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YAMADA PCD Series Line up of PCD chipbreaker

AR : Our advantages: o453 ¢ Feature:

AN TZREFE RIS RME N B SR S1E, SIS A Shanghai Yamada Tools Co.,Ltd leads to cooperate strategically with outstanding LEERAMBEZRY, sJLIRMARIRT N T id 2R /EYE Yamada chipbreaker can solve aluminum chip control problems easily break chips
L EpNER B | vy . W T [ international material supliers, specifically developing superior PCD cutting 4% = Sz GO effectively,to drastically improve work efficiency,and meet the requirement of
S RERAOR S = RIA IR AR ARIESIN LA A RIS materials. According to different processing material demands,a few different raw SRR, BXEITETIE, KIBERSNLEE, HEs surface roughness for finishing.
SKFFA T B FRER , MBI AN R S B LA SRR material series (including with fine particle,medium particle,coarse particle and INTEREHEREFK .
MRIZY, HE RSN ERMSER BERYE, LRIEEFRES mixed particle )are developed, top wear and crash damage resistance to assure the
high-performance, high-precision and high-efficiency in all the Aluminium alloy and ] i sle = 1. Motk ==
PN 2NN SRl A — —
SEMEIFAS RN L PRSI, SREMRE! non-iron alloy processing! Rational design concept and fully automated mass SRg:' *EJJI:II . **EBDI SFg: . **EHHI . *EDHI
BRRIHES . 2Bt EE~ BN Fr-metiiaER production mode will make the production stable and the PCD texture excellent to SR type: roughing-medium finishing SF type:medium finishing-finishing

ERmEARARENAEL PCD #RAILRMERE! the furthest.

\UEPCD MIHR A
Yamada grades granularity work material our advantages

BHRENL, SALEE SR, EXE BAEA RERE =77

b FREREIRTFREESHUIME. M ERmT AR .

DS72 <1um Jgherimé:fgl*n‘#aterial For superfine particle,the intergranular combining capacity is strong, compared with
the common fine particle texture,it owns high cutting edge quility ,meanwhile high

toughness,high wear and crash damage resistance.

R — IR, TR, RS , 5 EARSO P
BELREBELHE; POD RIS . BAIB=F, EIALUR M EENT . K
RIS S PN LURASIN T D ERIm RS 4

uzg:t ﬁ;fq E ’—_qA%’
DS31 10um ;Hn E'mﬁ.m L2 General cutting material with high quility cutting edge, excellent wear resistance and

0
s;;irﬁsg;?rlgllloy considerable shock resistance strength.The PCD layer thickness includes
' . standard,thick and thin,so it can make all kinds of common machining,rough

graphite and graphite composite material, R . )
L ) . maching,finish maching and wear resistance components.
non-sintering ceramics and cemented carbide

S@D}Eég Eﬁ% PDOBIER O SIZT, TS —HEMEEIT, KT BE FREL = MR, R 7 ) ORSREFENE, £35S
FlE==20 P A S =] ES SCINFE e = =
mETEEAS, Fr25um e A AONEIE SV HI TR, R 0B ITIERRRAGHEOES || =06, A TIRAER AL SR R R B
DS51 o5um HithSmE R =, BEBKNIES®! ll=R SFRIYIBALIEEE . ensures the strength and sharpness of cutting edge,and achieves stable

Si>13% silumin, Sintered by 25um coarse particle diamond granule.The wear and shock strength controls the chips efficiently in increases chips room to achieve surface quility and chip control in medium finishing and finishing thanks to

metal matrix composite, resistance is strong.So it has a long tool life! medium finishing, thanks to bulge outstanding chip control,thanks to wave 3D design.

sintering ceramics and cemented carbide, point design in the front part of 3D surface design.

other high wear resistance materials cutting edge.

H2umFI30umAY S RI AN FRE KSR, Nz EiaeiE a4
SASE (4845 ) AL AR RO FD AN AR BURL AT AL A0 T BE 14, FFREHE ) BE R RIAY DB
i ; ’ 7), EEANEEMEIIN TR A IERENEE! = g oy
55 3 2

DS71 2um-+30um {EEJEW?J%%] A i Mixed sintered by 2um and 30um diamond granule,which makes the material buI/BE &EE)&%

OMIEEIIE EE ( TS iron), possess fine particle toughness and coarse particle wear-resistance,and be able to process range chipbreaker effect

low-speed cuting cast iron grind out sharp cutting edge,it plays the best performance in harsh composite

material processing.

