Member IMC Group

New CBN Grade Series
BHN/BH/BK

For turning Hardened steel, Cast iron, and Sintered powder metals
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The New Era of NTK CBN Grades
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Outstanding solutions for demanding applications
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For Hardened steel [}

Excellent crater wear resistance, New coating achieves amazingly long tool life!

An extensive selection of cutting edge preparations tailored to meet a wide
variety of turning needs.

Coated CBN Uncoated CBN

BHN320 / BHN330 BH320/BH330/ BH340




| Application area for turning

Hardened steel - Finishing
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Continuous €= Light interrupted <= Heavy interrupted

| Coated CBN BHN320

The first recommended material for continuous to light interrupted machining,
with a coating that has excellent wear resistance.
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Alloy steel (HRc62)

ve=150m/min, 7=0.1mm/rev, ap=0.2mm, Continuous

Machining distance (km)

'

| Coated CBN BHN330

A multi-layer coating with excellent wear resistance and chipping resistance is used,
making this a versatile material that can be used for continuous to interrupted machining.

Number of ti til break
BHN330 Competitor umber of times until breakage

Tool life

2 times
longer

Number of impacts 2800 times

BHN330 Competitor

Alloy steel (HRc62)
ve=75m/min, f=0.1mm/rev, ap=0.1mm, Heavy interrupted :‘ b
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| Uncoated CBN BH320

CBN is bonded with a special binder, providing excellent wear resistance at high speeds and
continuous cutting.
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Flank wear (mm)
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Alloy steel (HRc62)
Machining distance (km)

ve=150m/min, 7=0.1mm/rev, ap=0.2mm, Continuous
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| Uncoated CBN BH330

A general-purpose material that exhibits excellent wear resistance and fracture resistance in
continuous to heavy interrupted applications.

BH330 Competitor BH330 Competitor

Number of impacts 3500 times

Alloy steel (HRc62)
ve=150m/min, f=0.1mm/rev, ap=0.2mm, Heavy interrupted t_

<

Alloy steel (HRc62)
ve=150m/min, f=0.1mm/rev, ap=0.2mm,
After processing 0.7km

¢

| Uncoated CBN BH340

High resistance to chipping and fracture, highly recommended for heavy interrupted cutting.

BH340 Competitor Number of times until breakage

Number of impacts 4300 times

BH340 Competitor

Alloy steel (HRc62)
ve=75m/min, f=0.1mm/rev, ap=0.1mm, Heavy interrupted Q <
<



| Cutting edge preparation according to processing purposes

SO01015 S01515 S01325 S01535
0.10mm 0.15mm 0.13mm 0.15mm
————>
15° 15° 25° \ 35°
. .. @ :First recommendation
| Recommended cutting conditions (O:Second recommendation
Cutting speed Feed D.0.C Coolant
Interruption length Recommended material
(m/min) (mm/rev) (mm) DRY WET
) ' BHN320 (Coated CBN)
Continuous cutting BH320 100 to 300 upto 0.2 O [ )
Light interrupt cutting Ealisyigesiele= ) 75 to 225 up to 0.15 up to 0.5 o O
BH330
Heavy interrupted
Cuning - ree ’ o . O




| Lineup: Negative insert

® 0 6
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it

Shape Item number ::;t;:) BH320 | SO%teC | BH330  BH340 | Wiper Le"gt::: =t co::R c';:’n::s ::n msm
CNGA120402PQS01015 ) 2.3 0.2
CNGA120404PQS01015 ° ° 23

S01325 ° ° ° ° 23
801535 ° 23 0.4
CNGA120404QWS01015 ° Yes 23
S01535 ° Yes 23
CNGA120408PQS01015 ° ° 2.2
(Q S01325 ° ° ° ° 2.2 4

