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PRODUCT
INTRODUCTION

ENTERPRISE
INTRODUCTION

HYPER TOOL is a professional manufacturer specializing in the production of
superhard materials and cutting tools. We have a National Key Laboratory of
superhard materials, which focus on the basic research of superhard materials,
solve major scientific and application problems in the World-Class moderniza-
tion construction and frontier felds, and have achieved many international and
domestic leading scientific achievements. Focus on the research and develop-
ment of CBN tools. we master top super hard materials and manufacturing
technology of super hard tools.

HCBN series ultra-hard cutting tools have unique advantages in cutting ultra-high
hardness materials, and continue to provide high-speed, efficient,green and
environmental friendly heavy-duty cutting tools and precision cutting tools for
manufacturing industry.
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CBN GRADE AND APPLICATION ))
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Granul Binder Machining Machining Application
Content | Qr pm Condition Materials Industry
o Roughing, Hardened Gears,
LEERLLD TH et Semi-Finishing Steel Bearings,ect
" T Roughing,Semi- Hardened Gears,
AlEhie) % e Lol Finishing Steel Bearings,ect
[ ; : = Broke Drum, Brake
HCBN850  95%  5~15  Metal R”“h?”ﬁs'sem'“ G”‘IV i Disc Engine Block,
oy - b Cylinder Liner ect
: Chilled Caost Iron
3 _ : Roughing, ! Rolls,Crusher Cone
., MCBNXO  90% 1525 Ceramic  gonifinishing  Mamaonece sael  Grinding Rollerect
s .5 “hilled | Impeller,P Bod
- - : Chilled Cast Iron mpeller,Pump Boay
S i HCBN950  85% 1525  Metal R?”Eh,'”ﬁ- Alloy Cast iron Pump Housing,Liner
emi-Finisning High Speed Steel Roller ect
) ) Roughing, h Hub unit Drive
HCBN6QO 75% 510  Ceramic ¢, i shing Ductile Iron Shaft ect
: Continuous Hardened :
HCBN130 70~85% 1-2  Ceramic Light Interrupt Steel Gears,Bearings,ect
Light ccabis s Ball screw,Bearing,
HCBN170 55~60% 1~2 Metal Interrupt Mid HurdEHIEd Transmission Shaft,
Interrupt Stee Gears ,ect
Ball screw, Bearing,
HCBN190 65~70% | Metal  Heavy Interrupt Ht:lgfened Transmission Shaft,
- eel |
EH' Gears,ect
- 'a:r.' Continuous Hordisiad Ball screw,Bearing,
. =7 4@  HCBN560 60~65%  1~2  Metal thﬁl,hl Interrupt B Transmission Shaft,
S id Interrupt D Gears ect
. Ball screw,Bearing
Mid Interrupt Hardened LR "
HCBNS70  45~70%  1~2 Metal o v Interrupt Steel Tronsmission Shaft,
Gears ect
Continuous Gray Cast Cvlinder liner.engine
HCBN130 0% 1~3 Metal Interrupt Iron block wheel hubetc
. Continuous Ductile Bearings,Shaft,
bl 5% g Leramic Interrupt Iron Hub Unit Drive Shaft
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Excellent surface
roughness and stability

Hard steel

S1  Gold TiSIN i e

-4

High wear resistance

S2 Copper AICrN and high stability

2-5um Hard steel

Excellent heat resistance

Hard steel ond collopse resistance

55 Purple TiCrN 5-10um

Excellent impact
resistonce under

54 Hard steel
high-speed heavycutting

Sliver TiAIN 5-10um Ductile iron

O
el

( CBN CUTTING PARAMETERS FOR REFERENCE )

Advised Cutting Parameters

Machining Machining
Materials Process Cutting Speed Cutting Depth a Feed Rate Fr
Ve (m/min) (mm) (mm/r)
High Hardness Roughing 35-120 1-5 01510
Cast Iron __
HopnessHRCS S Finishing 60-200 <1 0.05-0.35
ek el o) _Roughln? 50-150 e 15 0.1-0.5
(Hardness=HRCA5] Finishing 90-250 <1 0.05-0.35
Roughing 400-1200 1-5 0.2-1.0
Gray Cast Iron —
Finishing 600-1500 =1 0.05-0.3

( HCBN TOOLS CUTTING PARAMETERS REFERENCES )

