High Speed
+ High Quality

+ High Efficiency

= Excellent Productivity!

Major application of CBN ir nigh speed machining of
hardened steel, powdered metal, super-alloys and cast-irons.
CBN inserts of CHAMP DIA produced through vacuum brazing
technology, high precision edge preparation system and

high level quality control will deliver the best performance

with longer tool life as well as excellent productivity increase

in various machining fields.
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1 CIME THiE A CBN Grade Introduction

Grade HC | CBN500/ 510
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- Low content CBN, Excellent thermo-chemical wear resistance
- High speed cut for hardened steel and bearing steel in continuous to light interrupted mode
- High speed cut for ductile cast iron in continuous mode

Grade HM | CBN450/ 550/ 650
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- Low content CBN, Excellent thermo-chemical wear resistance with optimum toughness
- General grade for hardened steels in continuous to interrupted mode

- Hardened alloy steel and tool steel in continuous to light interrupted mode

- Ductile cast iron and gray cast iron in interrupted cutting mode

Grade PM | CBN750
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- Medium content CBN, Optimum chemical and abrasion wear resistance
Soft powdered metal in continuous to light interrupted cutting mode
- Ductile cast iron in continuous to light interrupted cutting mode

Grade CM | CBN900/ 950
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- High content CBN, Excellent fracture toughness and abrasion wear resistance
- Qutstanding performance in turning and milling of cast iron
- Hard powder metal in continuous to severe interruption.
Hardened steel and tool steel in interrupted cutting mode
- Turning of tungsten carbide

Grade SM | CBN900S/ 950S
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High content solid CBN, Outstanding fracture toughness and abrasion wear resistance
- Best performance in roughing, severe interrupted mode of cast iron and high Cr steel
- Economical efficiency - multiple cutting corners

higher performance, longer toal life ! | 11



I HIE 73 Specification

g HiE 3= & (mm) a8 )
25 28 £ 35
Shape 1SO i d ®D1 t R 88 83 8 8%
CCGW060202N 24 635 280 238 02 o
7  CCGWO060204N 24 635 280 238 04 o
o . [ {5 CCGWO09T304N 24 952 440 397 04 o
v ‘ CCGWO09T308N 23 952 440 397 08 ®
] CCGW120404N 24 127 550 476 04 o
CCGW120408N 23 127 550 476 08 o
- CNGA120404N 24 127 516 476 04 °
e S CNGA 120404 42 127 516 476 04 B
< @ A Sl CNGA120408N 23 127 516 476 08 o
v v e CNGA 120408 41 127 516 476 08 B
a4 ] CNGA 120412 N 22 127 516 476 1.2 o
CNGA 120412 40 127 516 476 12
AL DCGW 070202N 25 635 280 238 02 o
O DCGW070204N 23 635 28 238 04 o
@ :’3} [o01 DCGW 11T302N 25 952 440 397 04 o
N I DCGW 11T304 N 23 952 440 397 04 °
—— M DCGW 11T308N 20 952 440 397 08 o
DNGA150404N 23 127 516 476 04 o
oy DNGA 150404 4.4 127 516 476 04 o
R A\f 0 DNGA150408N 20 127 516 476 08 o
™Y '\'-rf'\ s DNGA 150408 41 127 516 476 08 o
v N7l IT DNGA150604N 23 127 516 635 04 ®
R DNGA 150604 44 127 516 635 04 ®
DNGA150608N 20 127 516 635 08 °
DNGA 150608 41 127 516 635 08 . s
SNGA120404N 24 127 516 476 04 °
SNGA 120404 43 127 516 476 04 o
- oo SNGA120408N 24 127 516 476 08 "
' SNGA 120408 43 127 516 476 08 . o
H SNGA 120412 N 24 127 516 476 1.2 o
SNGA 120412 43 127 516 476 12 o o