‘ S01535 ° ° 22 o8
CNGA120408QWS01015 ° ° Yes 2.2
CNGA120412PQS01015 ° ° ° 24

S01325 ] (] 2.4
S01535 ° 24 '
4.76
CNGA120412QWS01015 ° Yes 24
CNGA120416PQS01325 ° 33 16 12.7
DNGA150402PQS01015 ° 27 02
DNGA150404PQS01325 ° ° ° 25
S01015 ° ° 25 0.4
S01535 ° 25
DNGA150408PQS01015 ° ° 2.1
- S01325 ° ° 2.1 08 \
-~ 801535 ° ° 2.1
DNGA150412PQS01015 ° ° ° 2
S01325 ° ° ° 2 12
S01535 ° ° ° 2
DNGA150416PQS01325 ° 34 16
DNGA150612PQS01015 ° 2 12 6.35
a SNGA120408PES01015 ° ° 2.4 08 .
SNGA120412PES01535 ° 24 12
TNGA160401PHS01015 ° 24
S01535 ° 24 >
TNGA160402PHS01015 ° 23
S01325 ° 23 02
S01535 ° 23
TNGA160404PHS01015 ° ° ° 2.2
; S01325 ° ° ° ° 22 0.4 ]
— S01535 ° ° 22
TNGA160408PHS01015 ° ° ° ° 19
S01325 ° ° 19 08
S01535 ° ° 19
TNGA160412PHS01015 ° 2.4 4.76
S01325 ° ° 24 12 9.525
S01535 ° 24
VNGA160401PQS01015 ° 37
S01535 ° 37 o
VNGA160402PQS01015 ° ° 35
S01325 ° ° ° 35 02
S01535 ° 35
v VNGA160404PQS01015 [ ° ° 3.1 4
S01325 ° ° ° ° 3.1 04
S01535 ° 3.1
VNGA160408PQS01015 ° ° 2.2
S01325 ° ° ° 2.2 08
S01535 ° 2.2




| Lineup: Positive insert

® 0606 X

Coated Coated . Length of Edge | corner R | No. of IC S
Shape Item number BHN320 BH320 BHN330 BH330 BH340 | Wiper ™ ™ S mm
CCGWO060204PDS01015 o [ ] [ ] 2.3 0.4 6.35 2.38
CCGWO09T302PDS01515 [ ] 2.3 0.2
1 CCGWO09T304PDS01015 ° 23 2
0.4 9525 | 397
S01535 [ ) 2.3
CCGWO09T308PDS01535 o 2.2 0.8
DCGWO070202PDS01015 [ ] 2.7 0.2
DCGWO070204PDS01015 [ ] 25 6.35 2.38
0.4
S01535 [ ] 25
| ‘V DCGW11T302PDS01015 o 2.7 0.2 2
DCGW11T304PDS01015 [ ] 25
0.4 3.97
S01535 [ ] 25
DCGW11T308PDS01015 ° 2.1 038 9525
A;
N TPGN160304PTS01535 o 2.2 0.4 3
TPGW110304PTS01015 [ ] 2.2
S01325 [ ] [ ] [ ] 2.2 0.4
S01535 ° 22 318
o
& TPGW110308PTS01015 [ 1.9 3 6.35
S01325 [ ] [ ] 1.9 0.8
S01535 [ ] [ ) 1.9
TPGW110312PTS01325 [ ] 2.4 1.2
VBGW160404PDS01325 o 3.1 9.525 4.76
VCGWO080204PDS01015 [ ] 3.1 4.76 2.38
0.4
VCGW110304PDS01015 [ ] 3.1
S01535 [ ) 3.1 2
6.35 | 3.18
VCGW110308PDS01535 [ ) 2.2 0.8
VCGW110312PDS01535 [ ] 3 1.2
VCGW160404PDS01015 [ ] 3.1 0.4 9.525 4.76
. o ' Light Heavy
Work dit Cont
orkpiece condition . ontinuous “ interrupted interrupted

Insert shape and size

Edge preparation

CNGA120408PQSO'I325
Brazed type

Code | S|D|T|Q|H|E

of comer| 1]2/3]4]88

TS

W” means “Wiper insert”.



For Cast Iron

For Sintered Alloy

' . A A A e

Excellent cutting edge sharpness provides excellent surface quality and
machining accuracy

High CBN content provides excellent wear resistance and long tool life

Uncoated CBN

BK310 / BK320 / BK350




| Uncoated CBN BK310 / BK320

High CBN content provides stable wear resistance in high-speed turning of Gray cast iron and sintered alloys.
Fine particle size provides excellent edge sharpness and is effective in suppressing burrs.

Competitor
0.12
D
E 0101 _e-BK310 ——Competitor
E 008 ,
§ 0.06
_i 0.04
g
2 002
0.00
_ 00 15 30
Gray cast iron (FC300) Machining distance (km)

vc=500m/min, f=0.3mm/rev, ap=0.3mm After processing 3Km

| Uncoated CBN BK350

General-purpose material with excellent wear resistance and chipping resistance compared to
ductile cast iron for continuous to heavy interrupted use.

