33.75/ 1.95 8 -13° 1 MIB1.6-2 0.2
E06D3-SEXC R/L03-04P | @ ® 4.0 6.0 | 3.75 |37.75/1.95 | 12 -13° 1 ) )
E06D2-SEXC R/L03-05P ® @ 5.0 6.0 | 4.75 [35.25| 2.45 | 10 -12° | HBSM6020 1 MIB1.6-2.5 | 0.2 |SDBSM
E06D3-SEXC R/L03-05P | @ @ 5.0 6.0 | 4.75 |40.25] 2.45 | 15 -12° | HBSM6020A |1 T '
E06D2-SEXC R/L03-06P ® @ 6.0 6.0 | 5.75 [36.75] 2.95 | 12 -11° 1 MIB1.6-3 0.2
E06D3-SEXC R/L03-06P ® ® 6.0 6.0 | 5.75 |42.75/ 2.95 | 18 -11° 1 ' ’

Right-handed (R) tool holders are compatible with left-handed (L) or neutral (N) inserts. Left-handed (L) tool holders are compatible with right-handed (R)
or neutral (N) inserts.
The SEXC series requires HBSM6020(A) adapter sleeve (sold separately).

Identification Code

E 06 D2-S E X CRO03-04P

Carbide Shank L/D Screw- Insert Cutting Insert  Feed Insert Min.  Accessories
Shank Dia. on Shape Edge Relief Direction Inscribed Bore
with Oil Shape Angle Circle Dia.

Hole

Fig 1 Fig 2

220 DCB 220 DCB

T M8 — — Rc1/8
- ’ﬂ*ﬁif T =
19
LF LF

Adapter Sleeve (Sold Separately) Parts oresosion) Alignment Jig (Sold Separately) For HBSM6020 Adapter Sleeve

. S?Setw Wrench Cat. No. Stock
Cat. No. Stock| 7 | " Fig S
e L= &&& @f AFBSM60 °
This jig is used for centring adapter sleeves when setting them into adapter
HBSM6020 ® 6.0 80 |1
HBSM6020A ® 60 80 |2 BT0506| THO25 | sleeve holders.
Mounting Method 1€°L135

Insert ( Coated Carbide / SUMIBORON) Dimensions (mm)

=) = :

g 8 8 g 8 Corner Flg 1 23.31 RE \

Cat. No. S | 2 [l “IFig ' o i ot

= b=z =|=z|RE =R

RILIR|L | @@ 115
ECEM 03X1005 R/L-FYF ® 066 | — 0051 Figu7rioshows right-handed (R) tool.
ECEM 03X101 R/L-FYF  |@©/®/®/® —|—|—01 1| ¢y -
ECEM 03X1015 R/L-FYF ®0®0e® | (0151 3.31 y
ECEM 03X102R/L-FYF (@ @@ ® — — —02 1 §'{ R
2NU-ECXA 030X02 LE —[=[=[—|®] T p2]2 .
2NU-ECXA 030X02 LF —|—|——|® ®A02 ]2 75 ‘
Part Number Suffix: LE: Honed Edge, LF: Sharp Edged, FYF: Sharp Edged (with Chipbreaker)

Recommended Cutting Conditions

Work Material ) General Steel (M Stainless Steel [3 cast Iron [X) Non-Ferrous Metal _ [3] Hardened Steel
Insert Grades | AC1030U | T1500A | AC1030U | T1500A | AC1030U | T1500A | AC1030U | T1500A | AC1030U |BN2000 |BN7125 |BN7000

Spindle Speed n (min"*) {2,000-10,000| 2,000-10,000|2,000-8,000 | 2,000-8,000|2,000-10,000| 2,000-10,000/| 5,000-15,000 | 5,000-15,000|2,000-6,000] Above 2,000 | Above 2,000|Above 2,000

Depth of Cut ap (mm)| Up to 0.2 | Upt0 0.2 | Upto 0.2 | Upto 0.2 | Upto 0.2 | Upto 0.2 | Upto 0.2 | Upto 0.2 | Up to 0.2 |0.01-0.15/0.01-0.15/0.01-0.15

Feed Rate f (mm/rev)| Up to 0.05 | Up to 0.05 |Up to 0.05|Up to 0.05 |Up to 0.05 |Up to 0.05|Up to 0.05 |Up to 0.05 |Up to 0.05|0.01-0.10|0.01-0.10|0.01-0.10

May cause chattering or chipping at the cutting edge during low-speed machining. Excessive depth of cut causes deformation of the tool, which
consequently leads to deterioration of dimensional tolerance.

L1 3 4 N-m, Recommended Tightening Torque (N'm) @ mark: Standard stocked item (new product/expanded item) A\: To be replaced by a new product, made to order or discontinued (please confirm stock availability)



Small Diameter Boring B

BSME

B Dedicated Adapter Sleeve/Alignment Jig

ﬁ

Adapter Sleeve
HBSM6020

Alignment Jig
AFBSM60

w
c
=
]
o
o
o
=

B Mounting Method (HBSM6020A has a side lock flat, so centring with an alignment jig is not required.)

1 | Insert the alignment jig until it hits the (2) Tighten the two set screws
positioning pin set in the adapter sleeve, and 1 1
tighten the two set screws. (1) Insert until it
hits the =
positioning
pin
2 | Mount the adapter sleeve into the sleeve holder s
and temporarily tighten the fastening screws. &
~5o
NS 3=
£2
i
3 | Rotate the adapter sleeve gradually to adjust When a boring bar is mounted into the
until the flat strip of the alignment jig is adapter sleeve adjusted by the alignment
horizontal. jig, its cutting edge position will
automatically be set at the centre.
[Holder Front View] [Alignment Jig |
4 | Using a tool presetter, measure the diameter of
the tool.

*Steps 1 and 3 above are not required when using HBSM6020A.

L135



SUMIBORON
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BNBX

Internal Boring and Facing

Fig 1

Min. Bore Dia. DMIN

SumiSmoaill

@® Newly developed high rigidity slit-clamping system,
excellent for small hole internal boring

e Enables maximum overhang of L/D =5

e Minimal deformation produces boring with excellent dimensional tolerance
eMinimal chatter produces superior surface finish

e asy bar indexing while clamped

@ Lineup now includes BN200O for hardened steel
and BN7125/BN7000 for sintered alloy

Fig 1

216

Holder ( SUMIBORON) Dimensions (mm)
S|&Q[B] core foaneta|eigne | 2rral|comer|  Applicable
Cat. No. =SS > Adapter  [Fig
Z|Z|ZpMINDCON| H | LF [ RE|  Sleeve
BNBX 020R ® ® A|25(20]1.8| 40 |0.2 |HBX 2016 1
BNBX 025R ® @® A|3.0/25|22| 40 |0.2 |HBX 2516 1
BNBX 030R ® ® A 35|30|27|40|0.2 |HBX 3016 1
BNBX 035R ® ® A|4.0|35|3.2| 40 |0.2 |HBX 3516 1
BNBX 040R ® ® A|4.5(40|3.7| 40 | 0.2 |HBX 4016 1
BNBX 045R ® ® A 50[45|4.2| 40 |0.2 |HBX 4516 1
BNBX 050R ® ® A|55(50|4.7| 60 |0.2 |HBX5016 1
BNBX 055R ® ® A 6.0 55|52 60|0.2 |HBX 5516 1
BNBX 060R @® ® A| 65 |60|57|60|0.2 |HBX6016 1
BNBX 065R o 7.0/ 6.5|6.2| 60 | 0.2 |lHBB 6516 1
BNBX 070R [ ) 7.5(7.0|6.7|80 |0.2 |HBB 716 1
BNBX 075R o 8.0/75|7.2|80|0.2|HBB 7516 1
BNBX 080R [ ) 8.5/8.0|7.7| 80 |0.2|HBB 816 1

BNBX bars can be used with HBB type adapter sleeves, but HBX type adapter sleeves are
recommended for bars below gémm.

