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Ahno was founded in January 2002 by Dr. Ke Yashi and is headquartered in Suzhou Industrial Park, a Sino-Singapore cooperation
area. Ahno, as an overall solution service provider of metal cutting tools, provides one-stop service in the design, development,
manufacturing, regrinding and technical support of high-quality precision metal cutting tools. The specific products are solid carbide drills,
indexable tools, end mills, PCD tools, micro tools, medical tools, caating, regrinding, tool management, and overall solutions for projects.

The company has 1502001 quality certification system and 15013485 quality certification system certified by TUVSUD of Germany,
and is an Engineering Research Center of Jiangsu Province, Vice director unit of CMCTEA, and National Spedialty Super New Giant,

In July 2024, Ahno officially joined the Sandvik Group.
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Cutting Parameters

MM Z5Us%T) (AHS F&51) P122~P167

Hurricane Series End Mills (AHS Series)

AHSEF 4 T1F3587] P126

AHSEF &-flute End Milis

AHSE 4 7] 3£3L58T7] P128

AHSE 4-flute End Mills

AHSE 6 7]k %7] P130

AHSE 6-flute End Mills

AHSRF 4 7]E2%t7] P131

AHE [ F4- rluLh End Mil I; with Cormer Radub

AHSRM]IE%E?] P134

AHSR 4-flute End Milis with Carner Radius

AHSRP47JL?J.rr¥5'E7] P136
3 hor IuLe En Mll = with Corner Rad|us

AHSRG?]IE%‘EII P138

AHSR 6-fiute End Mills with Corner Radius

AHSB 2 B35 T] P139

AHSE 2-flute Ballnose End Mills

AHSRK 4 ?J%ﬁﬂilﬁ-ﬁﬂ P14]

AHSRK 4-flute High-feed End Mills with Corner Radius
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AHSEL 4-flute End Mills with Neck Increased

AHSRL 4 ﬂkﬁlﬁﬁm P143

AHSRL 4-flure End Mills with Meck Increased & Corner Radius

AHSEL 2 TR 7) P146

AHSEL 2-flute End Mills with Neck Increased

AHSRLZ ﬂﬁﬁlﬁlﬁ%’iﬂ P148

AHSRL 2-flute End Mills with Neck Increased & Corner Radius

AHSBL 2 7] a0k 55 T] P153

AHSEL 2-flute Ballnose End Mills with Neck Increased

IHIB P57



MERZTIEET] (AHM &%) P168~P213
Hurricane Series End Mills (AHM Series)

AHMEF 4 71935 7]

AHMEF4-flute End Mills P169
AHME 6 7193k $57]

AHME &-flute End Mills P171
AHMR 4 7]EE%7]

AHMR 4-flute End Mills with Corner Radius P172
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AHMRF 4-flute End Mills with Corner Radius P174
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AHMRP 4-Nlute Short-flute End Mills with Corner Radius

AHMR 6 7T]E 8 %7]

AHMR 6-flute End Mllls with Carner Radius P179
AHMRK 4 7158 1B E &5 7] P180
AHMRK 4-flute High-feed End Mills with Corner Radjus

AHMB 2 TR HET) P181
AHMB 2-flute Ballnose End Mills

AHME 2 7193k $57]

AHME 2-flute End Mills P1 83
AHMR 2 7]E£%7]

AHMR 2-flute End Mills with Carner Radius P185
AHMEL 4 7S <85 7] P187
AHMEL 4-flute End Mills with Meck Increased

AHMRL 4 7] 3R E S 8E7] P188
AHMRL 4-flute End Mills with Neck Increased & Corner Radius

AHMEL 2 71 3L 5L T] P191
AHMEL Z-fiite End Mills with Neck Increased

AHMRL 2 TIH<ERE & 7] P193
AHMRL Z-flute End Mills with Neck Increased & Corner Radius

AHMBL 2 THEERER L #87) P198
AHMBL Z-flute Ballnose End Mills with Neck Increased

Cutting Parameters



HREaESTHRMEAHRT

End Mills for Titanium and Stainless Steel

P214~P226

ACSEC&IJT;J— gIN(&CH)
ACSEC4-Fute End Milliwith Chamfter)

ACSLr 5 }H:;HITJJ &C ﬁf.i |

-Flute (it |'.'| amfe

ACSF?4 ‘17 - %fr.ﬂ

ACSR 4-Hute Cormer Rz s End Mill

ACSR 5 7T]EI&$% 7]

ACSR 5-Flute Corner Radius End Wil

I‘Ei“:’cﬁ ﬁ*ﬁ*ﬁ

ymmended Cutting Parame

MEFEFERERT]). BRI

End Mills for Steel, Cast Iron and Aluminum

P227~P237

WA 4 7] FK8kT]

niversal 4-fiute End Mills

B 4 7IESRH%T]

Universal 4-flute End Mills

A 2 TIERERT)

Universal 2-flute Ball-nose End Mills

B ITEAAT]

Aluminum 3-4ute End M

51 3 J’]L'fﬂ{ T

Alurriim flute with Corner Radius

wH 2 ZUZX,H?II

Aluminum 2-flute Ball-nose End Mllis

}ﬁftﬂauc;

Recommended cutting parameter



EHRETIRIE P238~P272

Intelligent Tool Cabinet

ZnTIREE

Tool management

THEAERE

Toal management

JIAEEIE

Tool room management

CEEE

Warehouse management

BEPEM
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P240
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Solid Carbide Drills Naming System

SP - X 8

! I

ORFISR @ #NIHE © WRiEr
Series name Workpiece material  Drill flute form
PF EtdRE P Wi/ 8 AMEH:
High performance Steel/Cast iron Carbide twist drill
SP gk S FEW 7 Ets
Super drill Stainless steel Straight flute drill
N 5EL2R
Non-farrous metals
X BRMGEEER)

General {axcept for non-ferrous metals)

EXEAL SP-X &Y

High-efficiency General-purpose Drill SP-X

) BAHB = ]

Big chip evacuation space

I

@#kElE @ RA6A

0

Drill structure Coolant
=& 0 4h&
Narmal drill External coolant
BEREE 1 "
=%

B

Step dril

(2 Wigihigit

Design of double edge

(3 X 7RGt

X-shape cutting edge

@ HiB e

!

® iFtL

Drill depth
03 3f=

3 times

05 5%

5 times

08 8{z2

8 times

12 1215

12 times

Polished chip evacuation flute

!

@ 7
Cutting edge

0350 3.5mm

1050 10.5mm

Cutting Toel Technalogy
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BRaEsmMtih (SP-X80103) 140° || | vt
: : : = | HA
Carbide Twist Drills (P21 | 30° | | onas 097
i r
1 2L/
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- AHNO 58 - AHNO standard
- BILTIE - Good centering performance
- PRk R - Fine polished flute
- BEtEETIA - Super performance tools
- A - Universality on different materials
SMIHE P, M. K. S Suitable for materials: P. M. K. S
r N K s N
.dc ds L3 Recommended Tap
ﬂq,i m7 it gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap $FELH# Forming Tap
3.0 20 4 36 62 0300
31 20 4 36 62 0310
7 20 & 36 62 0320
33 20 4 36 62 0330 Mdx0.7
34 20 4 36 62 0340 NO.8-32UNC
258 20 4 36 62 0350 Méx0.5 NO.B-36UNF
3.6 20 4 36 62 0360
a5 20 & 36 62 0370 Méx0.7
3.8 24 4 36 66 0380 Mdx0.5
39 24 4 36 b6 0390 NO.10-24UNC
40 24 4 36 b6 0400
4.1 24 & 36 66 04710 NO.10-32UNF
42 24 b 36 66 0420 MEx0.8
4.3 24 b 36 b6 0430
4.4 24 & 36 66 0440
4.5 24 6 36 66 0450 Mbx0.5 NO.12-24UNC
4.6 24 b 36 b6 04460 NCL12-2BUNF Mb5x0.8
47 24 & 36 66 0470 NO12-32UNEF
48 28 6 36 66 0480
49 28 & 36 66 0470
50 28 b 34 &6 0500 Méx1
51 28 6 36 b6 0510 1/4-20UNC
52 28 & 36 b6 0520
53 28 b 36 66 0530 Méx0.75
5.4 28 6 36 66 0540
=8 28 & 36 b6 0550 1/4-2BUNF Méx1
5.6 28 6 36 b6 0560 1/4-32UNEF
57 28 b 36 b6 0570
58 28 b 36 66 0580
59 28 6 36 66 0520

Cutting Tool Technology



- RsHE= 23 DINGS3T fRahis
- AHNO #7&

- BiLFI5R

- FriEE

- EETEETIA

- WA

WlaEmEn (SP-X80103)

Carbide Twist Drills

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute
- Super performance tools

- Universality on different materials

S)CD) SPHVI'M{H}
= 2= ¥

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N « s N
-dc ds 5817 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap R EE 4L Forming Tap
60 28 & 36 b6 0600
6.1 34 8 34 79 0610
6.2 34 8 34 79 0620
6.3 34 8 36 19 0630
&4 34 B8 36 79 0640
&5 34 8 b 79 0650
b6 34 8 36 79 0660 5/16-18UNC
6.7 34 8 36 79 0670
6.8 34 8 34 79 04680 MBx1.25
69 34 8 36 9 0470 5/16-24UNF
70 34 B 34 79 0700 M8x1
7.1 41 ] 34 79 0710 5/146-32UNEF
7.2 41 8 36 79 0720
73 41 8 36 79 0730 MBx0.75
1.4 41 8 34 79 0740 M8x1.25
7.5 41 8 36 19 0750
7.6 41 8 36 79 0760
77 41 8 34 79 o770
7.8 41 8 36 79 0780
7.9 41 8 34 79 0770
8.0 41 8 35 79 0800 3/B-186UNC
8.1 47 10 40 29 0810
82 47 10 40 89 0820
83 47 10 40 a9 0830
8.4 47 10 40 89 0840
85 47 10 40 a9 0850 M10x1.5 3/8-24UNF
86 47 10 40 8% 0860
B7 47 10 40 B39 0870 3/8-32UNEF
88 47 10 40 89 0880 M10x1.25
89 47 10 40 89 0890

AHNO figk:s

Cutting Teol Technology



BRASAEH (SPX80103) ) )

Carbide Twist Drills = _30°

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- AHNO #7& - AHNO standard

- BILTIE - Good centering performance

- PRk R - Fine polished flute

- BEtEETIA - Super performance tools

- AR - Universality on different materials

SMIHE P, M. K. S Suitable for materials: P. M. K. S

r N M K | s I
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
90 47 10 40 89 0900 M10x1
2.1 47 10 40 89 0%10
9.2 47 10 40 89 0920
23 47 10 40 89 0930 M10x0.75 M10x1.5
9.4 47 10 40 89 0940 7116-14UNC
2.5 47 10 40 89 0950
9.4 47 10 40 89 0960
9.7 47 10 40 89 0570
2.8 47 10 40 a9 0980
9.9 47 10 40 B9 0990 1116-20UNF
100 47 10 40 B9 1000
101 55 2 45 102 10710
10.2 55 12 45 102 1020 T1M4-28UNEF
103 55 12 45 102 1030 M12x1.75
10.4 55 12 45 102 1040
105 55 12 45 102 1050
10.6 55 12 45 102 1060
10.7 55 12 45 102 1070
108 55 12 45 102 1080
109 55 12 45 102 1090 1/2-13UNC
11.0 55 12 45 102 1100 M12x1
11.1 55 12 45 102 1110
112 55 12 45 102 1120 M12x1.75
113 55 12 45 102 1130
114 55 12 45 102 1140
15 55 12 45 102 1150 1/2-20UNF
114 55 12 45 102 1140
1.7 55 12 45 102 1170
118 55 T2 45 102 1180 1/2-28UNEF
19 55 12 45 102 1150

AHNO B2k I TIR,, TR S Stock cuiting Lools: lease call o checkiivertory be

Cutting Tool Technology



- RsHE= 23 DINGS3T fRahis
- AHNO #7&

- BiLFI5R

- FriEE

- EETEETIA

- WA

WlaEmEn (SP-X80103)

Carbide Twist Drills

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute
- Super performance tools

- Universality on different materials

2=
8= Y

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N « s N
.dc ds L5 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap $FELH# Forming Tap
120 55 12 45 102 1200 142
121 60 14 45 107 1210
12.2 &0 14 45 107 1220 F/16-12UNC
123 60 T4 45 107 1230
124 50 14 45 107 1240
125 a0 14 45 107 1250 M14x1.5
12.6 60 14 45 107 1240
127 60 14 45 107 1270
12.8 &0 14 45 107 1280
129 60 14 45 107 1290 9i16-18UNF
13.0 50 14 45 107 1300 M14x1 M14x2
131 60 14 45 107 1310
13.2 50 14 45 107 1320 9M4-24UNEF
13.3 60 14 45 107 1330
13.4 &0 T4 45 107 1340
135 60 14 45 107 1350
13.6 [11] T4 45 107 1360 5/B-1TUNC
137 a0 14 45 107 1370
138 &0 14 45 107 1380
139 a0 14 45 107 13%0
14.0 &0 14 45 107 1400 M16x2
14.1 b5 14 48 115 1410
142 65 16 48 115 1420
143 65 16 48 115 1430
14.4 45 16 48 115 1440
145 65 16 48 115 1450 M1éx1.5 5/8-18UNF
14.6 65 16 48 115 1460
14.7 45 14 48 115 1470
148 65 16 48 115 1480 5/8-24UNEF
149 45 16 48 115 1490

AHNO figk:s

Cutting Teol Technology



BRASAEH (SPX80103) ) )

Carbide Twist Drills = _30°

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- AHNO #7& - AHNO standard

- BILTIE - Good centering performance

- PRk R - Fine polished flute

- BEtEETIA - Super performance tools

- AR - Universality on different materials

SMIHE P, M. K. S Suitable for materials: P. M. K. S

P . M K | s IS
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
15.0 65 16 48 115 1500 M1éx1 M1 6x2
15.1 65 16 48 115 1510
15.2 65 16 48 115 1520
153 b5 16 48 118 1530
15.4 65 16 48 15 1540
155 65 16 48 115 1550 M18x2.5
15.6 65 16 48 115 1540
15.7 65 16 48 115 1570
158 &5 16 48 115 1580
159 b5 14 48 115 1550
160 65 16 48 115 1600 M18x2
161 73 18 48 123 1610
16.2 73 18 48 123 1620
163 73 18 48 123 1630
16.4 73 18 48 123 1640
165 73 18 48 123 1650
166 73 18 48 123 1660 3/4-10UNC
167 73 18 48 123 1670
168 73 18 48 123 1680
169 73 18 48 123 1630
17.0 73 18 48 123 1700 M18x1
17.1 73 18 48 123 1710
172 73 18 48 123 1720
173 73 18 48 123 1730
17.4 73 18 48 123 1740
175 73 18 48 123 1750 M20x2.5 3/4-16UNF
17.6 73 18 48 123 1760
17.7 73 18 48 123 1770
17.8 73 18 48 123 1780 3/4-20UNEF
179 73 18 48 123 1790

AHNO B2k I TIR,, TR S Stock cuiting Lools: lease call o checkiivertory be

Cutting Tool Technology



- Rsf2 2% DINGS3T s
- AHNO #7/

- BIL71E

- FIRREE

- EEEEETIA

- AR

WlaEmEn (SP-X80103)

Carbide Twist Drills

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute

- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N « s N
.dc ds L5 Recommended Tap
ﬂqlx m7 Sl 2‘52 hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap $FELH# Forming Tap
180 73 18 48 123 1800 M20x2
18.1 79 20 50 13 1810
182 79 20 50 131 1820
183 79 20 50 131 1830
184 79 20 50 131 1840
185 79 20 50 131 1850 M20x1.5
18.6 79 20 50 13 1860
187 79 20 50 13 1870
18.8 79 20 50 131 1880
189 79 20 50 13 1850
19.0 79 20 50 131 1700 M20x1
19.1 79 20 50 131 1710
19.2 79 20 50 13 1520
17.3 79 20 50 131 1730
19.4 79 20 50 131 1940
195 79 20 50 131 1950
196 79 20 50 131 1960 7/8-9UNC
127 79 20 50 131 1770
198 79 20 50 131 1980
19.9 79 20 50 13 1750
200 19 20 50 131 2000 M22%2

AHNO figk:s

Cutting Teol Technology



ERa ML (SP-X80003)

Carbide Twist Drills

- R £% DINGS3T fniflis

- AHNO #7/
- BIL71E
- FIRREE

- EEtEETIR

- WA

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute

- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

P N K s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap
30 20 & 36 462 0300
3.1 20 6 36 62 0310
3z 20 & 34 &2 0320
23 20 & 36 62 0330 Mdx0.7
34 20 ) 36 462 0340 NO.8-32UNC
35 20 & 36 62 0350 Méx0.5 NOB-3aUNF
346 20 & 34 42 03460
37 20 6 36 62 0370 Méx0.7
38 24 & 34 &6 0380 Méx0.5
39 24 & 36 b6 0390 NO.10-24UNC
40 24 b 36 bb 0400
41 24 6 36 66 0410 NO10-32UNC
4.2 24 & 36 &b 0420 MEx0.8
43 24 6 36 b6 0430
4.4 24 & 34 &6 0440
4.5 24 & 36 &b 0450 Max0.5 NO.12-24UNC
4.6 24 & 36 b6 04460 NC12-2BUNF MEx0.8
47 24 i} 36 &6 0470 NO.12-32UNEF
48 28 & 36 &6 0480
49 28 & 36 b6 0420
50 28 é 35 &6 0500 Méx1
5.1 28 & 36 &b 0510 /4= 20UNC
52 28 6 36 66 0520
53 28 & 34 &6 0530 Méx0.75
5.4 28 & 3é &6 0540
55 28 6 36 b6 0550 1/4-28UNF Méx1
5.6 28 & 34 &6 0560 1/4-32UNEF
57 28 & 34 &6 0570
58 28 6 36 &6 0580
59 28 & 34 &b 0550

Cutting Tool Technology



- R £% DINGS3T fniflis
- AHNO #7&

- BiLFI5R

- FriEE

- EEtEETIR

- WA

WRaEmEs (SP-X80003)

Carbide Twist Drills

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute

- Super performance tools

- Universality on different materials

| il el 6
8= Y

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

P N K s N
.dc ds L5 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap $FELH# Forming Tap
60 28 & 36 b6 0600
6.1 34 8 36 79 0610
6.2 34 8 34 79 0620
6.3 34 8 36 9 0630
b.4 34 8 36 19 0640
6.5 34 8 36 79 0650
6.6 34 8 34 79 0660 5/16-1BUNC
6.7 34 8 36 79 0670
6.8 34 8 34 79 04680 MBx1.25
49 34 8 36 9 0470 5/16-24UNF
10 34 8 36 79 0700 M8x1
7.1 41 8 36 79 0710 5/16-32UNEF
72 41 8 36 79 0720
73 41 8 36 79 0730 MBx0.75
1.4 41 8 34 79 0740 M8x1.25
7.5 41 8 36 it 0750
7.6 41 8 36 79 0760
1.7 41 8 36 79 0770
78 41 8 36 79 0780
7.9 41 8 36 79 0790
8.0 41 8 35 79 0800 3/B-186UNC
8.1 47 10 40 29 0810
82 47 10 40 89 0820
83 47 10 40 a9 0830
8.4 47 10 40 89 0840
8.5 47 10 40 89 0850 M10x1.5 3/8-24UNF
8.6 47 10 40 89 0860
B7 47 10 40 B39 0870 3/8-32UNEF
88 47 10 40 89 0880 M10x1.25
89 47 10 40 89 0890

|_. } .!? II. \

Cutting Teol Technology



ERa ML (SP-X80003)

Carbide Twist Drills

- R £% DINGS3T fniflis

- AHNO #7/
- BIL71E
- FIRREE

- EEtEETIR

- WA

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute

- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

P N K s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap
20 47 10 40 89 0900 M10x1
2.1 47 10 40 89 0%10
9.2 47 10 40 89 0920
23 47 10 40 89 0930 M10x0.75 M10x1.5
9.4 47 10 40 89 0940 7116-14UNC
2.5 47 10 40 89 0950
9.4 47 10 40 89 0960
9.7 47 10 40 89 0570
2.8 47 10 40 a9 0980
9.9 47 10 40 B9 0990 1116-20UNF
100 47 10 40 B9 1000
101 55 2 45 102 10710
10.2 55 12 45 102 1020 T1M4-28UNEF
103 55 12 45 102 1030 M12x1.75
10.4 55 12 45 102 1040
105 55 12 45 102 1050
10.6 55 12 45 02 1060
10.7 55 12 45 02 1070
108 55 12 45 102 1080
109 55 12 45 102 1090 1/2-13UNC
11.0 55 12 45 102 1100 M12x1
11.1 55 12 45 102 1110
112 55 12 45 102 1120 M12x1.75
113 55 12 45 102 1130
114 55 12 45 102 1140
15 55 12 45 102 1150 1/2-20UNF
114 55 12 45 102 1140
1.7 55 12 45 102 1170
118 55 T2 45 02 1180 1/2-28UNEF
19 55 12 45 102 1150

Cutting Tool Technology



- RsHE= 23 DINGS3T fRahis
- AHNO #7&

- BiLFI5R

- FriEE

- EETEETIA

- WA

WRaEmEs (SP-X80003)

Carbide Twist Drills

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute

- Super performance tools

- Universality on different materials

2=
8= Y

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N « s N
.dc ds L5 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap $FELH# Forming Tap
120 55 12 45 102 1200 142
121 60 14 45 107 1210
12.2 &0 14 45 107 1220 F/16-12UNC
123 60 T4 45 107 1230
124 50 14 45 107 1240
125 a0 14 45 107 1250 M14x1.5
12.6 60 14 45 107 1240
127 60 14 45 107 1270
12.8 &0 14 45 107 1280
129 60 14 45 107 1290 9i16-18UNF
13.0 50 14 45 107 1300 M14x1 M14x2
131 60 14 45 107 1310
13.2 50 14 45 107 1320 9M4-24UNEF
13.3 60 14 45 107 1330
13.4 &0 T4 45 107 1340
135 60 14 45 107 1350
13.6 [11] T4 45 107 1360 5/B-1TUNC
137 a0 14 45 107 1370
138 &0 14 45 107 1380
139 a0 14 45 107 13%0
14.0 &0 14 45 107 1400 M16x2
14.1 b5 14 48 115 1410
142 65 16 48 115 1420
143 65 16 48 115 1430
14.4 45 16 48 115 1440
145 65 16 48 115 1450 M1éx1.5 5/8-18UNF
14.6 65 16 48 115 1460
14.7 45 14 48 115 1470
148 65 16 48 115 1480 5/8-24UNEF
149 45 16 48 115 1490

AHNO figk:s

Cutting Teol Technology



ERa ML (SP-X80003)

Carbide Twist Drills

- R £% DINGS3T fniflis

- AHNO #7/
- BIL71E
- FIRREE

- EEtEETIR

- WA

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute

- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

P N K s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap
15.0 65 16 48 115 1500 M1éx1 M1 6x2
15.1 65 16 48 115 1510
15.2 65 16 48 115 1520
153 b5 16 48 118 1530
15.4 65 16 48 15 1540
155 65 16 48 115 1550 M18x2.5
15.6 65 16 48 115 1540
15.7 65 16 48 115 1570
158 &5 16 48 115 1580
159 b5 14 48 115 1550
160 65 16 48 115 1600 M18x2
161 73 18 48 123 1610
16.2 73 18 48 123 1620
163 73 18 48 123 1630
16.4 73 18 48 123 1640
165 73 18 48 123 1650
166 i3 18 48 123 1660 3/4-10UNC
167 73 18 48 123 1670
168 73 18 48 123 1680
169 73 18 48 123 1630
17.0 73 18 48 123 1700 M18x1
17.1 73 18 48 123 1710
172 73 18 48 123 1720
173 73 18 48 123 1730
17.4 73 18 48 123 1740
175 73 18 48 123 1750 M20x2.5 3/4-16UNF
17.6 73 18 48 123 1760
17.7 73 18 48 123 1770
17.8 73 18 48 123 1780 3/4-20UNEF
179 73 18 48 123 1790

Cutting Tool Technology



WRaEmEs (SP-X80003)

Carbide Twist Drills

- RsHE= 23 DINGS3T fRahis
- AHNO #7&

- BiLFI5R

- FriEE

- EETEETIA

- WA

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute

- Super performance tools

- Universality on different materials

e[ s |
%= Y

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N « s N
.dc ds L5 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap $FELH# Forming Tap
180 73 18 48 123 1800 202
181 79 20 50 13 1810
18.2 79 20 50 131 1820
183 79 20 50 131 1830
18.4 79 20 50 131 1840
185 79 20 50 131 1850 M20x1.5
18.6 79 20 50 131 1840
18.7 79 20 50 131 1870
188 79 20 50 13 1880
189 79 20 50 131 1850
19.0 79 20 50 131 1900
191 79 20 50 131 1910
17.2 79 20 50 131 1720
19.3 79 20 50 13 1930
19.4 79 20 50 131 1740
195 79 20 50 131 1950
196 79 20 50 131 1960 7/8-9UNC
19.7 79 20 50 131 1970
19.8 79 20 50 131 1780
19.9 79 20 50 13 1990
200 79 20 50 131 2000 M22x2

AHNO figk:s

Cutting Teol Technology



R E =R (SP-N80103)

Carbide Twist Drills

- RITEE£3 DINGS3T Rt hliE

- Manufacturing standard: DIN 6537

3xD J: SP [VI-M :[’17?;}:’]
By

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

30 20 & 36 462 0300
3.1 20 4 36 62 0310
3z 20 & 34 &2 0320
23 20 4 36 62 0330 Mdx0.7
34 20 4 34 462 0340 NO.8-32UNC
35 20 4 36 62 0350 Méx0.5 NOB-3aUNF
346 20 4 34 42 03460
37 20 4 36 62 0370 Max0.7
38 24 & 34 &6 0380 Méx0.5
39 24 & 36 b6 0390 NO.10-24UNC
40 24 4 36 b6 0400
41 24 6 36 b6 0410 NG10-32UNF
4.2 24 & 34 &b 0420 MEx0.8
43 24 & 36 66 0430
4.4 24 & 34 &6 0440
4.5 24 & 36 &b 0450 Méx(0.5 NO.12-24UNC
4.6 24 & 36 b6 04460 NC12-2BUNF MEx0.8
47 24 i} 36 &6 0470 NO.12-32UNEF
48 28 & 36 &6 0480
49 28 & 36 66 0420
50 28 é 35 &6 0500 Méx1
5.1 28 & 36 &b 0510 /4= 20UNC
52 28 6 36 66 0520
53 28 & 34 &6 0530 Méx0.75
5.4 28 & 3é &6 0540
55 28 6 36 66 0550 1/4-28UNF Méx1
5.6 28 & 34 &6 0560 1/4-32UNEF
57 28 & 34 &6 0570
58 28 6 36 &6 0580
59 28 & 34 &b 0550

Cutting Tool Technology



- RITEE£3 DINGS3T Rt hliE

R E =R (SP-N80103)

Carbide Twist Drills

- Manufacturing standard: DIN 6537

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

60 28 & 36 b6 0600
6.1 34 8 36 79 0610
6.2 34 8 34 79 0620
6.3 34 8 36 9 0630
b.4 34 8 36 19 0640
6.5 34 8 36 79 0650
6.6 34 8 34 79 0660 5/16-1BUNC
6.7 34 8 36 79 0670
6.8 34 8 34 79 04680 MBx1.25
49 34 8 34 9 0470 5/16-24UNF
10 34 8 36 19 0700 M8x1
7.1 41 8 36 79 0710 5/16-32UNEF
72 41 8 34 79 0720
73 41 8 36 79 0730 Max0.75
1.4 41 8 34 79 0740 M8x1.25
7.5 41 8 36 it 0750
7.6 41 8 36 79 0760
1.7 41 8 36 79 0770
78 41 8 36 79 0780
79 41 8 36 79 0720
8.0 41 8 35 79 0800 3/B-186UNC
8.1 47 10 40 29 0810
82 47 10 40 89 0820
83 47 10 40 a9 0830
8.4 47 10 40 89 0840
8.5 47 10 40 89 0850 M10x1.5 3/8-24UNF
8.6 47 10 40 89 0860
B7 47 10 40 B39 0870 3/8-32UNEF
88 47 10 40 89 0880 M10x1.25
89 47 10 40 89 0890

o
$Vie

Cutting Teol Technology



R E =R (SP-N80103)