" 1 Cu_rnpnnent _(_Zuttin _éip—eéd'—_ . . | _ L
Gray Cast Iron HB170-HB300 500-2000 0.5-2.0 0.1-0.2
High Hardness e e = &
Ptk HRC55 80~300 0.5~5.0 1 _O‘I 1 g
Hardened Steel HRC45~HRC48 80~200 =05 0.05~0.5




@Hypercm @HypercaN
Shape Code Inserts Shape Angle
= ‘ | SqQuUarg 90"
A V! mid Bottom
/) FAY regudar triangle 60° i
1 C a0° ' moans pyrarid boficem T gures 135 mears tha pyramid angie is 1357
D 55 P i g Cuting Edos lnoth fmm) R can be biank If pyramid angle & 1207,
rhombass : l : # 5 \ _ & L; I_ ?rrﬁ = ! 2 j-= L2 ¥ | W | B Far exarmpiedha model of the imsed wilth pyramid angle is RCMX 120700V
E (diamond) 75° ! : Q_ ¥ [ can wiso be writien &x RCMX 120700V wih 1207,
+ {-"" - For ven adga Fon' Dt aidge Fol aarts, with wiger - S5 g | g , E | % E ‘-l- = = = P Bt M sl b writhan oul clearly if the pyressid anghs s rol 120°
I I E e . il _ lmm Far axsergdeciha moded of the insert wath 135 pyramid angls |s
| . 4,76 | 08 [ |
TomHaigh  Inscribod crop Thickessis 3 Tea Haghl  [Inscribed cirele| Thickness 5 = V1 B S S S . N5 U S—— e ) RCAC(1 207008135,
v S coma| Pomsen | l:'rm-.-.-.a-_Ih T‘.‘Hti‘:n | Code Toinincs ln"rd-um;' Tkt 5.0 1. 05 , oo Ly ’<\‘~—a
frren) | frem I |

- = A | 0005 | 0025 | 0025 | ) | 40005 [4005 4013| 20025 635 | 06 | 07 | 06 | 11 | 11 | 04 [ o6 | oa 0.4

H O egular hexagon 120 | | 794 | 08 | 09 o7 . : Y - Cona Bottom
| . | =
0 O ragular octagon) 135° F 20005 | =0013 | 0025 | K| 0013 |+0053013| 0025 935'35 TREET R BT BT T g'; 08 0.8
= % ' ¥ masns ecna hatiom he Sgures 135 masns [he cone segin b 135°
p neguiar pentagen 108* 1 ! 10.0 10 12 12 ;
_ . _ K can be bsnk d cons angle: is 120"
C | =0013 | 0025 | 0025 | L | «0025 |[+005 4013 0025 12.0 | ) — - '
L D ractandgle s 12.7 12 1% 12 22 27 0B | 12 16 1.5 For axeempiactha moded of thi insart with cone angia 8 RCHX1 207007
1 | 15875 | 16 15 | 27 | 1S W can also e wrilien SSFCND( 207007 120
A | a5 H +0013 | =0013 0025 | M | +D0B- 2018 | +005- 2013 2013 0 T 1 18 | 20 2.0 @ But il must be writian out claary I the one angie is nai 120°
e ' ' 3 1 : | 1905 | 19 | 19 [ 33 19 | Far exampie: the model of he imsert with 135 cone angle &
8 = s §2° E| 0025 | 20025 | =005 | N |:008- 2018|005 :ma‘ 50,025 §Eﬂ s gt — F—f— | 3 % i <_> RCMUX120700Y138,
N/K 55° =l |L 25.4 i 25 J 25 o %2 i ol