Fig1 216

2

DCB

oy (o) (o)
&&=

100
‘ 100
1 ]
| - |
Adapter Sleeve (HBX type) bimensions (mm) ~ Adapter Sleeve (HBB type) Dimensions (mm)
o] Bore Dia. Applicable Tool |_. o] Bore Dia. Applicable Tool |_.
Cat. No. P DCB Holder Fig Cat. No. P DCB Holder Fig
HBX 2016 ([ 2.0 BNBX 020R 1 HBB 6516 [ J 6.5 BNBX 065R 1
HBX 2516 ([ J 2.5 BNBX 025R 1 HBB 716 ( 7.0 BNBX 070R 1
HBX 3016 ([ 3.0 BNBX 030R 1 HBB 7516 o 7.5 BNBX 075R 1
HBX 3516 ([ 3.5 BNBX 035R 1 HBB 816 [ J 8.0 BNBX 080R 1
HBX 4016 o 4.0 BNBX 040R 1 HBB type adapter sleeve can also be used with 2.5 to 6.0mm holders.
HBX 4516 ([ 4.5 BNBX 045R 1
HBX 5016 ® 5.0 BNBX 050R 1] Recommended Cutting Conditions
HBX 5516 ([ J 5.5 BNBX 055R 1
HBX 6016 () 6.0 BNBX 060R 1 Low speeds may cause
Spindle Speed n Above 2,000min™" | chattering and chipping on the
cutting edge.
Excessive depth of cut may
cause larger tool deformation,
Digppiin if (e &1 001 to 0.2mm resulting in deterioration of
bore accuracy.
Parts (for Adapter Sleeve)
Flat Insert Screw |(Set Screw| Wrench Feed Rate f 0.01 to 0.1mm/rev —
BT06035T | TRD
%
Applicable Adapter Sleeve \\\\\\\\\ @ &&&& o o
Q) @ W2 | Important Notes
BO4 He;?ﬂgeo)na\ (1) Make the holder overhang as short as possible. (Maximum L/D = 5)
HBX2000 BETXO400N | 1.5 |BT06035T TRD15 (2) Even minor workpiece runout may affect tool life.
HBX3000 : (3) Select a boring bar with a diameter as close to the bore
HBX4000 diameter as possible.
HBX5000 BFTX0409N | 3.0 |BT06035T TRD15 (4) Although it is difficult to increase the rotational speed
HBX60OOO in small-diameter boring applications, higher speeds are
HBBOOOO — — |BT0404 |LH020 recommended whenever possible to extend tool life.

@ Recommended Tightening Torque (N'm) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)




N

SUMIBORON Small Hole

BNZ s

@ 27mm minimum bore diameter with special one-use insert

@ High-rigidity indexable type boring bar with all-cemented carbide
shank and powerful clamp

@ Economical and easy tool management with one-use type inserts

w
c
=
]
o
o
o
=

. SUMIBORON
L'E Screw-on

H . .
BNZ Fig1 DMIN Min. Bore Dia.

SumiSmaill

[nternal Boring and Facing

H
HOIder Parts Dimensions (mm)
' : Overall Flat Insert Screw | Wrench |Adapter Sleeve
~ Min. Bore Dia. Diameter Height Ll Rake Angle N /‘L
(9}
Cat. No. < Fig S
-5 Q) -m) \.
v DMIN DCON H LF GAMF %\\ @ 4
(For Torx hole)
BNZ 606R o 7.0 6.0 5.5 80 -14° 1 HBB616
BNZ 608R o 9.0 8.0 7.5 100 -12° 1 HBB816
BNZ 610R ([ 11.0 10.0 9.5 125 -10° 1
BNZ 612R e 130 120 | 110 | 130 _ge |4 |BFTX0204N | 0.5 | TRX06 |
BNZ 616R [ 17.0 16.0 15.0 145 -6° 1
BNZ 620R [ J 21.0 20.0 19.0 160 -5° 1
Insert ( SUMIBORON) Dimensions (mm)  Fig1 ¢16 DCB
olo ‘
SISIS|8|R|8)] corner (B oo
: O|O | |O]| Radius !
Quantity Cat. No. S0lE 8|S 100
>|=|z|Z|Zz|Z| RE .
&l&|0|0jm|m Fig1 80°
NU-ZNEX 040102 |—|— |®|® @ A| 0.2 \ 2 | Ad ‘ ‘
apter Sleeve
NU-ZNEX 040104 |—|— @ ®|® 4| 0.4 04.76 P Ve Dimersions ()
Single | NC-ZNEX 040102LE @ |—|—|—|—|—| 0.2 Z | Cat. No. [tock DCB‘ Applicable Holder [Fig
pack | NC-ZNEX 040104LE (@|— | —|—|—|—| 0.4 HBB 616 ® 6.0 BNZ 606R 1
NGZHENIDI0A 00T |t e o 22 KE) HBB 816 |®| 8.0 | BNZ 608R 1
NC-ZNEX 040104LT |—|®|—|—|—|—| 0.4 HBX t
ype adapter sleeve (HBX6016) can also be used
10 pack T-NU-ZNEX 040102 |\ — —) @ e with BNZ606R.
T-NU-ZNEX 040104 |—|—| |@ 0.4
Recommended Cutting Conditions
, | Low speeds may cause Important Notes
S elle Spzed i Above 2,000min Eﬁigﬁgr'e”gga;d chipping on the (1) Make the holder overhang as short as possible. (Maximum L/D = 5)
(2) Even minor workpiece runout may affect tool life.
Excesslive de;zthlog CfUt matY (3) Select a boring bar with a diameter as close to the bore
I
diameter as possible.
bore accuracy. (4) Although it is difficult to increase the rotational speed
in small-diameter boring applications, higher speeds are
Feed Rate f 0.03 to 0.1mm/rev — recommended whenever possible to extend tool life.

N-m, Recommended Tightening Torque (N'm) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability) L137



@ High rigidity full cemented carbide boring bar shank
e Minimal deformation produces boring with excellent dimensional tolerance.
eMinimal chatter produces superior surface finish.

@ Full-top SUMIBORON insert enables 3 cutting edges

@ Can be used with SUMIDIA inserts for non-ferrous metal machining

=
% @® Now with economical single-corner NF type SUMIDIA insert
=
2
U . SUMIBORON
A - Clamp-on
( ) i i i B
Fig1 DMIN Min. Bore Dia. .
BNB SumiSmalll
Internal Boring and Facing \
J
H
e
HOIder Parts Dimensions (mm)
; i Clamp Plate] Bolt Nut | Wrench
v Min. Bore Dia. Diameter Height Overall Length Rake Angle
(9] o
Cat. No. <} Figl <B4
v DMIN DCON H LF GAMF ’ @
(For Hexagonal hole)
BNB 508R [ 10.0 8.0 7.0 140 -9° 1 BHO306 | BNBW-2
BNB 510R o 12.0 10.0 9.0 140 -8° 1
BNB 512R o 14.0 12.0 11.0 160 -6° 1 |[BNBC  |FBUP3-A0-9| BNBW-4| THO20
BNB 516R [ ) 18.0 16.0 14.0 180 -5° 1
BNB 520R [ J 22.0 20.0 18.0 180 -4° 1 BHO0310|BNBW-7
Insert ( SUMIBORON, SUMIDIA) Dimensions (mm)
SUMIBORON SUMIDIA o
o n [ o o
Cat. No. S|8g8|8|8|2|8|8|8
= - i i e S R D~ I RE )
5 |b|5 | o555 |98 ot 6%, 150
TBGN 060102B [ BN ] [ BN J 0.2 \
TBGN 060104B A ©® O 0 06 06 A 0o o 0.4 23.97 5 5°
TBGN 060108B o 0 0 o o A 0.8
TBGN 060102-BSTN" | — | @ | — | — | — | — | — | — | — 0.2 |y
TBGN 060104-BSTN"’ — | @|—|—|—|—|—|—|— 0.4 +5°
TBGN 060108-BSTN"' | — | @ | — | — | — | — | — | — | — 0.8
NF-TBGN 060102™ e B e R o 0.2
NF-TBGN 060104 — | =] —-]—-]1—-1@ 0.4