@: Stock / ©O: EET2|(L7I&el) [ SEA| No mark : Nomal type / N: One use type / N2, N3, N4... : Multi edge type
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g HiE 3= & (mm) m% °
53 25 2 58
Shape IS0 i d oD1 t R o8 83 8 88
TCGW 110204N 24 635 280 238 04 o
TCGW 110204 39 635 280 238 04
TCGW 110208N 21 635 280 238 08
TCGW 16T304N 24 952 440 397 04
TCGW 16T304 39 952 440 397 04
TCGW 16T308N 21 952 440 397 08 o
TCGW 16T308 36 952 440 397 08
TNGA160404N 24 952 381 476 04 .
TNGA 160404 39 952 381 476 04 o
TNGA160408N 21 952 381 476 08 .
TNGA 160408 36 952 381 476 08 o
TPGN110304N 24 635 280 318 04 o
TPGN110308N 21 635 280 318 08 o
TPGN160304N 24 952 440 318 04 o
TPGN160308N 21 952 440 318 08 o
TPGW110304N 24 635 280 318 04
TPGW110308N 21 635 280 318 08
TPGW160304N 24 952 440 318 04
TPGW 160308N 21 952 440 318 08
VBGW 160404N 27 952 440 476 04 .
VBGW 160404 46 952 440 476 04 o
VBGW 160408N 18 952 440 476 08 .
VBGW 160408 42 952 440 476 08 o
=
AV VNGA160404N 27 952 381 476 04 o
- Y t“\) - VNGA 160404 46 952 381 476 04
e VNGA160408N 18 952 381 476 08 o
V VNGA 160408 42 952 381 476 08

®: Stock / O: EETE| (7R

/ SEA| No mark : Nomal type / N: One use type / N2, N3, N4... : Multi edge type

higher performance, longer tool life ! | 13



I E£734 Order Made Tools

Solid CBN inserts Multi edge inserts
CNGN 1204, SNGN 1204, SNGN 1206, TNGN 1604, RNGN 0804, CNGA 1204, DNGA 1506, SNGA 1204, TNGA 1604
CNGA 1204, SNGA 1204 One use / One edge or over 2 edge

Grooving inserts Milling inserts

Available groove width Tmm ~ 5mm (over 5mm - contact us) General purpose milling inserts for cast iron.
Various shapes of valve seat machining tools for machining SPCN 1203EDR, SDCN 42MT, SNCN 1204, etc...
sintered alloy Special wiper inserts

Automobile engine block top facing for excellent finish roughness

higher performance !
longer tool life !
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I =M HMEH Machining Parameter Guidelines

AT Work Material A Hardness FA £ V(m/min) HA 20| d (mm) 0I= f (mm/rev) ZH TH= Recommandation
> 55HRC 80 ~ 120 03-15 008 ~0.2 CBN500/510, CBNS00
Sxelz
Hardened Steel
AEeeC o8 <55HRC 80 ~ 150 05-~20 0.1~025 CBN500/510
9lFE 5 m o =
e 180 ~ 230HB 500 ~ 1000 03~20 0.15-~0.4 CBN750, CBNOOO
(=] = L+]]
5:‘5{; (i‘gmn 200 ~ 700 03~20 0.1~04 CBN450
gﬂ [(:-?ﬁif; o > 55HRC 80 ~ 120 03-~20 01-~03 CBN90O
- <35HRC 100 ~ 300 03~20 01~03
f?gda;h:ﬁ Metal CBNS00, CBN200
owdadere: eta
> 35HRC 50 ~ 200 03-~20 01~03

1 SIMK2] B=H FEdge Preparation

e HE2Y () HEE (a) PEE(R) - a -
28 Steel 25° 0.1~02 0.01 ~0.02 i

=HL Cast Iron 20° 01-05 <001 @ R
k= |nterruption 30° 0.2 0.01 ~0.03 -\

1 72 ARl Application Cases

e

(L1 I Y

=8 Ball endmilling, 30~35 HRc. Z&H| Cylinder bore2| 1 712, 750-1200 m/min

25~308Hel 37 =3 7t Y FIIS AlZte| thS tt= 7l 37 =8 9 Mtk stAl HISH X 3A Y /SE HS
Milling of die molds, 30~35 HRc High speed machining of gray cast iron cylinder bores 750-1200m/min
25~30 times longer tool life, significant reduction of hand finishing Longer tool life, increased productivity, better demensional control

and superior cylindricity

T R Iil &

Side Shaft (HRc 58~62, 25Cr Mo4)2| 2|2 U chH7j2
HAEE 138~ 145m/minE EIAICHH| 30% 33 StAb

””‘ ‘! St} \ 0.D. face turning of side shaft / HRc 58-62, 25CrMo4
. ' Turning speed 138-145m/min, 30% tool life increase over competitor

higher performance, longer tool life | | 15