R 7 L L G +0.025 Ir 0,025 #0.13 U | #013 038 | +008- 2025 | 013 31.75 [ 31 W =

Insert Shape Tolerance | Pyramid Cone Bottom

Clerance Angle Cutting Edge Form bl St e Cutting edge gty
Code|  Clemnce sngin Code | Win or Without hole | Chipbreaker Shetch Code | With or Withoul hode | Chipareaker Shkatch e = ’r ' Ot adom e~ | Dy o N 1
- « Thiskrass i Pusighl batwssn it foor ed — Q:EEEZZ‘; 2N 2
N = N withoud oo g A B T/ | tha igheed sl cuTing #dge. | TSSO
| | singla sids wilh onsinglesiie | single sidewith | 1 . _ _ — o W M 3
N ]| = WSS T T copoemr” | LT oo | e o M| | F ] vt | oo | e | o | s s
R bol side with ' |
0 - F st - 000 souter bore willhoul =i o1 1.59 06 | 635 . Dlmw;mm ) ik Kis e = o 5
—— oy on both side bath side with | ' T1 1.98 a7 T84 - ! 4 -
c — . e ] |4 1/ I ) chibmeker | [T : Mt | T Pl 020 0.20 185 15 BN .
=i - . s , i 02 | 238 |[oe | eo s | Teracmmess | 7 - e T TR
= i T round sirsight hole o : - O fion - 20 _ m
11’ m‘ﬂ il O D T2 258 08 | 952 030 0.30 28 -
— .
D E - chipbradisr | D3 | 318 | 10 | 100 050 0.50 = =
E ”'{ — WY Sl e WAL T B e © U | T3 st 11 | 1.1 100 1.00
T— 4 t dingle side ﬁ,..g_ ,:::ﬁ vETT : 04 476 12 | 120 200 2.00
“E_ r_ = o5 | ss6 [ 12 ] 1270 |
wilthoud
G E - 40°-60° couter bore = iorg Hrip O
on both skde boih sice with - j
0 s | chistrescer = e . s JRARE
| ALL DIFFERENT CHAMFER CAN BE OFFERED AS CUSTOMIZED REQUIREMENTS.
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Solid PCBN Insert Series

SNMN/SNGN Series (20° Square)

Dimension

Standard
Chamfer

CNMN/CNGN Series (80° rhombic)

@HypercaN

Standard
Chamfer

1SO _ . ® _
SNMNOZ0304 9 2945 5.18 04
 SNMNO90308 ) 9825 318 08
SNMNO20312 o ‘_}'_— 4,025 318 1 1.
SNMNO?0404 9 9.525 4.76 0.4
SNMNOZ0408 9 9525 4.76 0.8
SNMNO%0412 9 9.525 476 1.2
SNMN120404 12 12.7 476 0.4
SNMN120408 12 121 476 0.8
SNMN120412 12 127 476 | ¥
SNMN120712 12 12.7 1.94 1.2
SNMN120716 12 12.7 1.94 1.6
SNMN150716 15 15.875 1.94 1.6
SNMN201020 20 20 10 20

@ HyperCBN | 09/10

S01020

502020
S03020

305020

S01020

502020
503020

505020

ISO
CNMNO20404 ) 9525 4.76 0.4
CNMNO20408 g 9525 4.76 0.8
CNMNOS0412 g LA 4.76 12
CNMN120404 12 12.7 4.76 0.4
CNMN120408 12 12.7 4.76 0.8
CNMN120412 12 12.7 476 1.
CNMN120416 12 .4 476 1.6
CNMN120704 12 12.7 1.94 0.4
CNMN120708 _12 12.7 1.94 0.8
CNMN120712 12 12.7 1.94
CNMN120716 12 12.7 1.94 1.6
CNMN150716 15 15875 1.94 1.6
CNMN201020 20 20 10 2.0




@ HyperCBN @ HyperCBN

TNMN/TNGN Series (60° Triangle) 4 g

RNMN/RNGN Series (Round)

50 Standard

TNMN110304 1 6.35 318 0.4
TNMN110308 1 6.35 318 0.8
TNMN110312 1 6.35 318 1.2 $01020
g SIS TNMN160404 16 9.525 4.76 0.4 502020
TNMN160408 16 9.525 476 08
RNMNO&0400 6 6.35 4.76 / TNMN160412 16 9.525 4.76 1.2
RNMNOS0300 9 9525 318 /
i : 243, Sk ’ DNMN/DNGN Series (55° Rhombic)
RNMNOS0700 9 5 525 7.94 /
RNMN120400 12 12.7 4.76 /
$02020
RNMN120600 12 12.7 6.35 / 503020
505020
RNMN120700 12 12.7 7.94 / R
S10020 SO Standard
DNMN/DNGN - Chamfer
RNMN150700 15 15.875 7.94 / pRCinen}
DNMN110404 1 9.525 476 0.4
RNMN200800 20 20 8 /
DNMN110408 1 9525 476 0.8
RNMN201000 20 20 10 / DNMN110412 L 9.525 4.76 1.2 502020
DNMN150404 15 12.7 4.76 0.4 503020
RNMN251000 25 254 10 /
DNMN150408 15 12.7 476 0.8
RNMN251200 25 25.4 12 / DNMN150412 15 127 476 12
DNMN150416 15 12.7 476 16
@HyperCBN
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@ HyperCBN

