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New CBN grade developed
for low-speed machining of gray cast iron
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BX5015 e

New CBN grade developed for low-speed
machining of gray cast iron

B Application areas
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-1 Delivers excellent performance in low-
2 speed machining of gray cast iron.
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Depth of cut : ap (mm)

B Grade properties

- By incorporating a binder with excellent heat and oxidation
resistance, BX5015 exhibits superior wear resistance during the
low-speed machining of gray cast iron.

- The uniform distribution of sub-micron CBN grains within the
binder phase provides BX5015 with excellent fracture resistance.

B Cutting performance

. FC200 / 200 (Pearlitic)

80

= Insert : CNGA120408

€ Cutting speed : Vc =500 m/min

o 60 Feed 1 f=0.2 mm/rev

.E " Depth of cut  :ap=0.2 mm 4

_E’ Machining : Interrupted cutting

k= Coolant : Wet

g 20

s BX5015 achieves superior wear resistance in
SBOIS  Compstitor A Competitor B !(r)c\’l\rl]-speed continuous machining of gray cast
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I STANDARD CUTTING CONDITIONS

ISO Workpiece material Grade Cutting sp.eed Depth of cut Feed
Vc (m/min) ap (mm) f (mm/rev)
Gray cast iron
. FC250, etc. BX5015 100 - 700 0.05-0.5 0.05-0.3
250, etc.

B CUTTING EDGE PREPARATION

Standard cutting edge preparation optimized for low-speed gray cast iron machining

SR: S01325
013 mm
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6\0‘76\ £ E)

R honing

tungaloy.com 5



® : Continuous cutting
€ : Light interrupted cutting

C B N | n S e rt NEGATIVE TYPE % : Heavy interrupted cutting
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H Hard material

[ sintered alloy

IC : 12.7 mm
D1:5.16 mm
S :476 mm
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@ : New product
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@ : Continuous cutting

€ : Light interrupted cutting
C B N | n S e rt NEGATIVE TYPE % : Heavy interrupted cutting
LE ¢RE
O IC :12.7 mm
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® : Continuous cutting

CBN Insert NEGATIVE TYPE oy e ot
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@ : Continuous cutting
€ : Light interrupted cutting

CBN | nsert POSITIVE TYPE % : Heavy interrupted cutting

LE RE
F?f B IC : 6.35 mm
@J 55 D1:2.8 mm
\IC’ s S :2.38mm

80° Rhombic I castiron oc
1 e S  Superall
with hole, Positive 7° " Hafjf;;iﬁal
- Sintered alloy

Machining challenges

Dimension (mm)

Designation

Application
No. of
corners
Wiper

Crater wear

RE | LE
2QP-CCGWO060204SR | 04 | 23 | 2

Chipping
® BX5015

O | First choice
Burr
Flank wear

Finishing

@ : New product
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® : Continuous cutting
€ : Light interrupted cutting

C B N | n S e rt POSITIVE TYPE % : Heavy interrupted cutting
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@ : Continuous cutting
€ : Light interrupted cutting

CBN | nsert POSITIVE TYPE % : Heavy interrupted cutting

TP

Triangular Positive 11° [ Castiron e
With hOIe S  Superalloy

H Hard material

- Sintered alloy

Machining challenges

e IC : 4.76 mm
(i}5 D1:2.3mm
B S :2.38mm

Dimension (mm)

Designation

Application
No. of
corners
Wiper
Crater wear

RE | LE
3QP-TPGW080204SR 04 | 23 |3

O | First choice
Burr
Flank wear
Chipping
® BX5015

Finishing

@ : New product

. IC :5.56 mm
i}z D1:25mm
= S :2.38mm
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Triangular Positive 11° [l castiron 3
With hOIe S Superalloy

H Hard material

- Sintered alloy
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@ : New product

IC :6.35 mm
15 D1:3.4mm
=~ S :3.18mm

TP

Triangular Positive 11° [l Castiron e
With hOIe S  Superalloy

H Hard material

- Sintered alloy

Machining challenges

Dimension (mm)

No. of
corners
Wiper

Designation

Application
Burr
Flank wear
Crater wear
Chipping
@ ® BX5015

RE | LE
3QP-TPGW110304SR 0.4 22 |3
08SR 0.8 19 | 3

O |O| First choice

Finishing

@ : New product
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® : Continuous cutting
€ : Light interrupted cutting

C B N | n S e rt POSITIVE TYPE % : Heavy interrupted cutting

RE by
IC :9.525 mm
ﬁ- D1:4.4mm
3 S :4.76 mm

35° Rhombic I8l cast ron oc
POSitive 50 S  Superalloy
H Hard material

With hOIe - Sintered alloy

Machining challenges

Dimension (mm)

Designation

Application
No. of
corners
Wiper

Chipping

@ | @ BX5015
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08SR 0.8 22 | 2

Crater wear

O |O| First choice
Burr
Flank wear

Finishing

@ : New product
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Il PRACTICAL EXAMPLES

Workpiece type Oil pump housing Bearing housing
Insert 2QP-CCGWO09T304SR 2QP-DNGA150404SR
Grade BX5015 BX5015

FC250 /250 FC250 /250

Workpiece material

Workpiece material

@ Cutting speed: Vc (m/min) 190
:g:.g Feed : f (mm/rev) 0.2
3}‘:’ Depth of cut :ap (mm) 0.3 x 2 pass
] —
©| Machining Wet
2000 240
210 oo
g 1600 [ T 1g |-
° °
S 1200 f---o 2 150 o
8 8 120 |-
@ 800 fomoe L 90 f
Results S 400 | g 60 [
o 400 ke 50 |
0
BXS0I1S Competitor BXSO0IS Competitor
Despite cutting speed limitations during I.D. Despite cutting speed limitations caused by the
machining of irregular-shaped workpieces, BX5015 irregular shape and height of the workpiece, BX5015
provided double the tool life of competitor products delivered double the tool life of the competitor
through superior low-speed wear resistance. through excellent low-speed wear resistance.
Workpiece type @ Flywheel housing @ Flywheel
Insert 2QP-CNGA120404SR 2QP-CNGA120404SR
Grade BX5015 BX5015
FC250 / 250 FC250 / 250

Cutting
conditions

Cutting speed: Vc (m/min) 180 - 300 200 - 240
Feed : f (mm/rev) 0.12-0.3 0.2-0.3
Depth of cut :ap (mm) 03-3 0.1
Machining Wet Wet

90

80

70

Results

Tool life (pcs/edge)

BXS015S Competitor

Despite cutting speeds varying from VC = 180 to 300
m/min, BX5015 delivered 1.2 times longer tool life
than competitor grades, thanks to its excellent low-
speed wear resistance.

Tool life (pcs/edge)
5

BXS0I1S Competitor

In the machining of large components where higher
cutting speeds are restricted, BX5015 demonstrated
superior wear resistance, delivering 1.8 times the
tool life of the competitor grade.
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