Carbide Twist Drills

- RITEE£3 DINGS3T Rt hliE

- Manufacturing standard: DIN 6537

aan;sp [VI-IVIJ;;}"';:’]
2=¥]

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

20 47 10 40 89 0900 M10x1
2.1 47 10 40 89 0910
9.2 47 10 40 89 0920
23 47 10 40 89 0930 M10x0.75 M10x1.5
9.4 47 10 40 89 0940 7116-14UNC
2.5 47 10 40 89 0950
9.4 47 10 40 89 0960
27 47 10 40 89 0970
2.8 47 10 40 a9 0980
9.9 47 10 40 B9 0990 1116-20UNF
100 47 10 40 B9 1000
101 55 2 45 102 10710
10.2 55 12 45 102 1020 T1M4-28UNEF
103 55 12 45 102 1030 M12x1.75
10.4 55 12 45 102 1040
105 55 12 45 102 1050
10.6 55 12 45 102 1060
10.7 55 12 45 102 1070
108 55 12 45 102 1080
109 55 12 45 102 1090 1/2-13UNC
11.0 55 12 45 102 1100 M12x1
11.1 55 12 45 102 1110
112 55 12 45 102 1120 M12x1.75
113 55 12 45 102 1130
114 55 12 45 102 1140
1155 55 12 45 102 1150 1/2-20UNF
114 55 12 45 102 1140
1.7 55 12 45 102 1170
118 55 T2 45 102 1180 1/2-28UNEF
19 55 12 45 102 1150

Cutting Tool Technology



BWRASAES (SP-NS0103) =

Carbide Twist Drills 30°

- Rsai#%E DINGS3T ftEis - Manufacturing standard: DIN 6537

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

120 55 12 45 102 1200 142
121 60 14 45 107 1210
12.2 &0 14 45 107 1220 F/16-12UNC
123 60 T4 45 107 1230
124 50 T4 45 107 1240
125 a0 14 45 107 1250 M14x1.5
12.6 60 14 45 107 1240
127 60 14 45 107 1270
12.8 &0 14 45 107 1280
129 60 14 45 107 1290 9i16-18UNF
130 &40 T4 45 107 1300 M14x1 M14x2
131 60 14 45 107 1310
13.2 50 T4 45 107 1320 9M4-24UNEF
133 60 14 45 107 1330
13.4 &0 T4 45 107 1340
135 60 14 45 107 1350
136 &0 T4 45 107 1360 5/B-1TUNC
137 a0 14 45 107 1370
138 &0 14 45 107 1380
139 60 14 45 107 13%0
14.0 &0 14 45 107 1400 M16x2
14.1 b5 14 48 115 1410
142 65 16 48 115 1420
143 65 16 48 115 1430
14.4 45 16 48 115 1440
145 65 16 48 115 1450 M16x1.5 5/8-18UNF
14.6 65 16 48 115 1460
14.7 45 14 48 115 1470
148 65 16 48 115 1480 5/8-24UNEF
149 45 16 48 115 1490

#7528 Avallabil= forspecia il Cutting Tool Technology




R E =R (SP-N80103)

Carbide Twist Drills

- RITEE£3 DINGS3T Rt hliE

- Manufacturing standard: DIN 6537

aan;sp [VI-IVIJ;;}"';:’]
2=¥]

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

15.0 65 16 48 115 1500 M1éx1 M1 6x2
15.1 65 16 48 115 1510
15.2 65 16 48 115 1520
153 b5 16 48 115 1530
15.4 65 16 48 15 1540
155 65 16 48 115 1550 M18x2.5
15.6 65 16 48 115 1540
15.7 65 16 48 115 1570
158 &5 16 48 115 1580
159 b5 14 48 115 1550
160 65 16 48 115 1600 M18x2
161 73 18 48 123 1610
16.2 73 18 48 123 1620
163 73 18 48 123 1630
16.4 73 18 48 123 1640
145 73 18 48 123 1650
166 i3 18 48 123 1660 3/4-10UNC
167 73 18 48 123 1670
168 73 18 48 123 1680
169 73 18 48 123 1690
17.0 73 18 48 123 1700 M18x1
17.1 73 18 48 123 1710
172 73 18 48 123 1720
173 73 18 48 123 1730
17.4 73 18 48 123 1740
175 73 18 48 123 1750 M20x2.5 3/4-16UNF
17.6 73 18 48 123 1760
17.7 73 18 48 123 1770
17.8 73 18 48 123 1780 3/4-20UNEF
179 73 18 48 123 1790

Cutting Tool Technology



R E =R (SP-N80103)

Carbide Twist Drills

- RITEE£3 DINGS3T Rt hliE

- Manufacturing standard: DIN 6537

MJ;SP @VI-MJ:;}"';:’]
UG

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap

180 73 18 48 123 1800 202
181 79 20 50 131 1810
18.2 79 20 50 131 1820
183 79 20 50 131 1830
18.4 79 20 50 131 1840
185 79 20 50 131 1850 M20x1.5
18.6 79 20 50 131 1840
18.7 79 20 50 131 1870
188 79 20 50 13 1880
189 79 20 50 131 1850
19.0 79 20 50 131 1900 M20x1
191 79 20 50 131 1910
17.2 79 20 50 131 1720
193 79 20 50 13 1930
19.4 79 20 50 131 1740
19.5 79 20 50 131 1950
196 79 20 50 131 1960 7/8-9UNC
19.7 79 20 50 131 1970
19.8 79 20 50 131 1780
19.9 79 20 50 131 1990
200 79 20 50 131 2000 M22x2

AHNO figk:s

Cutting Teol Technology



R a =R (SP-N80003)

Carbide Twist Drills

- RITEE£3 DINGS3T Rt hliE

- Manufacturing standard: DIN 6537

3xD J: SP [VI-M :[’17?;}:’]
By

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

30 20 & 36 462 0300
3.1 20 & 36 62 0310
3z 20 & 34 &2 0320
23 20 & 36 62 0330 Mdx0.7
34 20 ) 36 462 0340 NO.8-32UNC
35 20 & 36 62 0350 Méx0.5 NOB-3aUNF
346 20 & 34 42 03460
37 20 6 36 62 0370 Max0.7
38 24 & 34 &6 0380 Méx0.5
39 24 & 36 b6 0390 NO.10-24UNC
40 24 b 36 b6 0400
41 24 6 36 b6 0410 NG10-32UNF
4.2 24 & 34 &b 0420 MEx0.8
43 24 & 36 66 0430
4.4 24 & 34 &6 0440
4.5 24 & 36 &b 0450 Max0.5 NO.12-24UNC
4.6 24 & 36 b6 04460 NC12-2BUNF MEx0.8
47 24 i} 36 &6 0470 NO.12-32UNEF
48 28 & 36 &6 0480
49 28 & 36 66 0420
50 28 é 35 &6 0500 Méx1
5.1 28 & 36 &b 0510 /4= 20UNC
52 28 6 36 66 0520
53 28 & 34 &6 0530 Méx0.75
5.4 28 & 3é &6 0540
55 28 6 36 66 0550 1/4-28UNF Méx1
5.6 28 & 34 &6 0560 1/4-32UNEF
57 28 & 34 &6 0570
58 28 6 36 &6 0580
59 28 & 34 &b 0550

Cutting Tool Technology



- RITEE£3 DINGS3T Rt hliE

R a =R (SP-N80003)

Carbide Twist Drills

- Manufacturing standard: DIN 6537

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

60 28 & 36 b6 0600
6.1 34 8 36 79 0610
6.2 34 8 34 79 0620
6.3 34 8 36 9 0630
b.4 34 8 36 19 0640
6.5 34 8 36 79 0650
6.6 34 8 34 79 0660 5/16-1BUNC
6.7 34 8 36 79 0670
6.8 34 8 34 79 04680 MBx1.25
49 34 8 34 9 0470 5/16-24UNF
10 34 8 36 19 0700 M8x1
7.1 41 8 36 79 0710 5/16-32UNEF
72 41 8 34 79 0720
73 41 8 36 79 0730 Max0.75
1.4 41 8 34 79 0740 M8x1.25
7.5 41 8 36 it 0750
7.6 41 8 36 79 0760
1.7 41 8 36 79 0770
78 41 8 36 79 0780
79 41 8 36 79 0720
8.0 41 8 35 79 0800 3/B-186UNC
8.1 47 10 40 29 0810
82 47 10 40 89 0820
83 47 10 40 a9 0830
8.4 47 10 40 89 0840
8.5 47 10 40 89 0850 M10x1.5 3/8-24UNF
8.6 47 10 40 89 0860
B7 47 10 40 B39 0870 3/8-32UNEF
88 47 10 40 89 0880 M10x1.25
89 47 10 40 89 0890

Cutting Teol Technology



ERaEmEi (SP-N80003) g ] | = 1 { vq

Carbide Twist Drills 30°

- Rsai#%E DINGS3T ftEis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap
20 47 10 40 89 0900 M10x1
2.1 47 10 40 89 0910
9.2 47 10 40 89 0920
23 47 10 40 89 0930 M10x0.75 M10x1.5
9.4 47 10 40 89 0940 7116-14UNC
2.5 47 10 40 89 0950
9.4 47 10 40 89 0960
27 47 10 40 89 0970
2.8 47 10 40 a9 0980
9.9 47 10 40 B9 0990 1116-20UNF
100 47 10 40 B9 1000
101 55 2 45 102 10710
10.2 55 12 45 102 1020 T1M4-28UNEF
103 55 12 45 102 1030 M12x1.75
10.4 55 12 45 102 1040
105 55 12 45 102 1050
10.6 b T2 45 102 1060
10.7 55 12 45 102 1070
108 55 12 45 102 1080
109 55 12 45 102 1090 1/2-13UNC
11.0 55 12 45 102 1100 M12x1
11.1 55 12 45 102 1110
112 55 12 45 102 1120 M12x1.75
113 55 12 45 102 1130
114 55 12 45 102 1140
1155 55 12 45 102 1150 1/2-20UNF
114 55 12 45 102 1140
1.7 55 12 45 102 1170
118 55 T2 45 102 1180 1/2-28UNEF
19 55 12 45 102 1150

Cutting Tool Technology



- RITEE£3 DINGS3T Rt hliE

R a =R (SP-N80003)

Carbide Twist Drills

- Manufacturing standard: DIN 6537

20 [ = JLom) 5]
2)=(¥)

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

120 55 12 45 102 1200 142
121 60 14 45 107 1210
12.2 &0 14 45 107 1220 F/16-12UNC
123 60 T4 45 107 1230
124 50 T4 45 107 1240
125 a0 14 45 107 1250 M14x1.5
12.6 60 14 45 107 1240
127 60 14 45 107 1270
12.8 &0 14 45 107 1280
129 60 14 45 107 1290 9i16-18UNF
130 &40 T4 45 107 1300 M14x1 M14x2
131 60 14 45 107 1310
13.2 50 T4 45 107 1320 9M4-24UNEF
133 60 14 45 107 1330
13.4 &0 T4 45 107 1340
135 60 14 45 107 1350
136 [11] T4 45 107 1360 5/B-1TUNC
137 a0 14 45 107 1370
138 &0 14 45 107 1380
139 60 14 45 107 13%0
14.0 &0 14 45 107 1400 M16x2
14.1 b5 14 48 115 1410
142 65 16 48 115 1420
143 65 16 48 115 1430
14.4 45 16 48 115 1440
145 65 16 48 115 1450 M16x1.5 5/8-18UNF
14.6 65 16 48 115 1460
14.7 45 14 48 115 1470
148 65 16 48 115 1480 5/8-24UNEF
149 45 16 48 115 1490

Cutting Teol Technology



ERaEmEi (SP-N80003) g ] | = 1 { vq

Carbide Twist Drills 30°

- Rsai#%E DINGS3T ftEis - Manufacturing standard: DIN 6537

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

15.0 65 16 48 115 1500 M1éx1 M1 6x2
15.1 65 16 48 115 1510
15.2 65 16 48 115 1520
153 45 16 48 115 1530
15.4 65 16 48 15 1540
155 65 16 48 115 1550 M18x2.5
15.6 65 16 48 115 1540
15.7 65 16 48 115 1570
158 &5 16 48 115 1580
159 b5 14 48 115 1550
160 65 16 48 115 1600 M18x2
161 73 18 48 123 1610
16.2 73 18 48 123 1620
163 73 18 48 123 1630
16.4 73 18 48 123 1640
145 73 18 48 123 1450
166 i3 18 48 123 1660 3/4-10UNC
167 73 18 48 123 1670
168 73 18 48 123 1680
169 73 18 48 123 1690
17.0 73 18 48 123 1700 M18x1
17.1 73 18 48 123 1710
172 73 18 48 123 1720
173 73 18 48 123 1730
17.4 73 18 48 123 1740
175 73 18 48 123 1750 M20x2.5 3/4-16UNF
17.6 73 18 48 123 1760
17.7 73 18 48 123 1770
17.8 73 18 48 123 1780 3/4-20UNEF
179 73 18 48 123 1790

Cutting Tool Technology



- RITEE£3 DINGS3T Rt hliE

R a =R (SP-N80003)

Carbide Twist Drills

- Manufacturing standard: DIN 6537

MJ;SP @VI-MJ:;}"';:’]
UG

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap

180 73 18 48 123 1800 202
181 79 20 50 131 1810
18.2 79 20 50 131 1820
183 79 20 50 131 1830
18.4 79 20 50 131 1840
185 79 20 50 131 1850 M20x1.5
18.6 79 20 50 131 1840
18.7 79 20 50 131 1870
188 79 20 50 13 1880
189 79 20 50 131 1850
19.0 79 20 50 131 1900 M20x1
191 79 20 50 131 1910
17.2 79 20 50 131 1720
193 79 20 50 13 1930
19.4 79 20 50 131 1740
19.5 79 20 50 131 1950
196 79 20 50 131 1960 7/8-9UNC
19.7 79 20 50 131 1970
195 79 20 50 131 1780
19.9 79 20 50 131 1990
200 79 20 50 131 2000 M22x2

Lad

AHNO figk:s

Cutting Teol Technology



Ehaz e (SP-X80105)

Carbide Twist Drills

- R £% DINGS3T fniflis

- AHNO #7/
- BIL71E
- FIRREE

- EETEETIA

- WA

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute
- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N K s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
30 28 & 36 b6 0300
3.1 28 4 36 66 0310
3z 28 & 34 &b 0320
23 28 4 36 66 0330 Mdx0.7
34 28 4 36 b6 0340 NO.8-32UNC
35 28 4 36 &6 0350 Méx0.5 NOB-3aUNF
36 28 4 34 b 03460
37 28 4 36 66 0370 Méx0.7
38 36 & 34 T4 0380 Méx0.5
39 36 & 36 14 0390 NO.10-24UNC
40 36 4 36 74 0400
41 36 & 36 T4 0410 NO10-32UNF
4.2 36 & 36 T4 0420 MEx0.8
43 36 & 36 T4 0430
4.4 36 & 34 T4 0440
4.5 36 & 36 14 0450 Max0.5 NO.12-24UNC
4.6 36 & 36 T4 04460 NC12-2BUNF MEx0.8
47 36 i} 36 T4 0470 NO.12-32UNEF
48 ik & 36 82 0480
49 44 & 36 82 0420
50 s é 35 82 0500 Méx1
5.1 44 & 36 82 0510 /4= 20UNC
52 A 6 36 82 0520
53 Ady & 34 a2 0530 Méx0.75
5.4 4d & 3é 82 0540
55 44 6 36 82 0550 1/4-28UNF Méx1
5.6 b & 34 82 0560 1/4-32UNF
57 [ & 34 82 0570
58 i 6 36 82 0580
59 Ad & 34 82 0550

Cutting Tool Technology

Please call Lo checkinventory be N7
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- RsHHE 2% DINGS3T fhRliE
- AHNO 17

- B3R

- R

- ERtEETIA

- WA

FEmazMesh (SP-X80105)

Carbide Twist Drills

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute
- Super performance tools

= Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

Fr I K s s I
’ = T 567 Recommended Tap
{"?!1‘:7 nite gﬁ g; ik Rl mm&g:ﬁ ode 18£8 Cutting Tap 1RFELLH Forming Tap
60 Ady & 34 82 0600
6.1 53 8 36 27 0610
6.2 53 8 36 21 0620
6.3 53 8 34 21 0630
6.4 53 8 36 21 0640
&5 53 8 36 1 0450
6.6 53 8 36 M 0660 5/16-18UNC
6.7 53 8 36 21 0670
6.8 53 8 36 e 0680 M8X1.25
49 53 8 36 2 0470 5/16-24UNF
70 53 B 36 21 0700 MBX1
7.1 53 ] 36 e 0710 5/146-32UNEF
7.2 53 8 36 Al 0720
7.3 53 8 36 1 0730 MBX0.75
1.4 53 8 36 21 0740 MBX1.25
7.5 53 8 36 1 0750
7.6 53 8 36 | 0760
77 53 8 34 1 o770
7.8 53 8 36 1 0780
7.9 53 8 36 i 0770
8.0 53 8 36 21 0800 3/B-186UNC
8.1 61 10 40 103 0810
82 &1 10 40 103 0820
83 61 10 40 103 0830
8.4 a1 10 40 103 0840
85 b6 10 40 103 0850 M10x1.5 3/8-24UNF
8.6 &1 10 40 103 0860
87 &1 10 40 103 0870 3/8-32UNEF
88 &1 10 40 103 0880 M10x1.25
89 &1 10 40 103 0870

AHNO figk:s

Cutting Teol Technology



Ehaz e (SP-X80105)

Carbide Twist Drills

- R £% DINGS3T fniflis

- AHNO #7/
- BIL71E
- FIRREE

- EETEETIA

- WA

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute
- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N « s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
90 &1 10 40 103 0900 M10%1
2.1 61 10 40 103 0%10
9.2 &1 10 40 103 0920
23 &1 10 40 103 0930 M10X0.75 M10X1.5
9.4 &1 10 40 103 0940 7116-14UNC
2.5 &1 10 40 103 0950
9.4 &1 10 40 103 0960
9.7 61 10 40 103 0570
2.8 &1 10 40 103 0980
9.9 61 10 40 103 0990 1116-20UNF
10.0 61 10 40 103 1000
101 i 2 45 118 10710
10.2 7 12 45 118 1020 TM4-28UNEF
103 bl 12 45 118 1030 M12%1.75
10.4 71 12 45 118 1040
105 71 12 45 118 1050
10.6 71 12 45 118 1060
10.7 71 12 45 118 1070
108 71 12 45 118 1080
109 n 12 45 118 1090 1/2-13UNC
11.0 7 12 45 118 1100 M12X1
11.1 71 12 45 118 1110
112 71 12 45 118 1120 M12X1.75
113 71 12 45 118 1130
114 71 12 45 118 1140
15 Il 12 45 118 1150 1/2-20UNF
114 71 12 45 118 1140
1.7 il 12 45 118 1170
118 71 T2 45 118 1180 1/2-28UNEF
19 71 12 45 118 1150

Cutting Tool Technology

e s | 039



- RsHHE 2% DINGS3T fhRliE

FEmazMesh (SP-X80105)

Carbide Twist Drills

- AHNO 17
- B3R

- R

- ERtEETIA
- WA

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute
- Super performance tools

= Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

Fr I K s s I
’ = T 567 Recommended Tap
{"?!1‘:7 nite gﬁ g; ik Rl mm&g:ﬁ“* 18£8 Cutting Tap 1RFELLH Forming Tap
12.0 71 12 45 118 1200 M1 4x2
12.1 77 14 45 124 1210
12.2 77 14 45 124 1220 F/16-12UNC
123 17 T4 45 124 1230
12.4 77 14 45 124 1240
125 77 14 45 124 1250 M14x1.5
12.6 77 14 45 124 1260
12.7 77 14 45 124 1270
12.8 77 14 45 124 1280
129 77 14 45 124 1290 G/16-18UNF
13.0 I 14 45 124 1300 M14x1 M14x2
13.1 77 14 45 124 1310
132 77 14 45 124 1320 9116-24UNEF
133 77 14 45 124 1330
13.4 77 T4 45 124 1340
135 77 14 45 124 1350
13.6 77 T4 45 124 1360 5/B-1TUNC
13.7 77 14 45 124 1370
138 77 14 45 124 1380
139 77 14 45 124 1390
14.0 77 14 45 124 1400 M16x2
141 B3 14 48 133 1410
142 83 16 48 133 1420
14.3 83 16 48 133 1430
14.4 83 16 48 133 1440
145 83 16 48 133 1450 M1éx1.5 5/8-18UNF
14.6 83 16 48 133 1460
14.7 83 14 48 133 1470
148 83 16 48 133 1480 5/8-24UNEF
14.9 B3 16 48 133 1490

o
]
&l

AHNO figk:s

Cutting Teol Technology



Ehaz e (SP-X80105)

Carbide Twist Drills

- R £% DINGS3T fniflis

- AHNO #7/
- BIL71E
- FIRREE

- EETEETIA

- WA

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute
- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N « s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
15.0 83 16 48 133 1500 M1éx1 M1 6x2
15.1 83 16 48 133 1510
15.2 83 16 48 133 1520
153 83 16 48 133 1530
15.4 83 16 48 133 1540
155 83 16 48 133 1550 M18x2.5
15.6 83 16 48 133 1540
15.7 83 16 48 133 1570
158 83 16 48 133 1580
159 83 16 48 133 1550
160 83 16 48 133 1600 M18x2
161 93 18 48 143 1610
16.2 93 18 48 143 1620
163 23 18 48 143 1630
16.4 93 18 48 143 1640
165 93 18 48 143 1650
16.6 93 18 48 143 1660 3/4-10UNC
167 o3 18 48 143 1670
168 93 18 48 143 1680
169 23 18 48 143 1630
17.0 93 18 48 143 1700 M18x1
171 93 18 48 143 1710
172 93 18 48 143 1720
173 93 18 48 143 1730
17.4 73 18 48 143 1740
175 93 18 48 143 1750 M20x2.5 3/4-16UNF
17.6 23 18 48 143 1760
17.7 93 18 48 143 1770
17.8 93 18 48 143 1780 3/4-20UNEF
179 93 18 48 143 1790

Cutting Tool Technology
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- RsHHE 2% DINGS3T fhRliE
- AHNO 17

- B3R

- R

- ERtEETIA

- WA

FEmazMesh (SP-X80105)

Carbide Twist Drills

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Fine polished flute
- Super performance tools

= Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

Fr I K s s I
’ = T 567 Recommended Tap
{"?!1‘:7 nite gﬁ g; ik Rl mm&g:ﬁ ode 18£8 Cutting Tap 1RFELLH Forming Tap

18.0 93 18 48 143 1800 M20x2
18.1 101 20 50 153 1810

18.2 101 20 50 153 1820

183 107 20 50 153 1830

18.4 101 20 50 153 1840

185 101 20 50 153 1850 M20¥1.5
18.6 101 20 50 153 1860

18.7 101 20 50 153 1870

18.8 10 20 50 153 1880

189 101 20 50 153 1890

17.0 107 20 50 153 1700 M20X7
191 101 20 50 153 1710

19.2 10 20 50 153 1920

19.3 10 20 50 153 1730

19.4 101 20 50 153 1940

125 107 20 50 153 1950

19.6 101 20 50 153 1960 7/8-9UNC
19.7 101 20 50 153 1770

19.8 101 20 50 153 1980

19.9 101 20 50 153 1990

200 101 20 50 153 2000 M22x2

AHNO figk:s

Cutting Teol Technology



RaE e (SP-X80005)

Carbide Twist Drills

- RITEE£3 DINGS3T Rt hliE

- AHNO #7/
- BIL71E
- FIRREE

- EEtEETIR

- WA

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

P N K s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap
30 28 & 36 b6 0300
3.1 28 6 36 66 0310
3z 28 & 34 &b 0320
23 28 6 36 66 0330 Ma4x0.7
34 28 [ 36 b6 0340 NO.8-32UNC
35 28 & 36 &6 0350 Méx0.5 NOB-3aUNF
346 28 & 34 b 03460
37 28 6 36 b6 0370 M&x0.7
38 36 & 34 T4 0380 Ma&x0.5
39 36 & 36 14 0390 NO.10-24UNC
40 36 6 36 74 0400
41 36 & 36 T4 0410 NO10-32UNF
4.2 36 & 36 T4 0420 MEXD.8
43 36 & 36 T4 0430
4.4 36 & 34 T4 0440
4.5 36 & 36 14 0450 Max0.5 NO.12-24UNC
4.6 36 & 36 T4 04460 NC12-2BUNF M5X0.8
47 36 i} 36 T4 0470 NO.12-32UNEF
48 ik & 36 82 0480
49 44 & 36 82 0420
50 s é 35 82 0500 M&X1
5.1 44 & 36 82 0510 /4= 20UNC
52 A 6 36 82 0520
53 Ady & 34 a2 0530 MEXD.75
5.4 4d & 3é 82 0540
55 44 6 36 82 0550 1/4-28UNF Méx1
5.6 b & 34 82 0560 1/4-32UNEF
57 [ & 34 82 0570
58 i 6 36 82 0580
59 Ad & 34 82 0550

Cutting Tool Technology



RaE e (SP-X80005)

Carbide Twist Drills

o 2= ¥

2 o b J
- Rsai#%E DINGS3T ftEis - Manufacturing standard: DIN 6537
- AHNO 58 - AHNO standard
- BILTIE - Good centering performance
- PRk R - Special Flute
- HEtEETIR - Super performance tools
- A - Universality on different materials
SMIHE P, M. K. S Suitable for materials: P. M. K. S
r I K s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap
60 Ady & 36 82 0600
6.1 53 8 36 Fal 0610
6.2 53 8 34 21 0620
6.3 53 8 36 o1 0630
b.4 53 8 36 Eal 0640
6.5 53 8 36 21 0650
6.6 53 8 34 21 0660 5/16-1BUNC
6.7 53 8 36 21 0670
6.8 53 8 34 e 04680 MBx1.25
49 53 8 34 21 0470 5/16-24UNF
10 53 8 36 21 0700 M8x1
7.1 53 8 36 21 0710 5/16-32UNEF
72 53 8 34 21 0720
73 53 8 36 7 0730 Max0.75
1.4 53 8 34 21 0740 M8x1.25
7.5 53 8 36 1 0750
7.6 53 8 36 e 0760
1.7 53 8 36 21 0770
78 53 8 36 * 0780
79 53 8 36 21 0720
8.0 53 8 35 21 0800 3/B-186UNC
8.1 61 10 40 103 0810
82 &1 10 40 103 0820
83 61 10 40 103 0830
8.4 &1 10 40 103 0840
8.5 &1 10 40 103 0850 M10x1.5 3/8-24UNF
8.6 &1 10 40 103 0860
B7 &1 10 40 103 0870 3/8-32UNEF
88 a1 10 40 103 0880 M10x1.25
89 &1 10 40 103 0890

Cutting Teol Technology



RaE e (SP-X80005)

Carbide Twist Drills

- RITEE£3 DINGS3T Rt hliE

- AHNO #7/
- BIL71E
- FIRREE

- EETEETIA

- WA

- AHNO standard

- Manufacturing standard: DIN 6537

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N « s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
90 &1 10 40 103 0900 M10x1
2.1 61 10 40 103 0%10
9.2 &1 10 40 103 0920
23 &1 10 40 103 0930 M10x0.75 M10x1.5
9.4 &1 10 40 103 0940 7116-14UNC
2.5 &1 10 40 103 0950
9.4 &1 10 40 103 0960
9.7 61 10 40 103 0570
2.8 &1 10 40 103 0980
9.9 61 10 40 103 0990 1116-20UNF
10.0 61 10 40 103 1000
101 i 2 45 118 10710
10.2 7 12 45 118 1020 T1M4-28UNEF
103 bl 12 45 118 1030 M12x1.75
10.4 71 12 45 118 1040
105 71 12 45 118 1050
10.6 71 12 45 118 1060
10.7 71 12 45 118 1070
108 71 12 45 118 1080
109 n 12 45 118 1090 1/2-13UNC
11.0 7 12 45 118 1100 M12x1
11.1 71 12 45 118 1110
112 71 12 45 118 1120 M12x1.75
113 71 12 45 118 1130
114 71 12 45 118 1140
15 Il 12 45 118 1150 1/2-20UNF
114 71 12 45 118 1140
1.7 il 12 45 118 1170
118 71 T2 45 118 1180 1/2-28UNEF
19 71 12 45 118 1150

Cutting Tool Technology

)45



RaE e (SP-X80005)