*1: TBGN OOOOO0-BSTN is only available in BNX20 grade and has a smaller negative land angle. (BSTN: -15°, B: -25°. However, the negative land angle is uniquely configured for each grade.)
*2: NF-TBGN is a single corner insert. (This is not a Full-top insert)

Cutting Performance

. 30+ I . 30+
§ Stable Application Fia‘rjg_e _____ ctonl Shanc é Stable Application Range \nterlﬁupted (SCM415)
g g ol e Carbide Shank g 'g »ol. Continuous (SKD61)
5 z . ' BNB520R 5% T BNBS25R
Y BNBS516R %0 T BNB520R
gor - BNB512R g2 T BNBSI6R
kel ° '
2 BNB508R Region where chatter occurs 2 BNB512R Region where chatter occurs
| | | | | | |
o 20 40 60 80 100 120 0O 20 40 60 80 100 120 140
Tool Overhang £ (mm) Tool Overhang £ (mm)
DCON DCON y
7S ) 7
/,
) 7 VA
Work Material: SKD61 (60HRC) Work Material: SCM415 (61HRC) Internal Diameter @45 (6U Groove)
Insert Cat. No.: TBGN0O601048B Insert Cat. No.: TBGNO60104B
Cutting Conditions: vc = 100m/min, f = 0.Tmm/rev, ap = 0.2mm Cutting Conditions: vc = 100m/min, f = 0.1mm/rev, ap = 0.2mm

L138 A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



N

SUMIBORON Small Diam

TRGT

@® Clamping by cutting force alone
e Secure clamping is achieved by inserting the tapered portion of the insert into the
holder.
e The lack of protrusions on the insert rake face allows smooth chip evacuation.

@ Round insert enables various machining operations
Small round insert with stable clamping can be applied to various machining
operations.

w
c
=
]
o
o
o
=

TRGT| ™ S

External/Profiling LH

| o)
: Y ADF
_J%L [
U-L
T i T

Figure shows right-handed (R) tool.

LF

Holder Dimensions (mm)
Stock Inscribed Circle Height Width Overall Length Cutting Edge Height Head Appllcable .
Cat. No. RIL IC H B LF HF LH Insert | 9
TRGT R/L2020K05 |® 5 20 20 125 20 16 RTGN 0508M0| 1
R/L2020K06 (@ 6 20 20 125 20 16 RTGN 0608M0| 1
R/L2525M07 7 25 25 150 25 20 RTGN 0711M0| 1
R/L2525M08 (@ 8 25 25 150 25 20 RTGN 0811M0| 1
[ J 9 32 25 170 32 25 RTGN 0914M0| 1
TRGT R/L3225P09 [ 10 32 25 170 32 25 RTGN 1014M0| 1
TRGT R/L3225P12 12 32 25 170 32 25 RTGN 1214M0| 1
Inserts are not included with the tool holders.
Insert ( SUMIBORON) Dimensions (mm)
8 8 8 Inscribed Circle | Diameter | Thickness Thickness 2
Cat. No. 8| x| R Fig Fig 1
zZ | &5 | Z IC D7 S S4 . 4, 5
RTGN 0508M0 o 5 2.5 7.5 3.5 1 .
0608MO0 [ J 6 3.5 7.5 3.5 1 v N
RTGN 0711MO0 [ 7 3.5 11.0 5.0 1
0811M0 (] 8 4.5 11.0 5.0 1
RTGN 0914MO0 ([ ] 9 5.5 14.0 6.0 1 —
1014M0 o 10 5.5 14.0 6.0 1
1214M0 (] 12 7.5 14.0 6.0 1
Insert Mounting Details
i 1C
¥
o '
T
a . b
Supported Insert Diameter IC D8 a b
1.9 1.85 3.2
6 2.9 2.35 3.7
7 2.5 2.75 4.3
8 3.5 3.25 4.8
9 4.2 415 5.9
10 7.5 5.5 4.2 415 5.9
12 7.5 7.5 6.2 5.15 6.9
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SUMIBORON

L

@ Lever lock clamping system
e Easy operation; the lack of protrusions on the insert rake face allows smooth chip
evacuation.

@ Versatile round insert can be applied to various operations.

TS i 15° TN i
PRGC| "' . (PRGN "':[ :
External Profiling et General External Turning LH£
LH IC (F e LF
A ~7° A
: 5 . g E
- Y -
AN J Figure shows right-handed (R) tool. = Figure shows right-handed (R) tool.
Holder Dimensions (mm) Holder Dimensions (mm)
Stock] = e e o] s Applicable]- Stockl e fuae Pl g £ Jvead] Applicable
Cat-No. FRTL|IC| H | B |LF|WF|HF|LH| Insert | Cat.-No. [RIL|IC| H | B |LF|WF|HF|LH| Insert |
PRGC R/L3225P9 (@ ®| 9 |32|25[170/32|32 |18 RCGA 0906MO| 1 PRGN R/L3225P9 (@ ®| 9 |32]25[170[32|32 | 10|RNGA 0906M0| 1
Inserts are not included with the tool holders.
™ N ) i
PRDC Fig1 q IC Insert ( SUMIBORON) Dimensions (mm)
= = -/ o o Fig 1 Fig 2
General External Turning & S N ’
LH Cat. No. I~ é 2 =|Fig
[ % LF - &0|0|5 O% ;O% -
— Q. ;Hﬁ " |I¢ RCGA 0906M0 (@ 1
RNGA 0906M0 @ @ 2 635 635
Parts
Shim |Lever Pin| Bolt [ShimRetainer] Wrench
Holder Dimensions (mm) i
Applicable
Iscribed g widt| Overal (Cuttingl (it Applicable|.. Holder .@ @ @ @ (
Circle | €19 Length| Edge [t Head | APP
Cat.No.IStock = | iy | g |\ 'F |WE|HF|LH| Insert | 9 —
PRDC N 3225P9 | @ | 9 |32|25|170[12.5/32 |25 [RCGA 0906M0| 1 PRGC R/L3225P9 LSR817
PRDCN 3225P9 LCL3S |LCS3 LSP3 LHO025
PRGN R/L3225P9 |LSR917
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SUMIBORON Tool Holder.

BNR

@ Insert can be reground and used again
® The same holder can be used for a reground insert by adjusting the slide locator with a
clamp.