B R0 o v -
Recommended cutting conditions :

whnTr%t tEEREVe(m/min) | #5f(mm/rev) | 0iRap(mm) | EEEHR . g:%pe ;iﬁﬁﬁr
recommended material

Work material cut speed feed rate cut depth

> (Si<13%)(Aluminum alloy) 100-3000 0.03-0.5 01-3 DS31
%.%@ > (Si>13%) (Aluminum alloy) 100-2500 0.03-0.4 01-25 DS51 T
§a& 2= (Copper alloy) 100-1000 0.03-0.3 0.1-3
s@{4 2B} (reinforced plastics) 100-1000 0.05-0.3 0.1-2 05 K 3\ J .
KA % (titanium alloy) 100~ 200 0.05-0.2 01-2 DS31 DS72 . SFEI_SF Type ] : %&EE%
B [ER A S (cemented carbide) 10-30 0.03-0.1 0.05-0.3 MR Feed Rate(mm/rev) without chipbreaker
A7 (Wood) 1004000 01-0.4 01-3 0
2 (graphite) 100600 0.1-05 0.05-2 005 01 015 02 0.25 03 035

@ | | @ G2
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PCD#wiE7] F g ®

PCD standard insert specification listings

MR icy=7 }75 material AEled) | IEE(s) | 7Jxrfa | FLiR(¢d1)
appearance type DS72| DS31/ DS51 | DS71 inscribed circle | thickness | nose radius hole diameter
o, 120404 0.4
% CNMM | 120408 12.7 4.76 0.8 5.16
/% 120412 12
060201 0.1
80° . CCGW | 060202 6.35 2.38 0.2 2.8
% Ry 060204 0.4
. it 097302 0.2
N @ = | CCGW | 09T304 9.525 3.97 0.4 4.4
097308 0.8
060202 0.2
T 5 80° s 060204 6.35 2.38 0.4 28
'/ N 060208 0.8
ceMT
097302 0.2
/%
9 097304 9.525 397 0.4 4.4
097308 0.8
080201 0.1
80° CPMT | 080202 7.94 2.38 0.2 28
s
@ 2 080204 0.4
\
@ 090304 0.4
&
gV CPMT | 090308 9.525 3.18 0.8 4.4
090312 1.2
060202-SR 0.2
CCGT 28
060204-SR 6.95 238 0.4
a 060202-SF 0.2
. . CCaT
“ 80 ) 060204-SF 0.4
SR “%u 09T302-SR 0.2
Tl | cceT | 09T304-SR 0.4
&
N % = 09T308-SR 0.8
9.525 3.97 4.4
V 09T302-SF 0.2
S CCGT | 09T304-SF 0.4
09T308-SF 0.8

MR EINi B RNE (¢d) | [EE(s) | 7IRrfl | FLEE(ed1)
appearance shape type DS72 mm DS71 inscribed circle | thickness | nose radius hole diameter
55 . 150402 0.2
\/ 150404 0.4
DNMM 12.7 476 5.16
150408 08
X, %
S 150412 1.2
ﬁ 070201 0.1
- DCMT | 070202 6.35 238 02 238
W ‘ - 070204 0.4
v 117301 0.1
- 117302 0.2
o o DCMT 9.525 3.97 4.4
117304 0.4
117308 08
ﬁ 11T302-SR 0.2
/ SBV 5| peMT | 117304-5R . “or 0.4 44
2 - ' '
&R \ 11T308-SR 0.8
11T302-SF 0.2
-~ VA DCMT | 11T304-SF 9525 397 0.4 4.4
V 11T308-SF 0.8
SF
v 160404 0.4
N
. YNMM | 160408 9.525 476 0.8 38
vl 160412 1.2
110302 0.2
35 VBMT | 110304 6.35 3.18 0.4 238
v N ™ 110308 0.8
- ' 160402 0.2
YIS 160404 0.4
VBMT 9.525 4.76 44
160408 08
160412 1.2
110302 0.2
35°
.| vemr | 110304 6.35 3.18 0.4 238
x 110308 0.8
N 160404 0.4
A I~
¢ VCMT | 160408 9.525 476 08 44
160412 1.2
110302-SR 0.2
. VCMT
& 110304-SR 0.4
S 6.35 3.18
( 110302-SF 0.2 28
w4 VOMT
{ - 110304-SF 0.4
\
oSS 160404-SR 0.4
VCMT | 160408-SR 9.505 476 08 44
SR 160412-SR 1.2