Carbide Twist Drills

L a5 J
- Rsai#%E DINGS3T ftEis - Manufacturing standard: DIN 6537
- AHNO 58 - AHNO standard
- BILTIE - Good centering performance
- PRk R - Special Flute
- BEtEETIA - Super performance tools
- A - Universality on different materials
SMIHE P, M. K. S Suitable for materials: P. M. K. S
r N « s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
120 71 12 45 118 1200 142
121 77 14 45 124 1210
12.2 77 14 45 124 1220 F/16-12UNC
123 17 14 45 124 1230
124 7 T4 45 124 1240
125 7 14 45 124 1250 M14x1.5
12.6 77 14 45 124 1240
127 77 14 45 124 1270
12.8 77 14 45 124 1280
129 77 14 45 124 1290 9i16-18UNF
130 77 T4 45 124 1300 M14x1 M14x2
131 7 14 45 124 1310
13.2 77 14 45 124 1320 9M4-24UNEF
133 77 14 45 124 1330
13.4 77 T4 45 124 1340
135 77 14 45 124 1350
136 77 T4 45 124 1360 5/B-1TUNC
137 77 14 45 12 1370
138 77 14 45 4124 1380
139 77 14 45 124 13%0
14.0 77 14 45 124 1400 M16x2
14.1 B3 14 48 133 1410
142 83 16 48 133 1420
143 83 16 48 133 1430
14.4 83 16 48 133 1440
145 83 16 48 133 1450 M16x1.5 5/8-18UNF
14.6 83 16 48 133 1460
14.7 83 14 48 133 1470
148 83 16 48 133 1480 5/8-24UNEF
149 B3 16 48 133 1490

AHNO figk:s

Cutting Teol Technology



BRASFIES (SPX80005) = fmﬁf il W

Carbide Twist Drills ( }J ,

- Rsai#%E DINGS3T ftEis - Manufacturing standard: DIN 6537
- AHNO #7& - AHNO standard

- BILTIE - Good centering performance

- PRk R - Special Flute

- BEtEETIA - Super performance tools

- AR - Universality on different materials

SMIHE P, M. K. S Suitable for materials: P. M. K. S

P . M K | s IS
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
15.0 83 16 48 133 1500 M1éx1 M1 6x2
15.1 83 16 48 133 1510
15.2 83 16 48 133 1520
153 83 16 48 133 1530
15.4 83 16 48 133 1540
155 83 16 48 133 1550 M18x2.5
15.6 83 16 48 133 1540
15.7 83 16 48 133 1570
158 83 16 48 133 1580
159 83 16 48 133 1550
160 83 16 48 133 1600 M18x2
161 93 18 48 143 1610
16.2 93 18 48 143 1620
163 23 18 48 143 1630
16.4 93 18 48 143 1640
165 93 18 48 143 1650
16.6 93 18 48 143 1660 3/4-10UNC
167 o3 18 48 143 1670
168 93 18 48 143 1680
169 23 18 48 143 1630
17.0 93 18 48 143 1700 M18x1
171 93 18 48 143 1710
172 93 18 48 143 1720
173 93 18 48 143 1730
17.4 73 18 48 143 1740
175 93 18 48 143 1750 M20x2.5 3/4-16UNF
17.6 23 18 48 143 1760
17.7 93 18 48 143 1770
17.8 93 18 48 143 1780 3/4-20UNEF
179 93 18 48 143 1790

AHNO B2k I TIR,, TR S Stock cuiting Lools: lease call o checkiivertory be

Cutting Tool Technology



RaE e (SP-X80005)

Carbide Twist Drills

- Rsai#%E DINGS3T ftEis - Manufacturing standard: DIN 6537

- AHNO 58 - AHNO standard

- BILTIE - Good centering performance

- PRk R - Special Flute

- BEtEETIA - Super performance tools

- A - Universality on different materials

SMIHE P, M. K. S Suitable for materials: P. M. K. S
r N K s N
¢-dc If HE ds & ; . R"J:ﬁﬁ' L3 Recommended Tap
“aEm7 L LEG e Bl Dimension Code YIRIL 5 Cutting Tap RELL5% Forming Tap

180 93 18 48 143 1800 202
181 101 20 50 153 1810
18.2 101 20 50 153 1820
183 101 20 50 153 1830
18.4 101 20 50 153 1840
185 101 20 50 153 1850 M20x1.5
18.6 101 20 50 153 1840
18.7 101 20 50 153 1870
188 101 20 50 153 1880
189 101 20 50 153 1850
19.0 101 20 50 153 1900 M20x1
19.1 101 20 50 153 1910
17.2 101 20 50 153 1720
193 101 20 50 153 1930
19.4 101 20 50 153 1940
19.5 101 20 50 153 1950
196 101 20 50 153 1960 7/8-9UNC
19.7 101 20 50 153 1970
19.8 101 20 50 153 1780
19.9 101 20 50 153 1990
200 101 20 50 153 2000 M22x2

AHNO figk:s

Cutting Teol Technology



e e (SP-N80105)

Carbide Twist Drills

- R £% DINGS3T fniflis

- Manufacturing standard: DIN 6537

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
| S—
.dc ds . L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil i Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

] 28 & 36 b6 0300
31 28 4 36 66 0310
32 28 & 34 &b 0320
33 28 4 36 66 0330 Mdx0.7
34 28 4 34 b6 0340 MNO.8-32UNC
35 28 4 36 &6 0350 Méx0.5 NOB-3aUNF
346 28 4 34 b 03460
37 28 4 36 66 0370 Max0.7
38 34 & 34 T4 0380 Méx0.5
39 34 & 34 14 0390 NO.10-24UNC
40 36 4 36 T4 0400
41 36 & 36 T4 0410 NG10-32UNF
4.2 36 & 34 T4 0420 MEx0.8
43 36 & 36 74 0430
&b 36 & 34 T4 0440
45 364 & 36 14 0450 Max0.5 NO.12-24UNC
4t 36 & 36 T4 04460 NC12-2BUNF MEx0.8
47 34 i} 36 74 0470 NO.12-32UNEF
48 ) & 36 82 0480
49 44 & 36 82 0420
5.0 b é 35 82 0500 Méx1
) fdy & 36 82 0510 /4= 20UNC
52 iy & 36 82 0520
5.3 fiéh & 34 a2 0530 Méx0.75
54 44 & 3é 82 0540
55 4ty 6 36 82 0550 1/4-28UNF Méx1
56 4 & 34 82 0560 1/4-32UNEF
57 by & 34 82 0570
58 & 6 36 82 0580
59 A & 34 82 0550

Cutting Tool Technology



5xD

BRASAEHE (SP-NS0L0S) NEH

Carbide Twist Drills 30°

— —— @
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
&0 L & 3é 82 0600
6.1 53 8 36 7 0610
6.2 53 8 34 21 0620
43 53 8 34 o1 0630
6.4 55 8 36 21 0640
65 53 8 b 1 0650
6.6 53 8 36 M 0660 5/16-18UNC
6.7 53 8 36 21 0670
68 53 8 34 e 04680 MBx1.25
&9 53 8 34 2 0620 5/16-24UNF
7.0 54 B 34 21 0700 M8x1
71 53 ] 34 e 0710 5/146-32UNEF
1.2 53 8 36 21 0720
7.3 53 8 36 7 0730 MBx0.75
T4 Lt 8 34 21 0740 M8x1.25
7.5 53 8 36 1 0750
1.6 &3 8 36 | 0760
7.7 53 8 34 1 o770
7.8 53 8 36 1 0780
79 E3 8 34 i 0770
8.0 53 8 35 21 0800 3/B-186UNC
8.1 61 10 40 103 0810
82 a1 10 40 103 0820
g3 &1 10 40 103 0830
8.4 41 10 40 103 0840
85 &1 10 40 103 0850 M10x1.5 3/8-24UNF
8.6 &1 10 40 103 0840
87 &1 10 40 103 0870 3/8-32UNEF
88 61 10 40 103 0880 M10x1.25
89 &1 10 40 103 0890

lessa call 1y checkinvertory befor srdering AHNO figk:s

Cutting Teol Technology




e e (SP-N80105)

Carbide Twist Drills

- R £% DINGS3T fniflis

- Manufacturing standard: DIN 6537

5xD rSP (VI-MJ:E‘;J:’]
0SS

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap

9.0 &1 10 40 103 0900 M10x1
9.1 61 10 40 103 0910
92 &1 10 40 103 0920
23 &1 10 40 103 0930 M10x0.75 M10x1.5
94 &1 10 40 103 0940 7116-14UNC
95 &1 10 40 103 0950
9.6 61 10 40 103 0960
2.7 61 10 40 103 0970
28 &1 10 40 103 0980
99 &1 10 40 103 0990 1116-20UNF
100 a1 10 40 103 1000
101 71 12 45 118 1010
10.2 71 2 45 118 1020 7/16-2BUNEF
10.3 Al 12 45 118 1030 M12x1.75
10.4 71 12 45 118 1040
105 71 12 45 118 1050
10.6 71 12 45 118 1060
107 71 12 45 118 1070
108 71 12 45 118 1080
109 71 12 45 118 10%0 1/2-13UNC
11.0 71 12 45 118 1100 M12x1
113 71 12 45 118 1110
1E 7 12 45 118 1120 M12x1.75
a2 71 12 45 118 1130
11.4 71 12 45 118 1140
115 71 12 45 118 1150 1/2-20UNF
11.6 71 12 45 118 1160
117 71 12 45 118 1170
118 7 12 45 118 1180 1/2-28UNEF
119 71 12 45 118 1150

Cutting Tool Technology



- R £% DINGS3T fniflis

e e (SP-N80105)

Carbide Twist Drills

- Manufacturing standard: DIN 6537

5xD :SP [VI-M :IJ;';:]]
=¥

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
120 71 12 45 118 1200 M1 42
121 77 14 45 124 1210
122 17 14 45 124 1220 F/16-12UNC
123 77 T4 45 124 1230
124 i 14 45 124 1240
125 77 14 45 124 1250 M14x1.5
12.6 77 14 45 124 1260
12.7 77 14 45 124 1270
128 77 14 45 124 1280
129 77 14 45 124 1290 9i16-18UNF
13.0 77 14 45 124 1300 M14x1 M1 4x2
131 77 14 45 124 1310
132 77 14 45 124 1320 916-24UNEF
133 77 14 45 124 1330
134 i T4 45 124 1340
135 77 T4 45 124 1350
136 77 T4 45 124 1360 5/B-1TUNC
137 77 14 45 124 1370
138 77 14 45 124 1380
139 77 14 45 124 1350
14.0 77 14 45 124 1400 M16x2
141 83 14 48 133 1410
142 83 16 48 133 1420
143 g3 16 48 133 1430
144 83 16 48 133 1440
145 83 16 48 133 1450 M1éx1.5 5/8-18UNF
4.6 83 16 48 133 1460
147 83 14 48 133 1470
148 83 16 48 133 1480 5/8-24UNEF
14.9 g3 16 48 133 1490

AHNO figk:s

Cutting Teol Technology



5xD

ERASSRFES (SP-N0105) =0

Carbide Twist Drills 30°

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
15.0 g3 16 48 133 1500 M1éx1 M1 6x2
151 83 16 48 133 1510
152 83 16 48 133 1520
15.3 83 16 48 133 1530
15.4 83 16 48 133 1540
155 83 16 48 133 1550 M18x2.5
15.6 83 16 48 133 1560
15.7 83 16 48 133 1570
15.8 83 16 48 133 1580
159 83 16 48 133 1550
160 83 16 48 133 1600 M18x2
161 93 18 48 143 1610
16.2 93 18 48 143 1620
163 93 18 48 143 1630
164 93 18 48 143 1640
16.5 93 18 48 143 1450
16.6 93 18 48 143 1660 3/4-10UNC
167 93 18 48 143 1670
168 93 18 48 143 1680
169 3 18 48 143 1650
17.0 93 18 48 143 1700 M18x1
171 93 18 48 143 1710
172 93 18 48 143 1720
173 23 18 48 143 1730
174 e 18 48 143 1740
175 93 18 48 143 1750 M20x2.5 3/4-16UNF
174 93 18 48 143 1760
177 93 18 48 143 1770
178 93 18 48 143 1780 3/4-20UNEF
179 93 18 48 143 1790

AHNO BB . -
Ciitting Tool Technolony Areimi] Aviadla bl fopape W)



- R £% DINGS3T fniflis

e e (SP-N80105)

Carbide Twist Drills

- Manufacturing standard: DIN 6537

5xD :SP [VI-MJ:;;:’]
=¥

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
18.0 g3 18 48 143 1800 202
181 101 20 50 153 1810
182 101 20 50 153 1820
18.3 101 20 50 153 1830
18.4 101 20 50 153 1840
185 101 20 50 153 1850 M20x1.5
18.6 101 20 50 153 1860
18.7 101 20 50 153 1870
188 10 20 50 153 1880
189 101 20 50 153 1890
19.0 101 20 50 153 1700 M20x1
121 101 20 50 153 1710
122 101 20 50 153 1920
123 101 20 50 153 1930
19.4 101 20 50 153 1940
195 101 20 50 153 1950
19.6 101 20 50 153 1960 7/8-9UNC
197 101 20 50 153 1770
198 101 20 50 153 1980
199 101 20 50 153 1750
200 101 20 50 153 2000 M22x2

AHNO figk:s

Cutting Teol Technology



BRaE et (SP-N80005)

Carbide Twist Drills

5D | SP (vm 13°°]
A L \[7 )
a3 m ] Ir' W e ch}

30° || ceam {

L a5 J
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
] 28 & 36 b6 0300
31 28 & 36 66 0310
32 28 & 34 &b 0320
33 28 6 36 66 0330 Mdx0.7
34 28 ) 34 b6 0340 NO.8-32UNC
35 28 & 36 &6 0350 Méx0.5 NOB-3aUNF
346 28 & 34 b 03460
37 28 6 36 66 0370 Max0.7
38 34 & 34 T4 0380 Méx0.5
39 34 & 36 14 0390 NO.10-24UNC
40 36 b 36 T4 0400
41 36 6 36 T4 0410 NG10-32UNF
4.2 36 & 34 T4 0420 MEx0.8
43 36 & 36 74 0430
&b 36 & 34 T4 0440
45 36 & 36 74 0450 M5x0.5 NO.12-24UNC
4t 36 & 36 T4 04460 NC12-2BUNF MEx0.8
47 34 i} 36 T4 0470 NO.12-32UNEF
48 ) & 36 82 0480
49 44 & 36 82 0420
5.0 b é 35 82 0500 Méx1
) fdy & 36 82 0510 /4= 20UNC
52 iy 6 36 82 0520
5.3 fiéh & 34 a2 0530 Méx0.75
54 44 & 3é 82 0540
55 4ty 6 36 82 0550 1/4-28UNF Méx1
56 4 & 34 82 0560 1/4-32UNEF
57 by & 34 82 0570
58 & 6 36 82 0580
59 A & 34 82 0550

Cutting Tool Technology

=
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BRaE et (SP-N80005)

Carbide Twist Drills

L a5 J
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,x m7 S gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
&0 L & 3é 82 0600
6.1 53 8 36 7 0610
6.2 53 8 34 21 0620
43 53 8 34 o1 0630
6.4 55 8 36 21 0640
65 53 8 b 1 0650
6.6 53 8 36 M 0660 5/16-18UNC
6.7 53 8 36 21 0670
68 53 8 34 e 04680 MBx1.25
&9 53 8 34 2 0620 5/16-24UNF
7.0 54 B 34 21 0700 M8x1
71 53 ] 34 e 0710 5/146-32UNEF
1.2 53 8 36 Al 0720
7.3 53 8 36 7 0730 MBx0.75
T4 Lt 8 34 21 0740 M8x1.25
7.5 53 8 36 1 0750
1.6 &3 8 36 | 0760
7.7 53 8 34 1 o770
7.8 53 8 36 1 0780
79 E3 8 34 i 0770
8.0 53 8 35 21 0800 3/B-186UNC
8.1 61 10 40 103 0810
82 a1 10 40 103 0820
g3 &1 10 40 103 0830
8.4 41 10 40 103 0840
85 &1 10 40 103 0850 M10x1.5 3/8-24UNF
8.6 &1 10 40 103 0840
87 &1 10 40 103 0870 3/8-32UNEF
88 61 10 40 103 0880 M10x1.25
89 &1 10 40 103 0890

AHNO figk:s

Cutting Teol Technology



BRaE et (SP-N80005)

Carbide Twist Drills

5xD :SP IKVI-MJ:EI;J:;}
By

L a5 J
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,x m7 S gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
9.0 &1 10 40 103 0900 M10x1
9.1 61 10 40 103 0910
92 &1 10 40 103 0920
23 &1 10 40 103 0930 M10x0.75 M10x1.5
94 &1 10 40 103 0940 7116-14UNC
95 &1 10 40 103 0950
9.6 61 10 40 103 0960
2.7 61 10 40 103 0970
28 &1 10 40 103 0980
99 &1 10 40 103 0990 1116-20UNF
100 a1 10 40 103 1000
101 71 12 45 118 1010
10.2 71 2 45 118 1020 7/16-2BUNEF
10.3 Al 12 45 118 1030 M12x1.75
10.4 71 12 45 118 1040
105 71 12 45 118 1050
10.6 71 12 45 118 1060
107 71 12 45 118 1070
108 7 12 45 118 1080
109 71 12 45 118 10%0 1/2-13UNC
11.0 71 12 45 118 1100 M12x1
113 71 2 45 118 1110
1E 7 12 45 118 1120 M12x1.75
a2 71 12 45 118 1130
11.4 71 12 45 118 1140
115 71 12 45 118 1150 1/2-20UNF
11.6 71 12 45 118 1160
117 71 12 45 118 1170
118 7 12 45 118 1180 1/2-28UNEF
119 71 12 45 118 1150

Cutting Tool Technology



BRaE et (SP-N80005)

Carbide Twist Drills

L a5 J
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,x m7 S gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
120 71 12 45 118 1200 M1 42
121 77 14 45 124 1210
122 17 14 45 124 1220 F/16-12UNC
123 77 T4 45 124 1230
124 I 14 45 124 1240
125 77 14 45 124 1250 M14x1.5
12.6 77 14 45 124 1260
12.7 77 14 45 124 1270
128 77 14 45 124 1280
129 77 14 45 124 1290 9i16-18UNF
13.0 77 14 45 124 1300 M14x1 M1 4x2
131 77 14 45 124 1310
132 77 14 45 124 1320 916-24UNEF
133 77 14 45 124 1330
134 i T4 45 124 1340
135 77 T4 45 124 1350
136 77 T4 45 124 1360 5/B-1TUNC
137 77 14 45 124 1370
138 77 14 45 124 1380
139 77 14 45 124 1350
14.0 77 14 45 124 1400 M16x2
141 83 14 48 133 1410
142 83 16 48 133 1420
143 g3 16 48 133 1430
144 83 16 48 133 1440
145 83 16 48 133 1450 M1éx1.5 5/8-18UNF
Tdb 83 16 48 133 1460
147 83 14 48 133 1470
148 83 16 48 133 1480 5/8-24UNEF
14.9 g3 16 48 133 1490

AHNO figk:s

Cutting Teol Technology



5xD

BRaEmEi (SP-N80005) g/ ] | = W { VW

Carbide Twist Drills 30°

2 o b J
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,x m7 S gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
15.0 g3 16 48 133 1500 M1éx1 M1 6x2
151 83 16 48 133 1510
152 83 16 48 133 1520
15.3 83 16 48 133 1530
15.4 83 16 48 133 1540
155 83 16 48 133 1550 M18x2.5
15.6 83 16 48 133 1560
15.7 83 16 48 133 1570
15.8 83 16 48 133 1580
159 83 16 48 133 1550
160 83 16 48 133 1600 M18x2
161 93 18 48 143 1610
16.2 93 18 48 143 1620
163 93 18 48 143 1630
164 93 18 48 143 1640
16.5 93 18 48 143 1450
16.6 93 18 48 143 1660 3/4-10UNC
167 93 18 48 143 1670
168 93 18 48 143 1680
169 3 18 48 143 1650
17.0 93 18 48 143 1700 M18x1
171 93 18 48 143 1710
172 93 18 48 143 1720
173 23 18 48 143 1730
174 e 18 48 143 1740
175 93 18 48 143 1750 M20x2.5 3/4-16UNF
174 93 18 48 143 1760
177 93 18 48 143 1770
178 93 18 48 143 1780 3/4-20UNEF
179 93 18 48 143 1790

AHNO EE [EFFIIA, TTHRTAIE RS Slock cutting Pleasa call Lo checkinvanony bfore ordeding N5GC
Cutting Toal Technology - 3ER 3R e Availahle forspeci 2t = LJ ST



BRaE et (SP-N80005)

Carbide Twist Drills

L a5 J
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,x m7 S gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
18.0 g3 18 48 143 1800 202
181 101 20 50 153 1810
182 101 20 50 153 1820
18.3 101 20 50 153 1830
18.4 101 20 50 153 1840
185 101 20 50 153 1850 M20x1.5
18.6 101 20 50 153 1860
18.7 101 20 50 153 1870
188 10 20 50 153 1880
189 101 20 50 153 1890
19.0 101 20 50 153 1700 M20x1
121 101 20 50 153 1710
122 101 20 50 153 1920
123 101 20 50 153 1930
19.4 101 20 50 153 1940
195 101 20 50 153 1950
19.6 101 20 50 153 1960 7/8-9UNC
197 101 20 50 153 1770
198 101 20 50 153 1980
199 101 20 50 153 1750
20,0 101 20 50 153 2000 M22x2

A
ol

AHNO figk:s

Cutting Teol Technology



ERE ML (SP-X80008)

Carbide Twist Drills

- R £% DINGS3T fniflis

- AHNO #7&

- BiLFI5R

- FriEE

- EEtEETIR
- WA

- Manufacturing standard: DIN 6537
- Chisel edge regrinding: AHNO standard

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

P N K s N
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap
] 355 & 36 75 0300
31 355 4 36 75 0310
32 355 & 34 75 0320
33 355 4 36 75 0330 Mdx0.7
34 355 4 36 15 0340 NO.8-32UNC
35 355 4 36 75 0350 Méx0.5 NOB-3aUNF
346 355 4 34 75 03460
37 355 4 36 75 0370 Méx0.7
38 42 & 34 83 0380 Méx0.5
39 42 & 36 83 0390 NO.10-24UNC
40 42 4 36 83 0400
41 50 & 36 20 0410 NO10-32UNF
4.2 50 & 36 20 0420 MEx0.8
43 50 & 36 20 0430
&b 50 & 34 20 0440
4.5 50 & 36 20 0450 Max0.5 NO.12-24UNC
4t 50 & 36 20 04460 NC12-2BUNF MEx0.8
47 50 i} 36 20 0470 NO.12-32UNEF
48 50 & 36 20 0480
4.9 50 6 36 20 0420
5.0 50 é 35 20 0500 Méx1
) 57 & 36 o7 0510 /4= 20UNC
52 57 6 36 97 0520
5.3 57 & 34 97 0530 Méx0.75
54 57 & 3é @7 0540
55 57 6 36 97 0550 1/4-28UNF Méx1
56 57 & 34 97 0560 1/4-32UNEF
57 57 & 34 97 0570
58 57 6 36 97 0580
59 57 & 34 97 0550

Cutting Tool Technology

061



- RsH2El £3 DINGS3T HREfliE

R aERE (SP-X80008)

Carbide Twist Drilis

- AHNO 7
- B

- FRkER

- BEtEEDA
- B

- Manufacturing standard: DIN 6537
- Chisel edge regrinding: AHNO standard

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

===
HEE

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N x s N
sile . e ds Rtg= LT Recommended Tap
’th,i m7 L LE 6 it ls Bl Dimension Code YIRIL 5 Cutting Tap REELLH Forming Tap
60 57 b 36 97 0600
6.1 66 8 36 106 0610
6.2 66 8 36 106 0620
63 b6 8 36 106 0630
6.4 66 8 36 106 0640
65 b6 8 36 106 0650
6.6 66 8 36 106 0660 5/16-18UNC
6.7 66 8 36 106 0670
6.8 66 8 36 106 0680 M8x1.25
69 76 8 36 116 0690 BI16-24UNF
7.0 76 8 36 116 0700 M8x1
71 76 8 36 116 0710 5/16-32UNEF
72 76 8 36 16 0720
Fs 76 8 36 16 0730 M8x0.75
7.4 76 8 36 116 0740 M8x1.25
.5 76 8 36 116 0750
7.6 76 8 36 116 0760
7.7 76 8 36 116 0770
7.8 76 8 36 116 0780
79 76 8 36 116 0720
8.0 76 8 36 116 0800 3/8-16UNC
8.1 87 10 40 131 0810
82 a7 10 40 131 0820
83 a7 10 40 131 0830
8.4 g7 10 40 13 0840
85 87 10 40 13 0850 M10x1.5 3/8-24UNF
8.6 87 10 40 131 0860
87 87 10 40 131 0870 3/8-32UNEF
88 87 10 40 131 0880 M10x1.25
89 87 10 40 131 0890

AHNO figk:s

Cutting Teol Technology



BRASHIES (SPX80008) () 'T
Carbide Twist Drills o™ [

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537

- AHNO 45 - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance

- PRk R - Special Flute

- BEtEETIA - Super performance tools

- AR - Universality on different materials

SMIHE P, M. K. S Suitable for materials: P. M. K. S

P . M K | s IS
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
9.0 87 10 40 131 0900 M10x1
9.1 95 10 40 139 0310
92 25 10 40 139 0920
23 g5 10 40 139 0930 M10x0.75 M10x1.5
94 95 10 40 139 0940 7116-14UNC
95 95 10 40 139 0950
9.6 95 10 40 139 0560
9.7 95 10 40 139 0570
28 g5 10 40 139 0980
99 95 10 40 139 0990 1116-20UNF
100 95 10 40 139 1000
101 106 12 45 155 1010
102 106 12 45 155 1020 7/116-28UNEF
10.3 106 12 45 155 1030 M12x1.75
10.4 106 12 45 155 1040
105 106 12 45 155 1050
10.6 106 12 45 155 1060
107 106 12 45 155 1070
108 106 12 45 155 1080
109 106 12 45 155 10%0 1/2-13UNC
11.0 106 12 45 155 1100 M12x1
113 114 2 45 143 1110
1E 114 12 45 163 1120 M12x1.75
a2 114 12 45 163 1130
11.4 114 12 45 163 1140
115 114 12 45 163 1150 1/2-20UNF
1.6 114 12 45 163 1160
117 114 12 45 163 1170
118 114 12 45 163 1180 1/2-28UNEF
119 114 12 45 163 1150

AHNO B2k EF TR, TTHR RS Stock cufting Luols. Please cal o chediive

= 2 5 ¥ § ARy ( I‘H .‘.
Cutting Toal Technalony - 2548 34 ERl| Available fopsper o



- RsH2El £3 DINGS3T HREfliE

R aERE (SP-X80008)

Carbide Twist Drilis

- AHNO 7
- B

- FRkER

- BEtEEDA
- B

- Manufacturing standard: DIN 6537
- Chisel edge regrinding: AHNO standard

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

===
HEE

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N x s N
sile . e ds Rtg= LT Recommended Tap
’th,i m7 L LE 6 it ls Bl Dimension Code YIRIL 5 Cutting Tap REELLH Forming Tap
120 114 12 45 163 1200 M14x2
121 133 14 45 182 1210
122 133 14 45 182 1220 9/16-12UNC
123 133 14 45 182 1230
12.4 133 14 45 182 1240
125 133 14 45 182 1250 M14x1.5
126 133 14 45 182 1260
127 133 14 45 182 1270
128 133 14 45 182 1280
129 133 14 45 182 1290 9/16-18UNF
13.0 133 14 45 182 1300 M14x1 M14x2
131 133 14 45 182 1310
132 133 14 45 182 1320 9/16-24UNEF
133 133 14 45 182 1330
134 133 14 45 182 1340
135 133 14 45 182 1350
136 133 14 45 182 1360 5/8-11UNC
137 133 14 45 182 1370
138 133 14 45 182 1380
139 133 14 45 182 13920
14.0 133 14 45 182 1400 M1éx2
141 152 16 48 204 1410
142 152 16 48 204 1420
14.3 152 16 48 204 1430
144 152 16 48 204 1440
145 152 16 48 204 1450 M1éx1.5 5/8-18UNF
4.6 152 16 48 204 1460
14.7 152 16 48 204 1470
148 152 16 48 204 1480 5/8-24UNEF
14.9 152 16 48 204 1420

AHNO figk:s

Cutting Teol Technology



ERE ML (SP-X80008)