@ Reliable holder design

e The tip of the clamp plate is a cemented carbide chipbreaker that can withstand wear
from chips.

e Slide locator uses HSS for durability. §
=
o
Py
o
=
CBN
BNRN| ™
i LH i 60°
External Roll Turning -
- - LF
o
T
Body Dimensions (mm)
S Height Width Overall Length Cutting Edge Head Appllcable Insert Appllcable Insert |_.
Cat. No. = H B LF WF LH New Cat. No. |(Regrindable range)FIg
BNRN 3232-08-07 32 32 200 16 13 RBG0O8-B 80to7.0 |1
BNRN 4038-10-09 40 38 250 19 17 RBG10-B 10.0t09.0 |1
4038-12-11 40 38 250 19 20 RBG12-B 12.0t011.0 |1
BNRN 5050-14-12 50 50 350 25 25 * 14.0t012.0 |1
5050-16-14 50 50 350 25 25 RBG16-B 16.0to 14.0 |1
5050-18-16 50 50 350 25 30 * 18.0to16.0 |1
5050-20-18 50 50 350 25 30 RBG20-B 20.0to 18.0 |1
5050-22-20 50 50 350 25 35 * 22.0t0 20.0 |1
5050-24-22 50 50 350 25 35 * 24.0 to 22.0 |1
5050-26-24 50 50 350 25 35 RBG26-B 26.0 to 24.0 |1
*Blank space indicates holders for reground inserts. Inserts are sold separately.
Insert ( SUMIBORON) Dimensions (mm)
o o Fig 1
(: 8 Inscribed Circle Diameter Thickness 2 Thickness .
Cat. No. ~ = Fig
=z =z
& =) IC D7 S3 S
5o, IC
RBG 08-B [ J A 8.0 4.0 4.0 6.5 1
10-B ® | A 10.0 5.0 5.0 9.0 |1 QI
12-B [ J A 12.0 6.0 6.0 11.0 1 n
16-B ( J A 16.0 8.0 8.0 13.0 1
20-B ([ J A 20.0 10.0 10.0 15.0 1 D7
26-B [ J A 26.0 14.0 10.0 15.0 1
Parts Structure
Slide Locator|Adjustment Clamp| Casset te|Clamp Plate|Cap Screw|Set Screw|Double Screw| Wrench % Slide Locator
Applicable
® /Q @ \\\\ Clamp g
Hold 2 &> W |
oo i’ g ﬁ @ A <
BNRN 3232-08-07|BNRSR-08 _~o/BNRE-08 : . LHO025 -+ Adjustment
BNRN 4038-10-09BNRSR-10| > "< 8 |BNRE-10[- V08 BX0425 BTDOG09 WBS-18/ | 11030 < Clamo
BNRN 4038-12-11BNRSR-12 BNRE-12 BX0635 WB6-20| LHO30
BNRC-12 BNRW-12 BTD0812 LHO40
BNRN 5050-14-12|BNRSR-14 BNRE-14 BX0640 WB6-30| LHO50
BNRN 5050-16-14|BNRSR-16 BNRE-16 WB8-30
BNRN 5050-18-16/8NRSR-18 " 'O |BNRE-18° "' 1| | oo, [WB6-30] LHO40 o
BNRN 5050-20-18|BNRSR-20 BNRC-20 BNRE-20 BNRW-20 WB8-30| LHO50
BNRN 5050-22-20|BNRSR-22 BNRE-22 WB6-30
BNRN 5050-24-22|BNRSR-24 BNRE-24 WB6-30| LH040
BNRN 5050-26-24BNRSR-26/ 0 "~ 2© [BNRE-260 " "\~ 26| BXOB4O [BTDO818) 55 35| L HO60

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability) L141



SUMIBORON

M Features

@ Tangentially-mounted insert enhances tool rigidity.

@ Double clamping holder design improves stability during continuous
and interrupted grooving. Can also be used for traverse cutting.

@ Long tool life for interrupted cutting applications with the
new Coated SUMIBORON BNC30G grade for grooving
(BN2000 recommended for continuous cutting).

@ Suited for grooving various types of hardened steel.
Variety of widths of cut available from 1.5mm to 6.0mm.

%ﬁﬁ Hardened Steel, Shallow Grooves
External Double Clamp
/ N )
Fig 1
GWB 97 Tcox— t
n - «®
External Grooving S 1
"I I
LF
NS
}

,‘ E T
\ / Figure shows right-handed (R) tool.
Holder Parts Dimensions (mm)

o - N Clamp Flat Head .
StOCkheigHLmum&v:gri: CESgeg CEétgeg Width of Cut TGroove Plate Calp s Screw ST || e
Cat. No. Distance| Height Depth G’(IOUpFlg = \\\\ \\\\ /‘;
RIL o ' ~ VD . V
H|B|LF|WF|HF| cw | cpx / @& Y N\
GWB R/L 2525-45 |@|® 25 25(128) 30 |25 [15<CW<45|35t050] 1 |1
TF72/TF73|BX0520T| 5.0 |[BFTX0511N|GSP0O6 |TRX20
R/L 2525-60 @ @® 25 |25(151|30 |25 |45<CW<6.0] 5.0 2 |1

Dimensions in () are for width of cut (CW) of 3.0 or less. Right-handed (R) tool holders are applicable with right-handed (R

) inserts and clamp plates (TF72).

Insert ( SUMIBORON) Dimensions (mm)
BN2000IBNC30G| vidth | Groove | Inscribed ryicyess| Group 8 : Fig 1
Cat. No. RILIRILICW CISX Ic S | No. Applicable Holder [Fig g ) CDX
CGA R/L 1504150 ® ®® ® 1.5 35 |15.875/4.76 1 S 2802 =
R/L 1504200 (@ @ ® ® 2.0 35 |15.875/4.76 1 ks [T !
R/L 1504250 |®|®|® ® 2.5| 40 15.875/4.76 1 s
R/L 1504300 ® ® ® ® 3.0 40 |[15.875/4.76| 1 |GWBR/L 2525-45{1
R/L 1504350 |® ® @ ® 3.5 5.0 |15.875|4.76 1 IC
R/L 1504400 |® @ ® @ 4.0| 5.0 [15.875/4.76 1 T/
R/L 1504450 ® ® ® ® 45| 50 |[15.875/4.76 1 | f
CGAR/L 1506500 |®/®|® ® 5.0 5.0 [15.875|6.35 1 \\\< J/\
R/L 1506550 ® ® ® ® 55| 50 15875/6.35| 2 |GWBR/L 2525-60(1
R/L 1506600 ® ©® ® ® 6.0 50 [15.875]6.35 1
* |t is also possible to manufacture widths of cut other than those listed above (CW = 1.5 to 6.0mm).
Grade Features Recommended Cutting Conditions
Grade [|Application Range Features HV(GPa) |[TRS(GPa)| | Cutting Conditions [[3] Hardened Steel
BN200O i i
Continuous | General-purpose grade with superior wear 31t034 | 10 to1] Cutting Speed vc (m/min)| 80 to 120
Grooving | resistance Feed Rate f (mm/rev)|0.04 to 0.08
BNC30G Int ted Grade suited to interrupted grooving. *In order to avoid thermal cracking of the
”e?é%“v?né Features tough substrate with special ceramic coating | 33 to 35 | 11to12 | SUMIBORON cutting edge during interrupted
that exhibits both peel-off and wear resistance. thorougg’my dry before cutting,
Application Examples
Tooling Work Material | Tool Cat. No. |Cutting Conditions Tool Life Comparison
Shaft Grooving: . f .

. : VC: 120m/m|n GWB senes_ hiopi
Continuous q q Carsk?[:glsed CGARI504200 | f: 0.05mm/rev cz:z,i%:al - No Chipping
Required Surface Roughness for Groove Sides: Ra 0.4um y No. of W;ﬁipieces(p‘::;

Spline Grooving: . . )
Interrupted q Carburised ve: 100m/min Ggﬁ:;%rgs_m Chipping
% | CGAR1504200 | f: 0.05mm/rev Competitor's o
- stee BNC30G Groove Depth: 1.6mm mpetitors [ chipping
,@§ 58 to 62 HRC Dr St
y No. of Workpieces (pcs.)