@HypercaN

' SCGN Series (90° Square with 7°relief angle)

WNMN/WNGN Series (80° Peach)

150 —

WNMNO80404 8 12.7 476 0.4
| 502020
SCGN090304 9 9.525 318 0.4 PRI 3 o o >
- - 503020
SCGNO0305 9 9.925 518 0.8 WNMNOBO412 8 2.7 4.76 1.2
SCGNO90312 9 9.525 318 1.2 501020
SCGNOS0404 9 9.525 476 0.4 502020
SCGNO90408 9 9525 876 0.8 RCMX/RCGX Series (Round with 7°relief angle)
5CGNO90412 9 9.525 476 12 i

RCMX060400 6 6.35 4,76 |

RCMX060500 6 6.35 5,56 ;

ISO Standard o Rcmxgégﬁgg 4 & I 6 35 _}l P

oo o'y RCVX060700 : T 794 ; 502020
RCMNO40400 3 B 476 = e RCMX090700 9 9.525 7.94 / zg;g;g
RCMN090400 9 9535 4.76 e RN $02020 - RCMX120700 12 12.7 _ 7.94 . S1003E
RCMNO90700 9 9.525 7.94 f 503020 RCMX151000 15 15.875 10 [ 20050

© RCMN120700 12 12.7 7.94 i pgpn < 505020 RCMX191000 19 19.05 10 ]

 RCMNI50700 15 o e - 510025 RCMX201200 20 20 2 !

RCMN190700 YT 19.05 T T ) RCMX251200 25 25.4 2 x

@ HyperCBN
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@ HyperCBN

RCMV/RCGV Series (Round with 7°relief angle) VARIOUS CUSTOMIZED SOLID
CBN INSERTS
et g o
'y l.-1|“" H_‘.?I A :
= . -Dl o We can offer various type Solid CBN Inserts as customized requirements, such as
= " I g ; Dimple, Hole, Wiper, Chipbreaker, Grooving Inserts, ect. Besides we also can offer
v N A coating Service on all type solid cbn insert.
S
- >

Various Solid CBN Inserts with Dimple

Dimension
ISO Standard
RCMVD60400 b 4.35 476 / 0.8
RCMYVO60500 6 6.35 5.56 / 0.8
RCMWV0&0600 6 4.35 6.35 f 0.8
RCMVO20700 . 9.525 7.94 f 1 502020
S03020
S05025
RCMV120700 12 12.7 7.94 / 2
510025
i | e . a ' 520020
RCMV151000 15 15.875 10 f 2
RCMVI91000 19 19.05 10 f 2
RCMY201200 20 20 12 f 2 Various Solid CBN Inserts with hole Various Solid CBN Grooving Inserts
RCMV251200 25 25.4 12 f 7

Application Area:

H,K,P(H-refer to Hard Steel,K-refer to Cast Iron,P-refer to Alloy Steel)

@HyperCBN | 35/36
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Brazed PCBN Insert Series

CNGA Series (80° Rhombic)

Standard
=y Chamf
9 LClmm) @ dlmm) it

12 12.7 4.76 0.4

CNGA120404-4N 5.16

CNGA120408-4N 12 e 4.76 5.16 08 501020
CNGA120412-4N 12 127 4,76 5.16 1.2 502020
CNGA120416-4N 12 12.7 4,76 5.16 1.6

DNGA Series (55° Rhombic)

i
r
4

Fa
oI
18 5.16 0.4

DNGA150404-4N 12.7 4.76

DNGA150408-4N 15 12.7 4.76 5.16 0.8

DNGA150412-4N 15 12.7 4.76 5.16 1.2 501020
DNGATS0604-4N 15 12.7 6.35 5.16 0.4 502020
DNGA150608-4N 15 12.7 6.35 5.16 0.8

DNGA150612-4N 15 12.7 6.35 5.16 1.2

@HyperCBN | 17/18
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-EI-'