Carbide Twist Drills

- R £% DINGS3T fniflis

- AHNO #7&

- BiLFI5R

- FriEE

- EETEETIA
- WA

- Manufacturing standard: DIN 6537
- Chisel edge regrinding: AHNO standard

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N « s N
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
15.0 152 16 48 204 1500 M1éx1 M1 6x2
15.1 152 16 48 204 1510
152 152 16 48 204 1520
153 152 16 48 204 1530
15.4 152 16 48 204 1540
155 152 16 48 204 1550 M18x2.5
15.6 152 16 48 204 1560
15.7 152 16 48 204 1570
15.8 152 16 48 204 1580
159 152 14 48 204 1550
160 152 16 48 204 1600 M18x2
161 171 18 48 223 1610
16.2 m 18 48 223 1620
16.3 M 18 48 223 1630
164 171 18 48 223 1640
16.5 171 18 48 223 1650
16.6 171 18 48 223 1660 3/4-10UNC
167 171 18 48 223 1670
168 m 18 48 223 1680
169 171 18 48 223 1650
17.0 171 18 48 223 1700 M18x1
171 171 18 48 223 1710
172 171 18 48 223 1720
173 171 18 48 223 1730
174 m 18 48 223 1740
175 171 18 48 223 1750 M20x2.5 3/4-16UNF
17.6 171 18 48 223 1760
177 17 18 48 223 1770
178 171 18 48 223 1780 3/4-20UNEF
179 171 18 48 223 1790

Cutting Tool Technology

065



- RsH2El £3 DINGS3T HREfliE

R aERE (SP-X80008)

Carbide Twist Drilis

- AHNO 7
- B

- FRkER

- BEtEEDA
- B

- Manufacturing standard: DIN 6537
- Chisel edge regrinding: AHNO standard

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N x s N
sile . e ds Rtg= LT Recommended Tap
’th,i m7 L LE 6 it ls Bl Dimension Code YIRIL 5 Cutting Tap REELLH Forming Tap
180 171 18 48 223 1800 M20x2
181 190 20 50 244 1810
182 190 20 50 244 1820
18.3 190 20 50 244 1830
18.4 190 20 50 244 1840
185 190 20 50 244 1850 M20x1.5
18.6 190 20 50 244 1860
18.7 190 20 50 244 1870
18.8 190 20 50 244 1880
189 190 20 50 244 18920
19.0 190 20 50 244 1900 M20x1
191 190 20 50 244 1910
192 190 20 50 244 1920
193 190 20 50 244 1930
194 190 20 50 244 1940
195 190 20 50 244 1950
19.6 190 20 50 244 1960 7/8-9UNC
197 190 20 50 244 1970
19.8 190 20 50 244 1980
19.9 190 20 50 244 1920
200 190 20 50 244 2000 M22x2

AHNO figk:s

Cutting Teol Technology



FERE =R (SP-N80008)

Carbide Twist Drills

- R £% DINGS3T fniflis

- Manufacturing standard: DIN 6537

8D | SP (w-m 13°°]
A L \[7 )
lﬂ] W Vﬂ

30° || ceam {

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- FEHIERY - Fine polished flute

SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl g§ hé Wil RER Dimﬁl‘;j;ﬁqéode A& Cutting Tap ¥ ELH# Forming Tap

] a0 & 36 70 0300
31 30 4 36 70 0310
32 30 & 34 70 0320
33 30 4 36 70 0330 Mdx0.7
34 355 4 34 15 0340 NO.8-32UNC
35 355 4 36 75 0350 Méx0.5 NOB-3aUNF
346 355 4 34 75 03460
37 355 4 36 75 0370 Max0.7
38 42 & 34 83 0380 Méx0.5
39 42 & 34 83 0390 NO.10-24UNC
40 42 4 36 83 0400
41 50 & 36 20 0410 NG10-32UNF
4.2 50 & 34 20 0420 MEx0.8
43 50 & 36 20 0430
&b 50 & 34 20 0440
4.5 50 & 36 20 0450 Max0.5 NO.12-24UNC
4t 50 & 36 20 04460 NC12-2BUNF MEx0.8
47 50 i} 36 20 0470 NO.12-32UNEF
48 50 & 36 20 0480
49 50 & 36 20 0420
5.0 50 é 35 20 0500 Méx1
) 57 & 36 o7 0510 /4= 20UNC
52 57 6 36 97 0520
5.3 57 & 34 97 0530 Méx0.75
54 57 & 3é @7 0540
55 57 6 36 97 0550 1/4-28UNF Méx1
56 57 & 34 97 0560 1/4-32UNEF
57 57 & 34 97 0570
58 57 6 36 97 0580
59 57 & 34 97 0550

Cutting Tool Technology

067



- RsIZEl £3 DINGS3T AnERlE

EREEREs (SP-N80008)

Carbide Twist Drilis

- Manufacturing standard: DIN 6537

- HA714E1E AHNO 17 - Chisel edge regrinding: AHNO standard
- BiI5E - Good centering performance
- AR - Fine polished flute
JESMIAAE N Suitable for materials: N
(—
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
&0 57 & 3é 97 0600
6.1 66 8 36 106 0610
6.2 &6 8 34 106 0620
43 &b 8 36 106 0630
6.4 66 8 36 106 0640
65 &b 8 b 106 0650
6.6 66 8 36 106 0660 5/16-18UNC
6.7 66 8 36 106 0670
68 &6 8 34 106 04680 MBx1.25
&9 76 8 36 114 0470 5/16-24UNF
7.0 76 B 34 L L] 0700 M8x1
71 76 ] 34 114 0710 5/146-32UNEF
1.2 76 8 36 116 0720
7.3 76 8 36 16 0730 MBx0.75
T4 76 8 34 116 0740 M8x1.25
7.5 76 8 36 114 0750
1.6 76 8 36 & 0760
7.7 74 8 34 116 o770
7.8 76 8 36 116 0780
79 76 8 34 116 0770
8.0 76 8 35 114 0800 3/B-186UNC
8.1 87 10 40 131 0810
82 a7 10 40 131 0820
g3 &7 10 40 131 0830
8.4 87 10 40 131 0840
85 87 10 40 131 0850 M10x1.5 3/8-24UNF
8.6 87 10 40 131 0840
87 87 10 40 131 0870 3/8-32UNEF
88 a7 10 40 131 0880 M10x1.25
89 87 10 40 131 0890

AHNO figk:s

Cutting Teol Technology



maEREss (SP-N80008) g/ ] | = W { vq

Carbide Twist Drills 30°

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
9.0 87 10 40 131 0900 M10x1
9.1 95 10 40 139 0910
92 25 10 40 139 0920
23 g5 10 40 139 0930 M10x0.75 M10x1.5
94 95 10 40 139 0940 7116-14UNC
95 95 10 40 139 0950
9.6 o5 10 40 139 0960
2.7 95 10 40 139 0970
28 g5 10 40 139 0980
99 95 10 40 139 0990 1116-20UNF
100 95 10 40 139 1000
101 106 12 45 155 1010
10.2 106 2 45 155 1020 7/16-2BUNEF
10.3 106 12 45 155 1030 M12x1.75
10.4 106 12 45 155 1040
105 106 12 45 155 1050
10.6 106 T2 45 155 1060
107 106 12 45 155 1070
108 106 12 45 155 1080
109 106 12 45 155 10%0 1/2-13UNC
11.0 106 12 45 155 1100 M12x1
11.1 114 12 45 163 1110
1E 114 12 45 163 1120 M12x1.75
a2 114 12 45 163 1130
11.4 114 12 45 163 1140
115 114 12 45 163 1150 1/2-20UNF
11.6 114 12 45 163 1160
117 114 12 45 163 1170
118 14 T2 45 163 1180 1/2-28UNEF
119 114 12 45 163 1150

AHNO B2k EF TR, TTHR RS Stock cufting Luols. Please cal o chediive

E 2 5 I L ( I‘;:t‘.’
Cutting Toal Technalony - 2548 34 ERl| Available fopsper O



BRASAIEH (SP-NS000S) Iy =) ¥]

Carbide Twist Drilis

- RsHeal £% DINGS3T fRfflis - Manufacturing standard: DIN 6537
- HA714E1E AHNO 17 - Chisel edge regrinding: AHNO standard
- BiI5E - Good centering performance
- AR - Fine polished flute
JESMIAAE N Suitable for materials: N
(—
.dc ds L3 Recommended Tap
ﬂq,x m7 S gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
120 114 12 45 163 1200 M1 42
121 133 14 45 182 1210
122 133 14 45 182 1220 F/16-12UNC
123 133 T4 45 182 1230
124 133 14 45 182 1240
125 133 14 45 182 1250 M14x1.5
12.6 133 14 45 182 1260
12.7 133 T4 45 182 1270
128 133 14 45 182 1280
129 133 14 45 182 1290 9i16-18UNF
13.0 133 14 45 182 1300 M14x1 M1 4x2
131 133 14 45 182 1310
132 133 14 45 182 1320 916-24UNEF
133 133 14 45 182 1330
134 133 T4 45 182 1340
138 133 14 45 182 1350
136 133 T4 45 182 1360 5/B-1TUNC
137 133 14 45 182 1370
138 133 14 45 182 1380
139 133 14 45 182 1350
14.0 133 14 45 182 1400 M16x2
141 152 14 48 204 1410
142 152 16 48 204 1420
143 152 16 48 204 1430
144 152 16 48 204 1440
145 152 16 48 204 1450 M1éx1.5 5/8-18UNF
Tdb 152 16 48 204 1460
147 152 14 48 204 1470
148 152 16 48 204 1480 5/8-24UNEF
14.9 152 16 48 204 1490

lessa call 1y checkinvertory befor srdering AHNO figk:s

Cutting Teol Technology




FERE =R (SP-N80008)

Carbide Twist Drills

- R £% DINGS3T fniflis

- Manufacturing standard: DIN 6537

8xD rSP (VI-MJ:E‘;J:’]
0SS

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- FEHIERY - Fine polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
15.0 152 16 48 204 1500 M1éx1 M1 6x2
151 152 16 48 204 1510
152 152 16 48 204 1520
153 152 16 48 204 1530
15.4 152 16 48 204 1540
155 152 16 48 204 1550 M18x2.5
15.6 152 16 48 204 1560
157 152 16 48 204 1570
15.8 152 16 48 204 1580
159 152 14 48 204 1550
160 152 16 48 204 1600 M18x2
161 171 18 48 223 1610
16.2 171 18 48 223 1620
163 m 18 48 223 1630
164 171 18 48 223 1640
16.5 171 18 48 223 1650
16.6 171 18 48 223 1660 3/4-10UNC
167 171 18 48 223 1670
168 7 18 48 223 1680
169 171 18 48 223 1650
17.0 171 18 48 223 1700 M18x1
171 171 18 48 223 1710
172 171 18 48 223 1720
173 171 18 48 223 1730
174 m 18 48 223 1740
175 171 18 48 223 1750 M20x2.5 3/4-16UNF
17.6 171 18 48 223 1760
177 17 18 48 223 1770
178 171 18 48 223 1780 3/4-20UNEF
179 171 18 48 223 1790

Cutting Tool Technology

71
Uurs |



ERaEREs (SP-N80008)

Carbide Twist Drills

- RsIZEl £3 DINGS3T AnERlE

- Manufacturing standard: DIN 6537

- HA714E1E AHNO 17 - Chisel edge regrinding: AHNO standard
- BiI5E - Good centering performance
- AR - Fine polished flute
JESMIAAE N Suitable for materials: N
(—
.dc ds L3 Recommended Tap
ﬂq,i m7 S gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
18.0 171 18 48 223 1800 202
181 190 20 50 244 1810
182 190 20 50 244 1820
18.3 190 20 50 244 1830
18.4 190 20 50 244 1840
185 190 20 50 244 1850 M20x1.5
18.6 190 20 50 244 1860
18.7 190 20 50 244 1870
188 190 20 50 244 1880
189 190 20 50 244 1890
19.0 190 20 50 244 1700 M20x1
121 190 20 50 244 1710
122 190 20 50 244 1920
123 190 20 50 244 1930
19.4 190 20 50 244 1940
195 190 20 50 244 1950
19.6 190 20 50 244 1960 7/8-9UNC
197 190 20 50 244 1770
198 190 20 50 244 1980
199 190 20 50 244 1750
20,0 190 20 50 244 2000 M22x2

AHNO figk:s

Cutting Teol Technology



BRASAFER (SPXB0108) ”m!} ) |
Carbide Twist Drills m | omsss

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537

- AHNO 45 - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance

- PRk R - Special Flute

- BEtEETIA - Super performance tools

- AR - Universality on different materials

SMIHE P, M. K. S Suitable for materials: P. M. K. S

r N M K | s I
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
] 355 & 36 75 0300
31 355 4 36 75 0310
32 355 & 34 75 0320
33 355 4 36 75 0330 Mdx0.7
34 355 4 36 15 0340 NO.8-32UNC
35 355 4 36 75 0350 Méx0.5 NOB-3aUNF
346 355 4 34 75 03460
37 355 4 36 75 0370 Méx0.7
38 42 & 34 83 0380 Méx0.5
39 42 & 36 83 0390 NO.10-24UNC
40 42 4 36 83 0400
41 50 & 36 20 0410 NO10-32UNF
4.2 50 & 36 20 0420 MEx0.8
43 50 & 36 20 0430
&b 50 & 34 20 0440
4.5 50 & 36 20 0450 Max0.5 NO.12-24UNC
4t 50 & 36 20 04460 NC12-2BUNF MEx0.8
47 50 i} 36 20 0470 NO.12-32UNEF
48 50 & 36 20 0480
4.9 50 6 36 20 0420
5.0 50 é 35 20 0500 Méx1
) 57 & 36 o7 0510 /4= 20UNC
52 57 6 36 97 0520
5.3 57 & 34 97 0530 Méx0.75
54 57 & 3é @7 0540
55 57 6 36 97 0550 1/4-28UNF Méx1
56 57 & 34 97 0560 1/4-32UNEF
57 57 & 34 97 0570
58 57 6 36 97 0580
59 57 & 34 97 0550

Cutting Tool Technology



- RsHEE0 23 DINGS3T #RAfliE
- AHNO t7&

- BFI5R

- R R

- BEEDA

- AR

ERa /L (SP-X80108)

Carbide Twist Drills

- Manufacturing standard: DIN 6537
- Chisel edge regrinding: AHNO standard

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

M‘[SPJ[V}M ( H ‘
(&)= §]

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N x . s N
sile . e ds Rtg= LT Recommended Tap
’th,i m7 L LE 6 it ls Bl Dimension Code YIRIL 5 Cutting Tap REELLH Forming Tap
60 57 6 36 97 0600
6.1 66 8 36 106 0610
6.2 66 8 36 106 0620
63 b6 8 36 106 0630
6.4 66 8 36 106 0640
65 b6 8 36 106 0650
6.6 66 8 36 106 0660 5/16-18UNC
6.7 66 8 36 106 0670
6.8 66 8 36 106 0680 M8x1.25
69 76 8 36 116 0690 BI16-24UNF
7.0 76 8 36 116 0700 M8x1
71 76 8 36 116 0710 5/16-32UNEF
72 76 8 36 16 0720
Fs 76 8 36 16 0730 M8x0.75
7.4 76 8 36 116 0740 M8x1.25
.5 76 8 36 116 0750
7.6 76 8 36 116 0760
7.7 76 8 36 116 0770
7.8 76 8 36 116 0780
79 76 8 36 116 0720
8.0 76 8 36 116 0800 3/8-16UNC
8.1 87 10 40 131 0810
82 a7 10 40 131 0820
83 a7 10 40 131 0830
8.4 g7 10 40 13 0840
85 87 10 40 13 0850 M10x1.5 3/8-24UNF
8.6 87 10 40 131 0860
87 87 10 40 131 0870 3/8-32UNEF
88 87 10 40 131 0880 M10x1.25
89 87 10 40 131 0890

AHNO figk:s

Cutting Teol Technology



ERa =M (SP-X80108)

Carbide Twist Drills

- Rsf2 2% DINGS3T s
- AHNO #7/

- BIL71E

- FIRREE

- EEEEETIA

- AR

- Manufacturing standard: DIN 6537
- Chisel edge regrinding: AHNO standard

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

8xD :SP [VI‘M \ H ]
BEEE

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N « s N
.dc ds L3 Recommended Tap
ﬂq,x m7 S gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
9.0 87 10 40 131 0900 M10x1
9.1 95 10 40 139 0310
92 25 10 40 139 0920
23 g5 10 40 139 0930 M10x0.75 M10x1.5
94 95 10 40 139 0940 7116-14UNC
95 95 10 40 139 0950
9.6 95 10 40 139 0560
9.7 95 10 40 139 0570
28 g5 10 40 139 0980
99 95 10 40 139 0990 1116-20UNF
100 95 10 40 139 1000
101 106 12 45 155 1010
102 106 12 45 155 1020 7/116-28UNEF
10.3 106 12 45 155 1030 M12x1.75
10.4 106 12 45 155 1040
105 106 12 45 155 1050
10.6 106 12 45 155 1060
107 106 12 45 155 1070
108 106 12 45 155 1080
109 106 12 45 155 10%0 1/2-13UNC
11.0 106 12 45 155 1100 M12x1
113 114 2 45 143 1110
1E 114 12 45 163 1120 M12x1.75
a2 114 12 45 163 1130
11.4 114 12 45 163 1140
115 114 12 45 163 1150 1/2-20UNF
1.6 114 12 45 163 1160
117 114 12 45 163 1170
118 114 12 45 163 1180 1/2-28UNEF
119 114 12 45 163 1150

Cutting Tool Technology



- RsHEE0 23 DINGS3T #RAfliE
- AHNO t7&

- BFI5R

- R R

- BEEDA

- AR

ERa /L (SP-X80108)

Carbide Twist Drills

- Manufacturing standard: DIN 6537
- Chisel edge regrinding: AHNO standard

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

M‘[SPJ[V}M ( H ‘
(&)= §]

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N x . s N
sile . e ds Rtg= LT Recommended Tap
’th,i m7 L LE 6 it ls Bl Dimension Code YIRIL 5 Cutting Tap REELLH Forming Tap
120 114 12 45 163 1200 M14x2
121 133 14 45 182 1210
122 133 14 45 182 1220 9/16-12UNC
123 133 14 45 182 1230
12.4 133 14 45 182 1240
125 133 14 45 182 1250 M14x1.5
126 133 14 45 182 1260
127 133 14 45 182 1270
128 133 14 45 182 1280
129 133 14 45 182 1290 9/16-18UNF
13.0 133 14 45 182 1300 M14x1 M14x2
131 133 14 45 182 1310
132 133 14 45 182 1320 9/16-24UNEF
133 133 14 45 182 1330
134 133 14 45 182 1340
135 133 14 45 182 1350
136 133 14 45 182 1360 5/8-11UNC
137 133 14 45 182 1370
138 133 14 45 182 1380
139 133 14 45 182 13920
14.0 133 14 45 182 1400 M1éx2
141 152 16 48 204 1410
142 152 16 48 204 1420
14.3 152 16 48 204 1430
144 152 16 48 204 1440
145 152 16 48 204 1450 M1éx1.5 5/8-18UNF
4.6 152 16 48 204 1460
14.7 152 16 48 204 1470
148 152 16 48 204 1480 5/8-24UNEF
14.9 152 16 48 204 1420

AHNO figk:s

Cutting Teol Technology



BRASHIS (SPX80108) ’3@]”[@]( )
Carbide Twist Drills m | .

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537

- AHNO 45 - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance

- PRk R - Special Flute

- BEtEETIA - Super performance tools

- AR - Universality on different materials

SMIHE P, M. K. S Suitable for materials: P. M. K. S

P . M K | s
.dc ds L3 Recommended Tap
ﬂq,x m7 S gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
15.0 152 16 48 204 1500 M16x1 M1 6x2
15.1 152 16 48 204 1510
152 152 16 48 204 1520
15.3 152 16 48 204 1530
15.4 152 16 48 204 1540
155 152 16 48 204 1550 M18x2.5
15.6 152 16 48 204 1560
15.7 152 16 48 204 1570
15.8 152 16 48 204 1580
159 152 14 48 204 1550
160 152 16 48 204 1600 M18x2
161 171 18 48 223 1610
16.2 m 18 48 223 1620
16.3 M 18 48 223 1630
164 171 18 48 223 1640
16.5 171 18 48 223 1650
16.6 171 18 48 223 1660 3/4-10UNC
167 171 18 48 223 1670
168 m 18 48 223 1680
169 171 18 48 223 1650
17.0 171 18 48 223 1700 M18x1
171 171 18 48 223 1710
172 171 18 48 223 1720
173 171 18 48 223 1730
174 m 18 48 223 1740
175 171 18 48 223 1750 M20x2.5 3/4-16UNF
17.6 171 18 48 223 1760
177 17 18 48 223 1770
178 171 18 48 223 1780 3/4-20UNEF
179 171 18 48 223 1790

AHNO L2k ErETR, TTRRATE R Slock cutting Pledsaall to checkiiventony biefora ordesing N77

* - et ¥ % J /S
Ciitting Toal Technolony _3EAR AT Avadla bl forspecialtoolorde: U/



- RsHEE0 23 DINGS3T #RAfliE
- AHNO t7&

- BFI5R

- R R

- BEEDA

- AR

ERa /L (SP-X80108)

Carbide Twist Drills

- Manufacturing standard: DIN 6537
- Chisel edge regrinding: AHNO standard

- Good centering performance

- Special Flute

- Super performance tools

- Universality on different materials

M‘[SPJ[V}M _ H ‘
(&)= §]

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N x . s N
sile . e ds Rtg= LT Recommended Tap
’th,i m7 L LE 6 it ls Bl Dimension Code YIRIL 5 Cutting Tap REELLH Forming Tap
180 171 18 48 223 1800 M20x2
181 190 20 50 244 1810
182 190 20 50 244 1820
18.3 190 20 50 244 1830
18.4 190 20 50 244 1840
185 190 20 50 244 1850 M20x1.5
18.6 190 20 50 244 1860
18.7 190 20 50 244 1870
18.8 190 20 50 244 1880
189 190 20 50 244 1890
19.0 190 20 50 244 1900 M20x1
191 190 20 50 244 1910
192 190 20 50 244 1920
193 190 20 50 244 1930
194 190 20 50 244 1940
195 190 20 50 244 1950
19.6 190 20 50 244 1960 7/8-9UNC
197 190 20 50 244 1970
19.8 190 20 50 244 1980
19.9 190 20 50 244 1920
200 190 20 50 244 2000 M22x2

AHNO figk:s

Cutting Teol Technology



BHRASREH (SP-N80108) . ZJZ“’ N { n

Carbide Twist Drills 30°

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
30 30 4 36 70 0300
31 30 4 36 70 0310
32 30 4 36 70 0320
33 30 4 34 70 0330 Mdx0.7
34 355 4 34 75 0340 NO8-32UNC
3.5 355 4 36 75 0350 Méx05 NO.8-36UNF
36 a5h 4 36 To 03460
37 355 4 36 75 0370 Max0.7
38 42 4 36 83 0380 Méx0.5
39 42 4 34 83 0320 NO.10-24UNC
40 42 4 36 83 0400
41 50 6 36 20 0410 NG10-32UNF
4.2 50 & 34 20 0420 MEx0.8
43 50 & 36 20 0430
&4 50 & 34 90 0440
45 50 & 36 20 0450 Max0.5 NO.12-24UNC
46 50 b 36 0 04460 NC12-2BUNF Mb5x0.8
47 50 b 36 20 0470 NO.12-32UNEF
4.8 50 & 36 20 0480
49 50 & 36 20 0420
50 50 ] 36 20 0500 Méx1
) 57 & 36 o7 0510 /4= 20UNC
52 By 6 36 w7 0520
b3 57 b 36 97 0530 Méx0.75
5.4 57 & 36 97 0540
55 57 6 36 97 0550 1/4-28UNF Méx1
5.6 a7 & 36 97 0560 1/4-32UNEF
5.7 57 & 36 97 0570
58 57 [} 36 97 0580
59 57 & 36 5 0590

AHNO B2k EF TR, TTHR RS Stock cufting Luols. Please cal o chediive

Cutting Tool Technology - 358 AR TER] Available forsps: /7



8xD

BRASAEHE (SP-NS0L08) NEH

Carbide Twist Drills 30°

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
60 5 & 36 97 0600
6.1 66 8 36 106 0610
6.2 b6 8 36 106 0620
43 b6 8 34 106 0630
b4 b6 8 36 106 0640
658 66 a 36 106 0650
b6 &b 8 34 106 0660 5/16-18UNC
6.7 66 8 36 106 0670
6.8 &6 8 36 106 0680 MEBx1,25
&9 74 8 34 114 0620 5/16-24UNF
7.0 76 8 36 114 0700 M8x1
Fil 76 8 36 116 0710 5/16-32UNEF
7.2 T4 8 34 114 0720
7.3 76 8 36 16 0730 Max0.75
T4 76 8 36 116 0740 M8Bx1.25
7.5 76 8 36 114 0750
1.6 76 8 36 116 0760
Tl 76 8 36 14 0770
78 76 8 36 114 0780
79 76 8 36 116 0720
8.0 76 8 36 116 0800 3/B-16UNC
8.1 87 10 40 131 0810
8.2 87 10 40 131 0820
83 87 10 40 131 0830
8.4 &7 10 40 131 0840
85 87 10 40 131 0850 M10x1.5 3/8-24UNF
8.6 87 10 40 131 0860
87 87 10 40 131 0870 3/8-32UNEF
8.8 87 10 40 131 0880 M10x1.25
89 87 10 40 131 0890

lessa call 1y checkinvertory befor srdering AHNO figk:s

Cutting Teol Technology




BHRASREH (SP-N80108) . ZJZ“’ N { n

Carbide Twist Drills 30°

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
Q.0 87 10 40 131 0900 M10x1
9.1 95 10 40 139 0910
92 1 10 40 139 0920
93 95 10 40 139 0930 M10x0.75 M10x1.5
94 98 10 40 139 0940 7116-14UNC
9.5 95 10 40 139 0950
964 95 10 40 139 0960
2.7 25 10 40 139 0970
2.8 95 10 40 13% 0980
99 95 10 40 139 0990 1116-20UNF
0.0 95 10 40 139 1000
101 106 2 45 155 10710
102 106 yand 45 155 1020 T/16-28UNEF
10.3 106 12 45 155 1030 M12x1.75
10.4 106 s 45 155 1040
105 106 12 45 155 1050
10.6 106 T2 45 155 1060
0.7 106 12 45 155 1070
108 104 12 45 155 1080
10,9 106 12 45 155 1090 1/2-13UNC
171.0 106 12 45 155 1100 M12x1
111 114 12 45 163 1110
I 114 i 45 163 1120 M12x1.75
113 114 T2 45 163 1130
114 114 2 45 163 1140
115 114 12 45 163 1150 1/2-20UNF
11.6 114 12 45 163 1160
7 114 12 45 163 1170
11.8 14 T2 45 163 1180 1/2-28UNEF
1= 114 12 45 163 1190

AHNO B2k EF TR, TTHR RS Stock cufting Luols. Please cal o chediive

Cutting Tool| Technology - $EaIEAn TR Availahle forsper



ERASSREH (SP-N80108) T ZJZ“’ : W { f}

Carbide Twist Drills 30°

- RsHE0 23 DINGS3T fRAiE

- Manufacturing standard: DIN 6537

- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,x m7 Sl gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
120 114 12 45 163 1200 M14x2
121 133 14 45 182 1210
122 133 14 45 182 1220 2/16-12UNC
123 133 T4 45 182 1230
12.4 133 T4 45 182 1240
12,5 133 14 45 182 1250 MT4x1.5
12.6 133 14 45 182 1240
12.7 133 T4 45 182 1270
128 133 14 45 182 1280
129 133 14 45 182 1290 9i16-18UNF
13.0 133 14 45 182 1300 M14x1 M14x2
131 133 14 45 182 1310
132 133 14 45 182 1320 9/ 6-24UNEF
133 133 14 45 182 1330
13.4 133 T4 45 182 1340
138 133 14 45 182 1350
13.6 142 T4 45 182 1360 5/B-1TUNC
13.7 133 14 45 182 1370
138 133 14 45 182 1380
139 133 14 45 182 13%0
14.0 133 14 45 182 1400 M16x2
141 152 14 48 204 1410
142 152 16 48 204 1420
14.3 152 16 48 204 1430
14.4 152 16 48 204 1440
145 152 16 48 204 1450 M16x1.5 5/8-18UNF
14.6 152 16 48 204 1460
147 152 16 48 204 1470
14.8 152 16 48 204 1480 5/8-24UNEF
149 152 16 48 204 1420