L142
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SUMIBORON Grooving T

BNG

M Features
@ Improved rigidity for longer tool life
Strong clamping reduces insert fracture and holder chatter
@® Enhanced tooling for 2mm fine grooves or threading
Grooving and threading can be done by changing the

support

w
c
=
]
o
o
o
=

i~ 74
i |CBN Hardened Steel, Shallow Grooves
External Clamp-on

BNGG)BNGG-TT| ™"~ Q
-
External Grooving| |External Threading L L@ 2 g |[1© ]
H1/ N
LF2 LF2
- LF LF
11 ‘
© _y
T l 1 re)
N N = N {9 @ N Figure shows right-handed (R) tool.
Holder Dimensions (mm)
Stock Cutting Edge
Cat. NO. Distance Overall Length Overall Length 2 A |iCab|e |nSert Fl
RIL WF LF LF2 PP ’
BNGG R/L2525-200 @ 30.5 150 145 BNGNTO0200 R/L 1
@ R/L2525-250 |@ 30.5 150 145 BNGNTO250 R/L 1
'g R/L2525-300 (@ 30.5 150 145 BNGNTO300 R/L 1
o R/L2525-400 (@ 30.5 151 145 BNGNTO400 R/L 1
0 R/L2525-500 (@ 30.5 151 145 BNGNTO500 R/L 1
R/L2525-600 (@ 30.5 152 145 BNGNTO600 R/L 1
Threadng) BNGG R/L2525-TT [ J 28.5 150 145 BNTT1020 R/L, BNTT1530 R/L 2

Inserts are not included with the tool holders.
* Holder body is universal. The holder can be configured for different groove widths or threading by changing the support.

Threading BNGG R/L 2525-TT

Insert ( SUMIBORON) Dimensions (mm)
BN2000IBNX20IBN350| width |Groove|Corner|Overall Cuttu‘wg .
Cat. No. of Cut| Depth |Radius Lengthp S5 | Applicable Fig| Fig 1 (Grooving) Fig 2 (Threading)
RILIR|L|RIL|cw|cox| Re | L |wr3|  Molder Back Taper 30' DX
2 e F—t
BNGNTO0200 R/L |® o 2.0(4.0(0.2 | 25 | 6.0 [BNGGR/L 2525-200| 1 pFE ﬂ% J
=3 BNGNTO0250 R/L (@ [ ] 2.5|4.0|0.2 | 25 | 6.0 |[BNGGR/L 2525-250| 1 2 = o 17
> | BNGNTO300 R/L @ ® [3.0(5.0/0.4 | 25 |6.0|BNGGR/L 2525-300] 1 2RE o L
S | BNGNTO0400 R/L |® ® (4.0/6.0]0.4 | 26 | 6.0 |BNGG R/L 2525-400| 1 | g Taper 30
O | BNGNTO500 R/L (@ o 5.0/6.0|0.4 | 26 | 6.0 |BNGGR/L 2525-500] 1
BNGNTO0600 R/L (@ ([ J 6.0|7.0]0.4 | 27 | 6.0 |BNGG R/L 2525-600] 1
BNTT1020R/L (@ Pitch1.0t0200.14| 25 | 4.0 2 6° Figure shows right-handed (R) tool.
() 2

BNTT1530 R/L
Parts Recommended Cutting Conditions

Pitch1.5t03.0[0.2 | 25 | 4.0

Support [Clamp Plate|Adjustment Screw|  Spring  |Cap Screw Wrench

®Grooving
Applicable Holder @ @ @ S Cutting Conditions|[3! Hardened Steel
’ (/’ Q‘\ Cutting Speed vc (m/min)| 80 to 120
Feed Rate f (mm/rev)] 0.03 to 0.07
BNGG R/L2525-200 BNGSR/L200 BX0615 |LHO50
BNGG R/L2525-250 BNGSR/L250 (For (For e Threading
BNGG R/L2525-300 BNGSR/L300 Clamp  |Clamp
BNGG R/L2525-400 BNGSR/L400|BNGCR/L |FMJ GSP0O6 |Plate) Plate) 1.8x45 Cutting Conditions|[3] Hardened Steel
BNGG R/L2525-500 BNGSR/L500 BX0414 |LHO30 Cutting Speed ve (m/min)] 80 to 120
BNGG R/L2525-600 BNGSR/L600 (For (For
BNGG R/L2525-TT BNGSR/LTT Support) |Support) Feed Rate f (mm)| waximun pitch 3.0

@® mark: Standard stocked item (new product/expanded item) L143



SUMIBORON

High-speed Finishing for Cast Iron

@ High speed finishing cutter for grey cast iron milling that uses
removable cartridges for easy insert runout precision management

@ Utilises SUMIBORON grade insert for cast iron machining with
excellent wear and fracture resistance

@ Available in shell type and small diameter type with shank

M Features
e High-speed machining at vc = up to 2,000m/min
e Surpasses Rz 3.2 surface finish

e Safety structure for centrifugal force under high-speed

cutting conditions
eRunout is less than 10um: just attach the cartridge
eEasy runout adjustment using external setting
eRunning cost is reduced because of the economical
insert

B Application Range
FC250 to FC300 (200 to 250HB) with pearlite matrix
and grey cast iron (130 to 160HB) with ferrite matrix
[Example] Engine blocks, cylinder heads, etc.

M Specifications

e Shell 280 to @315mm (FMU type)
Shank type 240 to @63mm (FMU-E type)

e Regular Blade SNEW1203ADTR/L

e Low Thrust Blade SNEWI1203ADTR/L-S

M Cutting Performance

e \Wear Diagram

0.25
vc = 600

2 0.20

&

b

< 015

© _

= ve =800 Ve = 2,000
5 om0 L ve =1,000
; .

= vc =1500
©

TN

0.05
\ \ \ \
0 200 400 600 800
Chip Evacuation Rate (cm?3)

Work Material : FC250 240HB (Pearlite)
Cutting Speed: vc = 600 to 2,000m/min Feed Rate: fz = 0.15mm/t
Depth of Cut :ap = 0.5mm Dry

L144

B Recommended Cutting Conditions
e Cutting Speed vc =800 to 2,000m/min

e Feed Rate fz = 01to 0.3mm/t
e Depth of Cut ap = 0.5mm or less
e Coolant Dry



SUMIBORON BN Finish

Radial 2°

Axial

45°

Face Milling

Fig 1 Fig 2 Fig 3 Fig 4 Fig 5
DCSFMS
032h7 DCSEMS DCSEMS 21778
R &l e oc’ 018 =”5cs 57 2‘2
a a @ 2
3 iy Sl Siiww| [T ] g
& Sl o 5 =
- g AR:k . 8 S
. - ) | Q. W o
- . 526 £ I 51 2
Y DC e e 1 226 932 4
DC N
o= DCX DCX DCX !
Body Dimensions (mm)
Cat. No é Dia. Max. Dia Boss Overall Length Hole Dia. Keyway Width | Keyway Depth [Mounting Depth Number Welght E
T ) DC DCX DCSFMS LF DCB KWW KDP CBDP | of Teeth (kg) 9
FMU 4040ER o 37.2 40 — 63 — — — — 2 1.0 |1
4050ER ([ 47.2 50 — 63 — — — — 3 1.2 1
4063ER [ J 60.2 63 60 63 25.4 9.5 6 25 4 1.0 2
FMU 4080R ([ 80 82.8 60 63 25.4 9.5 6 25 6 1.7 2
S 4100R ® 100 102.8 76 63 31.75 12.7 8 38 8 2.5 3
= 4125R ® 125 127.8 75 63 38.1 15.9 10 38 10 3.9 3
4160R ® 160 162.8 100 63 50.8 19.1 11 38 12 6.3 3
4200R ® 200 202.8 130 63 47.625 254 14 40 16 9.3 4
4250R 250 252.8 130 63 47.625 25.4 14 40 20 14.5 4
4315R 315 317.8 240 80 47.625 254 14 40 24 25.0 5
Inserts are sold separately.
Max. Depth of Cut Structure
Approach Angle :0° §Set Screw
Axial Rake Angle : +8°— g
Radial Rake Angle : +2° n
o
5
O
G
— <
°
[
la}
%
§ Stopper Double Screw
Insert Dimensions (mm)
Grade Classification SUMIBORON
High-speedy/Light Cutting (K] (K] Fio 1 Fi 2 3
Process| Medium Cutting [K] [K] 9% g '9 @
Roughing &
Q 8 o | < 5 g
, i 45° <
Cat. No. = 2 Fig 4\ <\ S v
5 5 \15-70 12.70 L
SNEW1203ADTR ([ A 1 T
1203ADTR-S (] A 2
-S denotes a low-thrust insert.
Cartridges Setting Gauge
Cartridges| Flat Insert Screw |Adjustment Boltf O-ring | Wrench | Wrench
Y =
Sy ST A
(For Flat
Insert Screw)
FMUU(E)’|BFTXO509N | 5.0 |[FMUJ |P3 TTX20 |THO15
* FMU4040ER/4050ER/4063ER use FMUUE type cartridges. FMU-SET (Sold Separately)

* FMUU/FMUUE are pre-assembled with flat screws and adjustment screws
(with O-rings attached).