=

N

AN

by g™

NN

= ...‘.‘-—._—I _E'__
-t--1- | a

T

Type !
- Limm) | o 1.Cmm)
16 476 2 81 0.4

Standard

TNGA160404-6N ¥.525
501020
TNGA160408-6N 16 9525 476 3.81 0.8 SHA0D
TNGA160412-6N 16 9525 4.76 3.81 1.2
WNGA Series (80° Peach) %,
-aﬁ{ o ,fli—‘-—ltﬁx NN
. . ey j‘ i \.I -.L ._.‘
F )\ s
— " R [
a\% / S Y LS
o, ta o

Dimension

. Standard
WNGA0B0404-6N 8 12.7 476 5.16 0.4
501020
WNGAOB0408-6N 8 12.7 4.76 5.16 0.8
502020
WNGAOB0412-6N 4 12.7 4.76 5,16 1.2
@HyperCBN



@ HyperCBN @ HyperCBN

VNGA Series (35° Rhombic) DNGA Series (55° Rhombic)

Standard

Type - .
" 301020 DNGA150408-2N/4N 15 12.7 476 5.16 0.8
VNGA160408-4N 16 9,525 4,76 3.81 0.8 01025 iy e 501020
- T DNGA150412-2N/4N 15 12.7 4.76 5.14 1.2 501025
A10. i S e 502020
st L s e 5l P L DNGA150604-2N/4N 15 12.7 6.35 5.16 0.4 s
& Note: Chamfer can be customized. DNGA150608-2N/4N 15 12.7 6.35 516 0.8
DNGA150612-2Nf4N 1% 12.7 6.55 516 1.2
PCBN Tipped Insert Series
® O - :
CNGA Series (80° Rhombic) TNGA Series (60._Triangie) 2
-"‘flﬂc* ;f— 455
S "\
¥ L‘.{ -
Y —
W

——

Standard | | Chamfer
i 1.C{mm) ¢ d{mm) Chamfer @ l:Ctmm) I % dimm]
CNGA120404-2N/4N 12 12 7 A7 £ 16 0.4 TNGA160402-3N/6N 16 G.6525 476 3.8 0.2
i i 0 o e M. i, ' N b iR : ; " SO1020
501020 o AR | |
CNGA120412-2N)4N 12 12.7 476 516 12 502020 _ TNGA160408-3N/6N 16 9.525 4.76 581 SN gggggg
ST, o = B o - P ] 502025 TNGAT60412-3N/6N 16 9.525 476 3 81 1.2
@ HyperCBN
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WNGA Series (80° Peach) SCGW Series with 7°clearance angle

i L

N

B
b,
5 k\_:"-t )

|

P

9 4.4

04

8 12.7 4.76 516 0.4

Standard

Chamfer

SCGWO9T304-2N/4N 9.525 3.97 i

WNGAOB0404-3N/6N Ptz | = -

S01020 SCGWO9T308-2N/4N 9 9.525 397 4.4 0.8 501025

S01025 | >02025
WNGAOBO408-3N/6N 8 12.7 4.76 5,16 0.8 i S TR AN g — 559 id i o
WNGAD80412-3N/4N 8 12.7 4.76 £ 16 12 s02025

CCGW Series ( 80°Rhombic with 7° relief angle)
VNGA Series (35° Rhombic)

4.4 4.3 1.8 2.5 0.2

CCGWO040704-2N 4.4 4.5 1.8 2.5 0.4

| Dimenson | Sstandard CCOW060202:2N : 635 238 28 02

|
I ;

—

P

Standard

ISO

Chamfer

CCGW040102-2N

¢ 1.C(mm) m S | CCGW060204-2N 6 6.35 2.38 28 0.4

_— — —_— S01020 501025
IR CCGWO9T302-2N 9 9.525 3,97 4.4 0.2
W 4-2N 575 3, 4.4 |

VNGA160408-2N/4N 14 9,525 4.76 381 0.8 502020 S02025
502025 CCGWO9T308-2N 9 9 5725, 367 4.4 0.8

VNGA160412-2N/4N 16 9,525 476 3 81 12 |
CCGW120404-2N 12 12.7 476 5.5 0.4
. CCGWI120408-2N 12 127 476 55 0.8
| CCGWI20412-2N 12 12.7 4.76 55 B
@ HyperCBN
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DCGW Series (55° Rhombic with 7° clearance angle)