AHNO figk:s

Cutting Teol Technology



BHRASREH (SP-N80108) . ZJZ“’ N { n

Carbide Twist Drills 30°

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,i m7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap
150 152 16 48 204 1500 M16x1 M1éx2
151 152 16 48 204 1510
152 152 16 48 204 1520
153 152 18 48 204 1530
154 152 16 48 204 1540
155 152 16 48 204 1550 M1B8x2.5
15.6 152 16 48 204 1540
15.7 152 16 48 204 1570
15.8 152 16 48 204 1580
159 152 16 48 204 1590
16.0 152 16 48 204 1600 M18x2
161 171 18 48 223 1610
16.2 171 18 48 223 1620
163 m 18 48 223 1630
164 171 18 48 223 1640
16.5 171 18 48 223 1450
16.6 171 18 48 223 1660 3/4-10UNC
167 171 18 48 223 1670
1468 171 18 48 223 1680
169 171 18 48 223 1690
17.0 171 18 48 223 1700 M18x1
171 171 18 48 223 1710
ATE 171 18 48 223 1720
173 171 18 48 223 1730
174 171 18 48 223 1740
175 17 18 48 223 1750 M20x2.5 3/4-16UNF
17.6 71 18 48 223 1760
177 171 18 48 223 1770
178 171 18 48 223 1780 3/4-20UNEF
175 171 18 48 223 1790

AHNO B2k ISP TR, TR S Slock cutting tuols: Please call o checkiiventory be

Cutting Tool Technology




R E =R (SP-N80108)

Carbide Twist Drills

- RsHE0 23 DINGS3T fRAiE

- Manufacturing standard: DIN 6537

- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
ﬂq,x m7 Sl gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
180 171 18 48 223 1800 M20x2
181 190 20 50 244 1810
18.2 190 20 50 244 1820
183 190 20 50 244 1830
18.4 190 20 50 244 1840
18.5 190 20 50 244 1850 M20x1.5
18.6 190 20 50 244 1840
18.7 190 20 50 244 1870
18.8 190 20 50 244 1880
189 190 20 50 244 1890
19.0 190 20 50 244 1900 M20x1
19.1 190 20 50 244 1910
192 190 20 50 244 1920
123 190 20 50 244 1930
19.4 190 20 50 244 1740
19.8 190 20 50 244 1950
19.6 190 20 50 244 1960 T/8-9UNC
19.7 190 20 50 244 1970
198 190 20 50 244 1980
199 190 20 50 244 1990
200 190 20 50 244 2000 M22x2

AHNO figk:s

Cutting Teol Technology



ez Mess (SP-P80112)

Carbide Twist Drills

- RsHE0 23 DINGS3T fRAiE

- BTEE AHNO 45

- ROHE
- s
- BBt

e I—)
B S —)

- Manufacturing standard: DIN 6537

- Chisel edge regrinding: AHNO standard

- Good centering performance
- Polished flute

- Super performance tools

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N K s N
.dc ds L3 Recommended Tap
?.?ﬁ h7 Sl gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap

30 B4 & 36 92 0300

35 54 4 36 92 0350

40 &4 & 34 102 0400

4.5 b4 6 36 102 0450 MEx0.5 NO12-24UNC

50 80 ) 36 118 0500 Méx1

55 &0 & 36 118 0550 1/4-2BUNF

&0 80 & 34 118 0&00 Méx1
65 108 7 36 146 0650

7.0 108 8 34 146 0700 M8x1

75 108 8 36 1464 0750

8.0 120 8 36 162 0800 3/8-16UNC

85 120 10 40 162 0850 M10x1.5 3/8-24UNF

9.0 120 10 40 162 0900 M10x1

95 120 10 40 162 0950
10.0 120 12 45 162 1000
105 156 12 45 204 1050
1.0 156 12 45 204 1100 M12x1
i 156 12 45 204 1150 1/2-20UNF
12.0 156 12 45 204 1200 M1 42 M1 4x2
125 182 14 45 230 1250 M14x1.5
13.0 182 14 45 230 1300 M14x1
135 182 T4 45 230 1350
14.0 182 T4 45 230 1400 M16x2
14.5 208 16 48 260 1450 M1é6x1.5 5/8-18UNF
150 208 16 48 260 1500 M1éx1 M16x2
15.5 208 16 48 260 1550 M18x2.5
160 208 16 48 260 1600 M18x2
165 234 18 48 285 1650
17.0 234 18 48 285 1700 M18x1
175 234 18 48 285 1750 M20x2.5 3/4-16UNF

Cutting Tool Technology
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Carbide Twist Drills

- RsHEE0 23 DINGS3T #RAfliE

ezt (SP-P80112)

- {7{EE AHNO #5E
- Bl 158
- Wi rEEY
- BEEETR

- Manufacturing standard: DIN 6537
- Chisel edge regrinding: AHNO standard

- Good centering performance

- Polished flute

- Super performance tools

SMIHE P, M. K. S

Suitable for materials: P, M, K. S

r N x s I
¢-de . e ds & : . R"J:ﬁﬁ' LT Recommended Tap
LENT i LE 6 kg Bl Dimension Code YIRIL 5 Cutting Tap REELLH Forming Tap
18.0 234 18 48 285 1800 M20x2
185 258 20 50 310 1850 M20x1.5
19.0 258 20 50 310 1900 M20x1
19.5 258 20 50 310 1950
200 258 20 50 310 2000 M22x2
|'\ Q L =i lou: i .\H\|O Wﬁ
JOO BT E = foarsp Cutting Toel Technology



e (SP-N80112)

Carbide Twist Drills

- R £% DINGS3T fniflis

- Manufacturing standard: DIN 6537

12<xD rSP (VI-MJ:E‘;J:’]
OSH

- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard

- BILTIE - Good centering performance

- HierE gy - Polished flute

SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
?'?i h7 Sl gE hé Wil RER Dimﬁl‘;j;ﬁﬁ:ode A& Cutting Tap ¥ ELH# Forming Tap

30 54 4 36 92 0300
35 54 4 36 92 0350
4.0 &4 4 36 102 0400
45 b4 6 36 102 0450 MEx0.5 NO12-24UNC
50 80 ) 36 118 0500 Méx1
55 80 & 36 118 0550 1/4-2BUNF
6.0 80 & 36 118 0400 Méx1
65 108 7 36 146 0650
7.0 108 8 36 146 0700 MEx1
75 108 8 34 1464 0750
8.0 120 8 36 162 0800 3/8-18UNC
856 120 10 40 162 0850 M10x1.5 3/8-24UNF
9.0 120 10 40 162 0%00 M10x1
925 120 10 40 162 0950
10.0 120 10 45 162 1000
105 156 12 45 204 1050
11.0 156 T2 45 204 1100 M12x1
Th& 156 12 45 204 1150 1/2-20UNF
120 154 2 45 204 1200 M14x2 M14x2
125 182 14 45 230 1250 M14x1.5
13.0 182 14 45 230 1300 M14x1
13.8 182 14 45 230 1350
14.0 182 T4 45 230 1400 M16x2
14.5 208 16 48 260 1450 M1é6x1.5 5/8-18UNF
150 208 16 48 260 1500 M1éx1 M16x2
155 208 16 48 260 1550 M18x2.5
160 208 16 48 260 1600 M18x2
1645 234 18 48 285 1650
17.0 234 18 48 285 1700 M18x1
175 234 18 48 285 1750 M20%2.5 3/4-16UNF

Cutting Tool Technology
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e (SP-N80112)

Carbide Twist Drills

- RsHE0 23 DINGS3T fRAiE

- Manufacturing standard: DIN 6537

- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BilJI5E - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
¢-dc i e ds & ;  RY&® 557 Recommended Tap
LENT i LE 6 kg Bl Dimension Code YIRIL 5 Cutting Tap RELH Forming Tap
18.0 234 18 48 285 1800 202
185 258 20 50 310 1850 M20x1.5
19.0 258 20 50 310 1700 M20x1
195 258 20 50 310 1950
200 258 20 50 310 2000 M22x2
nNao MerET L, STV G A Stock cutting tools. 91 AHNO ROE:
viels} 1B R Mllabls forspecialt B

Cutting Teol Technology



AFLER (SP-P80115) (.135; ROl
Deep Hole Drills (}54 mL ml

- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537

- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- @A - Enhanced edge

- PRk R - Special flute

- BEtEETIA - Super performance tools

SMIHE P, M. K. S Suitable for materials: P. M. K. S

P N M « | s N
.dc ds L3 Recommended Tap
?.?ﬁ h7 Sl 2‘52 hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
30 55 & 36 95 0300
35 55 4 36 95 0350
40 71 & 34 109 0400
4.5 93 6 36 133 0450 MEx0.5 NO12-24UNC
50 108 [ 36 145 0500 Méx1
55 105 & 36 145 0550 1/4-2BUNF
&0 110 & 34 148 0&00 Méx1
65 120 7 36 162 0650
7.0 120 8 34 162 0700 M8x1
75 137 8 36 180 0750
8.0 137 8 36 180 0800 3/8-16UNC
85 160 10 40 204 0850 M10x1.5 3/8-24UNF
9.0 160 10 40 204 0900 M10x1
95 175 10 40 21 0950
10.0 175 10 40 22 1000
105 198 12 45 247 1050
1.0 198 12 45 247 1100 M12x1
i 213 12 45 263 1150 1/2-20UNF
12.0 213 12 45 263 1200 M1 42 M1 4x2
125 248 14 45 297 1250 M14x1.5
13.0 248 14 45 297 1300 M14x1
135 248 T4 45 297 1350
14.0 248 T4 45 297 1400 M16x2
14.5 258 16 48 33 1450 M1é6x1.5 5/8-18UNF
15.0 258 16 48 33 1500 M1éx1 M16x2

AHNO B2k It IR, TR S Slock cufting Luols: Please call o checkive

Cutting Tool Technology - 358 AR TER] Available forspecizlte




RFLES (SP-N80115)

Deep Hole Drills

- RsHE0 23 DINGS3T fRAiE

- Manufacturing standard: DIN 6537

- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
.dc ds L3 Recommended Tap
?.?ﬁ h7 Sl gE hé Wil RER Dimﬁ";j;z‘qéode A& Cutting Tap ¥ ELH# Forming Tap
30 55 4 36 95 0300
35 55 4 36 95 0350
4.0 71 4 36 109 0400
45 93 6 36 133 0450 MEx0.5 NO12-24UNC
50 108 ) 36 145 0500 Méx1
55 105 & 36 145 0550 1/4-2BUNF
6.0 110 & 36 148 0400 Méx1
65 120 7 36 162 0650
7.0 120 8 36 162 0700 MEx1
75 137 8 34 180 0750
8.0 137 8 36 180 0800 3/8-18UNC
856 160 10 40 204 0850 M10x1.5 3/8-24UNF
9.0 160 10 40 204 0900 M10x1
925 175 10 40 221 0950
10.0 175 10 40 7t | 1000
105 198 12 45 247 1050
11.0 198 T2 45 247 1100 M12x1
Th& 213 12 45 263 1150 1/2-20UNF
120 213 2 45 263 1200 M14x2 M14x2
125 248 14 45 297 1250 M14x1.5
13.0 248 14 45 297 1300 M14x1
13.8 248 14 45 297 1350
14.0 248 T4 45 297 1400 M16x2
14.5 258 16 48 313 1450 M1é6x1.5 5/8-18UNF
150 258 16 48 313 1500 M1éx1 M1 6x2

090 | mazaam

AHNO figk:s

Cutting Teol Technology



#*FLEL (SP-P80120)

Deep Hole Drills

e SSEE I e SN SN S SN S — ®
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- SR E - Enhanced edge
- PRk R - Special flute
- BEtEETIA - Super performance tools
SMIHE P, M. K. S Suitable for materials: P. M. K. S
r N K s N
¢-dc If HE ds & ; . R"J:ﬁﬁ' L3 Recommended Tap
LENT L LEG e Bl Dimension Code YIRIL 5 Cutting Tap RELL5% Forming Tap
30 70 & 36 110 0300
35 N 4 36 129 0350 M4x0.5 NOB-36UNF
40 91 & 34 129 0400
4.5 118 & 36 158 0450 MEx0.5 NO12-24UNC
5.0 118 [ 36 158 0500 Méx1
55 134 & 36 172 0550 1/4-2BUNF Méxl
&0 134 & 34 172 0&00
65 162 7 36 200 0650
7.0 162 8 34 200 0700 M8x1
75 184 8 36 222 0750
8.0 184 8 36 222 0800 3/8-16UNC
85 205 10 40 249 0850
9.0 208 10 40 249 0900 M10x1
925 227 10 40 n 0950
10.0 227 10 40 271 1000

Cutting Tool Technology
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%, i

20xD SP

FTLsE (SP-N80120) =6

Deep Hole Drills 30°

@
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
¢-dc If HE ds & ; . R"J:ﬁﬁ' L3 Recommended Tap
LENT L LEG e Bl Dimension Code YIRIL 5 Cutting Tap RELL5% Forming Tap
30 70 & 36 110 0300
35 N 4 36 129 0350 M4x0.5 NOB-36UNF
40 91 & 34 129 0400
4.5 118 6 36 158 0450 MEx0.5 NO12-24UNC
50 118 ) 36 158 0500 Méx1
55 134 & 36 172 0550 1/4-2BUNF Méxl
&0 134 & 34 172 0400
65 162 7 36 200 0650
7.0 162 8 34 200 0700 M8x1
75 184 8 34 222 0750
8.0 184 8 36 222 0800 3/8-18UNC
85 205 10 40 249 0850
9.0 208 10 40 249 0900 M10x1
925 227 10 40 271 0950
10.0 227 10 40 271 1000

lessa call 1y checkinvertory befor srdering AHNO figk:s

Cutting Teol Technology




f kit o
25xD} SP (VI-M K ]
| o A A\ )
59 r Y ' r "
#RFLEL (SP-P80125) s [ [ )] Vel
. = | HA
Deep Hole Drills [ ?ﬂ 30 omies3s 097
. = e = = - }'. @
SEE =X X = S L
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- SR E - Enhanced edge
- PRk R - Special flute
- HEtEETIR - Super performance tools
SMIHE P, M. K. S Suitable for materials: P. M. K. S
P N K s N
¢-dc If HE ds & ; . R"J:ﬁﬁ' L3 Recommended Tap
LENT L LEG e Bl Dimension Code YIRIL 5 Cutting Tap RELL5% Forming Tap
30 85 & 36 125 0300
35 116 4 36 156 0350 M4x0.5 NOB-36UNF
40 116 & 34 156 0400
4.5 145 & 36 183 0450 MEx0.5 NO12-24UNC
50 1485 ) 36 183 0500 Méx1
55 170 & 36 210 0550 1/4-2BUNF Méxl
&0 170 & 34 210 0&00
65 197 7 36 237 0650
7.0 197 8 34 237 0700 M8x1
75 220 8 36 260 0750
8.0 220 8 36 260 0800 3/8-18UNC
85 250 10 40 294 0850 M10x15 3/8-24UNF
9.0 250 10 40 294 0900 M10x1
925 277 10 40 321 0950
10.0 277 10 40 321 1000

Cutting Tool Technology



f i I
-]
25xD | SP (VI-MJ i ]
\ o X \.[ ; )
A e
AFLEE (SP-N80125) o ve(f
. = L HA
Deep Hole Drills 30 omies3s 098
- = : PP
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
¢ -dc i i ds - i _ R4% £3EHE Recommended Tap
LENT L LEG e BEl Dimension Code YIRIL 5 Cutting Tap RELL5% Forming Tap
30 85 & 36 125 0300
35 116 4 36 156 0350 M4x0.5 NOB-36UNF
40 116 & 34 156 0400
4.5 145 6 36 183 0450 MEx0.5 NO12-24UNC
50 145 ) 36 183 0500 Méx1
55 170 & 36 210 0550 1/4-2BUNF Méxl
&0 170 & 34 210 0&00
65 197 7 36 237 0650
7.0 197 8 34 237 0700 M8x1
75 220 8 34 260 0750
8.0 220 8 36 260 0800 3/8-18UNC
85 250 10 40 294 0850 M10x15 3/8-24UNF
9.0 250 10 40 294 0900 M10x1
925 277 10 40 cyal 0950
10.0 277 10 40 321 1000

Cutting Teol Technology



30xD SP ( VHM
\ 5\ s v
i —~ YR —
#RFLED (SP-P80130) s [ [ )] Vel
. | - | HA
Deep Hole Drills [ ?ﬂ 30 omies3s 097
LSS S SN SN SN S S e S S S S ) = ¢
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MEE AHNO #f - Chisel edge regrinding: AHNO standard
- SR E - Enhanced edge
- PRk R - Special flute
- BEtEETIA - Super performance tools
SMIHE P, M. K. S Suitable for materials: P. M. K. S
r N K s N
¢-dc If HE ds & ; . R"J:ﬁﬁ' L3 Recommended Tap
LENT L LEG e Bl Dimension Code YIRIL 5 Cutting Tap RELL5% Forming Tap
30 100 & 36 140 0300 Méx0.5 NOB-J4UNF
35 136 4 36 176 0350
40 136 & 34 176 0400 MEx0.5 NO12-24UNC
45 168 b 36 208 0450 Méx1
5.0 168 [ 36 208 0500 1/4-28UNF Méx1
55 180 & 36 232 0550
&0 180 & 34 232 0&00
65 232 7 36 272 0650 Max1
7.0 232 8 34 272 0700
75 263 8 36 303 0750 3/B-16UNC
8.0 263 8 36 303 0800

Cutting Tool Technology
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#wFLEE (SP-N80130)

Deep Hole Drills

30xD :SP [VI-MJ:;}"';:’]
3= ¢]

e e e @
- R £ DINGS3T fndhis - Manufacturing standard: DIN 6537
- H7MELE AHNO #RE - Chisel edge regrinding: AHNO standard
- BILTIE - Good centering performance
- HierE gy - Polished flute
SMIHE N Suitable for materials: N
| S—
¢ dc i i ds - i _ R4% £3EHE Recommended Tap
LENT L LEG e Bl Dimension Code YIRIL 5 Cutting Tap RELL5% Forming Tap
30 100 & 36 140 0300 Méx0.5 NOB-J4UNF
35 136 4 36 176 0350
40 136 & 34 176 0400 MEx0.5 NO12-24UNC
45 168 b 36 208 0450 Méx1
50 168 ) 36 208 0500 1/4-28UNF Méx1
55 180 & 36 232 0550
&0 180 & 34 232 0&00
65 232 7 36 272 0650 Max1
7.0 232 8 34 272 0700
75 263 8 36 303 0750 3/B-16UNC
8.0 263 8 36 303 0800

N
|_.l(;.' O

Cutting Teol Technology



SP-X trAEmiERIEIF 4

Recommended Cutting Parameters for SP-X Standard Products

mom | MIES | SR | SRIED | oD | VR | e
SEEERR < GOON/mm* < BOON/mm* < 1000N/mm* < 1200N/mm’ < G50N/mm* < 950N/mm*
DCO1., ST15/S234JR E360 (5t70-2) . Y15Pb, 20MoCr3, SCM4L5. 50CrMod. 35CrMoV 1 s
N e | R | WS | VR | TS’ | i s
MTHES MHIEE Vo SR f DIMIEE Ve @idEtaf | UIMIEE Ve SiliEsf EIHIREE vo Sk f EIMEE Ve Sehptaf | HHIEE Vo Sl f
(m/min)  (mm/r) (m/min)  (mm/r) (m/min)  (mm/r) (m/min)  (mm/r) (m/min)  (mm/r) (m/min)  (mm/r)
3.0 50-70 0.08-0.12 50-60 0.06-0.10 40-60 0.06-0.10 30-50 0.05-01 20-30 0.05-0.10 15-25 0.05-0.10
~4.0 50-70 0.10-0.15 50-60 0.06-0.10 40-60 0.06-0.10 30-50 0.05-01 20-30 0.05-010 15-25 0.05-0.10
~50 50-70 0.10-0.15 50-60 0.10-0.15 40-60 | 0.10-015 30-50 0.05-0.1 20-30 0.05-0.10 20-30 0.05-010
~6.0 50-70 0.15-0.20 50-60 0.10-0.15 40-60 0.10-0.15 30-50 0.10-0.15 20-30 0.05-0.10 25-35 0.05-010
~8.0 60-80 0.20-0.30 50-70 0.15-0.25 50-70 0.15-0.25 40-60 0.10-0.15 20-40 0.08-0.15 25-40 0.08-0.15
~10.0 460-80 0.20-0.30 50-70 0.15-0.25 50-70 | 0.15-0.25 40-60 0.15-0.20 20-40 0.08-0.15 30-40 0.08-0.15
~12.0 60-80 0.20-0.30 50-70 0.20-0.30 50-70 | 0.20-0.30 40-60 0.15-0.20 20-40 0.08-0.15 30-50 0.08-0.15
~16.0 70-920 0.25-0.30 60-80 0.20-0.30 50-70 0.20-0.30 40-60 0.20-0.25 30-50 0.10-0.20 30-50 0.10-0.20
~20.0 70-90 0.25-035 60-80 0.20-0.30 50-70 | 0.20-0.30 40-60 0.20-0.25 30-50 0.10-0.20 30-50 0.10-0.20
3.0 60-80 0.08-0.12 50-70 0.06-0.10 50-70 | 0.06-0.10 40-60 0.05-0.1 30-40 0.05-0.10 20-30 0.05-0.10
~4.0 60-80 0.10-0.15 50-70 0.06-0.10 50-70 0.06-0.10 40-60 0.05-01 30-40 0.05-010 20-30 0.05-0.10
~50 60-80 0.10-0.15 50-70 0.10-0.15 50-70 | 0.10-0.15 40-60 0.05-0.1 30-40 0.05-0.10 25-35 0.05-0.10
~6.0 60-80 0.15-0.20 50-70 0.10-0.15 50-70 0.10-0.15 40-60 0.10-0.15 30-40 0.05-0.10 30-40 0.05-010
~8.0 70-90 0.20-0.30 60-80 0.15-0.25 60-80 0.15-0.25 50-70 0.10-0.15 40-50 0.08-0.15 30-45 0.08-0.15
~10.0 70-90 0.20-0.30 60-80 0.15-0.25 60-80 0.15-0.25 50-70 0.15-0.20 40-50 0.08-0.15 30-45 0.08-0.15
~12.0 70-90 0.20-0.30 60-80 0.20-0.30 60-80 | 0.20-0.30 50-70 0.15-0.20 40-50 0.08-0.15 30-50 0.08-0.15
~16.0 80-100 0.25-0.30 70-90 0.20-0.30 60-80 0.20-0.30 50-70 0.20-0.25 50-60 0.10-0.20 30-50 0.10-0.20
~20.0 80-100 | 0.25-0.35 70-90 0.20-0.30 60-80 | 0.20-0.30 50-70 0.20-0.25 50-60 0.10-0.20 30-50 0.10-0.20

Cutting Tool Technology



SP-X tHEmiEF IR F M+

Recommended Cutting Parameters for SP-X Standard Products

SP-N fREmIEFIHIZ A

Recommended Cutting Parameters for SP-N Standard Products

EEE K (SEsEE) N(EEZERE )
% ARE28% (GJU REFH (GJS) 8. @ #ig. #
IRERR 100-450N/mm® 350-000M/mm?
pum—— EN-GJL-200(6G20}, HT250 EN-GJ5-400-15(GGGA0). QT400
EN-GJL-200(GG20). HT250 EN-GJS-T00-2(GGGT0). QT700
mTEE TR Ve ST MR Ve kiR HIHIERE ve EIEHRE T HIKIERE Ve i
(m/min) (mm/r) {m/min} (mm/r) (my/min) (mm/r) {m/min} (mm/r)
Ui 630 HTINIEE External Coolant
¢Dc(mm
30 60-90 0.10-0.15 40-70 008-0.12 B0-100 008-0.1 100-120 0.08-0.1
~4.0 60-20 0.10-0.15 40-70 0.10-0.15 BO-100 0.1-0.15 100-120 0.1-0.15
~50 40-90 0.15-0.20 40-70 010-015 80-100 01-0.15 100-120 0.1-0.15
~60 60-90 0.15-0.20 40-70 015-0.20 80-100 01-0.15 100-120 01-01%
~80 70-100 0.20-0.30 50-80 0.20-0.30 100-120 0.15-0.2 110-130 0.15-02
~100 70-100 0.20-0.30 50-80 0.20-0.30 100-120 0.15-02 110-130 0.15-0.2
~12.0 70-100 0.20-030 50-80 020-030 100-120 02-03 110-130 02-03
~16.0 80-110 0.25-0.35 50-90 0.25-0.30 100-120 0.25-0.3 120-150 0.25-03
~20.0 80-110 0.30-0.35 60-90 0.25-0.35 100-120 0.25-0.35 120-150 0.25-0.35

A4 MEFLINIR I Internal Coolant

~10.0
~12.0
~16.0
=200

F0-100 0.10-0.15
70-100 0.10-0.15
70-100 0.15-0.20
70-100 0.15-0.20
80-110 0.20-0.30
80-110 0.20-0.30
80-110 0.20-0.30
90-120 025-0.35
90-120 0.30-035

50-80 0.08-0.12
50-80 010-0.15
50-80 0.10-0.15
50-80 0.15-0.20
60-90 020-0.30
60-90 0.20-0.30
60-90 0.20-0.30
70-100 0.25-0.30
70-100 025-035

100-120
100-120
100-120
100-120
120-140
120-140
120-740
140-160
140-160

0.08-0.1
0.1-0.15
0.1-0.15
0.1-0.15
0.15-0.2
015-02
02-03
0.25-03
025-035

150-180
150-180
150-180
150-180
180-220
180-220
180-220
220-250
220-250

0.08-0.1
01-015
0.1-0.15
0.1-0.15
0.15-0.2
015-02
02-03
0.25-03
0.25-035

Cutting Tool Technology
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MEETT Ak

Wind Power Industry

TENMITI

Construction Machinery
Industry

1 case EP197-P
T{§#1¥} Workpiece Material | Q345

B Parts PATIREIR Heat Exchange Tube Plate

#4522 Diameter EP197-P-1950 D19.5 ik

4% Diameter 18.50mm 19.50mm

45 Material Grade | P20

Ve (3R m/min) | 857 857

S (3% r/min) 1400 1400 il

F (#% mm/min) | 316 316

f (Ei#eE mm/r) | 0.22 0.22

#LiF Drilling Depth | 45 45 mﬁ ;ﬁ %_E ?i_ik
#4 Tool Life 11007 750 7, i

Heat Exchanger Industry

Cutting Tool Technology




EP -

1 2
BRFIZIR Series Name
EPLEFTE! Economy

K&K L/D
=&’ 3xD
R 540
HfEE 7xD
J\E#E 8xD
+{&= 10xD
+EE 123D

3 4
GiEF #7%| General Series

7] Drill Body-DC

14 14.00mm
15 15.00mm
16 16.00mm
181 18.0Tmm

$hLER RN Drill Name Code

5 6
I

88

G 8 1 03 -14 - B 20

7 8

$h3L 454 Drill Structure %023 Cooling form
fEhizt Back pull 1 M4 Internal cooling

I T

shFFIRBITIE $54F#572 Drill Body-SD
Drill Body Shank Type 16 16.00mm
B DIHIESEA 20 20.00mm
? GINIERD 25 25.00mm
E DIN1835HE - 32 00mm
40 40.00mm

EP197 -

P - 1600

2

3

kR Drill type WD T4#4#L Processed material H3LER Drill diameter
DWEY SR 1600 16.00mm
EP197 Dw P Steel materials 1430 16.30mm
A AR AEREE e e
EPO&5 Quadriplanar A M Stainless steel materials
THIREAR iR
EPO40 Double Cabochon A K Cast materials
EP100 =R N BEERE
Tricuspid E MNon-ferrous metal
____________ s hEE. BREEE. HESR. ESE
Tianium alloy nickel-based alloy cobalt-based slloyiron-based alloy
H EENR
High hard materials

AHNO fzk5

Cutting Toal Technalagy




ZUIRshk (EP197-P/M)

Pangolin Drill

EP197-P EP197-M

THE *ﬂgﬂﬂji’f DERT
Order Code Edges No. Seat Size
EP197-P-1250 2 12.50 54 10.6 %
EF197-P-1270 Z 12.70 5.4 10.6 &)
EP197-P-1280 2 12.80 5.4 10.6 (%
EP197-P-1300 2 13.00 5.4 106 L}
EP197-P-1310 b 13.10 5.4 10.6 C
EP197-P-1320 2 13.20 5.4 10.6 C
EP197-P-1350 2 13:50 5.4 10.6 9]
EP197-P-1351 Z 13.517 58 11.1 B
EP197-P-1370 2 13.70 5.8 111 B
EP197-P-1380 Z 13.80 58 T1.1 B
EP197-P-1389 2z 13.89 58 11.1 B
EP197-P-1400 2 14.00 58 111 B
EF197-P-1410 2 1410 58 111 B
EP197-P-1420 2 14.20 5.8 111 B
EP197-P-1429 2 14.29 5.8 111 B
EP197-P-1440 2 14.40 58 111 B
EP197-P-1450 2 14.50 58 111 B
EP197-P-1451 2 1451 6.2 11.6 A
EP197-P-1468 2 14.68 6.2 1.6 A
EP197-P-1480 2 14.80 6.2 11.6 A
EP197-P-1500 2 15.00 6.2 11.6 A
EP197-P-1508 2 15.08 6.2 11.6 A
EP197-P-1530 4 15.30 6.2 11.6 A
EP197-P-1550 Z 1550 6.2 11.6 A
EP197-P-1560 Z 15.460 62 11.4 A
EP197-P-1570 2 15.70 6.2 11.6 A
EP197-P-1580 ¥ 15.80 6.2 11.6 A
EP197-P-1588 2 15.88 70 12.6 !
EP197-P-1600 2 16.00 10 12.6 1
EP197-P-1610 2 1610 TR 12.6 1
EP197-P-1620 2 16.20 70 12.6 1
EP197-P-1625 2 16.25 7.0 12.6 1
EP197-P-1633 Z 16.33 7.0 12.6 1
EP197-P-1640 2 16.40 70 12.6 1
EP197-P-1650 2 16.50 70 12.6 !
EP197-P-16%0 2 16.90 7.0 12.6 1

TR L R H
Matching Drill Body

EP-G8810.-125-B16

EP-GB8810.-13-B16

EP-G8810-135-B16

EP-GBB10.-136-B16

EP-GE8810.-14-B1e

EP-G8810.-145-B16

EP-G8810.-146-B20

EP-G8810.-15-B20

EP-G8810.-155-B20

EP-GE8810.-16-B20

T ; EP19T - P- 1900 it EP197 -P - 1900 ( ML P 3448 ); EP197 - M- 1900 (A0 M ZEHEL )
Example Ordering; EP197-P-1900 such as EP197-P-1900(workpiece material type P); EP197-M-1900(workpiece material type M)

AHNO Rk

Cutting Tool Technology



ZFLURwk (EP197-P/M)

Pangolin Drill

Y1 B
Cutting
Edges No.