AUy
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appearance type m@ inscribed circle | thickness | nose radius hole diameter appearance type mw DSTA inscribed circle | thickness | nose radius hole diameter
= 160404-SF . gy | 090202:5R o - 02 »
y VCMT | 160408-SF 9.525 4.76 08 44 090204-SR 04
\
L@ o 160412-SF 1.2 gy | 090202-SF - - 02 -
o8 090204-SF 0.4
SF -
TPGT 110302-5R 6.35 3.18 02 3.4
- 160404 04 110304-SR 04
<7 s
% TNMM | 160408 9525 4.76 0.8 381 110302-SF 0.2
- TPGT 6.35 3.18 3.4
@ 160412 12 110304-SF 0.4
160404-SR 04
11 2 . TPGT 160408-SR 9.525 4,76 . 4.4
60° R TCGW 030 6.35 3.18 2 3.4 U 08
V' p 110304 0.4 160412-SR 12
o5 ‘ 160404-SF 0.4
TPGT 160408-SF 9.525 476 0.8 4.4
110202 0.2 160412-SF 1.2
feet 110204 0% 2% 0.4 28 110202-SR 0.2
: TCGT - 6.35 2.38 : 28
080202 02 110204-SR 0.4
6 Teut 080204 476 238 04 24 110202-SF 02
Yo ' TCGT 6.35 238 ' 28
B ﬂ» oy | 090202 - - 0.2 e 110204-SF 0.4
4 090204 04 080404 04
110301 0.1 WNMM | 080408 12.7 4,76 0.8 5.16
TCMT | 110302 6.35 3.18 0.2 34 080412 12
110304 04 080404-SR 04
080202 0.2 WNMT | 080408-SR 12.7 4.76 0.8 516
TPGW 4.76 2.38 2.4
080204 04 080412-SR 1.2
090202 02 080404-SF 0.4
TPGW 5.56 2.38 2.8
090204 04 WNMT | 080408-SF 12.7 4.76 08 5.16
110302 02 SF 080412-SF 1.2
TPGW 6.35 3.18 3.4
110304 04 3 5 097302 02
< Yos
160404 0.4 o [BF F@, SCMT | 097304 9.525 3.97 0.4 4.4
Q)
TPGW | 160408 9.525 476 08 44 ’ 097308 08
160412 1.2 i s |spam 090304 . i 04 il
] 110302 02 \ : 090308 08
60 s TPGT 6.35 3.18 3.4 . @3 8,
' E 110304 0.4 V /
\
= ey, span | 220304 9.525 3.18 Ur) /
. 3 090308 08
090204 04 ﬁ@\ 120304 04
TPGN 5.56 2.38 / @@/ SPGN 12.7 3.18 /
090208 0.8 120308 08
110302 02
60°
< 7 TPGN 6.35 3.18 . / .
- 110304 04 e Ay | 160404 / i 04 il
. 110308 08 = 160408 08
a 1 -~
ﬁ 160302 0.2 B
TPGN | 160304 9.525 3.18 04 / RPGW | 080300 ; i / »
160308 08 RPGT | 080300 ' /

@ | | I
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Yamada CBN series

FeAIRO(LE:

LEASMERMISE RN SR, SXTEFRTS
== CBNIHEIAM R . CBN# RIAYEE EORTF PCD, FF
BES#%ERZREFME, BEESIRE (1000°C) R ™RIARE
BRIFEBRREIEE, ARSI, 8. fF2BRE
WERN AN TN #RiaE . HRSHEVIEIA AT ST
T BHEMKED! GEANRITES
fEF mBt BB ERERN B R ARENAEL CBN

FARRRO S RE!

IMI#R

work material

X
hardened steel

EEMUIEEFR

E=a&E | WHCBN

coated or not

YAMADA CBN grade

Our advantages:

Shanghai Yamada Tools Co.,Ltd. builds a strategic cooperation with foreign
material supliers, specificly developing high-efficiency CBN cutting

material.CBN material hardness is next to PCD,and the affinity with iron

metal is low, it can still keep original sthength and hardness even though
under high temperature (1000°C), won't react chemically with iron,Ni,Co
or other metals.The high-efficiency and long-life will come ture while
processing hardened steel,powdering metallurgy,casting iron and

difficult-cut materials! Rational design philosophy and fully automated mass

production mode will make the production stable and the CBN material

excellent to the furthest.

IR

process form

FeAi RO

our advantage

PVD REMR, EamBZEER CBN SIS SMER

II#R

work material coated or not YAMADA CBN grade

IR

process form

FeAiIRYLSE

our advantage

. N =a20 CBN #R, EEFESiailimutEil, 25
BN TiRE BT135 Eath EON T B SRS BT DT R -
hardened steel uncoated heavy interruped High content of CBN material,with strong toughness and impact roughness
resistance,aimed at developing for heavy interruped cutting of hardened steel.
BT310 LR — MR Sa 20 CBN #&R, FHINTRIBAE .
continuous-interruped |  High content of CBN ,is general material for machining cast iron.

SaEM CBN #R, EEReNMEME M H2E, &R

5 — M T IR M SR S AR B
. BT320 . i High content of CBN material has high wear resistance and outstanding impact
%595 TirE continuous-interruped resistance,suitable for high hardness cast iron and nodular cast iron in continuous

cast iron uncoated cutting to interrupted cutting.
=aEh CBN MR, BEEReINMEEM =8B hEaE, &H
L - s FEERZBRIEIS G MBI UA R D% .

BT330 continuous-interruped High content CBN material,has high wear resistance and outstanding impact
resistance strength,suitable for cutting pearlitic grey cast iron in continuous cutting to
interrupted cutting.

FE =M CBN MR, BEERFIHCFIEMEIIMEL, ERF
ey EEYIR ERMITET R R A TUSRESMEES BETM
TS - B | T iEimasHSmmEmT.
BT510 (:Ol_'ltlnuous—llght Middle content of CBN material,with excellent chemical stability and wear
interrupted resistance,suitable for machining high temperature alloy and sintering metal in
Baas/EkESRE TR continuous cutting and light interrupted cutting,especially suitable for machining
high temperature alloy = intake and exhaust valve seat.
/sintering metal uncoated
BaE0 CBN #R, BRSINMEMEFILE, SR FEERIE
L - MR REMEHIRE T SIReSTIRESEHTINT .

BT520 continuous-interruped High content of CBN material,with high wear resistance and toughness,suitable for
machining high temperature alloy and sintering metal in continuous cutting to middle
interrupted cutting.

