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New CBN grade for superalloy machining
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Provides excellent wear resistance in exotic materials 

under high-speed conditions
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BX815

New CBN grade for high speed 
finishing of superalloys

-  Heat resistance and oxidation resistance are 
improved by using Alumina-based binders. 
Maximizes high-speed machining of superalloys

-  Well-dispersed Zirconia grains improve fracture 
resistance

-  Excellent finished surface is obtained by using fine 
cBN particles.

CUTTING PERFORMANCE

Insert
Workpiece material
Cutting speed
Feed
Depth of cut
Coolant

: DNGA150412 BX815
: Inconel 718 (44 HRC) Continuous cutting
: Vc = 1312 sfm
: f = 0.008 ipr
: ap = 0.008"
: Wet

Competitor
Conventional CBN

Cutting time (min.)

Comparison of wear resistance

BX815 exhibited excellent wear resistance in high speed 
machining of superalloy.
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Microstructure image of BX815
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APPLICATION AREAS

T YPES OF CUTTING EDGE PREPARATIONS 

Finishing
-  High speed
-  Good surface

Rough - semi finishing
Large depth of cut

Rough - semi finishing
Large depth of cut

Finishing

TW43, TS200, TS300 (Ceramic) AH8005, AH8015 (PVD)

Conventional CBN
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Depth of cut: ap (in)

MachiningFinishing Roughing

Two types available for high speed cutting of superalloys.

- Prevent vibration
- Suppress work deformation

Suppress cutting edge fracture

E: Honing LT: Chamfer
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LE RE IC S D1

E FL CL L H F TL

2QP-CNGA**E 2QP-CNGA 431-E 2QP-CNGA120404-E  2 0.091 0.016 0.500 0.187 0.203
2QP-CNGA 432-E 2QP-CNGA120408-E  2 0.087 0.031 0.500 0.187 0.203
2QP-CNGA 433-E 2QP-CNGA120412-E  2 0.094 0.047 0.500 0.187 0.203
2QP-CNGA 434-E 2QP-CNGA120416-E  2 0.130 0.063 0.500 0.187 0.203
2QP-CNGA 435-E 2QP-CNGA120420-E  2 0.126 0.079 0.500 0.187 0.203

2QP-CNGA**LT 2QP-CNGA 431-LT 2QP-CNGA120404-LT  2 0.091 0.016 0.500 0.187 0.203
2QP-CNGA 432-LT 2QP-CNGA120408-LT  2 0.087 0.031 0.500 0.187 0.203
2QP-CNGA 433-LT 2QP-CNGA120412-LT  2 0.094 0.047 0.500 0.187 0.203
2QP-CNGA 434-LT 2QP-CNGA120416-LT  2 0.130 0.063 0.500 0.187 0.203
2QP-CNGA 435-LT 2QP-CNGA120420-LT  2 0.126 0.079 0.500 0.187 0.203
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LE RE IC S D1

E FL CL L H F TL

2QP-DNGA**E 2QP-DNGA 431-E 2QP-DNGA150404-E  2 0.098 0.016 0.500 0.187 0.203
2QP-DNGA 432-E 2QP-DNGA150408-E  2 0.083 0.031 0.500 0.187 0.203
2QP-DNGA 433-E 2QP-DNGA150412-E  2 0.079 0.047 0.500 0.187 0.203

2QP-DNGA**LT 2QP-DNGA 431-LT 2QP-DNGA150404-LT  2 0.098 0.016 0.500 0.187 0.203
2QP-DNGA 432-LT 2QP-DNGA150408-LT  2 0.083 0.031 0.500 0.187 0.203
2QP-DNGA 433-LT 2QP-DNGA150412-LT  2 0.079 0.047 0.500s 0.187 0.203

IC S

D
1

RELE
1

2
P

M

K

N

S

H

CL

S
D

1

RELE

IC

1

2

CBN Inser t NEGATIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Steel
Stainless
Cast iron
Non-ferrous
Superalloy
Hard material
Sintered metal

Steel
Stainless
Cast iron
Non-ferrous
Superalloy
Hard material
Sintered metal

Dimension (in)

Dimension (in)

Edge prep.