BK350 Competitor

0.18
0.16 b
014 | —e=BK350 —e-Competitor
0.12 3
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0.08
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Flank wear (mm)

. ] 0.0 2.0 4.0
Ductile cast iron (FCD600) Machining distance (km)

vc=300m/min, f=0.1mm/rev, ap=0.2mm After processing 4Km



| Application area for turning

Cast iron - Finishing

1200 |
‘€ 1000 |-

n

500 -

BK320

cutting speed (m/m

@ @

Continuous <«— Light interrupted <«— Heavy interrupted

Sintered powder metal

| Recommended cutting conditions

@ :First recommendation
(O:Second recommendation

Grade

Cutting

Feed
speed eel D.0.C Coolant
(m/min) (mm/rev) (mm) DRY = WET
upto 0.5 upto 2.0 O [ ]

| Recommended cutting conditions

é 300 + @ :First recommendation
E (O:Second recommendation
- | Cutting
% 200 Grade p— Feed D.0.C Coolant
% (m/min) (mm/rev) (mm) DRY WET
o 100~
C
g - 40 to 300 upto 0.5 up to 0.5 O [ ]
© 0.1 03 05
DOC (mm)

Ductile cast iron - Finishing
€ 500 | Recommended cutting conditions
E @ :First recommendation
§ 400 (O:Second recommendation
3 Cutting Feed D.0.C Coolant
2 300 BK350 Grade speed ooan
n (m/min) (mm/rev) (mm) DRY = WET
o
£ 200 |-
5 BK350 100 to 450 upto 0.2 upto 1.0 [ ] O
(6]

0.1 0.5 1.0
DOC (mm)
| Cutting edge preparation according to processing purposes
F(sharp-edge) TO1020 TO1515 Z01015 S01015 S01020
0.10mm 0.15mm 0.10mm 0.10mm 0.10mm

o

CSEmm—

o

1 5;/‘ 1 sﬁ/‘ 20?
L Towmes



| Lineup: Negative insert

Shape Item number BK310 BK320 BK350 Wiper Length of Bdge| comer R i 1€ S
mm mm corners mm mm
CNGA120404PQT01020 [} [ J 2.3
F (sharp edge) [ ) 2.3 o
CNGA120408PQT01020 [} [ ) 22
S01020 [ ] 2.2
0.8
P F (sharp edge) [ ) 22 .
v CNGA120408QWS01015 [ J Yes 2.2
CNGA120412PQT01020 [ ] o 2.4
S01020 [ ] 2.4 1.2
476
F (sharp edge) [ ] 2.4
CNGA120416PQT01020 o 3.3 1.6
DNGA150404PQT01020 [ ] [ J 2.5 12.7
F (sharp edge) [ ] 2.5 o
DNGA150408PQT01020 [ ] ([ ] 2.1
W S01020 ° 2.4 08 4
F (sharp edge) [ ) 2.1
DNGA150412PQT01020 [ ] [ J 2
DNGA150612PQT01020 [ ] 2 ' 6.35
W DNGA150412PDF (sharp edge) ° 2 12 2
6 : SNGA120408PET01020 [ ] 2.4 0.8 .
v SNGA120412PET01020 [ ] 2.4 1.2
TNGA160404PHT01020 [ J [ J 2.2 6
; TNGA160404PTF (sharp edge) ° 22 o 3
) TNGA160408PFT01020 ° ° 19 6 476
4 ’ TNGA160408PTF (sharp edge) [ ] 1.9 08 3
&: TNGA160412PHT01020 [ J [ J 24 i . 9.525
F (sharp edge) [ ] 2.4
VNGA160404PQT01020 [ J [ J 3.1 0.4
v VNGA160408PQT01020 ° ° 22 08 4
VNGA160412PQT01020 [ J [ J 3 1.2

Insert shape and size

Edge preparation

CNGA120404PQTO1020
P : Brazed tyrle

Code |S|D|T|Q|H E

domber 1 2] 3] 4|6 |8

**W” means “Wiper insert”.




| Lineup: Positive insert

) Length of Edge | corner R No. of ICc S
Shape Item number BK310 BK320 BK350 Wiper ™ ™ TS ™ ™m
| ‘Q) CCGWO060204PDF (sharp edge) [ ] 2.3 0.4 2 6.35 2.38
=) SCGWO09T304PQZ01015 ° 2.4 0.4 4 9.525 3.97
TPGN110304PTT01020 o 2.2 0.4
P 6.35
TPGN110308PTT01020 [ ) 2.2 3
H 08
TPGN160308PTT01020 ) 2.2 9.525
3.18
TPGW110304PTT01020 [ ] 2.2
a 0.4
[ = T01515 [ 2.2 3 6.35
St
TPGW110308PTT01020 o 1.9 0.8




| Case study

Coated CBN

BHN320 / BHN330

Component Automotive parts
Insert VNGA160408PQS01015
Grade BHN320

Workpiece material

Carbon steel (HRc60)