TIER o S L P ISH
Seat Size Matching Drill Body

IS

Order Code

1700 | 7.0 ' 126

EP197-P-1700 2 1
EP197-P-1724 2 17.24 7.0 12.6 1

EP197-P-1740 2 17.40 7.0 12.6 1

EP197-P-1750 2 17.50 7.0 12.6 1 b Qetotad
EP197-P-1760 2 17.60 7.0 126 1

EP197-P-1786 2 17.86 70 12.6 1

EP197-P-1800 2 18.00 70 12.6 1 EP-G8810.-18-B20
EP197-P-1801 2 18.01 75 13.6 2

EP197-P-1826 2 18.26 75 13.6 2

EP197-P-1850 2 1850 75 136 2 EP-G8810.-181-B25
EP197-P-1875 2 1875 75 13.6 2

EP197-P-1890 7 18.90 75 13.6 2

EP197-P-1900 g 19.00 75 13.6 2

EP197-P-1927 2 19.27 75 13.6 2

EP197-P-1930 2 19.30 75 13.6 2

EP197-P-1933 2 19.33 75 136 2 rsloR Rt
EP197-P-1950 2 1950 75 13.6 2

EP197-P-1990 2 19.90 75 13.6 )

EP197-P-2000 2 20.00 85 146 3

EP197-P-2010 2 20.10 85 14.6 3

EP197-P-2060 2 20.60 85 14.6 3 £ G025
EP197-P-2080 2 20.80 85 146 3

EP197-P-2100 2 21.00 85 146 3

EP197-P-2143 7 21.43 85 146 3

EP197-P-2150 p) 2150 8.5 14.6 3 Rp i R
EP197-P-2190 2 2150 85 14.6 3

EP197-P-2200 [ 2 22.00 8.5 14.6 3 EP-G8810.-22-B25
EP197-P-2201 3 2201 95 15.64 4

EP197-P-2290 2 2290 9.5 156 4 EP-G0 /022105
EP197-P-2300 2 23.00 95 15.4 4

EP197-P-2342 2 2342 95 156 4

EP197-P-2350 2 2350 95 15.6 4 LA U2 B
EP197-P-2390 2 2390 9.5 15.6 4

EP197-P-2400 2 24,00 95 16.6 4 EP-GB810.-24-B25
EP197-P-2401 2 2401 100 16.6 5

EP197-P-2450 2 24,50 10.0 16.6 5

EP197-P-2461 2 2461 10.0 166 5 ERRRIG 2aTEe
EP197-P-2490 2 2490 100 16.6 5

EP197-P-2500 2 25.00 10.0 16.6 5

EP197-P-2527 2 25.27 10.0 166 5

EP197-P-2533 2 2533 100 16.6 5 EP-GB8810.-25-B32
EP197-P-2540 2 25.40 100 16.6 5

EP197-P-2567 2 25.67 10.0 16.6 5

EP197-P-2600 [ 2 26.00 10.0 16.6 2 EP-GB8810.-26-B32
EP197-P-2401 2 26.01 11.0 176 &

EP197-P-2419 2 2619 11.0 17.6 3

EP197-P-2650 2 2650 10 17.6 é ER-GeBs261-040
EP197-P-2690 2 26.90 110 17.6 b

T ; EP19T - P- 1900 it EP197 -P - 1900 ( ML P 3448 ); EP197 - M- 1900 (A0 M ZEHEL )
Example Ordering; EP197-P-1900 such as EP197-P-1900(workpiece material type P); EP197-M-1900(workpiece material type M)

AHNO B2k REFETIR, TR S Sock cutting tuals, Please cal

Cutting Toal Technology




ZUIRshk (EP197-P/M)

Pangolin Drill

Y1 B
Cutting
Edges No.

TIER o S L P ISH
Seat Size Matching Drill Body

IS

Order Code

2700 | 110 ' 176

EP197-P-2700 2 &
EP197-P-2750 2 27.50 11.0 17.6 6 EP-G8810.-27-B32
EP197-P-2790 2 27.90 11.0 17.6 &

EP197-P-2800 2 28.00 11.0 174 & EP-(G8810.-28-B32
EP197-P-2801 2 2801 120 18.6 7

EP197-P-2818 2 28.18 120 18.6 7

EP197-P-2850 2 2850 12.0 18.6 7 i MR S B
EP197-P-2890 2 2890 120 18.6 7

EP197-P-2900 & 29.00 120 18.6 7

EP197-P-2937 2 29.37 120 186 7

EP197-P-2950 2 2950 120 18.6 7 BP-GoRn-a3-B0d
EP197-P-2990 2 2990 120 18.6 7

EP197-P-3000 2 30.00 12.0 18.6 7 EP-G8810.-30-B32
EP197-P-3001 2 30.01 125 19.6 8

EP197-P-3016 2 30.16 125 19.6 8

EP197-P-3050 2 3050 125 19.6 8 EP-GE810-301-B32
EP197-P-3090 2 3090 125 19.6 8

EP157-P-3100 2 31.00 125 19.6 8

EP197-P-3150 2 31.50 125 19.6 8

| - 1]

EP197-P-3175 2 3175 125 19.6 8 el
EP197-P-3200 2 32.00 125 19.6 8

EP197-P-3201 2 32.01 140 206 9

EP197-P-3250 2 3250 140 206 9 BRI GaaT-R
EP197-P-3300 3 33.00 14.0 206 9

EP197-P-3334 [ 2 33.34 14.0 206 9 s
EP197-P-3400 2 34.00 140 206 9

EP197-P-3413 2 34.13 140 206 9 EP-G8810.-34-B40
EP197-P-3493 2 3493 140 206 9

EP197-P-3500 2z 35.00 140 206 Y .
EP197-P-3550 I 2 3555 14.0 206 9 s i
EP197-P-3600 2 36.00 14.0 206 9 EP-G8810.-36-B40
EP197-P-3601 [ 2 36.01 15.0 226 10 EP-GB8810.-361-B40
EP197-P-3700 2 37.00 15.0 226 10

EP197-P-3750 2 3750 15.0 226 10 EF-O0RI-ST Rl
EP197-P-3800 2 38.00 15.0 226 10

EP197-P-3810 2 38.10 15.0 226 10 EP-G8810.-38-B40
EP197-P-3850 2 38.50 15.0 226 10

EP197-P-3900 2 39.00 15.0 226 10

EP197-P-3950 2 39.50 15.0 226 10 PR li=aR-0e0
EP197-P-4000 [ 2 4000 15.0 226 10 EP-G8810.-40-B40
EP197-P-4100 2 4100 15.0 226 10 EP-GB8B10.-41-B40
EP197-P-4200 | 2 42.00 15.0 226 10 EP-GB8810-42-B40

TG : EP19T - P-1900 #Mi%§R EP197 -P - 1900 ( 10T P 24444 ); EP197 -M- 1900 ( 31T M 2546484 )
Example Ordering: EP197-P-1900 such as EP187-P-1900(workpiece material type P); EPLST-M-1900(workpiece material type M)

Cutting Teol Technology




FLLERASEK (EP065-P/M/K/N/S)

Pangolin Drill

EP065-P EP065-M

S T HE
Orfffude Eg;:‘; ne.
EPO45-P-1250 2 12.50
EP065-P-1270 2 12.70
EPO&5-P-1280 2 12.80
EP0&5-P-1300 2 12.00
EP045-P-1310 2 12,10
EP045-P-1320 2 13.20
EP0&5-P-1350 [ 2 1350
EP045-P-1351 2 1351
EPD&5-P-1370 2 13.70
EPO&5-P-1380 2 13.80
EP0&5-P-1389 2 1389
EPO65-P-1400 2 14.00
EP065-P-1410 2 1410
EPO&5-P-1420 2 14.20
EPO&5-P-1429 2 14.29
EP065-P-1440 2 14,40
EPDAS-P-1450 2 1450
EP065-P-1451 2 14,51
EPO65-P-1468 2 14.68
EP0&5-P-1480 2 14.80
EPO&5-P-1500 2 15,00
EP0&5-P-1508 2 15.08
EP0&5-P-1530 2 15.30
EPO65-P-1550 2 1550
EPO45-P-1560 2 15.60
EPQ&5-P-1570 2 15.70
EP0&5-P-1580 2 15.80
EPO&5-P-1588 2 15.88
EP0O&5-P-1400 2 16.00
EP065-P-1610 2 1610
EP0&5-P-1620 2 16.20
EP0&5-P-1625 2 16.25
EP0&5-P-1633 2 16.33
EP0&5-P-1640 2 16.40
EPO&5-P-1450 2 16.50
EP065-P-1690 2 16,90

EP065-S

5.4
54
5.4
5.4
b4
5.4
54
5.8
5.8
58
58
5.8
5.8
58
58
5.8
58
6.2
6.2
6.2
6.2
6.2
62
6.2
6.2
6.2
6.2
70
7.0
7.0
7.0
7.0
7.0
7.0
70
7.0

10.6
10.6
10.6
10.6
10.6
10.6
10.6
111
111
ik
111
111
1141
il
e
111
111
1.6
11.6
11.6
11.6
11.6
11.6
11.6
11.6
116
11.6
12.6
12.6
12.6
12.6
12.6
126
12.6
12.6
12.6

TIER ST T RLSF LRI
Seat Size Matching Drill Body

EP-G8810.-125-B16

EP-G8810.-13-B14

EP-G8810-135-B16

EP-GBB10.-136-B16

EP-GE8810.-14-B1e

EP-G8810.-145-B16

EP-G8810.-146-B20

EP-G8810.-15-B20

EP-G8810.-155-B20

EP-GE8810.-16-B20

G T S S T S S S T e e W e W el e W e W o

TR : EPO65 - P- 1900 #13%$2 EPOGS - P - 1900 ( ML P 244%! ); EP0GS-M- 1900 ( B0 M 544¥l |EPO65-5-1900( AN 5 3444 )
Example Ordering: EPOR5-P-1900 such as EPD6S-P-1900(workpiece material type P); EPO65-M-1900(workpiece material type M);EP065-5-1900(workpiece material type 5)

Cutting Toal Technology




ZLREAL (EP065-P/M/K/N/S)

Pangolin Drill

7% sl DR A UTH

Order Code Edges No. . Seat Size Matching Drill Body
EP065-P-1700 3 17.00 7.0 126 1
EP065-P-1724 2 17.24 7.0 126 1
EP065-P-1740 2 17.40 7.0 12.6 1
EP0&5-P-1750 2 17.50 7.0 126 1 BRGS0
EPO&5-P-1760 2 1760 7.0 12.6 1
EP065-P-1786 2 17.86 70 126 1
EP065-P-1800 2 18.00 7.0 12.6 1 EP-GB8810.-18-B20
EP045-P-1801 2 18.01 75 136 2
EP045-P-1826 2 1826 75 136 2
EP045-P-1850 2 18,50 75 13.6 2 EP-G8810.-181-B25
EP0&5-P-1875 2 1875 75 136 2
EP065-P-1890 2 18.90 75 136 2
EP0&5-P-1900 2 19.00 75 13.6 2
EP065-P-1927 2 19.27 75 136 2
EP065-P-1930 2 19.30 7.5 136 2
EP0&5-P-1933 2 19.33 7.5 13.6 2 EP-GESI0 19625
EPO4S-P-1950 2 19.50 15 136 3
EP065-P-1990 2 19.90 75 136 2
EP045-P-2000 2 2000 B85 146 3
EP045-P-2010 2 20.10 B85 1466 3
EP065-P-2060 2 20.60 8.5 146 3 BECRG 020 82D
EP0&5-P-2080 g 20.80 85 14.6 3
EPO&5-P-2100 2 21.00 85 146 3
EP065-P-2143 2 21.43 85 14.6 3
EF065-P-2150 2 2150 8.5 106 3 PSR- Al
EP065-P-2190 2 2150 85 14.6 3
EP065-P-2200 2 2200 85 146 3 EP-GB8810.-22-B25
EP065-P-2201 ) 22.01 9.5 15.6 4
EPOAS-P-2290 2 22.90 95 16.6 4 EPaRRIC 22100
EP065-P-2300 2 2300 9.5 156 4
EP0&5-P-2342 2 2342 95 15.6 4 2
EPO65-P-2350 2 2350 95 156 4 Rt
EP0&5-P-2390 2 2390 9.5 15.6 4
EP065-P-2400 2 24.00 9.5 15.6 4 EP-G8810.-24-B25
EPOAS-F-2401 2 2401 100 16.6 5
EPO&5-P-2450 2 2450 10.0 166 5
EF045-P-2461 2 24,61 10.0 16.6 5 ERSGES10 24102
EP065-P-2490 2 2490 10.0 16.6 5
EP065-P-2500 2 25.00 100 16.6 5
EPO45-P-2527 2 2527 10.0 166 5
EP0&5-P-2533 2 2533 10.0 16.6 5 EP-G8810.-25-B32
EP065-P-2540 2 25.40 100 166 5
EP065-P-2567 2 25.67 10.0 16.6 5
EP065-P-2600 2 26.00 100 16.6 5 EP-G8810.-26-B32
EP045-P-2601 2 26.01 11.0 17.6 &
EPO&5-P-2619 2 2619 1.0 176 &
EP0&5-P-2450 2 26.50 11.0 17.6 é Er-GeRlf-20t8a
EP065-P-2490 2 26,90 110 17.6 é

TTR9TH : EPOG5 - P- 1900 42 EPOES - P- 1900 ( DT P 344 ) EPOGS - M- 1900 ( INT M 2544 |EPO65-S-1000( 11T S 2#4% )
Example Ordering: EP065-P-1900 such as EPDE5-P-1900(warkpiece material type P); EPD65-M-1900{workpiece material type M);EP065-5-1900{workpiece material type 5)

Plosse call to checkiiivrtory before bidecing AHNO Rigk:

Catting Tool Technology




ZPREAk (EP065-P/M/K/N/S)

Pangolin Drill

R 70
Cutting
Edges No.

iTHS

TIERS T RIER L R H

Order Code Seat Size Matching Drill Body

EP065-P-2700 2 27.00 110 17.6 b
EP065-P-2750 2 2750 1.0 17.6 & EP-G8810.-27-B32
EP045-P-2790 2 27.90 11.0 17.6 &
EPO&5-P-2800 2 28.00 11.0 17.6 & EP-(8810.-28-B32
EPO&5-P-2801 2 24.01 120 18.6 7
EP065-P-2818 2 2818 120 18.6 7
EP065-P-2850 2 28 50 12.0 18.6 7 i
EP065-P-2890 2 2850 120 18.6 7
EP0&5-P-2900 2 29.00 120 18.6 7
EPO45-P-2937 2 2937 120 186 i :
EP065-P-2950 ? 2950 120 186 7 EF-Goetirdy Bed
EP065-P-2990 2 2990 120 18.6 7
EP045-P-3000 2 30.00 120 186 7 EP-GB8810.-30-B32
EPO&5-P-3001 2 30.01 125 19.6 8
EPOS5-P-3016 2 30.16 125 19.6 8 _
EPO&5-P-3050 2 30.50 125 19.6 8 FP-GES10-301-B32
EP065-P-3090 2 3090 125 19.6 8
EP045-P-3100 2 31.00 125 196 8
EP045-P-3150 2 3150 125 19.6 8
EP065-P-3175 2 31.75 125 19.6 8 S ik
EP065-P-3200 2 32.00 125 19.6 8
EPO&5-P-3201 2 32.01 14.0 206 9
EP0A5-P-3250 2 3250 140 206 9 ER-Rgin=a2I-Ra0
EP0&5-P-3300 2 3300 14.0 206 ° -
EPO65-P-3334 2 33.34 14.0 206 9 Rl
EP065-P-3400 2 34.00 140 206 o
EPO65-P-3413 2 34.13 140 206 9 EP-G8810.-34-B40
EPO&5-P-3493 2 3493 14.0 206 9
EPO45-P-3500 2 35.00 140 206 g
EF0&45-P-3550 2 3555 14.0 206 9 Sl
EP065-P-3600 2 36.00 140 206 9 EP-G8810.-36-B40
EPO65-P-36401 2 36.01 15.0 226 10 EP-G8810.-361-B40
EP0&5-P-3700 2 37.00 15.0 226 10

EP- -37-B4
EP0&5-P-3750 2 37.50 15.0 226 10 e i
EP065-P-3800 % 38.00 15.0 226 10
EP045-P-3810 2 3810 15.0 226 10 P-GB810.-38-B40
EP065-P-3850 2 38.50 15.0 226 10
EP045-P-3200 2 39.00 15.0 226 10 - S
EP065-P-3950 2 39.50 15.0 226 10 i
EPO&5-P-4000 2 40.00 15.0 26 10 EP-G8810.-40-B40
EP065-P-4100 2 41.00 15.0 226 10 EP-GB8B10.-41-B40
EP045-P-4200 2 4200 15.0 224 10 EP-GB8810-42-B40

AT EPO65 - P- 1900 #0iEHE EPO6S - P - 1900 ( 0T P 2424 ); EPOGS5 - M- 1900 ( M0 M 2554} |EPOBS-5-1900] AN S MM |
Example Ordering: EPO65-P-1900 such as EP065-P-1200(workpiece material type P); EP065-M-1900(workpiece material type M);EP065-5-1900( workpiece material type 5)

Cuitting Toal Technology




ZFUFRELSL (EP100-P)

Pangolin Drill
1403 |
§ \:/‘7 PR
T
;'II.'fI L L1
Jred ey
i i IR i
Dc f
EP100-P
158 b DR RYRISFLI PR
Order Code Edges No. Seat Size Matching Drill Body
EP100-P-1588 2 15.88 7.0 1.6 1
EP100-P-1600 2 16.00 70 1.6 1 EP-G8810.-16-B20
EP100-P-1650 2 16.50 70 1.6 i
EP100-P-1700 & 17.00 7.0 116 1
1 = e o 55
EP100-P-1750 2 17.50 7.0 1.6 1 EP-GRaI0-17-820
EP100-P-1800 [ 2 18.00 70 1.6 1 EP-G8810.-18-B20
EP100-P-1801 7 18.01 75 126 2
EP100-P-1850 2 18.50 75 126 2 BR e N IER RS
EP100-P-1900 2 19.00 75 126 2
EP100-P-1950 2 19.50 75 12,6 2 ER-CBAI0-17825
EP100-P-2000 2 20.00 85 13.6 3
EP100-P-2050 p) 2050 85 136 3 EF-GRIG-a0-8en
EP100-P-2100 7 21.00 85 13.4 3
EP100-P-2150 2 21.50 85 136 3 Eli=Gi021=E23
EP100-P-2200 2 2200 85 13.6 3 EP-G8810.-22-B25
EP100-P-2201 2 22.01 9.5 146 4
EP100-P-2250 2 2250 95 146 4 EP ORI 22
EP100-P-2300 2 23.00 9.5 146 4
EP100-P-2350 2 2350 95 14.6 4 Ep-gsain 29828
EP100-P-2400 [ 2 24.00 95 14.6 4 EP-G8810.-24-B25
EP100-P-2401 2 24.01 10.0 15.6 5
EP100-P-2450 | 2 24,50 10.0 15.6 5 il
EP100-P-2500 2 25.00 100 15.6 5
EP100-P-2550 | 2 2550 100 156 5 i
EP100-P-2600 | 2 26.00 100 15.64 5 EP-G8810.-26-B32
EP100-P-2601 2 26.01 110 16.6 6
EP100-P-2450 | 2 26,50 11.0 16.6 é ftiiean s
EP100-P-2700 2 27.00 110 16.6 é
EP100-P-2750 | 2 27 50 11.0 166 & i
EP100-P-2800 | 2 28.00 11.0 16.6 é EP-G8810.-28-B32

iTRET : EP100 - P - 1900( SIT P 248 )

& EPL00 TRk, RABERTMEENEHRNELNT, THEERTFENIEHEEES

Example Ordering: EP100-P-1900{workpiece material type P)

Mote: EP100 is tricuspid drill type; Blind hole machining with ordinary steel material that needs to be countarsunk, direct drilling of difficult-to-machine materials is not recommended

Floase call t checkiientory befora ordering AHNO Rk

Cutting Tool Technology




ZLBEEL (EP100-P)

Pangolin Drill

Y1 B
Cutting
Edges No.

TR T RIS L B ISH
Seat Size Matching Drill Body

IS

Order Code

EP100-P-2801 2 28.01 : 120 17.6 7

EP100-P-2850 2 2850 120 17.6 7 EPeG el
EP100-P-2900 2 29.00 120 17.6 7

EP100-P-2950 2 29.50 120 176 7 RP-REIN 2y e
EP100-P-3000 [ 2 30.00 120 176 7 EP-G8810.-30-B32
EP100-P-3001 2 30.071 125 186 8

EP100-P-3050 2 30.50 125 186 8 ERGIRIN-R01-R5
EP100-P-3100 2 31.00 125 186 8

EP100-P-3150 2 3150 125 18.6 8 S L
EP100-P-2200 2 3200 125 186 g EP-(G8810.-32-B32
EP100-P-3201 2 3201 14.0 206 9

EP100-P-3250 2 3250 14.0 206 El S e
EP100-P-3300 2 3300 14.0 206 9

EP100-P-3350 2 3350 14.0 206 9 EP-SaEi0-25-540
EP100-P-3400 2 34.00 140 206 9

EP100-P-3450 2 34,50 140 206 9 ER<BBB10-34-B40
EP100-P-3500 2 3500 14.0 206 9

EP100-P-3550 2 3555 14.0 204 9 ER-GRiG-anael
EP100-P-3600 | 7 36.00 14.0 206 9 EP-G8810.-36-B40
EP100-P-3450 2 36,07 15.0 226 10 EP-G8810.-361-B40
EP100-P-3700 2 37.00 15.0 226 10

EP100-P-3750 | 2 37.50 15.0 226 10 R
EP100-P-3800 2 3800 150 226 10

EP100-P-3810 2 3810 15.0 226 10 EP-G8810.-38-B40
EP100-P-3850 p) 38,50 15.0 226 10

EP100-P-3900 2 39.00 15.0 22.6 10

EP100-P-3950 | 2 39.50 150 226 10 St
EP100-P-4000 2 40.00 15.0 226 10 EP-GB8810.-40-B40

TR : EPL00 - P- 1000( ST P 244 )

i EPL00 FEihk; RARESNTEERNFARNELMT, FREATRIN T RS,

Example Ordering: EP100-P-1900{workpiece material type P)

MNote: EP100 istricuspid drill type; Blind hole machining with ordinary steal material that needs to be countersunk, direct drilling of difficult-to-machine materials is not recommendead

AHNO L2k5 TR, TR RS Stock cutting lwols. Please

Cutting Toal Technalagy ety




ZIFEEHF (EP-G88103) =)=

Pangolin Drill Body

EEMIAE:P. M. KO N. S Suitable for materials: P. M, K. N. S
P M K IS ~ S s
Ims ARRYT
Order Code Seat size
EP-GB8103-125-B164 54 b4 48 16 L& 12.50 13.00
EP-GB8103-13-B1é 54 b4 48 16 c 13.00 13.50
EP-GB8103-135-B16 54 b4 48 | 16 C 13.50 13.50
EP-G88103-134-B16 58 &7 48 16 B 13.51 14,00
EP-GB8103-14-B16é 58 &7 48 | 16 B 14.00 14.50
EP-GB88103-145-B20 58 &7 48 20 B 14.50 14,50
EP-GB8103-146-B20 64 75 50 | 20 A 1451 15.00
EP-GB8103-15-B20 64 75 50 20 A 15.00 15.50
EP-G88103-155-B20 b4 75 50 | 20 A 15.50 15.87
EP-G88103-16-B20 il 83 50 20 1 15.88 17.00
EP-GB8103-17-B20 71 83 50 | 20 1 17.00 18.00
EP-GB8103-18-B20 71 83 50 20 1 18.00 18.00
EP-GB8103-181-B25 81 96 b6 | 25 2 18.01 19.00
EP-GB8103-19-B25 81 Q6 56 25 2 19.00 19.99
EP-G88103-20-B25 88 102 56 | 25 3 20,00 21.00
EP-GB8103-21-B25 88 102 56 25 3 21.00 22.00
EP-GB8103-22-B25 88 102 56 | 25 A 2200 22.00
EP-GB8103-221-B25 96 109 56 25 4 2201 23,00
EP-GB8103-23-B25 26 109 56 | 25 4 23.00 24.00
EP-GB8103-24-B25 26 109 56 25 4 2400 2400
EP-GB8103-241-B32 107 125 &0 | 32 5 2401 25.00
EP-GB8103-25-B32 107 15 &0 32 B 25.00 26.00
EP-GB8103-26-B32 107 125 &0 | 32 B 26.00 26,00
EP-GB8103-261-B32 113 130 60 32 & 260 2700
EP-GB8103-27-B32 113 130 60 | 32 [} 27.00 28.00
EP-GB8103-28-B32 113 130 40 az ) 28.00 28.00
EP-G88103-281-B32 120 136 &0 | 32 7 2801 29.00
EP-GB8103-29-B32 120 136 40 32 7 29.00 30.00
EP-G88103-30-B32 120 136 &0 | 3z o 30.00 30.00
EP-GB8103-301-B32 131 148 &0 22 8 30.01 31.00
EP-GB8103-31-B32 131 148 &0 | 32 8 31.00 32.00
EP-GB8103-32-B32 131 148 &0 32 a8 32.00 32.00
EP-GB88103-321-B40 136 159 70 | 40 9 3201 33.00
EP-G88103-33-B40 136 159 70 40 9 33.00 34.00
EP-GB8103-34-B40 136 e 70 | 40 5 34.00 35.00
EP-GB8103-35-B40 144 166 70 40 9 35.00 346,00
EP-GB8103-36-B40 144 166 70 | 40 9 36.00 36.00
EP-GB8103-361-B40 153 174 70 40 10 36.01 37.00
EP-GB88103-37-B40 153 174 70 | 40 10 37.00 38.00
EP-GB8103-38-B40 153 174 70 40 10 38.00 39.00
EP-GB8103-39-B40 162 182 70 | 40 10 39.00 40,00
EP-GB8103-40-B40 162 182 70 40 10 40.00 41.00
EP-GB8103-41-B40 162 182 70 I 40 10 47100 42.00
EP-GB8103-42-B40 162 182 70 40 10 4200 42.00