SIRELNT MR PVD IRE, FTLUSSIE S TEEEERIRM TR @R TS
BTC10 high-speed ERKEINT
Contln‘UQUS PVD coated material is especially suitable for high-speed finishing of hardened steel in
machining continuous turning, thanks to crater wear resistance CBN base material and special
high wear resistance PVD coating
PVD REMR, AMEEFSHIER CBN 844, F N
BEURIRE, FLUSRIESTEEEYIH E P EMEEIRMAE T
wE B R TN T ISR S RS @ .
coated BTC20 general type PVD coated material is especially suitable for finishing of hardened steel in continuous
cutting to medium interrupted cutting,and more universal to cutting for hardened
steel ,thanks to using wear resistance and high toughness CBN base material and
high wear coating.
PVD i&EME, “LREEMEMETR CBN S IR IERY
WRsE — BEREINT | PVD HRSBIEATEEMEIEIS T TR E R TEIN L,
BTC30 interrupted_heaw ﬁ,ﬁ\iﬁéﬁ*‘?ﬁg%ﬁﬁtﬂﬁﬂ o
interrupted machining |  PVD coated material is especially suitable for finishing of hardened steel in heavy
interrupted cutting,specific for interrupted cutting,thanks to using excellent breakage
resistance CBN base material and peel resistance PVD coating.
. REE/ CBN MR, TE&iBnAFEBRERE, BFEEE
BT100 EET Bl TR T R R I L
continuous machining Low content of CBN material, mainly emphasized on crater wear performance,used for
high-speed finishing of hardened steel in continuous cutting.
L — 12U &2/ CBN MR, ARsNMEN, BT EEEUIEIERHT
BT110 confinousclioht | EETBIS RSB T A T .
interru teg Low content of CBN material,with high wear resistance,used for medium-speed
P finishing of hardened steel in continuous cutting to light interrupted cutting.
ERE s . .
uncoated shE A @A) CBN MR, TEER RIS, BT
s — iR T EI = REE IS4 T XORERE TR L A5 R S
BT120 continuous-midium | FVEFIE . , ,
interruped Middle content of CBN material,high equal in wear resistance and impact toughness
resistance,used for finishing of hardened steel in continuous cutting to medium
interruped cutting,has high general purpose.
HtE - Eae | BOEM CBNHE, SREIFSEHIINYE, ATEERHES
BT130 continuous-heavy WrEEt BSR4 XA TSN T o
interruped High content of CBN material,has high impact toughness resistance,used for finishing

of hardened steel in continuous cutting to heavy interrupted cutting.

tECBNT] R im=SFEN

Standard CBN insert numbering rule

2 XX -

C NGA 12 04 08 SH S 012 25

@ IHIDieS
cutting edge mark

@ RREeS

@ 5] CAb R

® JIRFE

coating mark special edge treatment tool nose type
185 (mark) | 1732 (no. of cutting edges) 1G5 (mark) &= X (mean) B2 (mark) =Y (mean) {815 R~ (chamfer size) iCS (mark) | 3= (mean)
Fonone | 1/MII7TJ (1 cutting edges) MC RIE (coated) SH R E 0.1*15° F L=Z3IPES
MU T2 (uncoated) sharp type ' sharp tool nose
2 NMT]7 i K= . ymp——
2 M7 (2 cutting edges) % (one) | EFIIT 0.1205° E {XHTEE R
4 4 ANTJTJ (4 outting edges) general machining just honing R-angle
. &I 0 N S
6 6 “MJJ7] (6 cutting edges) ST strengthen the edge 0.17°30 T just chamfer
‘ @ISO tRERS PN Eks + HIEE
o [s 07 Botmoins v |EEE s | o
R TR EE
rough machining chipbreaker
TF BN hrEE
finish machining chipbreaker
#Fi¥ :S01225 == Gl @mER 25°, BERN 0.12mm, B R HE W s
remark:S01225 means the chamfer angle 25°, land width 0.12mm,with R blunt round with wiper cutting edge

AUy
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CBN coating series for cutting hardened steel

o 5

BEEUELERARNBSEER, EFIEIERENTIES R
ERBckS, IWATJEFATEESHMER CBN 8417
MEMEERFRELS, T 7EXRININEH~ @RS
CBN&EDF, BTEUSESHIIEIRETIES S, AilAA)
LB IR X SRRIYIEI Rl AR |

¢ Feature:

With the growing popularity of turning instead of grinding
technology ,customers have higher requirement of cutting speed and tool
life,Yamada develops high toughness CBN base material and excellent wear
resistance coated craft,realizing new CBN coated insert series for
machining hardened steel, reducing cutting cost of hardened steel as
achieving higher cutting efficiency and tool life.