Edge prep.
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: Line up

Shape

Shape

Designation

Inch Metric

Designation

Inch Metric
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LE RE IC S D1

E FL CL L H F TL

3QP-TNGA**-E 3QP-TNGA 332-E 3QP-TNGA160408-E  3 0.075 0.031 0.375 0.187 0.150

3QP-TNGA**-LT 3QP-TNGA 332-LT 3QP-TNGA160408-LT  3 0.075 0.031 0.375 0.187 0.150
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LE RE IC S D1

E FL CL L H F TL

2QP-DCGW**-E 2QP-DCGW 32.51-E 2QP-DCGW11T304-E  2 0.098 0.157 0.375 0.156 0.173

2QP-DCGW**-LT 2QP-DCGW 32.51-LT 2QP-DCGW11T304-LT  2 0.098 0.157 0.375 0.156 0.173
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CBN Inser t

CBN Inser t

NEGATIVE TYPE

POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Steel
Stainless
Cast iron
Non-ferrous
Superalloy
Hard material
Sintered metal

Steel
Stainless
Cast iron
Non-ferrous
Superalloy
Hard material
Sintered metal

Dimension (in) Edge prep.
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Dimension (in) Edge prep.
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LE RE IC S D1

E FL CL L H F TL

2QP-VCGW**E 2QP-VCGW 332-E 2QP-VCGW160408-E  2 0.087 0.031 0.375 0.187 0.173
2QP-VCGW 333-E 2QP-VCGW160412-E  2 0.118 0.472 0.375 0.187 0.173

2QP-VCGW**LT 2QP-VCGW 332-LT 2QP-VCGW160408-LT  2 0.087 0.031 0.375 0.187 0.173
2QP-VCGW 333-LT 2QP-VCGW160412-LT  2 0.118 0.472 0.375 0.187 0.173
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CBN Inser t POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Steel
Stainless
Cast iron
Non-ferrous
Superalloy
Hard material
Sintered metal

Dimension (in) Edge prep.
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ISO

BX815 262 - 984 - 1640 0.002 - 0.010 - 0.020 0.005 - 0.008 - 0.012

2QP-DNGA 433
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Superalloys
(Inconel718, etc.)

Continuous to 
light interrupted

Workpiece materials
Feed
f (ipr)

Cutting speed
Vc (sfm)

for high-effi  ciency machining Vc = 656 - 1640 sfm
for longer tool life Vc = 262 - 656 sfm

Grade Work condition
Depth of cut

ap (in)

PRACTICAL EX AMPLES

Inconel718 

PDJNL type special

Disk

External turning

Wet

Workpiece type

Toolholder

Insert

Grade

Workpiece material

Results
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BX815 showed twice the tool life compared to 
the previous grade.

After 2 minutes machining
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Cutting speed: Vc (sfm)

Feed : f (ipr)

Depth of cut : ap (in)

Machining

Coolant

STANDARD CUTTING CONDITIONS

Competitor's CBN
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MEMO



Check our site and our 
App to get more info!



Distributed by:

Mar. 2021 (TJ)MM 2021 (TJ)M

Scan for instant 
web access

www.youtube.com/tungaloycorporation

To see this product in action visit:

Tungaloy America, Inc.
3726 N Ventura Drive, Arlington Heights, IL 60004, U.S.A.

Inside Sales: +1-888-554-8394

Technical Support: +1-888-554-8391 

Fax: +1-888-554-8392
www.tungaloy.com/us

Tungaloy Canada
432 Elgin St. Unit 3, Brantford, Ontario N3S 7P7, Canada
Phone: +1-519-758-5779 Fax: +1-519-758-5791

www.tungaloy.com/ca

Tungaloy de Mexico S.A.
C Los Arellano 113, Parque Industrial Siglo XXI
Aguascalientes, AGS, Mexico 20290
Phone:+52-449-929-5410 Fax:+52-449-929-5411

www.tungaloy.com/mx

facebook.com/tungaloyamer ica
twit ter.com/tungaloy
instagram.com/tungaloyamer ica
l inkedin.com/company/tungaloy-amer ica

follow us at:
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