AHNO Rk

rile Cutting Tool Technology




FLIREH (EP-G88105) = ]( 5xm] { N 2’4

Pangolin Drill Body

EEINITAE P, M. Ko N, S Suitable for materials: P. M. K. N. §

» M| K BN v S s -

iIwms TR R

QOrder Code Seat size

EP-GB8105-125-B16 80 90 48 16 5 12.50 13.00
EP-G88105-13-B1é 80 90 48 16 c 13.00 13.50
EP-GB88105-135-B16 80 20 48 | 16 C 13.50 13.50
EP-G88105-136-B16 86 95 48 16 B 1351 14,00
EP-GB8105-14-B16 86 95 48 | 16 B 14.00 14.50
EP-GB88105-145-B20 86 95 48 20 B 1450 14.50
EP-GB8105-146-B20 94 105 50 | 20 A 1451 15.00
EP-GB8105-15-B20 94 105 50 20 A 15.00 15.50
EP-G88105-155-B20 P4 105 50 | 20 A 15.50 15.87
EP-G88105-16-B20 105 117 50 20 1 1588 17.00
EP-GB88105-17-B20 105 117 50 | 20 1 17.00 18.00
EP-GB8105-18-B20 105 117 50 20 1 18.00 18.00
EP-GB8105-181-B25 19 134 56 | 25 7L 18.01 19.00
EP-G88105-19-B25 119 134 56 25 2 19.00 19.99
EP-GB88105-20-B25 130 144 56 | 25 3 2000 21.00
EP-GB8105-21-B25 130 T4k 56 25 3 21.00 22.00
EP-GB8105-22-B25 130 Té4b 56 | 25 3 2200 22.00
EP-GB88105-221-B25 142 155 56 25 4 22m 23.00
EP-GB8105-23-B25 142 155 56 | 25 & 23.00 24.00
EP-G88105-24-B25 142 155 56 25 4 24.00 24.00
EP-GB88105-241-B32 157 175 60 | 32 5 2401 25.00
EP-GB8105-25-B32 157 175 &0 32 5 25.00 26.00
EP-GB88105-26-B32 157 175 &0 | 32 5 26.00 26,00
EP-GB88105-261-B32 167 184 40 32 6 2601 27.00
EP-GB88105-27-B32 167 184 &0 | 32 6 27.00 28.00
EP-(GB8105-28-B32 167 184 40 32 b 28.00 28.00
EP-G88105-281-B32 178 194 60 | 32 7 2801 29.00
EP-G88105-29-B32 178 194 60 32 i 2%.00 30.00
EP-G88105-30-B32 178 194 &0 | 32 7 30.00 30.00
EP-GB8105-301-B32 193 210 40 32 8 3001 31.00
EP-GB8105-31-B32 193 210 60 | 32 B 31.00 32.00
EP-GB8105-32-B32 193 210 60 32 8 32.00 32.00
EP-GB88105-321-B40 202 225 70 | £0 9 32.01 33.00
EP-G88105-33-B40 202 225 70 40 9 33.00 34.00
EP-GB88105-34-B40 202 225 70 | 40 9 34.00 35.00
EP-GB8105-35-B40 214 236 70 40 9 35.00 36.00
EP-GB8105-36-B40 214 236 70 | 40 9 36.00 36.00
EP-G88105-361-B40D 227 248 70 40 10 36.01 37.00
EP-G88105-37-B40 227 248 70 | 40 10 37.00 38.00
EP-GB8105-38-B40 227 248 70 40 10 38.00 39.00
EP-G88105-39-B40 24D 260 70 | 40 10 39.00 40.00
EP-G88105-40-B40 240 260 70 40 10 40.00 41.00
EP-GB8105-41-B40 248 268 70 I 40 10 41.00 42.00
EP-GB8105-42-B40 248 268 70 40 10 42.00 42.00

'\HN(J ﬁg BRI R Slock cutting Lools: Bl

Cutting Toal Technalogy




LT (EP-G88107) ][ (=)

Pangolin Drill Body

EEMIAE:P. M. KO N. S Suitable for materials: P. M, K. N. S
P M K IS ~ S s
Ims ARRYT
Order Code Seat size
EP-GB8107-125-B164 106 116 48 16 L& 12.50 13.00
EP-GB8107-13-B1é 106 116 48 16 c 13.00 13.50
EP-GB8107-135-B16 106 116 48 | 16 C 13.50 13.50
EP-G88107-134-B16 114 123 48 16 B 13.51 14,00
EP-GB8107-14-B16é 114 123 48 | 16 B 14.00 14.50
EP-GB8107-145-B20 114 123 48 20 B 14.50 14,50
EP-GB8107-1446-B20 124 135 50 | 20 A 1451 15.00
EP-GB8107-15-B20 124 135 50 20 A 15.00 15.50
EP-G88107-155-B20 124 135 50 | 20 A 15.50 15.87
EP-G88107-16-B20 139 151 50 20 1 15.88 17.00
EP-GB8107-17-B20 139 151 50 | 20 1 17.00 18.00
EP-GB8107-18-B20 139 151 50 20 1 18.00 18.00
EP-GB8107-181-B25 157 172 b6 | 25 2 18.01 19.00
EP-GB8107-19-B25 157 172 56 25 2 19.00 19.99
EP-GB88107-20-B25 172 186 56 | 25 3 20,00 21.00
EP-GB8107-21-B25 ViZ 186 56 25 3 21.00 22.00
EP-GB8107-22-B25 172 186 56 | 25 A 2200 22.00
EP-GB8107-221-B25 188 2m 56 25 4 2201 23,00
EP-GB8107-23-B25 188 20 56 | 25 4 23.00 24.00
EP-GB8107-24-B25 188 2m 56 25 4 2400 2400
EP-GB8107-241-B32 207 225 &0 | 32 5 2401 25.00
EP-GB8107-25-B32 207 225 &0 32 B 25.00 26.00
EP-GB8107-26-B32 207 225 &0 | 32 B 26.00 26,00
EP-GB8107-261-B32 221 238 &0 32 & 260 2700
EP-GB8107-27-B32 221 238 60 | 32 [} 27.00 28.00
EP-GB8107-28-B32 221 238 40 az ) 28.00 28.00
EP-G88107-281-B32 236 252 60 | 32 7 2801 29.00
EP-GB8107-29-B32 236 252 40 32 7 29.00 30.00
EP-G88107-30-B32 236 L &0 | 3z o 30.00 30.00
EP-GB8107-301-B32 255 272 &0 22 8 30.01 31.00
EP-GB8107-31-B32 2o 272 &0 | 32 8 31.00 32.00
EP-GB8107-32-B32 258 272 &0 32 a8 32.00 32.00
EP-GB8107-321-B40 268 27 70 | 40 9 3201 33.00
EP-G88107-33-B40 268 291 70 40 9 33.00 34.00
EP-GB8107-34-B40 268 2N 70 | 40 5 34.00 35.00
EP-GB8107-35-B40 284 306 70 40 9 35.00 346,00
EP-GB8107-36-B40 284 306 70 | 40 9 36.00 36.00
EP-GB8107-361-B40 301 322 70 40 10 36.01 37.00
EP-GB88107-37-B40 301 322 70 | 40 10 37.00 38.00
EP-GB8107-38-B40 301 322 70 40 10 38.00 39.00
EP-GB8107-39-B40 318 338 70 | 40 10 39.00 40,00
EP-GB8107-40-B40 38 338 70 40 10 40.00 41.00
EP-GB8107-41-B40 334 354 70 I 40 10 47100 42.00
EP-GB8107-42-B40 334 354 70 40 10 4200 42.00

AHNO Rk

rile Cutting Tool Technology




RS (EP-G88108) { . M 'm] { ]( M}

Pangolin Drill Body

BEMIME P M. Ko N S Suitable for materials: P, M. K. N. S

P M K B N S s

iTHs AERT

QOrder Code Seat size
EP-GB8108-125-B16 19 129 48 16 C 12.50 13.00
EP-GB8108-13-B14 119 129 48 16 c 13.00 13.50
EP-GB8108-135-B16 112 129 48 | 16 C 13.50 13.50
EP-GB8108-136-B16 128 137 48 16 B 13.51 14,00
EP-GB8108-14-B16 128 137 48 | 16 B 14.00 14.50
EP-GB8108-145-B20 128 137 48 20 B 14.50 14,50
EP-GB8108-146-B20 139 150 50 | 20 A 1451 15.00
EP-GB8108-15-B20 139 150 50 20 A 15.00 15.50
EP-GB88108-155-B20 139 150 50 | 20 A 15,50 15.87
EP-GB8108-16-B20 156 169 50 20 1 15.88 17.00
EP-GB8108-17-B20 156 169 50 | 20 1 17.00 18.00
EP-GB8108-18-B20 156 169 50 20 1 18.00 18.00
EP-GB8108-181-B25 176 191 56 | 25 2 18.01 19.00
EP-GB8108-19-B25 176 191 5é 25 2 19.00 19.99
EP-GB88108-20-B25 193 207 56 | 25 3 20,00 21.00
EP-GB8108-21-B25 173 207 5é& 25 3 21.00 2200
EP-GB8108-22-B25 193 208 56 | 25 3 22.00 2200
EP-GB8108-221-B25 211 224 56 25 4 220 23,00
EP-GB8108-23-B25 211 224 56 | 25 & 23.00 2400
EP-GB8108-24-B25 21 224 54 25 & 2400 2400
EP-GB8108-241-B32 232 250 40 | 32 5 240 25.00
EP-GB8108-25-B32 232 250 &0 3z 5 2500 2600
EP-GB8108-256-B32 232 250 &0 | 32 5 26.00 2600
EP-GB8108-261-B32 248 265 60 32 .3 2601 27.00
EP-GB8108-27-B32 248 265 &0 | 3z 6 27.00 28,00
EP-GBA108-28-B32 248 265 &0 32 & 28.00 2800
EP-GB8108-281-B32 265 281 &0 | 32 7 280 29,00
EP-GB8108-29-B32 265 281 60 32 7 22.00 30.00
EP-GB8108-30-B32 265 23 &0 | 3z 7 30.00 30.00
EP-GB8108-301-B32 284 303 &0 3z 8 3001 31.00
EP-(GB8108-31-B32 286 303 &0 | 32 B 31.00 3200
EP-GB8108-32-B32 286 303 &0 32 8 32.00 3200
EP-GB88108-321-B40 301 324 70 | 40 9 320 33.00
EP-GB88108-33-B40 301 324 70 40 9 33.00 34,00
EP-GB8108-34-B40 3o 324 70 | 40 g 34.00 35.00
EP-GB8108-35-B40 319 341 70 40 g 35.00 346,00
EP-(GBB108-36-B40 e 341 70 | 40 9 3600 36.00
EP-GB8108-361-B40 338 359 70 40 10 3601 37.00
EP-GB8108-37-B40 338 359 70 | 40 10 37.00 38.00
EP-GB8108-38-B40 338 359 70 40 10 38.00 39.00
EP-GB8108-39-B40 357 7 70 | 40 10 39.00 40,00
EP-GB8108-40-B40 357 37 70 40 10 40.00 41,00
EP-GB8108-41-B40 377 377 70 I 40 10 47.00 42.00
EP-GB8108-42-B40 a7 97 70 40 10 4200 4200

'\HN(J ﬁg BRI R Slock cutting Lools: Bl

Cutting Toal Technalogy




ZFLIRHM (EP-G88110) { be } (;mc] { { ] ( 2:2 W

Pangolin Drill Body

BEMIME P M. Ko N S Suitable for materials: P, M. K. N. S

P M K B N S s

iTHs AERT

QOrder Code Seat size
EP-GB8110-125-B16 145 155 48 16 C 12.50 13.00
EP-GB8110-13-B14 145 155 48 16 c 13.00 13.50
EP-GB8110-135-B16 145 155 48 | 16 C 13.50 13.50
EP-GB8110-136-B16 156 165 48 16 B 13.51 14,00
EP-GB8110-14-B16 156 165 48 | 16 B 14.00 14.50
EP-GB8110-145-B20 156 165 48 20 B 14.50 14,50
EP-GB8110-146-B20 169 180 50 | 20 A 1451 15.00
EP-GB8110-15-B20 169 180 50 20 A 15.00 15.50
EP-G88110-155-B20 169 180 50 | 20 A 15,50 15.87
EP-GB8110-16-B20 120 202 50 20 1 15.88 17.00
EP-GB8110-17-B20 170 202 50 | 20 1 17.00 18.00
EP-GB8110-18-B20 190 202 50 20 1 18.00 18.00
EP-GB8110-181-B25 214 229 56 | 25 2 18.01 19.00
EP-GB8110-19-B25 214 229 5é 25 2 19.00 19.99
EP-G88110-20-B25 235 249 56 | 25 3 20,00 21.00
EP-GB8110-21-B25 235 249 5é& 25 3 21.00 2200
EP-GB8110-22-B25 235 249 56 | 25 3 22.00 2200
EP-GB8110-221-B25 257 270 56 25 4 220 23,00
EP-GB8110-23-B25 257 270 56 | 25 & 23.00 2400
EP-GB8110-24-B25 257 270 54 25 & 2400 2400
EP-GB88110-241-B32 282 300 40 | 32 5 240 25.00
EP-GB8110-25-B32 282 300 &0 3z 5 2500 2600
EP-G88110-26-B32 282 300 &0 | 32 5 26.00 2600
EP-GB8110-261-B32 302 319 60 32 .3 2601 27.00
EP-GB8110-27-B32 302 319 &0 | 3z 6 27.00 28,00
EP-GB&110-28-B32 a0z e &0 32 & 28.00 2800
EP-GB8110-281-B32 323 339 &0 | 32 7 280 29,00
EP-GB8110-29-B32 323 339 60 32 7 22.00 30.00
EP-GB88110-30-B32 323 339 &0 | 3z 7 30.00 30.00
EP-GB8110-301-B32 348 365 &0 3z 8 3001 31.00
EP-GB8110-31-B32 348 365 &0 | 32 B 31.00 3200
EP-GB8110-32-B32 348 365 &0 32 8 32.00 3200
EP-GB88110-321-B40 367 390 70 | 40 9 320 33.00
EP-G88110-33-B40 367 3920 70 40 9 33.00 34,00
EP-GB8110-34-B40 367 390 70 | 40 g 34.00 35.00
EP-GB8110-35-B40 389 471 70 40 g 35.00 346,00
EP-GB8110-36-B40 389 411 70 | 40 9 3600 36.00
EP-GB8110-361-B40 £12 433 70 40 10 3601 37.00
EP-GB8110-37-B40 412 433 70 | 40 10 37.00 38.00
EP-GB8110-38-B40 412 433 70 40 10 38.00 39.00
EP-GB8110-39-B40 435 455 70 | 40 10 39.00 40,00
EP-GB8110-40-B40 435 455 70 40 10 40.00 41,00
EP-GB8110-41-B40 463 483 70 I 40 10 47.00 42.00
EP-GB8110-42-B40 463 483 70 40 10 4200 4200

call o chieckinvantory befora oidering AHNO Rk

rile Cutting Tool Technology




Pﬁg.‘l Eﬁ?ﬁ (EP-G88112) m m} (m : } @

EEMIAAE P, M. K. N, S Suitable for materials: P, M, K. N. S
r M K s N RS s
iIHS
Order Code
EP-GB8112-125-B16| 171 181 48 | 16 G 1250 13.00
EP-G88112-13-B16 171 181 48 16 € 13.00 13.50
EP-G88112-135-B16| 171 181 8 | e c 13.50 13.50
EP-GB8112-136-B16| 184 193 48 16 B 1351 14,00
EP-GB8112-14-B16 184 193 8 | 16 B 1400 1450
EP-GB8112-145-B20| 184 193 48 20 B 1450 14.50
EP-GBB112-146-B20| 199 210 50 | 20 A 1451 15.00
EP-GB8112-15-B20 199 210 50 20 A 15.00 15.50
EP-G88112-155-B20| 199 210 50 | 20 A 15.50 15.87
EP-GB8112-16-B20 224 236 50 20 1 15.88 17.00
EP-G88112-17-B20 224 236 50 | 20 1 17.00 18.00
EP-GB8112-18-B20 224 236 50 20 1 1800 18.00
EP-GB8112-181-B25| 252 267 5 | 25 2 18.01 19.00
EP-GB8112-19-B25 252 267 56 25 2 19.00 19.99
EP-GB88112-20-B25 277 291 56 | 25 3 20,00 21.00
EP-G88112-21-B25 277 291 56 25 3 21.00 22.00
EP-G88112-22-B25 217 291 56 | 28 3 2200 2200
EP-GB8112-221-B25| 303 316 56 25 4 2201 23.00
EP-G88112-23-B25 303 314 56 | 25 4 2300 24,00
EP-GB8112-24-B25 303 316 56 25 4 24,00 24,00
EP-GB8112-241-B32| 332 350 0 | 32 5 2401 25.00
EP-G88112-25-B32 332 350 60 32 5 2500 26.00
EP-GB8112-26-B32 332 350 0 | 32 5 2600 2600
EP-G88112-261-B32| 356 373 60 32 b 2601 27.00
EP-GB8112-27-B32 356 373 0 | 32 3 27.00 28.00
EP-GB8112-26-B32 356 373 0 32 6 2800 28.00
EP-G88112-281-B32| 381 397 60 | 32 7 2801 29.00
EP-G88112-29-B32 381 397 60 32 7 29.00 30.00
EP-G88112-30-B32 381 397 0 | 32 7 30,00 30.00
EP-GB8112-301-B32| 410 427 60 32 8 3001 3100
EP-GB8112-31-B32 410 427 0 | 32 8 31.00 3200
EP-GB8112-32-B32 410 427 60 32 8 3200 32.00
EP-GB8112-321-B40| 433 456 70 | 40 9 3201 33.00
EP-GB8112-33-B40 433 456 70 40 9 33.00 34.00
EP-G88112-34-B40 433 456 70 | 40 9 3400 35,00
EP-GB8112-35-R40 459 481 70 40 9 3500 36.00
EP-GB8112-36-B40 459 481 70 | 40 9 36.00 36.00
EP-GB8112-361-B40| 486 507 70 40 10 3601 37.00
EP-G88112-37-B40 486 507 70 | 40 10 37.00 38.00
EP-G88112-38-B40 486 507 70 40 10 38.00 39.00

'\HN(J ﬁg BRI R Slock cutting Lools: Bl

Cutting Toal Technalogy




WMARETE

Mounting Instruction

RSN E BN E SR AL IR3-5F, BIERL.
To use the blast device to blow on the head of the tool holder for

3-5 seconds to clean up the dust.

EHRFTMLENEA, EERTLMEF
SIS 1 i

To use the blast device to blow on the head of the tool

holder for 3-5 seconds to clean up the dust.

BFUPHRBERMUSOE, NEEHSHTIERD
UE, BBEZHIEASGT, HAFRERE.,

To place the tip drill in the groove of the tool holder along the
positioning guide surface, and press the air avoidance part into

the tool holder, and gently hold it with your hand.

BIRF N RBIRIE I H AT EE SRR
e ETRENEFLL BB EA R,

To reverse the wrench from the end of the tool holder

and rotate until the locking screw moves tip drill upward.

; BIRFIRE i, EEEFURHREOTSH
el T RS, BEEERERFE, B#REA

- 5 L BRINSR S TSRS GER.
Y To turn the wrench clockwise until the head is completely
| " attached to the tool holder. Please use gloves when operating

q to avoid injury due to the sharpness of the tools.

Floase call t checkiientory befora ordering AHNO Rk
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Pangolin Drill Body(Spare Parts/ Accessories)

&% Central lock screw De/mm 12.5-13.5 13.51-15.87 15.858-19 24.01-28 28.01-32 32.01-42

FLRET

BoRT AF312 AF313 AF315 AF316 AF317 AF318 AF319
Pa.rnfﬂli: ifrﬂw M25L-m2.0 | M3.0L-m2.5 | M3.5L-m2.5 | M&L-m3.0 M5L-mé Mé&L-m5 MéL-mé
read Size

Hi{% Accessories De/mm 12.5-13.5 13.51-15.87 15.88-19 - 28.01-32 32,01-42
MERFYS .
Rst AF521 AFE31 AF551 AF561 AF571 AF581
Locksl!\'rench T5%155mm | Té*156mm | 1.5*185mm | 2.0°210mm | 2.5*240mm | 3.0*265mm
1ze
AF522 AFB32 AF552 AFB&2 AF572 AFE82 AF582

[Tl

o T5%187mm | T6*188mm | 1.5*225mm | 2.0%260mm | 2.5*295mm | 3.0*330mm | 3.0*330mm

AF523 AF533 AF553 AF543 AF573 AF583 AF583
T5%18%mm | T&*190mm | 1.5*297mm | 2.0*343mm | 2.5*393mm | 3.0%432mm | 3.0*43%mm

. iTEe
Hi{% Accessories Grdce Cada
EP197-P 12.50-42.00 LI L L
EP197-M 12.50-42.00 e e L
EP045-S 12.50-42.00 o ° ® eoe
e e Tt o &k

® @ First Choice ® Alternative

-\HN(J ﬁ* EFFTE , TR R Stock cutting lools. Please

Cutting Tool| Technology - IR
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SREE

Parameter Reference

IEEHTHEE (kW)
Driving power (kw)

16 18 20 2 25 28 2 3B 4

EEhhE Ps (kW] $5LEE d1[mm]

o i LA LERFREREnE, Heh. LRBESNER.

#ehh (kN) % (Nm)
Feeding Force (kN) Torque (Nm)
s EEm | wf e
12000 : 7
10000 o = = A A
8000 -+ //J - i 150 1 { ///( }
oo | gy | | EEEE
i e ! t b
4000 == = ]
= | =0.6mm ] i 1]
2000 | =1 et 0
0 | 0t | } I —)
16 18 20 22 35 28 32 3B 4 16 18 2 5 28 3. 3B M
BRI Ff NI $53LEE d1 [mm] i Md [Nm] 353 H1E d1 [mm]

ERE: Rm=600N/mm?, EREEIESTIELEE Ave=80m/min.

Note: The above chart is used to determine the driving power, feeding force, and torque parameters Tensile Strength: Rm=600M/mm’. Base cutting speed vc=80m/min,

_ LEdMEmin

BICRAUTRINENSE

Cooling Pressure Recommendations
HAREILRE
Relative Drilling Depth
1-3XD
5xD
7xD
10XD

TNRREERY LiR/ME min
Cartridge Size (mm)
c 1250-1350 85 96
8 1351-1450 89 101
A 14511588 94 106
1 1586-1800 | 103 116
2 18011999 12 126
3 20002200 121 136
4 20-2400 130 146
5 24012600 139 164
6 26012600 148 166
7 2801-3000 157 176
8 30013200 166 186
9 3201-3600 184 204
10 ' 226

SEMED
Relative Drilling Depth

Bbars
12bars
20bars
30bars

36.01-4000 202

AHNO Rigk:
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Cutting Parameters Recommendation

i (Drilling depth)3xD
EP-P
EZFIEE-FE firin 14 A il i
Range of Tensile strengtt fal exampl VeImjmin] e @imm/rev]
application-material
£55: 172 (Drill diameter ) dc
14-33mm 14-15.99mm 16-20.99mm 21-25.99mm 26-33mm
FEHE Steel R BE BA B ES BX B BN BA RN BES BA B EF BA
=i . Min | Best  Max Min | Best | Max | Min  Best Max Min | Best Max Min |Best Max
EELE r
Coid Rolled Steel DCOL.SPCE.ST1A
(AR 2 1 n | B
11 L ks <BOON/mm 5235UR{5t37-2). 204, 1008 80 | 100 | 120 | 006 | 02 | 024 |18 | 024 | 03 | 018 [ 024 | 03 | 018 | 024 | 03
B0, T | ) s
Free Culting Steel, ete. 8RB0, FLARR LN
Str %Fﬂmeel E360{SE70-2), 20CMn T
ERES, B
21 _ Cemented Stee} = 00K/ mm? 16MnCes 10 a0 110 (016 | 02 |024 (018 (024 | O3 | 018 | D24 | 03 | 018 | 024 | 03
Surface Hardened Stee|
Cai%eﬁic G5-25CMod, 2G1Cr13. C4TH
B, FEELW
Cemented Steel 0MoCr3, SCM415, SAES120H

Surface Hardened Steel

P31 el ] = 10008 /mm? 10 | A0 | 10 | 016 | 02 (0324 018 024 | 03 018 | 024 | 03 |0IB 024 | D3
Madulating Steel A2t 135
o, BERE, B
Medium/High Carbon Steel, stc, 102Ce6., CHAS. TOH
R R AL EE 7
Special Heat Treatment Stee! S0CTHind, ASCMO
BIELRY £ 1200N/mm? 45NICTM B0 | 70 | 90 | 014 | 018|022 |06 | 022 | 028 |01 | D22 | 028 | 016 | 022 | D26
41 Cold Werking Tool Steel AL X45NiCrios . . Z : i E oy ' ki o -
FEE, = .
Cemenled Sleel, etc, 31€Mo12.38CrMoAl
mER® —
High Atlay Sreel KIBCrMAVS-3, BOSIZMRAL S0CAA
T ; 42y e = x
51 HatWorking 1ol Steel £ 1 400N/ mm? £100CTMoVE-1-1, SCrNITH 50 | 60 | 90 |04 | 018 (032 | 016 | 022 | 028 | 016 | D22 | 028 | 016 | 022 | 028
HAD, FF .
Mold Stasl, etc. CraWMavsi, 20CI2MoZWVHICa
Ziainless Stack Materials: I I I | |
EEGEE, 2 ERAEm
11 Ferrite Structure 050N /mm? K2CrTil2, 55430, 85445.9Cr18 4] 0 90 | 014 | 018 | D22 | 016 | 022 | 028 | 016 | 022 | 028 | 015 | 022 | 028
Martensite Structure
T P . .
21 e Shadl Matarials S OEON i XGCANIMATIT-12-2,0CFIBNIZ.SS316 | 50 | 60 | 70 | 012 | 016 | D2 |04 | 018 | 022 | 014 | D18 | 022 | 014 | 018 | D22
M
; BT SRR () POl T Ty ; ; 4
31| poeenitic Ferrite (Diphase) | S1I0CN/mM? | XICNMON22-5-3,00C23NMN.SAF2507 40 | 50 | 60 | D1 | 014 | 018 |02 | 016 | 02 | 012 | 016 | 02 | 012 | 016 | 02
6 P 5 T (BN o | i . . ; - 2
{41 " hictenitic-Martensite Heal S 12508/ m UNS 537550, 532750.00C25NTMa4N | 30 | 40 | 50 | 01 | 014 |08 | D2 | 016 | 02 | 012 |06 | 02 | 012 | 016 | D2
resistance steel {Super diphase)
kR { 1 t ‘
Cast Iran Material | | ! ! | | | !
11 ' 100-250N/mm? EN-GJL200{GG20}, HT250
)
! RutamER G I 120 | 140 | 160 | 02 | 024 | 03 |o22 | 025|032 |o022 [026 | 032 | 022 | 026 | D32
Flake Graphite Cast Iron .
12 250-450N/mm? EN-G.L 300(GE30). HT350
21 i 350-500N/mm? EN-GJS-400-15(GGG4T). QT400
| AREHE (GIS) t {100 | 120 | 140 | 02 | 024 | 03 | 022 | 026 | 032 | 022 | D26 | 032 | 022 | 026 | 032
3 Nodular Cast Iron
22 500-800N/mm? EN-GUS-700-2(GGETOL. QTTH0
K. 1
31 g 300-400N/mm? G300, RUT380 |
| A :_fﬁfaﬁﬂg & t 100 | 120 | 140 | 02 | 024 | 03 | 072 | 026 | 032 | 022 | 026 | 032 | 022 | 026 | 032
zg| VermiedarGrphitetastiion - aa soon/mm? G450, RuT420
41 e 250-500N/mm? EN-GJMW-350-4(GTW-35) KTH330
i e R i B0 | 100 | 120 | 018 | 022 026 | 02 024 | 03 | 02 |02 | 03 | 02 024 | 03
42 Mallszble Cast Ian S00-800N/mm? EN-GIMB-450-6(GTS-45). KTZT00

Cuitting Toal Technology
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Cutting Parameters Recommendation

3% (Drilling depth) 5D
EP-P
FEE-EE HHEEE HEEEE [ e &
Range of Tensile strength Material examples Ve[m/min] it Rfmm/rev]
application-material | o
i3 E42 (Drill diameter ) dc
14-33mm 14-15.99mm 16-20.95mm 21-25.9%mm 26-33mm
ST ‘m\lm BA RO RE | BA OB OME BX B ME nx‘mn'm‘t*‘
M‘m|Best Max = Min | Best Max Min Best  Max  Min Best Max Min Best Max
bk ] G s
Cold Rolled Steal DCOL, SPCE.ST1S
| fitd i 2 :
11 Low Carbion Steel <B00N/mm SI3BIRISIT-2). 204, 1008 B0 | 100 | 120 | 016 | 02 |024 Q18 024 | 03 | 018 024 03 | 018 | 024 | 03
S e | | 1 f
Free Cutting Steel, etc. 105720, Y15Ph. SUNZ3
Swfﬁmml EI60(SE70-2), 20CrMnTi
FBl, BB
21 5 rCemﬁn%d&Sthesl‘ i S ROON/mm’ 16MNCrS 70 50 | 110 | 0316 | 02 (024 | 018 | 024 | 03 018 029 03 | 018 | 024 | 03
uriace Ha Lee
Ca‘:}:%gtlefl?ilc G5-25CrMod. ZG1Cr13. CATH
b, R
Cemn. Steal 20MaCr3, SCMA15. SAES120H

ented
Surface Hardened Steel

<1000N/mm? o 80 110 [ 016 | 02 |024 [ QI8 024 | 03 | 018 024 | 03 | 018 | 024 | 03

HER ;
Modulating Steel | A2CrMos. 4135
e
AR NS 102Cr5.CHAS, T4
HEALER ' '
Special Hear Treatment Steel S0CrMod. 35CrMal
AYELED] : = : )
41 Cold Warking Toal Stecl = 1200N/mim H4SNICrMad 50 70 80 014 | 018 (022 015 022 | 028 | 015 D22 | 028 | D16 | 022 | 028
Cemented Steel, etr, 31CrMol2. 38CrMoAl
Mghuih‘ﬂfy“sn:eel XIBCrMaY5-3, BOSIZMnA. SOCIVA
5 AT A _ ' ‘ - R
5.1 Hot Working Tool Steel = 1400N/mm #100CrMovE-1-1, SCrNiTi4 50 5 20 014 | 018 (022 Q16 022 | 028 | 015 022 028 [ 016 | 0.2 | D28
= I
Mﬁ?g&?:{c_ CrowWMoVSi. 200 Ma2WWNICo
FIREHE |
.| less Steel Material L | _

TR, DRk
11 Ferrite Structure =950N/rmm? AICrTI2. 55430, 55445, 8018 &0 T ] 014 | 018 | 022 416 022 | 028 | 018 022 | 028 [ 016 | 022 | 028
Martensite Structure

=i _ . ! ) -
B s e <950N/mim X6CANIMOTILT-12-2,0Cr1BNIB.55316 | 50 | 60 | 70 |02 | 016 | 02 | 014 018 | 022 | D14 0I5 022 | 014 | 018 | 022
M
B ph- S i (IiE) o z .
31| Acmtonioe:Perine (Dipfsee SUDON/mAT? | K2CTNIMONZ2S-3. 0OC2ANMN.SAF250T| 40 | 50 | 60 | 0L | 04 038 012 016 | 02 | 012 016 02 | 012 | 01§ | 02
41 <1250N/mm? | UNSS32550.532750.00C25NiTModN | 30 | 40 | 50 | 01 | 014 038 012 016 | 02 |02 016 02 012 | 016 | 02
P |
Cast fron Material |

11 s 100-250N/mim’ EN-GJL-200{GG20). HT250
7| AREEmEGIL 120 | 140 | 160 | 0z | 024 | 03 |0z 026|032 | 022 026 | 032 |02z |0z | om
= Flake Graphite Cast Iron = - "

12 750-4500/mm? EN-GJL-300{GG30), HT35D

21 o 350-500N/mm’ EN-GJ5-400-15{GG G40, QT400

FEIER (6] 0o | 120 | 140 | 02 | 024 | 03 022 026 |03 |02 |0z | 032 |0z | v | o

N Modular Cast lron _ " .