A KIN T HI SR

recommended cutting condition for machining hardened steel

%53
material

IR cutting speed Vc(m/min)

145 feed rate
f (mm/rev)

BTC10 BTC20 BTC30
gﬁ 350 A
% 300 ——
% 2504 BTC10
= 200
2 (
§ 150 1
£ BTC20 BTea0
© 100
50 A
0 WrEER2E interrupted level
HO1 H10 H20 H30

OO

$0iF depth of cut
ap (mm)

BTC10 220-300 0.03-0.08-0.15 0.05-0.12-0.2
BTC20 80-140-200 0.05-0.15-0.3 0.1-0.3-0.5
BTC30 80-140-180 0.05-0.1-0.2 0.05-0.2-0.4

AN TSEf5)

Process instance

M LESR test result

EEIT4ERE cut performance

o ftoer -EICT0 BRI, RS
% 0.3 high speed continuous cutting bearing inner hole
H . and track
g o i o 478N bearing steel ( HRC62-65)
T i « Ve=220m/min
E : o f=0.07mm/rev
g 01 : o ap=0.1mm
S i o dry cut
5 :
ch 1R8] cutting time (min ) ' YA
8 0 | | | | | other companies
5 10 15 20 25 BTC10
A7 work material; 15CrMo(HRC58-62) I
TJEAYS tool type: 4MC-CNGA120408
0 50 100 150

YIBIEEE cutting speed: Ve=220m/min.f=0.08mm/rev. ap=0.1mm F1JJ dry cut

BTC20 i@FNNT BTC20 general machining

MIELEER test result

EEIT4ERE cut performance

—@— EAth other - . N s
0.3 St olher —-=BIC20 TR B I AL
BB7] continuous to light interrupted cutting gear bore

tip crack

o ;2 H54Ncarburizing steel (HRC58-62)
o Vc=140m/min

o f=0.15mm/rev

e ap=0.3mm

o wet cut

o
R
|

tool flank wear ( mm) SsHE{S T
[en]
N
|

YIBIRGIE] cutting time (min)
0 é 1'0 1'5 2'0 2'5 ! other companies
DO #7%} work material : 20CrMnTi(HRC58-62) BTC20 _
JIE RS tool type: 4MC-CNGA120404 : AT ANEL No.of workpieces
YIEIIEE cutting speed : Ve=140m/min f=0.15mm/rev. ap=0.25mm F-1JJ dry cut 0 50 100 150

BTC30 E /eIl BTC30 heavy interrupted cutting

M ZEER test result

EEIT4ERE cut performance

15} m —@— E.th other —l-BTC30 N " s L
7 03 , EEL B EL B R URE

% SR , continuous to heavy interrupted cutting gear end face
B o surface roughness o ;& $Rcarburizing steel(HRC58-62)

E deteriorated : o \Vc=130m/min

5 o f=0.1mm/rev

g ' e ap=0.2mm

E o dry cut

% J#IaT1E) cutting time (min)

= O 1 1 1 1 : i=t ﬁl}/ =

5 10 15 20 25 1 other Eo\rimaﬁig

AN #7%} work material . 20CrMnTi(HRC58-62) : BTC30
EE@% tool type: 4MC-CNGA120408 ' UEI/I\%I No.of workpieces
YIBUIERRE cutting speed : Ve=130m/min. f=0.1mm/rev, ap=0.2mm F4]J drycut 0 50 100 150

AUy
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CBN series for cutting hardened steel

o iFa:
EHESR CON, REFREMEN CBN BB
EEA, REGSOTHRERITELE, WA RSEs

BT100 BT110 BT120 BT130 BT135

INTRERENI TIYB R RIS ERIEXIN, Bos LAY
IBEMTIETZ, 2% CBN B RERINBRE, Fix
PSR!

¢ Feature:

Yamada uncoated CBN,adopts different diameters of CBN particles and
newly developed binder ,with excellent breakage and wear resistance,has
different corresponding materials from high speed continuous machining to
heavy interrupted machining of hardened steel,and Yamada optimizing
welding and grinding craft,makes CBN merit to an extreme and keep high
stability.

AR KN T ISR

Recommended cutting conditions for processing hardened steel

cutting speed (m/min) MEBBIZESS

1JJAIliZERE cutting speed Vc(m/min)

Ml’pﬁ SRR cutti .
material 150 200 250

350

300

200

150

100

50

BT100

BT120

BT

=
=)

B[r130

I

WrEER2E interrupted level

HoO1 H10 H20 H30

1H45 feed rate 111iR depth of cut
f (mm/rev) ap (mm)

BT100 003-0.08-015 005-012-02
BT110 005-015-03 01-03-05
BT120 005-01-0.2 005-02-03
BT130 0.05-01-0.35 0.05-0.2-04
BT135 80~130-180 005-01-0.35 005-02-03

AN TSEf)

Process instance

BT100 SiRiELEHI

high speed continuous cutting
SIRIELL]BIFHIMZ

high speed continuous cutting shaft
external diameter

~ o xxfEsRhardened steel ( HRC58-65)
© 4MU-DNGA150408
® \/c=250m/min
o f=0.08mm/rev

e ap=0.Tmm
e dry cut
HittAE)
other companies
BT100
Il Il Il
0 6

2
PNTEERS (km)
machining distance(km)

BT120 j&E£c—HpirZEt)]H|

continuous- med|um interrupted cutting

EeEIE. BERTL
cam facing, finish turning internal hole
® 100Cr6

® TPGN160308 FU

® \/c=170m/min

® =0.18/0.05mm/rev

® ap=0.3mm

e dry cut

Hith/AE)

other companies

BT120

BA7] tip breakage
ETJEER

‘ tool ﬂank‘ wear

BT110 i&

ZHREETIH

continuous- I|ght mterrupted cutting
EELEISNERCIMZ

continuous cutting besides-star
wheel external diameter

o ;A fEfKhardened steel (HRC58-62)
o 4MU-CNGA120408

® \/c=150m/min

e f=0.15mm/rev

e ap=0.3mm
® dry cut
HthAF)
other companies
BT110
0 100 200 300

INTHE (pes)
No. of workpieces (pcs)

