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METAL CUTTING INSERTS LAST 3XLONGER THAN WC-CO.
HNT v. WC-Co, PVD Coated CNGA432 Turning Inserts in 4140 Steel

0.024

0.022 Workpiece Material = 4140 Steel, HRC32
Cutting Speed = 140m/min (459 sfm)

0.0 Feed Rate = 0.08mm/rev

0018 Depth of Cut = 0.76mm

0.016

0.014 /

113 b TeeTeTer [PPSR T (SRR ISP S S STISE I | USSR .

Measured Flank Wear, inches

0.00 2X Increase 3X Increase
0 5000 10040 15000 20000 25000 30000 35000 40000
Surface Feet
10,500 27,000 31,250

Corner After Machining, Linear Surface Feet Cut

—&— W(C-10Co, w/nACRo

—®— HNT CarbideMax w/nACRo
—&— HNT Carbide w/nACRo

4,333 12,770 15,769

HNT CarbjdeMax
2,983

HNT Carbide
4,302




6000

EternAloy® Hardness / Toughness Comparison:
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HNT CARBIDE and HNT CARBIDEMAX

« EternAloy is the world’s only designer and producer of
nano-engineered EternAloy® HNT metallized powders,
utilizing globally-patented Tough-Coated Hard Powder
(TCHP) technology.

« HNT products consist of extremely hard core particles
encapsulated in a very fough and uniform protective
shell, which can be pressed & sintered into solid shapes
or applied as a surface coating to deliver exceptional
wear-resistance.

« HNT grades can be provided as highly-flowable ready-
to-press powders.

« Excellent adhesion between HNT and CVD/PVD tool
surface coatings.
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