'Y S
""'*:‘D 4 k ¥
T ™ K ’ [ ol P8 RN
f’;}‘{ -": '___",'-L '.! 4 I H‘ f':lhnr‘ .‘_L
/) v -1 12
P e
.I':-.-—___I T ey —-l
3 /] L
\"r o -

Dimension

1SO Standard
. : Chamfer
L{(mm) @ 1.C(mm) S{mm) ¢ d{mm) rimm)
DCGW070202-2N 7 &35 238 2.8 0.2
DCGWO070204-2N 7 635 238 28 0.4
501020
DCGWO070208-2N 7 6.35 238 28 0.8 501095
DCGWI1T302-2N 1 9.525 3.97 4.4 0.2 502020
02025
DCGWI1T304-2N 1 9.525 397 4.4 0.4
DCGWIIT308-2N 1 9.525 3.97 4.4 0.8
A -  ZCODh. : : o :
VBGW Series ( 35°Rhombic with5° relief angle)
5-—
Bei
A

Dimension

Standard
50 Chamfer
VBGW110302-2N 11 6.55 518 2.8 0.2
VBGW110304-2N 11 &6.35 3.18 28 0.4
501020
VBGW110308-2N 11 6.35 3.18 2.8 0.8 S01025
T .. D 502020
VBGW160402-2N 16 9 525 4.76 4.4 0.2
S02025
VBGW160404-2N 16 9525 4.76 4.4 0.4
VBGW160408-2N 16 9 525 476 4.4 0.8

@HyperCBN | 23/24

VCGW Series ( 35°Rhombic with 7° relief angle) |

ISO

Standard

VEGWI110302-2N
VCGWI10304-2N
VCGWN0308-2N
VCGW160404-2N
VCGW160408-2N
VCGW160412-2N

11
11
11

16

16
16

6.35
6.35

6.35
9.5;5
9.525
9545

3.18
518
3.18

4.7/6

4.76
4.76

2.8

2.8

2.8

4.4
4.4

4.4

Chamfer
0.2
0.4
— 501020
0.8 501025
a4 502020
502025
0.8
1.2

Standard
9 1.C(mm) @ d(mm) ol
TCGW090204-3N 9 BG4 238 25 0.4
TCGW090208-3N 9 5.56 238 2.5 0.8
TCGWI110202-3N 1 6.55 2.38 248 0.2 S01020
501025
TCGW110204-3N 1 535 2.38 28 0.4 S
TCGW110208-3N 1 6.35 238 28 0.8 502025
TCGW16T304-3N 16 9.525 397 4.4 0.4
TCGWI16T308-3N 16 9.525 3.97 4.4 0.8
@HyperCBN
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@ HyperCBN @ HyperCBN

TPGW Series ( 60°Triangle with 11° relief angle),

ISO Code Expression of Indexable External Turning Tool Holder

7 S
N O g
i A1 | [ Q
A a e -
5 T
§  lbje
SO Dimensicﬂ stondord su; 5; N e . o
_ | _ . e Chamfer hehl
55° 35" "
TPGW110304-3N 1 6.35 3.18 33 0.4 « | v [ el o
TPGW110308-3N 1 6.35 3,18 3.3 0.8 e vl ik S i
TPGW160504-3N N 2.525 518 4.4 0.4 S01020 .
- 501025 |
TPGW160308-3N 16 9.525 318 4.4 0.8 502020 |
TPGW16T304-3N 16 9.525 397 44 0.4 502025
TPGW14T308-3N 16 9,525 397 4.4 08 TR et Sant ki end rellef angle Cutting direction tools length
75 45 60" —~ A 32
' - ¥ ® 5, B a0
TPGW16T312-3N 16 9.525 3.97 4.4 1.2 D :D E 6% SREr
b A “ - e
9 90* 107.5* e . F 80
e b G 90 |
NN
_ — - ) 110
EXTERNAL TURNING TOOL F c U | j - 4 WEN
. g3 75" 95* L 140
HOLDERL FOR SOLID CBN INSERTS | rﬂ i ;ﬂ . : rEECE
+ 170
J . : J\r 15 k ,; 180
63* 1175 75 D R | 200 |
T 5 250
M # T | 300 |
N Q R -l O u | 350
a5t 60 725° 3 el o
. 2 P ——y w 450
b3d] =] 5T [
i 11"
g T | v P X ﬁﬁ
C press plate type M compound type [ lever type o screw type
@I Clamping type @ Insert Type @ Type of tool holder
@ Primary relief angle @ Cutting direction @ Shank Height
@ Shank Width @ Tool holder length @ Length of the cutting edge
@ HyperCBN
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@ HyperCBN @ HyperCBN