*Dial gauge is not included.

Parts Recommended Cutting Conditions
Bolt [Set Screw|Stopper [Double Screw| Wrench | Wrench |Wrench (Radial) |Antl-seizure Cream “© Work ordness Ut Spetve (mvmin)| Feed Rate fz (mm/t)|  Insert
Material Min. - Optimum - Max.|Min. - Optimum - Max.| Grades
LSO A
§ &&& Q\\\\\\\ Grey Cast Iron|  250HB | 800-1,400-2,000| 0.10-0.20-0.30 [BN7125(Dry)
(For Cartridges) | (For Set Srews) | (For Stoppers) NI The cutting conditions above are a guide. Actual conditions will need to be adjusted
BHO620* BTDO609|FMUE WB5-10(THO40 |LHO30 |LHO25 |SUMI-P according to machine rigidity, work clamp rigidity, depth of cut and other factors.

*FMU4040ER, 4050ER and 4063ER use BHO615 bolts.

N-m, Recommended Tightening Torque (N'm) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)
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Radial

Face Milling

Fig 4

DCSFMS DCSFMS DCSFMS DCSFMS

& DCB| | ‘e DCB_ 21016 2177.8

in = kww o «DCB .18 &%.18 ,

7 Q| ()4
§ é I % 4 ~ KWW S KWW, = =5

a
o (@] o ) ) g alw n
[T

= T 5 Y S8 . Bl i
3 L O | -

0131 1226 026]| 032

220 DC DC DC e

High-speed Finishing for Cast Iron

@ Specially designed cutting edge shape combined with SUMIBORON grade for cast iron machining,
realising high-speed milling of grey cast iron.

BOdy Dimensions (mm)
Cat. No Stock Dia. Max. Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth Mgggiwg Number Welght Flg
) RIL DC DCX DCSFMS LF DCB KWW KDP CBDP | of Teeth (kg)

FM 5080 R/L [ 80 82.8 60 50 25.4 9.5 6 25 6 1.6 |1
5100 R/L () 100 102.8 75 50 31.75 12.7 8 32 8 24 |2

5125 R/L o 125 127.8 75 63 38.1 15.9 10 38 10 34 |2

5160 R/L (] 160 162.8 100 63 50.8 19,1 11 38 12 56 |2

5200 R/L 200 202.8 130 63 47.625 25.4 14 40 16 83 |3

§ 5250 R/L 250 252.8 130 63 47.625 25.4 14 40 20 143 |3
> 5315 R/L 315 317.8 240 80 47.625 25.4 14 40 24 27.8 |4
FMF 5125 R/L 125 127.8 75 63 38.1 15.9 10 38 12 34 |2
5160 R/L 160 162.8 100 63 50.8 19.1 11 38 16 56 |2

5200 R/L 200 202.8 130 63 47.625 25.4 14 40 20 83 |3

5250 R/L 250 252.8 130 63 47.625 25.4 14 40 24 143 |3

5315 R/L 315 317.8 240 80 47.625 254 14 40 28 27.8 |4

Inserts are sold separately.

Body Structure
Approach Angle :0°
Axial Rake Angle :+8° ] Double f/@ N
Radial Rake Angle : +2° Screw Plate
(f\ Double Screw
¢ M
— €
S
- o)
:% i
DC oy
DCX ©
Insert Dimensions (mm)
Grade Classification SUMIBORON . o ,
High-speed/Light Cutting [K] (K] Fig1 g‘ Fig 2 15°
Process Medium Cutting [K] [K] & - \7>3’
Roughing 1 Jes LX/@ -
BN7125 BN7000 | > AL o & il
Cat. No. R L R L Fig . y >>( |
SNEN 1504ADTR/L| © A 1 158757 15.875 v
1504ADTR/L-S| @ A 2

Parts

Insert Clamp Plate|Adjustment Clamp|Adjustment Screw|Double Screw| Wrench | Wrench

Applicable Cutter <% -
OSSN/

FM(F) 5080R/L EMW - FMJ WBTF-20TLI TT25 1.8_x 45

FM(F) 5100R/L to FM(F) 5315R/L FME —

L'|46 A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)
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For High-speed, High-efficiency Milling of Cast Iron

@ High-efficiency Milling of Grey Cast Iron
- Utilises solid SUMIBORON for high-speed cutting of vc = 1,500m/min
- High speed roughing with depth of cut up to 3.0mm
- Wiper insert for high-speed finishing
@® Low Cost
- Economical double-sided insert with 8 usable corners
- Insert can be reground and used again
@® Simple Runout Adjustment Mechanism
- Simple design for direct insert mounting
- Easy yet precise runout precision adjustment

Body Dimensions (mm)
i ) Keyway Keyway | Mounting Number | Maximum ]
Cat. No. < B‘“’C E”egs o DCE?IS;MS Hii’:ht ngcDé" Width | Depth | Depth BD°l|t of  [Spindle Speed Wek'ght Fig
o KWW | KDP | CBDP Teeth | (mn) | <9
RM 3080R 80 90 60 50 25.4 9.5 6 25 — 6 9,000 1.6 |1
5| RM 3100R 100 110 70 50 31.75 | 12.7 8 32 46 8 8,000 21 |2
= 3125R 125 135 80 63 38.1 15.9 10 38 59 10 7,000 3.9 2
3160R 160 170 100 63 50.8 19.1 11 38 80 12 6,000 59 |2
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification SUMIBORON
High-speed/Light Cutting (K] (K] Fig 1 Fig 2
ProcessiMedium Cutting [K] [K] 0525 318 0525 18
Roughing (K] [K] ‘<—>‘ ‘H‘ \;—» RO.8 T‘
Q 2 — &
Cat. No. % & Fig 2 Q fﬁ R 8
=z =z L 0
o o o o
SNGN 090308 [ J [ ] 1 \ /7 & A
090312 () [ 1
SNEN 090308W [ J [ J 2

- /\ Precautions for Use

- Do not use inserts with different catalogue numbers,
such as a mix of standard and wiper inserts, on a single
cutter setting.

- New and reground inserts cannot be mixed for use.
Use either only new inserts or only reground inserts.
Inserts can only be reground once (inscribed circle
dimension must be at least 9.125mm).

Wrench
TTX20 (For Clamp Plate)
THO15 (For Adjustment)
THO20 (For Adjustment)

Insert

Shim 4
RMS

Shim Screw
BFTX0307N o }
For hardened steel machining, use the SEC-ACE MILL DNF series.

Double Screvy Body: €°H45  |nsert: 1€°L120

WB6-16T Clamp Plate
RMW
Parts Recommended Cutting Conditions
Shim IShim Screw Clamp DOUbleAd'ustment Wrench Wrench Wrench . ’ i IFeed Rate f
Plate | Screw [ (For Clamp Plate)|(For Adjustment) (For Adjustment)| ~ |1SO LT el el e iz nidio)| - [nssrs

Material Min. - Optimum - Max,[Min, - Optimum - Max| Grades

@ \\\ Q) N) S \
N’ @\\\\ @@ @N\\\\ /\& K "/ a5 250HB  |800-1,150-1,500| 0.05-0.13 -0.20 BN(SD%)ZS

RMS BETX0307N 2.0 RMW _|WB6-16TISREJ TTX20 ITHO15 [THO20 [ The cutting conditions above are a guide. Actual conditions will need to be adjusted

according to machine rigidity, work clamp rigidity, depth of cut and other factors.

