
www.niche-tool.com



2 NINGBO NICHE TOOLS CO. LTD



WWW.NICHE-TOOL.COM 3

OVERVIEW ................................................ 4
TECHNICAL INFORMATION  ................ 6
NBT – PCBN TIPPED INSERTS  ..........  12

NBC – PCBN CORNERED INSERTS ...  19
NBS – PCBN SOLID INSERTS .............  24
PCD TIPPED INSERTS ..........................  30

CONTENTS















NINGBO NICHE TOOLS CO. LTD10

PCBN INSERTS

TOOL WEAR SOLUTIONS

Flank wear • Increase cutting speed.
• Increase feed.

Crater wear • Reduce cutting speed.
• Increase feed.

Chipping

• Check stability, eliminate vibration.
• Do not use coolant.
• Use a stronger cutting edge;
  - S-edge geometry
  - Increase chamfer size (angle and /or width)
  - Use larger nose radius.

Cracking /fracture

• Use uncoated inserts.
• Check stability, eliminate vibration.
• Check/ replace shim.
• Make sure tool is aligned to centre.
• Do not use coolant.
• Decrease feed.
• Decrease depth of cut.
• Use a stronger cutting edge;
  - S-edge geometry
  - Increase chamfer size (angle and /or width)
  - Use larger nose radius.
  - Use wiper.

Notch wear
• Increase speed.
• Reduce feed.
• Reduce/ vary depth of cut.

CUTTING 
STRATEGY
When deciding 
between a one- 
or a two cut 
strategy, these 
factors must be 
considered:
• Machine 

capability
• What 

the most 
important 
process 
measures are.

ONE-CUT 
STRATEGY
With a high 
quality machine 
tool and a 
stable setup, 
a single cut 
can produce 
acceptable 
levels of  
surface 
quality and 
dimensional 
tolerance.

TWO-CUT 
STRATEGY
When the 
machine setup 
is unstable, if 
there is any 
inconsistency in 
the component 
or if a very high 
final tolerance 
or surface 
quality is 
required, a two-
cut strategy is 
likely to be the 
best option.

TROUBLE SHOOTING

WET OR DRY MACHINING
Dry cutting is 
one of the key 
advantages of hard 
part turning. CBN 
inserts
can tolerate cutting 
temperatures 
in excess of 
1,000°C (1800°F). 
In general, the 
use of CBN in 
dry conditions 
has a positive 
effect on tool life, 
particularly in 
interrupted cutting.

ELIMINATION OF 
COOLANT:
• Reduces costs
• Leads to easier 

chip handling
• Is more 

environmentally 
friendly

WHEN COOLANT 
IS REQUIRED:
• To facilitate chip 

breaking
• To control the 

thermal stability 
of the workpiece

• To remove heat 
when machining 
big components

Coolant must 
always be applied 
as a consistent flow 
over the entire 
cutting length.
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