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CBN Grade for Sintered Alloy Finishing
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- CBN Grade for sintered alloy finishing
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Achieves high precision, high efficiency machining of sintered alloy
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wear resistance for high quality surfaces in sintered alloy finishing.
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The previous CBN left white blemishes on the finished surface whereas the BN7500 leaves a better,
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.

Provides 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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Excellent machined surface finish and surface appearance
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+ Wet cutting is recommended for general cutting of sintered alloy. I;f:@ﬁ Insert . SNU-TNGA]l 60404

« Dry cutting is recommended for interrupted cutting of hardened sintered alloy. BIEIZEE cuting conditions © Ve=200m/min, f=0.1mm/rev, a,=0.1mm, Wet
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Face finishing of sintered alloy parts (Pump Rotor (SMF4040))
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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.
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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 finishing of sintered alloy parts (Rotor vane (SMF4040))
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Criteria : height of burr / surface roughness
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Face finishing of sintered alloy parts (Sprocket (SMF4040))
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+ LE-type achieves 1.5 times longer tool life than LF-type by stabilizing surface
roughness.
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+ Standard-type provides variable tool life due to variation in the surface roughness.
+ LS-type shows stable surface roughness in initial cutting.
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® \ery hot or lengthy chips may be discharged while the ® Please handle wi ® \\hen using non-water soluble cutting oil, precautions

th care as this product has sharp edges

machine is in operation. Therefore, machine guards, safety ® Improper cutti
goggles or other protective covers must be used. Fire safety
precautions must also be considered.

ng conditions or mis-handling of the tool may result against fire must be taken and please ensure that a fire
in breakages or projectiles. Therefore, please use the tool within its extinguisher is placed near the machine
recommended conditions J
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