N-m Recommended Tightening Torque (N-m) L147
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Fig 1
cgl RE:0.005 o
=
S | §§
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% APMX o
3 LU
LF
BOdy Dimensions (mm)
[e} Dia. Corner Radius Cutting Edge Length Neck Length Overall Length Neck Dia. Shank Dia. . q
cat.No. 12| bC RE APMX LU LF DN pmm | Wiper Edge [Fig
BNBR 2D020R005-0054 | @ 0.2 0.05 0.1 0.5 50 0.17 4 No 1
2D030R005-0054 | @ 0.3 0.05 0.15 0.5 50 0.27 4 No 1
2D040R005-0054 | @ 0.4 0.05 0.2 0.5 50 0.37 4 No 1
2D050R005-0054 | @ 0.5 0.05 0.3 0.5 50 0.47 4 No 1
2D050R005-0154 | @ 0.5 0.05 0.3 1.5 50 0.47 4 No 1
BNBR 2D050R005-0254 | @ 0.5 0.05 0.3 2.5 50 0.47 4 No 1
2D050R010-0154 | @ 0.5 0.10 0.3 1.5 50 0.47 4 No 1
2D050R010-0254 | @ 0.5 0.10 0.3 2.5 50 0.47 4 No 1
2D100R005-0304 | @ 1.0 0.05 0.7 3.0 50 0.97 4 Yes 1
2D100R005-0504 | @ 1.0 0.05 0.7 5.0 50 0.97 4 Yes 1
BNBR 2D100R010-0304 | @ 1.0 0.10 0.7 3.0 50 0.97 4 Yes 1
2D100R010-0504 | @ 1.0 0.10 0.7 5.0 50 0.97 4 Yes 1
2D100R020-0304 | @ 1.0 0.20 0.7 3.0 50 0.97 4 Yes 1
2D100R020-0504 | @ 1.0 0.20 0.7 5.0 50 0.97 4 Yes 1
2D100R030-0304 | @ 1.0 0.30 0.7 3.0 50 0.97 4 Yes 1
BNBR 2D100R030-0504 | @ 1.0 0.30 0.7 5.0 50 0.97 4 Yes 1
2D150R010-0454 | @ 1.5 0.10 1.2 4.5 50 1.47 4 Yes 1
2D150R010-0754 | @ 15 0.10 1.2 7.5 50 1.47 4 Yes 1
2D150R020-0454 | @ 1.5 0.20 1.2 4.5 50 1.47 4 Yes 1
2D150R020-0754 | @ 1.5 0.20 1.2 7.5 50 1.47 4 Yes 1
BNBR 2D150R030-0454 | @ 1.5 0.30 1.2 4.5 50 1.47 4 Yes 1
2D150R030-0754 | @ 1.5 0.30 1.2 7.5 50 1.47 4 Yes 1
2D200R010-0604 | @ 2.0 0.10 1.5 6.0 50 1.97 4 Yes 1
2D200R020-0604 | @ 2.0 0.20 1.5 6.0 50 1.97 4 Yes 1
2D200R030-0604 | @ 2.0 0.30 1.5 6.0 50 1.97 4 Yes 1
BNBR 2D200R050-0604 | @ 2.0 0.50 1.5 6.0 50 1.97 4 Yes 1

Grade: BNX20

Identification Code

BNBR 2 DO50 RO10 - 015 4

Series Code  Number Dia. Corner Radius Neck  Shank
of Flutes Length Dia.
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Mold Finish Master SUMI

BNB

Recommended Cutting Conditions
1. Use a machine with high rigidity for stable cutting.
2. Non-water-soluble cutting oil is recommended. Use as a mist or with external coolant supply.
As sparks or tool breakage during machining may cause fire, be sure to take appropriate fire prevention measures.

3. Shorten overhang as much as possible.
4. Adjust cutting conditions as necessary as machine rigidity and other conditions may vary.

5. Depths of cut shown in the table of conditions are maximum depths. Adjust the actual depth of cut to the desired ae

machined surface roughness.

ap.
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c
=
]
o
o
o
=

Work Material STAVAX, NAK8O, SKD61 (Up to 52HRC) ELMAX, DC53, SKD11 Modified (Up to 62HRC) YXR3, SKH (Up to 70HRC)
DC RE LU  |Spindle Speed| Feed Rate Spindle Speed| Feed Rate Spindle Speed| Feed Rate
(mm) | (mm) (mm) (min) | (mm/min) ap(mm) ae(mm) (min™) | (mm/min) ap(mm) ae(mm) (min") | (mm/min) ap(mm) ae(mm)
0.2 | 0.05 0.5 | 40,000 400 0.005 0.03 40,000 400 0.005 0.03 40,000 250 0.005 0.02
0.3 | 0.05 0.5 | 40,000 500 0.010 0.05 40,000 500 0.010 0.05 40,000 300 0.005 0.03
0.4 | 0.05 0.5 | 40,000 600 0.015 01 40,000 600 0.015 0.1 40,000 400 0.01 0.05
0.05 0.5 | 40,000 0.02 0.15 40,000 0.02 0.15 40,000 0.1
0.05 40,000 40,000 35,000
05| 01 | ™ |40000| 600 | 992 | 01T | 40000 | e0o | 992 | O1 | 35000 | 400 | 0.01 0.05
0.05 40,000 40,000 35,000 ’
01 | 22 | 40,000 001 | 0.05 | 40,000 001 | 005 | 35000
0.05 35,000 35,000 30,000
0.1 35,000 35,000 30,000
02 3.0 35.000 0.03 0.3 35,000 800 0.03 0.2 30,000 600 0.01 0.1
1.0 0.3 35,000 800 35,000 30,000
' 0.05 35,000 35,000 30,000
0.1 35,000 35,000 30,000
02 5.0 35.000 0.02 0.2 35.000 800 0.02 0.1 30,000 600 0.01 0.1
0.3 35,000 35,000 30,000
0.1 26,000 26,000 20,000
0.2 4.5 | 26,000 0.03 0.5 26,000 800 0.03 0.3 20,000 600 0.02 0.3
15 0.3 26,000 800 26,000 20,000
' 0.1 26,000 26,000 20,000
0.2 7.5 | 26,000 0.03 0.5 26,000 800 0.03 0.3 20,000 600 0.02 0.3
0.3 26,000 26,000 20,000
0.1 20,000 20,000 15,000
0.2 20,000 20,000 15,000
2.0 03 6.0 20,000 800 0.03 0.7 20,000 800 0.03 0.7 15.000 600 0.03 0.7
0.5 20,000 20,000 15,000

L149



SUMIBORON

L

<>
Balln@ou ‘
Shoulder Millng ~ Face Milling ~ R-Grooving  Profiling

Fig 1
s o
PMX z[ — 1%
LU
LF

BOdy Dimensions (mm)
[e} Ballnose Radius Dia. Cutting Edge Length Neck Length Overall Length Neck Dia. Shank Dia. .