BT130 1=

LRt

continuous- heavy interrupted cutting

RIS
Spline cutting groove
o UC1(HRC58-62)
e \/c=110m/min

o =0.04mm/rev

® 3e=2.25mm

e dry cut

0 200 400 600 800 1000

T EE (pes)
No. of workpieces (pcs)

E th/ NS L
otﬁe\r{ctj)jmlﬁ;rg 7] tip breakage
BT130 BT EER
‘ ‘ tool flank wear ‘
0 200 400 600

NI #E (pes)

No. of workpieces (pcs)

BT135 LRI EHREEATIH|

heavy interrupted cutting

BEELIRIN 25N
heavy interrupted cutting internal
star wheel external diameter

® 20MnCr5 (HRC58-62)

® 3MU-TNGA160416

e \/c=170m/min

e =0.08mm/rev

® ap=0.3mm

o dry cut

Hith/x5)

other companies

BT135

A7 tip breakage

[ETIERER

tool flank wear

0 200 400 600
INTEE (pes)

No. of workpieces (pcs)

zy
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CBN series for cutting cast iron Process instance

BT310 %4k — Br4E continuous-interruped

FRIEEIFL

finish boring cylinder hole
o INT#7ERwork material: HT250 1000

,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, BT310 HithrE)
e wet cut other companies

DN #ENo. of workpieces ( #Lhole )

BEERSEFTIAAEKE
finish turning differential mechanism housing Inner sphere
o N T 44 ERwork material: QT600 1000
o f5m: BT310 BT320 BT330 © TDFESinsert tpe:4MU-DNGAT50412
" P e e Vc=300m/min 500
LUFEIERE CBN $##4IEIRY, e E& 2 CBN #f3F, 7-7};(7).725&1}@\7/ ”””””””””””
BEERsNMEENIE FHEEIREEN .. FESE=/ CBN Zﬂ 30001 eap=03mm 0
e N £ N £ E om0l e — L VY RETRE
EEREHRESERIN, sEBERE SIS IEE N £ 2500 « dyout BTS20 BEoSAE
[SYES =R =i E 2000 AT %02 No. of workpieces(pcs)
e
~ 1500 4
¢ Feature: 3 BT310 BTs571
§ 1000 - BT320 BTS series
Yamada uncoated CBN series for cutting cast iron,adopts high content of B BT330
CBN material ,with high wear resistance and crater wear resistance.High g 500, PIEIRE (mm)
content of CBN has high thermal conductivity and toughness, realizing high 0 cutting depth .
speed rough and finish machining for gray cast iron and chilled cast iron. 1 2 3 4 BT330 ﬂ':ééﬁ - Ii‘ﬁgi Contlnuous—lnterruped
st BENER
7]” I}Eﬁtﬂ EU%1¢ finish turning brake flange
recommended cutting conditions o T #4Ework material: TLO48A 400
o J] B Sinserttype:2MU-CNGA120408 300
SISt pess v N
materia (mm/rev) ap (mm) | L T 7Y 2
100 500 1000 1500 2000 3000 Ccomsmre 100
e i B
BT320 0.05-0.15-0.4 0.1-0.3-0.5 o dry cut A
DN #12 No. of workpieces(pcs)
BT330 0.08-0.15-0.4 0.1-0.3-0.5

@ EEEET @
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CBN series for cutting high temperature alloy

and sintering metal

o 5. BT510 BT520
WHIERE CBN SRasMRESBIIRIRY, TRk gﬂ 350+
RIZEEHIF] CBN RrkksEmek, EER=SEME, £7) J‘g 3001
KREEANNBER MATLURETDOEGRSMRE, N - 20
LSS RS SIBIRT BRI 4, HLUWIRENT. £ 2001

c BT510 BT520

~ 150+

°
¢ Feature: I
Yamada uncoated CBN high temperature alloy and sintering metal & 5

g |
series,adopts special binder and CBN particles sintered,has strong £

T
toughness,and keeps cutting edge with a high strength in sharp tool © 0 o1 po o HIEREEE ntoruptedfvel
nose,so it can prevent the burrs to generate in cutting high temperature
alloy,and achieve the machining stability. Q Q Q @
.. AY F=1 &
RN NN TIEI BSR4
reccommended cutting condition for machining hardened steel
HE IR cutting speed Vc(m/min) 1#45 feed rate 1% depth of cut
material 50 100 150 200 250 300 f (mm/rev) ap (mm)
BT510 0.03-0.08-0.15 0.05-0.15-0.25

AN TSE45)

Process instance

BT510 i&E4E — 2Br£E  continous-light interrupted

HS R EEFSINT
intake valve seat finish machining
e INT#7 J— work material - #3578 S powder metallurgy

e wet cut

BT510 HithN5)

other companies

AN T #1=No. of workpieces(FLhole)

BT520 &4k — Br4E  continuous-interruped

¥ TiwiE

finish machining end face

. IJIIIIMJ_WMK material : /5518 & £=high temperature alloy

400
300
200
100

BT520 Hith X F)

other companies

DN %4ENo. of workpieces(pcs)

zy
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CBN chipbreaker series CBN wiper series

o453

L CBN &% &%, #—LINE T LAERERINN TR,
ERELENSHAERITIEIINE FEVE BRI RAOERmAEREE,
AUSEEENE, B3R, s5ailitRIGEE!