Middle laying tool holder for Round CBN insert

' Application

NP |-
51

. — ; | ﬁ
I - i - | [
x @& H [ ' Application | Fer S]]

Dimension

S S i e s B /P L WS R o
CE.GMF{.'LEOEO_MD‘? 20 _ 50 : 20 150 RNMNO? - CRDCN2020M09 2C 30 20 150 RCMNOSZ
CRGNR/L2525M12 25 50 25 150 RNMN12 CRDCN2525M12 25 30 25 150 RCMN12
CRGNR/L3232P15 32 55 32 170 RNMNTS5 CRDCN3232P12 32 59 52 170 RCMN12
CRGNR/L4040S20 40 38 40 250 RNMN20 | CRE}_CN4040515 40 38 40 250 RCMN15
CRGNR/L5050T25 20 58 30 g 500 RNMNZ5 | CRDCNS050TIS 50 38 50 500 RCMN15

Middle laying tool holder for Round CBN insert Arc tool holder for grooving

' Application |

P {::ér | !}1 | Applcaion «> o

e Matched

CRDNN2020M09 20 30 20 150 RNMNO? CRDCN2020MO06 30 L 20— 150 RCMX06
—ER'_DN}\JEEEEMH B _25 i 30 ] 25 N 150 _ RNMN12 | CRDCNESZSMO‘? £5 30 25 150 RCMX0?
CRDNN3232P15 52 ab 52 170 RNMN15 CRDCN3232P12 32 35 52 170 RCMX12
CRDNN4040520 40 38 40 250 RNMN20 CRDCN4040515 40 58 40 250 RCMX15
CHDNNE&)EDWES - 50 4 38 50 | 300 RNMN25 x CRDCN5050T19 50 38 50 300 RCMX19
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Arc TOOL Holder for Grooving Middle laying tool holder for square solid CBN insert

Application i Application _[j " E][

a5 1 m @m !E] ok i

CRDCNZ2020MO& 20 50 20 150 RCMX06 CSDNN2020MO9 20 30 20 150 SNMNO?
CRDCN2525MO? 25 30 25 150 RCMX09 CSDNN2525M12 25 30 25 150 SNMN12
CRDCN3232P12 52 35 32 170 RCMX12 CSDNN3232P12 32 35 52 170 SNIMN12
N (;FtDi‘;Ndﬂd_US;; 40 B 38 40 250 RCMX15 —{ESEN_PidDAOS:IE 40 38 40 250 SNMN15
CRDCNS050T20 50 38 50 300 RCMX20 CSDNN5050T20 50 1 38 I 50 300 SNMN20

95°tool holder for C-Type solid CBN insert 45°tool holder for square solid CBN insert

o

m

Applicatiol =)
pplication | ¢

)
= Application < 1z

S I‘ &
| u

1:‘ . !_.*'-_}-

- L] ® = L:

Dimension

Matched

Type Matched _
CCLNR/L2020MOQ9 20 30 20 150 CNMNO% CSSNR/L2020MO9 20 30 20 150 SNMNOY
CCLNR/L2525M12 25 30 25 150 CNMNTZ CSSNR/L2525M12 25 30 25 150 SNMN12
CCLNR/L3232P12 52 35 32 170 CNMINTZ CSSNRfL3232P12 52 35 52 170 SNMN1Z
CCLNR/L4040S12 40 38 40 250 CNMN12 CSSNR{L4040515 40 38 40 250 SNMN15
CCLNR/L5050T12 50 38 50 300 CNMN12 CSSNR/L5050T20 50 38 50 300 SNMN20
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Front 75°tool holder for square solid CBN insert

Application I < }A

Dimension

Matched
i —
CSKNR/L2020M09 20 30 20 150 SNMND9
CSKNR/L2525M12 25 30 25 150 SNMNT2
CSKNRfL3232P12 52 59 L, 170 SNMNT12
CSK&RJ L4{J—4{1515 40 38 40 250 SNMN15
CSKNR/L5050T20 50 58 50 500 SNMN20