Workpiece image

@ Cutting (m/min) 150
S speed
g Feed (mm/rev) 0.12
2 po.c. (mm) 0.2
£
3 Coolant WET
N Tool life
| 2 times
& longer
g
Result H
2 BHN320  Competitor
Conventionally, Competitor’s CBN would
reach the end of its tool life due to a
deterioration in the machined surface
roughness, but BHN320 suppresses notch
wear and achieved double tool life.
Uncoated

Component Gear
Insert DNGA150412PQS01015
Grade BHN320

Workpiece material

Alloy steel (HRc55-58)

Workpiece image

BH320 / BH330 / BH340

Component Automotive parts
Insert DNGA150412PQS01535
Grade BH340

Workpiece material

Alloy steel (HRc62)

Workpiece image

@ Cutting .

c

:g speed (m/min) 100

ie]

§ Feed (mm/rev) 0.1

(8]

2 D.0.C. (mm) 0.1

é Coolant DRY
5 100
g " _= cz>
I} < =
T g

Result P [

2

BH340

Competitor

Conventional CBN frequently suffered from
sudden chipping, but BH340 can be stably
machined up to a certain point.

o Cutting .
-é speed (m/min) 146
2 Feed  (mm/rev) 0.08
2 poc. (mm) 0.35
3 Coolant
5 500
% 400
< 300
£ 200
2100
Result 2
2 BHN320  Competitor
BHN320 significantly improved surface
quality and achieved 1.4 times longer tool life
compared to conventional CBN, leading to
increased productivity and cost savings.
Uncoated

BK310 / BK320 / BK350

Component Automotive parts
Insert CNGA120404PQF
Grade BK310

Workpiece material

Sintered alloy

Workpiece image

g S:;;L”g (m/min) 110
;g Feed (mm/rev) 0.1
2 poc. (mm) 0.15
§ Coolant WET
§ 400
§ 300
%” 200
£ 100
Result % 0
2

BK310

Competitor

BK310 demonstrates outstanding sharpness
and resistance to edge chipping during high-
speed turning of sintered alloys, delivering
twice the tool life compared to competitor
products.




| Case study

Uncoated

BK310 / BK320 / BK350

Bearing housing

VNGA160404PQT01020

Component Flywheel Component
Insert CNGA120404PQT01020 Insert

Workpiece material

Gray cast iron (FC250) Workpiece material

Workpiece image

Gray cast iron (FC250)

Workpiece image

Cutting

Cutting

Workpiece material

1] 1]
c i c i
S speed (m/min) 420 S speed (m/min) 900
k] k]
§ Feed (mm/rev) 0.18 § Feed (mm/rev) 0.1
2 po.c. (mm) 0.5 2 po.c. (mm) 0.3
3 Coolant 3 Coolant
3 % 700
g g 600
g 2 500
o 2 400
g ¢ 300
g 2 200
Result ;g Result § 100
g Y
z BK310 Competitor = BK310 Competitor
BK310 offers excellent sharpness and edge BK310 delivers excellent sharpness and burr
chipping resistance during high-speed suppression during high-speed turning of
turning of standard cast iron, achieving a tool gray cast iron, achieving a tool life 1.3 times
life 1.3 times longer than conventional CBN. longer than conventional CBN.
Component Agriculture Parts Component Machinery parts
Insert TNGA160408PHT01020 Insert CNGA120408PQT01020

Gray cast iron (FC250) Workpiece material

Workpiece image

Ductile cast iron (FCD450)

Workpiece image

BK310

Competitor

Conventional CBN would experience
chattering at the corners and reach the
end of their tool life, but BK310 maintains
its sharpness and achieved 1.5 times
longer tool life.

g outting o in) 700 § cutting (m/min) 400

S speed E= speed

g Feed (mm/rev) 0.1 § Feed (mm/rev) 0.05

2 poc. (mm) 0.2 2 poc. (mm) 0.5

3 Coolant 3 Coolant
H Tool life 3 100 Tool life
g 1.5times £ 80 2 times
< longer < 60
i 4
5 5 20

Result ;g Result g o

H H

BK350

Competitor

Conventional CBN develop burrs in the hole
and reach the end of its tool life, but BK350
maintains its sharpness and achieves double
tool life.