¢ Feature:

Yamada CBN wiper series,reinforces the technology of turning instead of
grinding,enabling more excellent surface roughness equal to grinding
processing,with high efficiency,long life and outstanding roughness.

12507 5tNEIA=  wiper insert cutting method

f. HHE S feed rate I ; XD BEBRTIA
™ wiper insert ! round R angle insert

fH4A S feed rate I

BT T .-' o
processed workpiece H It ! ﬁgegie[d%gqu:pi oce H
¢ 5 # Feature: AW '-. e ;
WAREFNMBEZRY, eLLS BN BEARINT TRiAE Yamada patented chipbreaker series,can be applied to cutting in similar ______ l
working condition and different working allowance.Longer tool life is S e K

INTAEAIIEIF LR ERIERT, (RIEE KA ES

ensured while breaking iron scrap.

Rz

(& TR {ERTERE  wiper insert use performance

um —— 18567071 wiper insert  —— [EFSRJJ & round R angle insert

SEPFLAEINT

gear ring inner hole rough machining
o I T #7 ERwork material: 20CrMnTi

T = without chipbreaker TREMfZHE TR type chipbreaker i T T T T T
. ) mm/rev

@ HEEN I
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CBN standard insert specification listings

Ly
Appearance

RINE (Cd) | EE(s) | Axrfy | LR (Cd1) ShR RHE (Cd) | BE(s) |7Ikrf | FLEZ(Cd1)

4R Material
Inscribed Thickness | Nose Hole Appearance | Edge Shape | o of = Inscribed Thickness | Nose Hole

circle Radius | Diameter 8 = circle Radius Diameter

Edge Shape | No.of

120404 04 150604 . 0.4
R 12.7
2 | CNGA | 120408 0.8 sendaraype | 4 | DNGA | 150608 . 635 | 08 516
— 120412 1.2 150612 . 1.2
standard type 120404 0.4 070202 0.2
= FREEE
4 | cnea | 120408 08 | somimdtoe | 2| DCGW | 070204 6.35 238 | 04 2.8
120412 1.2 070208 08
120404SH 04 117302 . 02
=il 12.7 476 516 tpen
oeume | 4 | CNGA | 1204088H 08 o dype | 2 | DOGW | 117304 . 9.525 397 | 04 44
120412SH 1.2 117308 . 08
: 120404TR 04 160404 . 0.4
. N b R
8 | crioveaer | 4 | ONGG | 120408TR 0.8 2 | NGA | 160408 . 08
£ type
A 120412TR 1.2 — 160412 . 12
A2 star;(;/ard:g/pe
120404W 04 160404 |o|e @ 0.4
EAIE 4| ongaA | 120408W 0.8 4 | UNGA | 160408 e e e 0.8
wiper type ) .
1.2 .
120412W 160412 |e|e|e 0505 a7s |12 -
060202 02 160404SH | |e 0.4
CCGW | 060204 6.35 238 | 04 | 28 e | 4 | wNea | 1604088H | | 08
e | 060208 08 160412SH | | o 1.2
standard type 097302 0.2 160404TR 04
=
CCGW | 09T304 9.525 397 | 04 44 chipbreaker | 4 | VNGG | 160408TR | |e 08
type
097308 08 160412TR | | o 12
150404 04 110304 0.4
VBGW 6.35 3.18 28
2 | DNGA | 150408 08 wen |, 110308 08
. 150412 1.2 standard type 160404 . 04
*/F/&fé
VBGW
standard type 150404 0.4 160408 . 0.8
4 | DNGA | 150408 08 — 160404 . 0.4
commupe | 2| VOGW 9525 476 44
& 150412 1.2 y 160408 . 0.8
| 127 476 516
: 150404SH 04 N 160404SH | | o 0.4
FRE 4| DNGA | 150408SH 0.8 sapype | 2| VOON e | e 0.8
sharp type : .
150412SH 1.2 - 160404 . 04
150404TR 04 — 160408 . 08
e | 4| onea | 150408TR 0.8 = s | 3| TNGA 160412 vo% o]
hipbreak . ° .
v H
150412TR 1.2 160416 oo . 1.6

