
P R E C I S I O N  M A C H I N I N G

For moderately to heavily interrupted hard 
turning and finish hard milling in both dry and 
wet conditions. Suitable for both conventional and 
elevated machining speeds.

DHA650 exhibits superior crater wear resistance and 
toughness thanks to its ultra-pure nano structure 
binder, combined with optimised CBN grain size 
distribution. 2μm     

D H A 6 5 0

D H A 6 5 0 65% Solid PCBN  TiC/TiN Bimodal <4µm 130-250 0.05-0.3 0.05-0.5 20-35 0.12-0.2 15-35 0.4-1.6

G R A D E  S U M M A R Y
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G R A D E  P R O P E R T I E S

PHYSICAL MECHANICAL THERMAL

D H A 6 5 0 3.96 34.5±2.5 670±20 820±80 28.13 74.9
D C X 6 5 0 4.01 31.3±2.4 620±60 1030 18.4 52.6

DENSITY  
(g/cm3)

VICKERS HARDNESS 
(GPa)

YOUNG’S MODULUS 
(GPa)

TRS  
(MPa)

THERMAL 
DIFFUSIVITY (mm2/s)

THERMAL 
CONDUCTIVITY 

W/mK

TA R G E T  A P P L I C AT I O N :  M O D E R AT E LY  T O  H I G H LY  I N T E R R U P T E D  M A C H I N I N G

D H A 6 5 0  O F F E R S  I M P R O V E D  C H E M I C A L  W E A R ,  A B R A S I O N  A N D  I M PA C T  R E S I S TA N C E  O V E R  D C X 6 5 0
C H E M I C A L  W E A R  R E S I S TA N C E : 
PCBN’s ability to resist crater wear during 
machining; it can be additionally improved through 
reducing cutting speed or chamfer angle.

A B R A S I O N  R E S I S TA N C E :
PCBN’s ability to resist flank wear during machining; 
it can be additionally improved through increasing 
feed rate or clearance angle.

I M PA C T  R E S I S TA N C E : 
A measure of the PCBN’s toughness during 
machining; it can be additionally improved through 
increasing feed rate or chamfer angle. 

IMPACT 
 RESISTANCE 

( 1 0 0 % )

ABRASION  
RESISTANCE 

( 1 0 0 % )

CHEMICAL WEAR  
RESISTANCE ( 1 0 0 % )
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D I A 5 0 0
D H A 6 5 0
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T E S T  C O N D I T I O N S
S P E E D :  1 5 0  m / m  n o r m a l  s p e e d  a n d  
2 2 0  m / m  h i g h  s p e e d 

F E E D :  0 . 1 1  m m / r e v

D E P T H  O F  C U T:  0 . 1 5 m m

E D G E  P R E P :  D H A 6 5 0  S N M N 0 9 0 4 0 8 S 0 1 5 2 5 
h o n e  1 7. 5 u m
Tool life criteria is catastrophic failure of the 
cutting edge

F O R  M O R E  I N F O R M AT I O N 
Contact an Element Six representative:  
Call: +353 61 460 146, Email: support@e6.com 
Website: www.e6.com 
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P R E C I S I O N  M A C H I N I N G
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F L A N K  W E A R  P R O G R E S S I O N
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UNCOATED
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COMPETITOR 

1 0 0 2 0 0 7 0 0 8 0 03 0 0 4 0 0 5 0 0 6 0 0

S L I D I N G  D I S T A N C E  ( m )

T O O L  L I F E  N O R M A L  S P E E D
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UNCOATED COMPETITOR

5 0 0 1 0 0 0 1 5 0 0 2 0 0 0 2 5 0 0 3 0 0 0

A P P L I C AT I O N  T E S T  R E S U LT S  A G A I N S T 
L E A D I N G  C O M P E T I T O R S

DHA650 – Uncoated Competitor – Coated Competitor – Uncoated

P C B N  W E A R  A F T E R  2 0 0 0  M E T E R S 