Worldwide Network

Member IMC Group

NTK

Tungaloy-NTK America, Inc.

3726 N. Ventura Drive

Arlington Heights

IL 60004, U.S.A.

Phone: +1-888-554-8394

Fax: +1-888-554-8392
www.tungaloy.com/us
https://www.ntkcuttingtools.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-NTK de Mexico S.A.
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Aguascalientes, AGS

Mexico 20290

Phone: +52-449-929-5410

Fax: +52-449-929-5411
www.tungaloy.com/mx
https://www.ntkcuttingtools.com/mx/
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Phone: +55-19-38262757

Fax: +55-19-38262757
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Tungaloy Hungary Kft
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Phone: +36 1 781-6846
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Tungaloy Turkey
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Phone: +90 216 540 04 67
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Tungaloy Benelux b.v.
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Tungaloy Croatia
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Phone: +385 1 3326 604
Fax: +385 1 3327 683
www.tungaloy.com/hr

Tungaloy Cutting Tool (Shang-
hai) Co.,Ltd.

Rm No 401 No.88 Zhabei
Jiangchang No.3 Rd
Shanghai 200436, China
Phone: +86-21-3632-1880
Fax: +86-21-3621-1918
www.tungaloy.com/cn

Specifications in this catalog are subject to change due to improvements. The contents of this catalog are as of October 2025.

Tungaloy-NTK Germany GmbH
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D-40764 Langenfeld, Germany
Phone: +49-2173-90420-0

Fax: +49-2173-90420-19
www.tungaloy.com/de
https://www.ntkcuttingtools.com/de/

Tungaloy France S.A.S.
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Phone: +33-1-6486-4300
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Tungaloy Italia S.r.l
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Phone: +39-02-252012-1
Fax: +39-02-252012-65
www.tungaloy.com/it

Tungaloy Czech s.r.o
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627 00 Brno, Czech Republic
Phone: +420-532 123 391
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Tungaloy Ibérica S.L.
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Pol. Ind. Bufalvent
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Phone: +34 93 113 1360
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www.tungaloy.com/es

Tungaloy-NTK Cutting Tools
(Thailand) Co.,Ltd.

Interlink tower 4th FI.

1858/5-7 Bangna-Trad Road

km.5 Bangna, Bangna, Bangkok 10260
Thailand

Phone: +66-2-751-5711

Fax: +66-2-751-5715
www.tungaloy.com/th
https://www.ntkcuttingtools.com/th/

Tungaloy Cutting Tools (Taiwan)
Co.,Ltd.

9F. No.293, Zhongyang Rd,
Xinzhuang Dist, New Taipei City,
24251 Taiwan

Phone: +886-2-8521-9986

Fax: +886-2-8521-8935
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Tungaloy Singapore (Pte.), Ltd.
62 Ubi Road 1,

#08-09 Oxley BizHub 2
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Phone: +65-6391-1833

Fax: +65-6299-4557
www.tungaloy.com/sg

Tungaloy-NTK Vietham LLC

3rd Floor, Licogi 13 Tower,

164 Khuat Duy Tien, Nhan Chinh, Thanh
Xuan District,

Hanoi, Vietnam

Phone: +84 24 63282086
www.tungaloy.com/vn

Tungaloy Scandinavia AB

Bultgatan 38, 442 40
Kungélv, Sweden
Phone: +46-462119200
Fax: +46-462119207
www.tungaloy.com/se

Tungaloy Rus, LLC

Andropova avenue, h.18/7,
11 floor, office 3, 115432,
Moscow, Russia

Phone: +7-499-683-01-80
Fax: +7-499-683-01-81
www.tungaloy.com/ru

Tungaloy Polska Sp. z o.0.

Ul. Irysowa 1, 55-040 Bielany
Wroctawskie, Poland

Phone: +48 607 907 237
www.tungaloy.com/pl

Tungaloy-NTK U.K. Ltd
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Phone: +44 121 4000 231

Fax: +44 121 270 9694
www.tungaloy.com/uk
https://www.ntkcuttingtools.com/uk/
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Phone: +82-53-760-7698

Fax: +82-53-768-9912
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Phone: +603-7805-3222
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