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CBN Grade for Ferrous Powdered Metal Finishing
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| CBN Grade for Powdered metal finishing ﬁﬁnﬁ E\ HﬂﬂgﬂﬂIE;ﬁ /
'1: Achieves High Precision, High Efficiency Machining of Powdered Metal
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SUMIBORON High density sintered material made of micro-grained CBN grains provide excellent sharpness and
% wear resistance for high quality surfaces in sintered alloy finishing.
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Surface finish using the BN7500 Surface finish using previous CBN
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Excellent for finishing of powdered metal *fBEI\;IE7CEBOI\éF l?;jbﬂ)ﬂalg(g gyl;ﬂf Jfl ;3 %%t lf%b%‘;El BT BODICH L.
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{%nrcﬁ*ﬁé tUDIEDD{M%%Eﬁ The previous CBN left white blemishes on the finished surfa!:fwhereas the BN7500 leaves a better,

Excellent machined surface finish and surface appearance glossy surface finish.
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Available with 5 different types of edge treatment for machining sintered alloys of any shape or hardness
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The LF type has a sharper edge designed specifically for machining sintered alloys with minimal burr and improved machining precision

The HS Type has a strengthened cutting edge for stable chipping resistance during interrupted cutting and finishing.

MProvides machining stability by reducing the variation in early milling surface roughness with the LE edge treatment, which emphasizes superior surface finish.
@@The LS Type, excelling in fracture resistance and cutting edge balance, also supports finishing that includes light interrupted cutting.
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T EBumset :2NU-CNGA120408LF T Bmset :2NU-CNGA120408LF HIEHEED/\SYFZHTE S,
HIRE o o - V;=200m/min, £=0.1mm/rev, a, =0.1mm, Wet YIBIEH wmgtosios © v,=200m/min, f=0.1mm/rev, a, =0.1mm, Wet Able to control early surface roughness variations by applying R honing to the edge.
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Emﬁﬁ Application Range IED tl \ U 0)551% Feed and Burr Relationship
—hEES 2 (50-90HRB) BEE-RARESE (30-65HRC)
General Ferrous Powder Metal (50-90HRB) High Density, Hardened Ferrous Powder Metal (30-65HRC)
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N - or a feed rate 0.1 mmy/rev or higher, ype has a cutting edge sharpness superior to the standard type and can control burrs better.
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+ Wet cutting is recommended for general cutting of ferrous powder metal. I;f:@ﬁ Insert . SNU-TNGA]l 60404
* Dry cutting is recommended for interrupted cutting of hardened ferrous powder metal. PIfElESEs Cutting Conditions - ve=200m/min, f=0.1mm/rev, ap=O.1 mm, Wet




BIN7500

BN7500 OEE&UE Stock Items
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Multi-cornered,one-use Type/Negative
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One-use Type and multi-cornered,one-use Type/Positive
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Appearance Catalogue No st j|—f W}%H“ ,’g?—i 7;\11? ’/—{g Appearance ?iﬁi Catalogue No. - | : W?ﬁFﬁ T]%_%\_ 731? J/—g
2NU-CNGA120404 0.4 NU-CCEWO03X102LF @ 1| 35 14118 | 0.2
2NU-CNGA120408 2| 127 |4.76|5.16 | 0.8 7
2NU-CNGA120412 1.2
2NU-CNGA120404LF 0.4 2NU-CCGWO060204 2| 635 |238| 28 | 04
-~ 2| 127 |4.76|5.16
v 2NU-CNGA120408LF 0.8 7° | 2NU-CCGWO09T304 0.4
219525 (397 | 4.4
2NU-CNGA120404LE P 0.4 2NU-CCGW09T308 0.8
2| 127 |4.76 |5.16
2NU-CNGA120408LE 2 0.8 2NU-DCGW070204 0.4
2| 635 (238 2.8
2NU-CNGA120404LS &P 0.4 2NU-DCGW070208 0.8
2| 127 |4.76 | 5.16
2NU-CNGA120408LS P 0.8 2NU-DCGW11T302 0.2
2NU-DNGA150404 0.4 2NU-DCGW11T304 219525 (397 | 44 | 04
2| 127 |4.76 | 5.16
2NU-DNGA150408 0.8 2NU-DCGW11T308 0.8
3NU-TNGA160404 0.4 2NU-DCGW11T302LF 0.2

3NU-TNGA160408 3]9.525 476 |3.81| 0.8

2NU-DCGW11T304LF 219525397 44 | 04
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?ﬁﬁﬂ?&ﬂiﬂ Recommended Edge preparation