AUy



ES0! RYE (2d) | BEE(s) | ke | AR (Cd) IS0l TISREAK RYIE (Cd) | BE) | D%l | AR ()
Appearance Edge Shape No.of = = Inscribed Thickness | Nose Hole Appearance Edge Shape Z 3 Inscribed Thickness | Nose Hole
= > circle Radius Diameter &= = circle Radius Diameter
160404SH . 0.4 080404 0.4
HERIRY sl
sapype | 3 | TNGA | 160408SH | | 0.8 sandardype | 3 | WNGA | 080408 12.7 476 | 08 | 516
160412SH . 1.2 080412 1.2
160404TR 0.4
(=t 9.525 4.76 3.81 120700FU 12 7.94
chipbreaker 3 | TNGG | 160408TR ° 0.8 i G
" 160412TR 12 standard type RNGN
090600FU 9 6.35
A 160404 0.4
3 | TPGW 4.4
160408 0.8 060102FU 0.2
fEny
H stangard type 110302 0.2 3 | TBGN | 060104FU 3.97 159 0.4
. 3 | TPGW | 110304 6.35 318 0.4 3.4 060108FU 0.8
110308 0.8
160404SH 0.4 4 | SDGN 6.35 2.38 0.1
3 | TPGW 055 | 476 44 060201FU
160408SH 0.8
ol 1103028H 02
3 | TPGW | 110304SH 6.35 3.18 0.4 3.4 6 | HDGN | 060200FU 6 25
110308SH 0.8
120404 0.4 BNGNTO200L R/L 25 2.0 0.2 4
TR o | ONGA | 120408 0.8 BNGNT0250L R/L 25 2.5 0.2 4
standard type S X
120416 107 476 16 516 = BNGNTO302L R/L 25 3.0 0.4 5
120404SH 0.4 - BNGNT0400L R/L 26 4.0 0.4 6
o
sﬁ’fpjtype 2 | SNGA | 120408SH 0.8 BNGNTO0450L R/L 26 45 0.4 6
120416SH 16 BNGNTO500L R/L 26 5.0 0.4 6
F 097304 0.4 BNGNTO600L R/L 27 6.0 0.4 7
Tt
v canimdupe | 2 | SCGW | 09T308 9.525 3.97 0.8 4.4 GBA40R/L150 1.7 15 0.2 -
097312 12 GBA40R/L175 1.7 175 0.2 '
120404 0.4 p— S | eBnorn200 117 20 | 02
AR | 4 | SNGA | 120408 12.7 4.76 08 5.16 ®. | GBA4OR/L230 1.7 23 0.2
standard type 5
120416 1.6 ) GBA4OR/L250 17 2.5 0.3 4.0
097304 0.4 GBA40R/L280 1.7 2.8 0.3
o | 4| scaw | 0aT308 9525 | 397 | 08 | 44 GBA40R/L300 117 30 | 03
097312 12
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Brand grades comparison listing

TR | Iss (E 23 RE | =HFE(EKR) LitsEse R E | =WiEEFEZ)
work material | process form | YAMADA | SUMITOMO | KYOGERA | KORLOY(DINE) (MITSUBISHI| SANDVIK TUNGALOY | TAEGUTEC | KENNAMETAL

BTC10 |BNC100 |KBNOSM | KB410  |BC8105 | CB7105 | CBN10 | 1B5O BXM10 KB5610
BT100 | BNC2010 | KBN1OM |  KB1000 |BC8110 | CB7115 | CBN100 | IB1OH | BX310
HoT BN1000 | KBN510 MBCO10 CBNOBOK | IB10HC
BN2000 MB810
BNX10
BTC20 | BNC160 |KBN25M | DNC250 |BCS8110 | CB7115 | CBN10 | 1B20H | BXM10 | KB9OA | KBH20
H BT110 | BNC200 |KBNS25 | KB320  |BC8120 | CB20 | CBN100 | B1OH | BX330 | TB650 | KBS610
o H10 | BT120 | BNC2010 KB2000 | MBCO20 CBN150 | IB25HC KB5625
iateree BNC2020 MB8025 IB25HA
BN2000 MB825
BTC20 | BNC200 |KBN3OM | KB420  |BC8120 | CB7025 | CBN150 | IB20H | BXA20 KBH20
BT120 | BNC2020 | KBN35M | KB425  |BC8020 | CBS0 | CBN160C | IB5S BXM20 KB5625
"2 I'Bri30 |mwe0 | Kenooo | DNG3so | MBCo20 B25HA |  BX360 KB5630
MB8025 IB25HC
BTC30 [BNC300 |KBN9OO | KB335  |BC8130 | CB7525 IB9O BXM20 KB5630
H30 | BT130 | BN7000 MB835 BXC50
BT135 | BN7500 BX380
BT310 |BN700 |KBNGOM | KB350  |MB710 | CBS0 | CBN200 | IB9O BX910 | KBOO | KB1340
KO1 BNC500 | KBNG5B MB5015 | CB7525 | CBN300 BX930
BX870
BT310 | BN7000 |KBNGOM | KB370  |MB710 | CB7925 | CBN30OP | 1B90 BX470 | KBIOA
« K10 | BT320 [BN7500 | KBN90O MB5015 CBN40OC | IB90A |  BX480
o~ BNS800 | KBNGSB MB4020 BX950
cestien BT320 |BN7000 | KBN90O | KB8OO | MB730 CBN200 |IBIOA | BX470 | KBAOA
"0 87330 | assoo MB4020 CBN300 BX480
MBS140 BX950
(i | BT320 [BN7500 | KEN9OO MBS140 CBN5S00 BXC90 KB5630
BT330 | BNS800 BX90S
< SO1 | BT510 [BN7000 |KBNGSM | KB370 | MB730 BO5S | BX940 KB5630
mmas | S10 | BT520 |BN7500 |KBN7OM | KB370 | MB4020 B10S | BX950 KB1340
Super alloys
Sintered BX470
Vietais BX480
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