Cat. No. & RE DC APMX LU LF DN pmm 19
BNBP 2R020-0124 | @ 0.20 0.4 0.3 1.2 50 0.37 4 1
2R020-0126 @ 0.20 0.4 0.3 1.2 50 0.37 6 1
2R020-0204 © 0.20 0.4 0.3 2.0 50 0.37 4 1
2R020-0304 | @ 0.20 0.4 0.3 3.0 50 0.37 4 1
2R020-0404 | @ 0.20 0.4 0.3 4.0 50 0.37 4 1
BNBP 2R030-0154 | @ 0.30 0.6 0.4 1.5 50 0.57 4 1
2R030-0156 | @ 0.30 0.6 0.4 1.5 50 0.57 6 1
2R030-0204 @ 0.30 0.6 0.4 2.0 50 0.57 4 1
2R030-0304 @ 0.30 0.6 0.4 3.0 50 0.57 4 1
2R030-0404 © 0.30 0.6 0.4 4.0 50 0.57 4 1
BNBP 2R030-0504 | @ 0.30 0.6 0.4 5.0 50 0.57 4 1
2R030-0604 @ 0.30 0.6 0.4 6.0 50 0.57 4 1
2R050-0254 @ 0.50 1.0 0.6 2.5 50 0.97 4 1
2R050-0256 @ 0.50 1.0 0.6 2.5 50 0.97 6 1
2R050-0304 @ 0.50 1.0 0.6 3.0 50 0.97 4 1
BNBP 2R050-0404 | @ 0.50 1.0 0.6 4.0 50 0.97 4 1
2R050-0604 @ 0.50 1.0 0.6 6.0 50 0.97 4 1
2R050-0804 © 0.50 1.0 0.6 8.0 50 0.97 4 1
2R075-0404 @ 0.75 1.5 0.9 4.0 50 1.47 4 1
2R075-0406 @ 0.75 1.5 0.9 4.0 50 1.47 6 1
BNBP 2R100-0554 | @ 1.00 2.0 1.4 5.5 50 1.97 4 1
2R100-0556 @ 1.00 2.0 1.4 5.5 50 1.97 6 1
2R100-0804 @ 1.00 2.0 1.4 8.0 50 1.97 4 1

Grade: BN350

Identification Code

BNBP 2 RO30 - 015 4

Series Code Number
of Flutes
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Mold Finish Master SUMI

BNBP

Recommended Cutting Conditions
1. Use a machine with high rigidity for stable cutting.
2. Non-water-soluble cutting oil is recommended. Use as a mist or with external coolant supply.

As sparks or tool breakage during machining may cause fire, be sure to take appropriate fire prevention measures.
3. Shorten overhang as much as possible.

4. Adjust cutting conditions as necessary as machine rigidity and other conditions may vary.

ap

5. Depths of cut shown in the table of conditions are maximum depths. Adjust the actual depth of cut to the desired of
machined surface roughness. -
Work Material STAVAX, NAK80, SKD61 (Up to 52HRC) ELMAX, DC53, SKD11 Modified (Up to 62HRC) YXR3, SKH (Up to 70HRC)
RE LU |Spindle Speed| Feed Rate Spindle Speed| Feed Rate Spindle Speed| Feed Rate
(mm) | (mm) (min™") (mm/min) ap(mm) pf(mm) (min™") (mm/min) ap(mm) pf(mm) (min™") (mm/min) ap(mm) pf(mm)
1.2 | 40,000 | 1,000 0.005 0.010 | 40,000 800 0.005 0.010 | 40,000 600 0.005 0.005
0.2 2.0 | 40,000 800 0.005 0.010 | 40,000 600 0.005 0.010 | 40,000 400 0.005 0.005
' 3.0 | 40,000 600 0.005 0.010 | 40,000 500 0.005 0.010 | 40,000 300 0.005 0.005
4.0 | 40,000 500 0.005 0.010 | 40,000 400 0.005 0.005 | 40,000 200 0.005 0.005
1.5 | 40,000 | 1,600 0.020 0.020 | 40,000 1,400 0.010 0.020 | 40,000 | 1,200 0.010 0.020
2.0 | 40,000 | 1,500 0.010 0.020 | 40,000 1,300 0.010 0.020 | 40,000 | 1,100 0.010 0.010
03 3.0 | 40,000 | 1,400 0.010 0.020 | 40,000 1,200 0.010 0.020 | 40,000 1,000 0.010 0.010
' 4.0 | 30,000 | 1,200 0.010 0.010 | 30,000 | 1,000 0.010 0.010 | 30,000 700 0.005 0.010
5.0 | 30,000 800 0.010 0.010 | 30,000 700 0.005 0.010 | 30,000 600 0.005 0.005
6.0 | 30,000 600 0.005 0.010 | 30,000 500 0.005 0.005 | 30,000 400 0.005 0.005
2.5 | 40,000 | 2,800 0.040 0.050 | 40,000 | 2,800 0.030 0.040 | 40,000 | 2,200 0.020 0.030
3.0 | 40,000 | 2,600 0.040 0.050 | 40,000 | 2,600 0.030 0.040 | 40,000 | 2,100 0.020 0.030
0.5 4.0 | 40,000 | 2,400 0.030 0.050 | 40,000 | 2,400 0.020 0.030 | 40,000 | 2,000 0.020 0.020
6.0 | 25,000 | 1,500 0.020 0.030 | 25,000 | 1,500 0.010 0.020 | 25,000 | 1,300 0.010 0.010
8.0 | 16,000 | 1,200 0.020 0.020 | 16,000 | 1,100 0.010 0.020 | 16,000 850 0.010 0.010
0.75] 4.0 | 32,000 | 2,400 0.030 0.030 | 32,000 | 2,200 0.020 0.030 | 32,000 | 2,000 0.020 0.020
1.0 5.5 | 40,000 | 4,000 0.050 0.050 | 40,000 | 4,000 0.030 0.030 | 40,000 | 3,000 0.020 0.030
. 8.0 | 32,000 | 3,000 0.030 0.050 | 32,000 | 2,600 0.020 0.030 | 32,000 | 2,200 0.010 0.020

B Radius Accuracy Inspection Test Results

Radius accuracy inspection report is attached as below with the ballnose type.
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Fig 1
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BOdy Dimensions (mm)
Atj Ballnose Radius Dia. Cutting Edge Length Neck Length Overall Length Neck Dia. Shank Dia. .
Cat.No. |2 RE DC APMX LU LF DN oMM [19
BNBC 2R010-0034 | ® 0.1 0.2 0.2 0.3 50 0.17 4 1
2R010-0104 | ® 0.1 0.2 0.2 1.0 50 0.17 4 1
2R020-0054 ® 0.2 0.4 0.3 0.5 50 0.37 4 1
2R020-0204 © 0.2 0.4 0.3 2.0 50 0.37 4 1
2R030-0104 | @ 0.3 0.6 0.4 1.0 50 0.57 4 1
BNBC 2R030-0304 @ 0.3 0.6 0.4 3.0 50 0.57 4 1
2R050-0304 | ® 0.5 1.0 0.6 3.0 50 0.97 4 1
Grade: BN700
Identification Code
Series Code Number  Ballnose Neck Shank
of Flutes Radius Length Dia.

Recommended Cutting Conditions
1. Use a machine with high rigidity for stable cutting.

2. Non-water-soluble cutting oil is recommended. Use as a mist or with external coolant supply.
As sparks or tool breakage during machining may cause fire, be sure to take appropriate fire prevention measures.

3. Shorten overhang as much as possible.

4. Adjust cutting conditions as necessary as machine rigidity and other conditions may vary.
5. Depths of cut shown in the table of conditions are maximum depths. Adjust the actual depth of cut to the desired machined

surface roughness.

Side Milling
Work Material Copper Alloy
Cutting Conditions Spindle Speed|Feed Rate|Standard depth of cut (mm)
Cat. No. (min) |{(mm/min) ap pf
BNBC 2R010-0034 | 0,000 350 | 0.01 0.02
2R010-0104 | -50,000| 350 | 0.007 | 0.015
BNBC 2R020-0054 | 20,000 800 | 0.025 | 0.05
2R020-0204 | -50,000 700 0.02 0.03
BNBC 2R030-0104 | 20,000 | 1,400 | 0.05 0.15
2R030-0304 | -50,000| 1,200 | 0.04 0.1
20,000
BNBC 2R050-0304 -50,000 2,200 | 0.15 0.35
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