3NU-TNGA160412 1.2 0.8

3NU-TNGA160404LF 0.4 2NU-DCGW11T302LE ¢ 0.2
3| 9.525 | 4.76 | 3.81

3NU-TNGA160408LF 0.8 2NU-DCGW11T304LE & 29525 (3.97| 44 | 0.4

3NU-TNGA160404LE P 0.4 2NU-DCGW11T308LE & 0.8
3| 9.525 | 4.76 | 3.81

3NU-TNGA160408LE ¢ 0.8 2NU-DCGW11T302LS & 0.2

3NU-TNGA160404LS P 0.4 2NU-DCGW11T304LS & 219525 (397 | 44 | 0.4
3| 9.525 | 4.76 | 3.81

3NU-TNGA160408LS P 0.8 2NU-DCGW11T308LS & 0.8

3NU-TNGA160404HS 0.4 3NU-TPGW110204 0.4
3| 9.525 | 4.76 | 3.81 3| 6.35 [2.38| 2.8

3NU-TNGA160408HS 0.8 3NU-TPGW110208 0.8

2NU-VNGA160404 0.4 3NU-TPGW110204LF 3| 6.35 [238] 28| 04
2]9.525 |4.76 | 3.81

2NU-VNGA160408 0.8 3NU-TPGW110204LE ¢@ 3| 6.35 [238] 28| 04

3NU-TPGW110204LS ¢@ (@ |3 | 6.35 [2.38| 2.8 | 0.4

3NU-TPGW110304 0.4
11° 3| 6.35 |3.18| 3.4

3NU-TPGW110308 0.8

3NU-TPGW110302LF 0.2

3NU-TPGW110304LF 3| 635 |318| 34 | 04

3NU-TPGW110308LF 0.8

o0 0 0.0 00000 00 0 0.0 0 000 0.0 © 0 0 0 0 0 0

3NU-TPGW110304LE ¢ 3| 635 |3.18| 34 | 0.4

3NU-TPGW110304LS ¢ @ | 3 | 6.35 [3.18| 3.4 | 0.4

¥I0BADZATLBHCHELTEDET, STEXDKRIFEEDEREIC T ZN I CTRHIEEN
O 1 BAD. 10fBADEBEE @H: 1 BADDHEE. 10 BADFZFEE

with *T-"
Ll

Good

Rk—=2075L
(SUNHIELR)
No R Honing
(Burr Control Emphasis)

RIG —

¢ (Ri——zo&b 5
g = 3 |
& (EEEER) = AERU
& Standard
&
& Rfk——vomD
o || CummEEs) QSQ
3
e _

»
Frequent

L.
Interruption degree

FASVRIE W I<LVE

Rake Face

Negative land width W

IKASURA o
Negative land angle

CBN#EEAE
J——s LCBN Laver

HIFE Flank Honing

Ed%jeﬁ%r%w a W m:o%g 7
*%;—Eijltj Standard .l 50 O ] Emm 78: LJ
LFZ—@ LF type “g? OT No
LEAY LE type (*Zuj?w/‘:hﬁ L/)

LSEE LS type ] 50 OO7mm ?EZF(D
HSZY 11 1ype 25° [0.05mm




1%%5515“ Application Example
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Face finishing of PM parts (Pump Rotor (SMF4040

OGEmIREINT (BCREHESE SMF4040 182 70HRB)

Face finishing of PM parts (PM Parts (SMF4040))
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@ Crlterla height of burr
l ®V.=150m/min

a0 o f =0.1mm/rev
° ®a,=0.2mm
o \Wet

©3NU-TNGA160404

o4 mHEREE=/)\USE
7 v Crlterla height of burr
l ® /.=300m/min
70 o f =0.1mm/rev
®3,=0.2mm
o \Wet
+ \Qa ©2NU-DNGA150404LF
MIF(@E) O 50 100 150 200

Number of Pieces

BN7500 YIEIEEEE Cutting distance 6.3km |
frtDRHESEMA |
CBN

Competitor's CBN

TIIT#E{@E) O 500 1,000 1,500 2000

Number of Pieces

BN7500 ’G)J‘E'UEE%’E Cutting distance 11km |
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+ BN7500 keeps sharp ridge line of cutting edge after wear developing. As a result,
BN7500 achieves 1.3 times longer tool life by reducing the occurrence of burr

oftiit DBEEESA CBN 3/ U b Liak .
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« Competitor's CBN provides short tool life due to the occurrence of burr.
« BN7500 achieves 1.5 times longer tool life by suppressing the occurrence of burr.
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Face and inner finishing of PM parts (Rotor vane (SMF4040))

@707y MrEIMTL EXRLERSEDm SMF4040 485 70HRB)

Face finishing of PM parts (Sprocket (SMF4040))
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Criteria : Height of burr surface roughness
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Criteria : Height of burr surface roughness

®/.=250m/min
o f =0.1mm/rev

®/.=300m/min
o f =0.1mm/rev

©3,=0.1mm ®a,=0.25mm
o \Wet o \Wet
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+ Standard-type provides variable tool life due to variation in the surface roughness.
+ LS-tpe shows stable surface roughness in initial cutting.

oLE RI LF LD BEEENRTEL. /VY BN
SNIE%E 1.5 B EZEERm LT,

+ LE-type achieves 1.5 times longer tool life than LF-type by stabilizing surface
roughness and suppressing the occurrence of burr.
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® \ery hot or lengthy chips may be discharged while the ® Please handle with care as this product has sharp edges. ® \When using non-water soluble cutting oil, precautions
machine is in operation. Therefore, machine guards, safety ® Improper cutting conditions or mis-handling of the tool may result against fire must be taken and please ensure that a fire
goggles or other protective covers must be used. Fire safety in breakages or projectiles. Therefore, please use the tool within its extinguisher is placed near the machine.
precautions must also be considered. recommended conditions. /
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