75°tool holder for square solid CBN insert

Application j <

L h1 =V L2 --_
CSRNR/L2020M09 20 30 20 150 SNMNO9
CSRNR/L2525M12 25 30 25 150 SNMN12
CSRNFEEL_S_ESEP‘I?. 32 55 L : '17'[3 . SNMN12

: ESﬁNRIL-ﬂﬂdG:EﬂS 40 ;8 40 250 SNMN15
CSRNRIL_SJEO;ZG 50 58 | 50 50'5 | SNMN20
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83° tool holder for square solid CBN insert

Application —— & i
PP ; | ‘u
) | ‘
_ud—tl Li

D STU R TR RGN R
CSXNR/L2020M0D% 20 A0 20 150 SNMNO
CSXNRIL2525M12 25 30 25 150 SNMN12
CSXNR/LZ232P12 77 35 27 170 SNMN12
CSXNR/L4040515 40 A8 40 250 SNMN15
CSXNRIL5050T20 50 38 50 200 SNMN20

95°tool holder for D-Type solid CBN insert

Application | ‘

Dimension

i [}

Type Matched
CDLNR/L2020M11 20 30 20 150 DNMN11
COLNR/L2525M11 25 30 25 150 DNMN11

B o i s |
CDLNR/L3232P11 32 35 32 170 DNMN11
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95°External tool holder for W-Type solid cbn insert Brake Disc Cutting Tools Solutions

Application d ¢ . L

Type

CWLNR/L2525M08 25 33 25 150 WNMNO8

insert

CWLNR/L3232P08 32 35 32 170 WNMNOS8

Common CBN Inserts Image For Brake Disc

Considerations of installing the insert @ @ @ @

¢ CNGL1204 ¢ CNGX1204 ¢ CNGN1204 ¢ CNGS1204

¢ CNGL1207 ¢ CNGX1207 ¢ CNGN1207 ¢ CNGS1207
Clean the blade and Check the integrity and
the blade groove thoroughly wear of the pad
Check whether the Check whether the pressuring
pblade pads is reliable surface of the Platen is flat

¢ SNGN1204 ¢ SNGS1204 ¢ SNGX1204 ¢ SCGN0904
Make sure the blade close Change the blade pad, platen & SNCN1207 & SNGS1207 * SNCX1207 * SCGN0O904W

the positioning groove and screws regularly

Avoid using the worn blade Keep the minimum overhang arbor Recommend Cutting Parameters for Cutting Brake Disc
Cutting Process Ve (m/min) Ap (mm) Fr (mm/r)
Forbid stop suddenly
before the tip not cut out in the process
Roughing 400~600 <2.0 <0.5
Finishing 500~700 <0.5 <0.2
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INDUSTRY APPLICATION )) > ] e, PCBN Inserts MGGN & TNGA& VNGA Machining Cylinder Liner

With more than 10 years experience, HCBN TOOLS have
researched so many different CBN Grades specific for different
Industries, we can offer you whole solutions for both cast iron
and hardened steel in different industries

Machining Site: Groove, Inner Bore, Cylinder
Process: Turning, Grooving, Boring

It will have long tool life and high efficiency,
Significant improvement in surface roughness
compared to coating carbide inserts.

APPLICATION CASE ))

Machining Cast Iron Brake Disc

Solid CBN Inserts CNMN

Machining Site: End Surface, Cylinder and Inner Bore
lisls eplietelulidesilinling Brazed PCBN Inserts WNGA
TEspecially for rough machining, Allowance can reach 3mm

Solid CBN Inserts SCGN

Machining Site: End Surface

Boring: Both Roughing and Finishing

Al b AR S e, O ErEe IIErEEis With More cutting edges, it is more economic, and also have

Turning: Finishing Process f . - " y stable performance and precision

®© © ® ©®© ®© ® @@

Improve the working efficiency than coating carbide inserts

Machining Cast Iron Brake Drum I

Solid CBN Inserts CNMN and WNMN Brazed PCBN Inserts WNGA and SNGA

Machining Site: The Inner Bore and Cylinder RIS EE e I e aneC linee,

Turning: Both Roughing and Finishing Process Turning: Both Roughing and Finishing

Can finish both roughing and finishing process with

one inserts, no need to change the cutting tools It can use large cutting margines, and get good quality surface
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