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@ Grade of SUNNITE
Grade Binder Content of C(I;’l\g Average grit(/sjirzne) Hardne(sljv) Bending(;g;ggntzlg Application
SN-A Co 90 2 3000 91 Gray cast iron (high speed cutting),Sintered metal For C?nquri?t‘izrﬁzngutting
SN-B | TiC 50 2~3 2750 80 rardened steel %-'rgeisa;:nieomazﬁaev:l’)speed cutting) IFer oo eUiiig
. Fi ti d
SN-E | TiN 65 2 2600 110 Hardened steel (HRC45 and harder) “‘;[]fi‘:]';;fn‘;‘i’t‘;:nat”cutﬁng
SN-G | Co+Al 85 1~2 3700 98 Gray cast iron (high speed cutting),Sintered metal For c?nr;:tc-:l:;?tli::tngutting
SN-Q| TiN 45 0.5~1 2600 105 Hardened steel (HRC45 and harder) For tough i“termittci’;ting
N ] Hardened steel (HRC45 and harder) For tough intermittent
SN-H | TiCN 65 1~4 2500 115 Gray cast iron (low speed cutting) cutting
SN-0 TiC 50 1~2 2700 90 Hardened steel (high speed continuous cutting) | For continuous cutting
SN-N | Ti 95 3 3700 95 Gray cast iron (high speed cutting) Sintered metal | °" continuous rft”gutting
SN-R TiN 65 1~2 3000 105 Hardened steel (HRC45 and harder) For tough intermittcirgléing
@ Comparison table with other brands
Hardened steel Cast iron Heat Sintered
SUpplier Continuance Light i i iddle- resistant intere
ght intermittent | Middle-Tough . . .
cutting cutting |intermittent cutting Gray cast iron | Ductile cast iron aIon metal
SN-A
Asahi di q SN-B SN-B SN-Q SN-A SN-A SN-A SN-G
sani diamon -
(SUNNITE series) SN-E SN-E SN-R SN-G SN-B SN-B SN-N
series -
SN-0 SN-Q SN-H SN-N SN-Q SN-G
SN-Q
BNX20
BNX10 BNX20
BN250 BN350 BN350
BN700
MB710
MB8025
. L MB825 MB710 MB710 MB730
Mitsubishi mgg;g ME820 MB835 MB730 MB730 MB730 MB825
MB835
BX310 BX450
BX330 BX330 BX360 :;ggg BX930 Bx950 BX470
Tungaloy BX360 BX530 BX380 BX950 BX950 BX480
BX530 BX950

X This table is made according to product information of each brand for referral purpose.




@ Stock item

.Standard product list of SUNNITE TWIN O Small quantity available in stock (please ask for availability)
/\ To be manufactured on order
. i Available grade
Shape| Photographs Product code Dimensions S Tsin Tsie Tshea T s Tsvor T svo Tsvn TSR
CNMA120404 o ejeje@e/@e /OO A]A
CNMAT20404T 1 °
B CNMA120404S 1 °
. .J CNMA120408 e/e|le/e@e|/@e 0[O~
C ? CNMAT20408T 1 °
80° CNMA120408S 1 °
CCMW060204 ° °
P CCMW060208 ° °
&7 [ comiosTsos ° °
CCMWO09T308 [ °
DNMA150404 e/ef/e[/e/@e /OO A]A
DNMA150404T +1 °
i DNMA150404S «1 °
. ’i DNMA150408 ° e @ @ 0|0~ ]|~
D DNMA150408T +1
55° DNMA150408S +1 °
DCGW070204 [ °
P DCGW070208 ° °
S | DCGNTIT304 D °
DCGW11T308 [ °
VNMA160404 e efej@e[e@ /O[O A]A
VNVMAT60404T 1 °
. ——— VNMA160404S 1 °
35° | b VNMA160408 o oo/ |/0]|0]|r]nr
VNMA160408T 1
VNMA160408S 1 °
SNMA120404 e ef/ej@e/@/O[O][a]A
SNMAT20404T «1 0 88 °
S SNMAT20404S «1 °
o | & -/ SNMAT20408 = E e e|ele|e (0|0~ 2
: SNMA120408T *1 12.70 4.76 o
SNMA120408S «1 °
TNMA160404 e/efej@e/e@e/O[O][A]A
TNMA160404T +1 N °
2 TNVIAT602045 1 N ' °
S TNMA160408 o — - oe/e|le@|o@e|/@ | 0O~
TNMA160408T +1 9. 525 4.76 °
TNMA160408S +1 °
T TPGX080204 %2 *2 For Mitsubishi clamping screw o (]
60° TPGX080208 AR [ ®
TPGX090204 [ °
& [roxosozs .| 45 E 0 o
TPGX110304 3.9 2.38 ° °
TPGX110308 6.35 ' [ °
S—-TBGNOB0102 3 |*3 Trive cutting edges 5° ° °
A S—TBGN060104 ~; /‘\\g: ggg ° °
S—TBGN060108 *3 <—» 3. 9.7 1.59 { o
*1 With edge honing Better

(ST
Surface finish anaar S
=

— = Tougher

Intermittent cutting




@ Case history

(DHardened steel : Continuous cutting
=Gear part : O.D.

(@Hardened steel : Intermittence
*Gear part : Side face

=Gear part : L.D.Finish

*Cylinder block space bore

_ I R ==
-
1
Material to be cut : SCM420 (HRC58~60) Redyired surface . g3, Material to be cut : SCr420 (HRC60~62) ~Reauired surface . g3,
Cutting speed (vo) : 100m/min Insert : CNMA120408 Cutting speed (ve) : 100m/min Insert : CNMA120408S
Feed rate () : 0.06mm/rev Wet/Dry : Wet Feed rate (f) : 0.2mm/rev Wet/Dry : Dry
Depth of cut (a) : 0.2mm Depth of cut (ap) : 0.15mm
1000pcs 140pcs
SN-B /Cutting edge SN-Q /Cutting edge
Other brand 500pcs Other brand 100pcs
PCBN /Cutting edge PCBN /Cutting edge
(@Hardened steel : Continuous cutting @Cast iron

Required surface

Material to be cut : SKD61 (HRC60) zequbrlj:%cissurface : 6.3z Material to be cut : FC250 roughness : 1252
Cutting speed (vo) : 100m/min Insert : S-TBGNO060104 Cutting speed (ve) : 600m/min Insert : SNMA120408
Feed rate () : 0.1mm/rev Wet/Dry : Wet Feed rate (f) : 0.3mm/rev Wet/Dry : Wet
Depth of cut (a) : 0.2mm Depth of cut (ap) : 0.2mm
400pcs 1000pcs
SN-B /Cutting edge SN-A /Cutting edge

Other brand 300pcs Other brand 700pcs

PCBN /Cutting edge PCBN /Cutting edge

= Re—grinding service is not available.

= Other inserts than standard shapes, inserts with wiper and/or breaker are available on special order.

¥ Asahi Diamond Industrial Co., Ltd.

s URL: hitp://www.asahidia.co.jp/ s
The New Otani Garden Court, 11th Floor 4-1, Kioi-cho, Chiyoda-ku, Tokyo 102-0094, Japan
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