22 500-600N/mm EN-GIS-T00-2(GEGTON GTTO0

K

31 ik 300-4000/mim’ GV, RuT38D
I OO ... - {100 | 120 | 140 | 02 | 024 | 03 o2 026 |03 | 022 026 | 032 |02 |0z | om
3p| vermQUarbrEpARELastiion | 4ng.sooN/mm? G450, RuT420

41 ) 250-500N/mi EN-GIMW-350-4(GTW.-35), KTH330
—  RMMETWETMR 80 | 10 | 120 | 038 | 022 |036 | 02 026 | 03 | 02 024 | 03 | 02 | 024 | 03
42 Malleabiie Cast Iron 500-800M/mm? EN-GIMB-450-6{5T5-45). KTZ700

Catting Tool Technology
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Cutting Parameters Recommendation

$53% (Drilling depth) 8 x D
EP-P
EREE-HE iR E Hilaem i s B
Range of Tensile gt Material pl Ve[m/min] i {mm/rev]
application-material
£53H#Z (Drill diameter ) dc
14-33mm 14-15.98mm | 16-20.99mm 21-25.99mm 26-33mm
REEHEL Steel B ME EBx B ME | Ex BN REF | BX B0 RE BX B BE | BA
Min | Best  Max Min | Best | Max | Min  Best Max Min | Best Max Min | Best  Max
Al s et
Cold Ralled Strel DCOL.SPCE.ST15
11 e = BO0ONmm? S235IRSIT-2). 208, 1008 20 100 | 120 [ 014 |DIB (022 | 0I5 | 022 | 028 | 016 | 022 | 028 | 016 | 022:| D28
L1 LowCalbonSted. . iy 2] - s e 11 .. .. B - 8 B -
BiE, H% ;
Free Cutting Steel, et 105Pb20.Y15Ph. SUNZ3
C_ EmEm
___Stl_‘!.cC_?lf'ra_l St_g_e_l . E360{StT0-2). 20C4nTi
R, wE R =
i1 Cemented Steel <BOON/mm? 16MnCs5 MW 60 | 110 | D14 | 018 | 022 | 016 | 022 | 028 | 016 | 022 | 028 | 016 | 022 | 028
Surface Hardened Steel
i B ..
Cast Steel, etc, G5-25CiMo4, 2G1Cr13.C47H
iR, BEELE " .
Cemented Steel 20MaCr3, SCM415, SAES120H
Surface Hardenad Steel
P 31 TR = 1000N /mm?® ACr Mol 135 il 80 110° | 014 | 018 | 022 | Q16 | 022 | 028 | 016 | 022 | 0.28 | Q16 | 022 0.28
Modulating Stee| A
i
BRG], §F 1026, CHAS, T0H
IR
Special Heat Treatment Stee| S0Cried, 35CMaY
4.1 AfE LA = 1200k /mm* XASHICrMod ] 70 50 012 | 016 02 | 0I4 | 02 | 026 (014 | 02 | D26 | 014 02 | D36
1 Coid Working Tool Steel LSt . - 2 L . . . : . . .
SR FE
Cemented Steel, ete, 31€rMal2. 38CAMaAl
= &
High Alloy Steel ¥3BCrMova-3. 6052MnA. S0CHVA
51 AELRS = 100N/ mm® RI00CrMoVE-1-1. SCrNiTi4 50 60 90 012 | 016 02 | 014 | 02 | 026 | 014 | 02 | 026 | 014 | 02 | 026
z Hot Warking Tool Steel J ot e ; i : = . ? ’ s ? :
RS, FF ) .
Mold Steel, etc. CrEWhMaySi. 20Cr2MoZ WVNICa [
TR | |
] less Steel Materials
BE S, B EESS
11 Ferrite Structure G0N mm? KACrTiid, 55430, 554459018 B 8] 50 012 | 016 02 Q14| 02 | 026 014 | 02 026 | Q14 02 | D326
Martensite Stnucture
21 S = 850N/ mm* ¥BCrNiMeTilT-12-2.0Cr18Ni9. 55316 50 B0 7o 01 | 014 |08 | 012 016 | 02 | 012 | Q16 | 02 | Q2 | 06 | D2
a Stainless Steel Materials * R ¥ W i : ; ; : : " . ¥ : o
M
" HEA-B RS R T F: 1 i
3t hustenitic Ferrite (Diphase) = 11000 /mm KICAHIMoNIZ-5-3. 00Cr23MaN, SAF2S0T . 40 50 (il4] 008 (012 | 016 | 01 | 014  0I8 | 01 014 | 018 | 01 | 04 | DB
|41 = 12500 /mm’ UNS 532550, 532750, D0Cr25MiTModN 30 40 50 008 (012 (016 | O1 | 014 018 | Ol 014 | 018 | @l | 014 | 018
T ' ' [
Cast Iran Material
11 it 100-250N/mm? EN-GUL-200(GG20) HT250
— }“T‘khﬂi.ﬁ‘ﬁk (el 120 | 140 | 160 | D18 (022 | 028 02 034 03 02 (029 | 03 0z | 024 D3
Flake Graphite Cast Iron 7 5 -
12 250-450N/mm EN-GJL-300{GG30). HT350
e § 350-500N/mm? EN-GJ5-400-15(GGGA0]. QT400
R ]
I Nl:dflfr%j;"?lr 100 T40 | 140 | D18 | K2 | 028 | 032 | 024 | 03 02 024 | 03 02 | 024 | D3
|22 A 500-900N/mm? EN-GAS-T00-2{GEGT0) QTT00
K
31 e J00-400N/mm? GIVA00. RUT380
I v ‘_CTE:; r_;NcJ i 1100 | 120 | 140 | 018 | 022 | 026 02 [ 034 | 03 0.2 024 | 03 02 | 024 | D3
3| YErMICIATBrEpRIELEstien | aon.coom/mm? G450, RuT420
41 ) - 250-500N/mm?* EN-GIMW-350-4{GTW-35). KTH330
| TEERGTMWETME) 80 | 100 [ 120 | 015 | 02 |02e | 018 | 022 | 028 | 018 | 022 | 028 | 018 | 032 | 02e
42 Malleable Cast Iran 500-800N/mm? EN-GIMB-450-6(GTS-45}, KTZ700

Cuitting Toal Technology



HURRICANE SERIES
END MILLS

EEERTEYIN)) B




MEMX 257D

Hurricane Series End Mills

AHS Z&%5l  aus series
EEEMINI, EaiNIE AT HRC50-65, BEaEHE

High-hardness and high-efficiency machining. Suitable for
machining hardened steel HRC 50-65 and high-alloy materials.

AHM Z5 aum series

AiEETENLT, EEMFM HRC < 52, FHWMAR
RARKEELTIH

High-speed and high-wear-resisting machining. Suitable for long-time
cutting of prefabricated steel HRCs52, stainless steel and large molds.




TRBSfRTismE

Cutting Tool Naming Guidelines

NER - R / =EEHE ] 6s R LN
AH S R L 2 020 RO.5 L16 04 50

;@' JIE B 1€ @ Overall Length of Tool
50 JIREH: 50
150 JREK: 150

(@ JJE#EE @ Shank Diameter of Tool
04 #i{%: SD4 shank Diameter
12 #1F: SD12

E@ KHEFIEHIEE @ Neck Increased Series
'L16: BRIEE 16mm Effective Machining Length
L20: BEHIEE 20mm Effective Machining Length

@ JIREANEFE T ArcRadius of the Culting Edge Tip
'RO.5 EI3M4E: 0.5 ArcRadius
{R1.0 E3MR: 1.0

& JJB7){® ® Diameter of Cutting Edge
1020 2.0mm
1120 12.0mm

3 4 71%  © Number of Flutes
2715 2 Flute Number
AN 4

@ &R @ special Types
L: EImBZHT  Neckincreased
'F: $BHef 30°  HelixAngle
(P FETIENEIT  shortFlute
;KZ SRABRNEIT Highreed

@ 71AzEl @ End Type

R: ERB$t7] tnd Mill with Corner Radius
E: FESLERTT End mill with Flat End

B: BEsL$ET] End Mill with Ballnose

(@) FESL A @ Product Type
S (EWEE: HRC50-65) High Hardness
M (EfffE: HRC < 52) HighWearresistance

{1 AFIFE RS @ Company Product Code
‘AH: AFFGAS

i AHNO Rk

Cutting Tool Technology




AHS A7

AHS R5EF =

AHS SERIES FEATURES

e R
- RARARE I &
- A RFHFMEMBERE

Material Features:
- Adopt extremely fine ultramicron matrix.

- Great toughness and hardness.

BYREBRA:

- BB, RETHER

-RENS, FEREMENE

-AREES, RETAERSS

- BER, =R TES T HIHSRGER T
Super-Y Coating Features:

- High red hardness. Increase cutting speed.

- High stability. Strong adhesion on the coating surface.

- High coating hardness. Improve tool life.

- High temperature resistance. High-speed machining.

Suitable for dry cutting or micro-lubrication cutting.

[BZ P 993K -

-EAMIAAS (HRC50-65) fi:
SKD61. S136H. SKD11 %
-EEMIEEEME

Application:

- Suitable for machining hardened steel (HRC50-65).
-5KD&1, S136H, SKD11, etc.

- Suitable for machining high-alloy materials.

HNMPELEGE

Perfect Choice for Chilled Steel

50<HRC<65 (FHEE)




AHSEF 4 7)S3K%87]

AHSEF 4-flute End Mills

- FAmIE@EAEHE;

- IFAMNRERTNENASAIERE. IEELRRHNTELERSTITIEES, EBTTR
LI SRR EEIA

- S T RRE IR ;

C

- AETEE#HENEIT
- KERAEERTIAME, RSB,

— Designed for machining high hardness materials;
~ Newly-developed coating has excellent oxidation resistance, red hardness and outstanding wear

resistance combined with toughness. It's suitable for dry cutting or micro-lubricated high speed cutting;

- Excellent surface roughness of the workpiece;

— Designed for high precision milling;
= Adopting extremely small grain size for tool materials, taking into account hoth toughness and wear

resistance;

(=

M. SEH _”

HRC30)

7 pdc t.de Tolerance
$=x3 0~-0.010
3I<p<6 0~-0.012
E<p=10 0~-0.015
1<p=20 0~-0.018

iTHHRS - Order code

Ex EtE

s

Code Designation 71 ds 7kl HRR wmgAE- v/, | 2Kl iz -ds Graph Inventory
AHSEF 4010 0450 D1x3xL50x5D4 4 3 i 12 | 50 4 A .
AHSEF 4010 0650 D1x3xL50x5Dé 12 50 6 A .
AHSEF 4015 0450 D1.5x4xL50x5D4 & " . 11 [ 50 4 A D
AHSEF 4015 0650 D1.5x4xL50x5D6 ' 11 50 6 A .
AHSEF 4020 0450 D2x5xL50xSD4 9 5 ) 11 [ 50 4 A .
AHSEF 4020 0650 D2x5xL.50x5Dé 11 | 50 4 A .
AHSEF 4025 0450 D2.5x6 5xL50xSD4 -~ - ) 11 [ 50 4 A .
AHSEF 4025 0650 D2.5x6 5xL50x5D6 11 | 50 6 A .
AHSEF 4030 0450 D3x7.5%L50x5D4 11 [ 50 4 A D
AHSEF 4030 0650 D3x7.5xL50xSDé 5 5& ) 11 [ 50 6 A .
AHSEF 4030 0660 D3x7.5xL60xSD6 : 1 | 60 6 A .
AHSEF 4030 0675 D3x7.5xL75xSDé 11 | 78 6 A o
AHSEF 4040 0450 D4x10xL 50xSD4 = [ 50 4 B .
AHSEF 4040 0460 D4x10xL60xSD4 - 60 4 B .
AHSEF 4040 0475 D4x10xL75%SD4 i iy . - | 75 4 B .
AHSEF 4040 0650 Déx10xL50xSDé 11 [ 50 é A o
AHSEF 4040 0660 D4x10xL60xSD6 11 | &0 é A .
AHSEF 4040 0675 D4x10xL.75xSD6 11 75 6 A .
AHSEF 4050 0650 D5x12.5xL50x5D6 5 P . 11 [ 50 6 A .
AHSEF 4050 0675 D5x12.5xL.75x5D6 ' 11 75 6 A .
AHSEF 4060 0650 Déx15xL50x5D6 = [ 50 6 B .
AHSEF 4060 0660 Dé6x15xL60xSD6 i - ) - | 80 6 B .
AHSEF 4060 0675 Déx15x1.75xSD6 - | 7 6 8 .
AHSEF 4060 06100 D6x15xL100xSD6 - 100 6 B )

Cutting Tool Technology



iTH#E4S - Order code

o Ko i ZE-ds | Tl | BRR | WEME-YS  2Klo | ME-ds G?:gh mvﬁﬁw
AHSEF 4080 0860 D8x20xL60xSD8 - 60 8 B L]
AHSEF 4080 0875 DEx20xL75xSD8 8 20 - - 75 8 B [ ]
AHSEF 4080 08100 D8x20xL100x5D8 - 100 8 B .
AHSEF 4100 1075 D10x25xL75xSD10 10 25 B - 75 10 B L]
AHSEF 4100 10100 D10x25xL100x5D10 = 100 10 B °
AHSEF 4120 1275 D12x30xL75x5D12 12 ap B - 75 12 B L]
AHSEF 4120 12100 D12x30xL100x5012 - 100 12 B [
AHSEF 4140 1475 D14x35xL75x5D14 14 35 R - F5 14 B L]
AHSEF 4140 14100 D14x35xL100xSD1 4 - 100 14 B .
AHSEF 4160 16100 D16x40x.100x5016 16 40 B - 100 16 B [ ]
AHSEF 4160 16150 D16x40xL150xSD1 6 - 150 16 B L}
AHSEF 4200 20100 D20x50xL100x5020 20 50 B - 100 20 B L]
AHSEF 4200 20150 D20x50xL150x5D20 - 150 20 B [

AHNO fzk5
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AHSE 4-flute End Mills
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— Designed for machining high hardness materials;
~ Newly-developed coating has excellent oxidation resistance, red hardness and outstanding wear

resistance combined with toughness. It's suitable for dry cutting or micro-lubricated high speed cutting;

- Excellent surface roughness of the workpiece;

- Designed for high precision milling;
- Adopting extremely small grain size for tool materials, taking into account hoth toughness and wear

resistance;

.
(< HRC30)

e e,

=B
7 pdc t.de Tolerance
$=x3 0~-0.010
3I<p<6 0~-0.012
E<p=10 0~-0.015
1<p=20 0~-0.018

iTHHRS - Order code

Coce esgnetion M ds | Ml | ERR | WRAR S 2l | W@ds | g | OF
AHSE 4010 0450 D1x3xL50x5D4 " 3 4 12 50 4 A L]
AHSE 4010 0650 D1x3xL50x5D6 12 50 6 A [
AHSE 4015 0450 D1.5x4x% 50x5D4 15 " ) 11 50 4 A .
AHSE 4015 0650 D1.5x4x 50x5D6 11 50 6 A [
AHSE 4020 0450 D2x5xL50xSD4 11 50 4 A [
AHSE 4020 0650 D2x5xL50x5D6 2 3 11 50 6 A .
AHSE 4025 0450 D2.5%6.5x 50xSD4 25 6c 11 50 4 A L]
AHSE 4025 0650 D2.5%6.5%L50%5D6 11 50 6 A L]
AHSE 4030 0450 D3x7.5%1.50x5D4 11 50 < A L]
AHSE 4030 0650 D3x7.5xL50x5D6 5 - ) 11 50 6 A L]
AHSE 4030 0660 D3x7.5xL.60xSD6 11 60 6 A L)
AHSE 4030 0675 D3x7 5% 75x506 11 75 6 A [
AHSE 4040 0450 D4x10xL50xSD4 = 50 4 B L]
AHSE 4040 0460 D4x10xL60x5D4 - 60 4 B L]
AHSE 4040 0475 D4x10xL75x5D4 4 10 = 75 4 B L]
AHSE 4040 0650 Dax10xL50x5D6 1 50 6 A L]
AHSE 4040 0660 D4x10xL60xSDé 11 60 6 A [
AHSE 4040 0675 D4x10xL75x5D6 11 75 6 A [
AHSE 4050 0650 D5x12.5x1 50x5D6 5 125 ) 11 50 6 A L]
AHSE 4050 D675 D5x12.5xL75%5D6 11 75 6 A L
AHSE 4060 0650 Dex15xL50x5D6 = 50 6 B L]
AHSE 4060 0660 Dex15xL60xSD6 & 55 ) = 60 6 B L]
AHSE 4060 D675 DEx15xL75x5D6 - 75 6 B [
AHSE 4060 06100 D6x15xL100xSD6 - 100 6 B [

Cutting Tool Technology



iTHHR S - Order code

gg?e D?;fgglg:on 73 ds 7l HMRR WEAE- Y, | 2K-lo | i -ds G?;?:h Invfrg)ry
AHSE 4080 0860 D8x20xL60xSD8 60 8 B L]
AHSE 4080 DE7S5 DEx20xL75x5D8 75 8 B L
AHSE 4080 08100 D8x20xL100x5D8 8 20 = 100 8 B .
AHSE 4080 08125 D8x20xL125x508 125 8 B L]
AHSE 4080 08150 DEx20xL150x5D8 150 g B .
AHSE 4100 1075 D10x25xL 75450170 75 10 B L
AHSE 4100 10100 D10x25xL100x5010 10 95 100 10 B L4
AHSE 4100 10125 D10x25xL125x5010 125 10 B .
AHSE 4100 10150 D10x25xL150x5D10 150 10 B L
AHSE 412011275 D12x30xL75x5012 75 12 B L]
AHSE 412012100 D12x30xL100x5D12 100 12 B .
AHSE 4120 12125 D12x30xL125x5012 12 30 ) 125 12 B L]
AHSE 4120 12150 D12x30xL150x5012 150 12 B L
AHSE 4140 ‘.I4?S D‘14><35>(L?5)<.5D‘I4 14 a5 75 14 B L4
AHSE 4140 14100 D14x35xL.100x5D14 100 14 B b
AHSE 4160 16100 D16x40xL100x5016 i 40 ) 100 16 B L]
AHSE 4160 16150 D16x40xL150x5D16 150 16 B L]
AHSE 4200 20100 D20x50xL100x5020 50 o ) 100 20 B L]
AHSE 4200 20150 D20x50xL150x5020 150 20 B d

AHNO fzk5
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AHSE 6-flute End Mills
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— Designed for machining high hardness materials;

~ Newly-developed coating has excellent oxidation resistance, red hardness and outstanding wear
resistance combined with toughness. |t's suitable for dry cutting or micro-lubricated high speed cutting;

~ Excellent surface roughness of the workpiece;

= Designed for high precision milling;

N d.dc

1<p<6
E<e=x10
W<Hp=20

t.de Tolerance
0~-0.012
0~-0.015
0~-0.018

= Adopting extremely small grain size for tool materials, taking into account hoth toughness and wear
resistance;

Wil A28
(< HRC30)

e pashain Agds | mEl | gl | W@eds dean | ey
AHSE 6060 0650 Déx15xL50xSD6 s 15 50 b B L]
AHSE 6060 0660 Déx15xL60x5D4 60 <] B L]
AHSE 6080 0840 D8x20xL60x5D8 8 20 60 8 B L]
AHSE 6080 0875 D8x20xL75xSD8 75 8 B .
AHSE 41001075 D10x25xL 755010 10 25 75 10 B L]
AHSE 6100 10100 D10x25xL100xSD10 100 10 B @
AHSE 6120 1275 D12x30xL75xSD12 7o 12 B L]
AHSE 6120 12100 D12x30xL100x5D12 12 30 100 12 B L]
AHSE 6120 12150 D12x30xL150xS012 150 12 B .
AHSE 6140 1475 D14x35xL75xSD14 14 a5 75 14 B L]
AHSE 6140 14100 D14x35xL100x5D14 100 14 B L]
AHSE 6160 16100 D16x40xL100xSD16 16 40 100 16 B L]
AHSE 6160 16150 D16x40xL150x5D 16 150 16 B .
AHSE 6200 20100 D2E_’Jx50xL100xSD20 20 50 100 20 B L]
AHSE 6200 20150 D20x50xL150x5020 150 20 B .

Cutting Tool Technology



AHSRF 4 7][E & 5%7]

AHSRF 4-flute End Mills with Corner Radius
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- Designed for machining high hardness materials; - -
- Newly-developed coating has excellent oxidation resistance, red hardness and BB
autstanding wear
resistance combined with toughness. IU's suitable for dry cutting or micro- o e - o
lubricated high speed cutting; Mf:s L. :I‘;E;: = yf:;; ® i‘l: :;rﬂ
- Excellent surface roughness of the workpiece; 3<e<E o--o:mz -
= High precision arc angle can prevent chipping during high speed cutting. E<oS10 0--0.015
- Adopting extremely small grain size for tool matenials, taking into account both W<¢<0 0--0.018

toughness and wear resistance;

M. a2
(< HRC30) i

b b e 7 ds | BA¥ER | 7-lc| RR | WRAE-P | 2K-lo | @@ -os| B | BB
AHSRF 4010R0.2 0450 D1RO.2x2x1.50xSD4 1 0.2 i 4 12 50 4 A °
AHSRF 4015R0.2 0450 D1.5R0.2x3xL50xSD4 15 02 a - 11 50 4 A L]
AHSRF 4020R0.2 0450 D2R0.2x4xL50x5D4 2 0.2 4 ~ i 50 4 A L]
AHSRF 4020R0.5 0450 D2R0O.SxdxL50xSD4 0.5 11 50 4 A []
AHSRF 4030R0.2 0450 D33R0 2xbxl 50x5D4 11 50 & A ®
AHSRF 4030R0.2 0650 D3RO 2x6x1L50xSDb 02 1 50 b A L]
AHSRF 4030R0.2 06560 D3R0.2x6xL60xSDA 11 60 ) A L]
AHSRF 4030R0.2 0475 D3RO 2xéxL75xSDb6 3 6 - 11 75 & A L]
AHSRF 4030R0.5 0450 D3R0.5x6xL50x5D4 1 50 4 A L]
AHSRF 4030R0.5 0650 D3R0O.5xéxL50xSDé 05 11 50 & A []
AHSRF 4030R0.5 0660 D3R0 5xéxL 60xSD6 ' 11 60 ) A L
AHSRF 4030R0.5 0675 D3R0.5xéxL 75xSD6 Tl 75 [s) A L]
AHSRF 4040R0.2 0450 DA4RO 2x8xL 50xSD4 = 50 4 B L]
AHSRF 4040R0.2 04460 DA4ARO 2x8xL60xSD4 = &0 4 B L]
AHSRF 4040R0.2 0475 D4R0.2x8xL75x5D4 02 - 75 4 B L]
AHSRF 4040R0.2 0650 D4R0O.2xBxL50xSDé 5 " 50 & A L]
AHSRF 4040R0.2 0660 D4R0.2x8xL60xSD6 11 60 6 A L]
AHSRF 4040R0.2 0675 D4R0.2x8xL75xSDb& 4 8 - 1 75 ) A L]
AHSRF 4040R0.3 0450 DA4RO.3xBxL 50xSD4 = 50 4 B °
AHSRF 4040R0.3 0475 D4R0.3xBxLT5x5D4 - 75 4 B L]
AHSRF 4040R0.3 0650 D4R0.3x8xL50x5D6 0.3 1 50 b A L]
AHSRF 4040R0.3 0660 D4R0.3xBxL&0xSDE 1 60 & A []
AHSRF 4040R0.3 0475 D4R0.3x8xL75xSDé 11 75 [} A L

'\HN(J ﬁ* [EFETIH , TTRR ARy Slock cutting lools
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hided B TIE-ds | MREE-R T-lc | BRR | BEEE-YS | K-l | 5E -ds G?;‘gh mvﬁﬁm
AHSRF 4040R0.5 0450 D4R0,5x8xL50xSD4 - 50 4 B L
AHSRF 4040R0.5 0460 D4R0 5x8xL60xSD4 - &0 4 B L]
AHSRF 4040R0.5 0475 D4R0 BxBxL 75xSD4 05 = 75 & B [
AHSRF 4040R0.5 0650 D4R0O.5xBxL50xSD6 : T 50 6 A L]
AHSRF 4040R0.5 0660 D4R0 5xBxL 60xSDé& 11 &0 & A .
AHSRF 4040R0.5 0675 D4R0.5xBxLT5xSD6 i 8 B 1M 75 b A L]
AHSRF 4040R1.0 0450 D4R 1%8xL50xSD4 - 50 4 B .
AHSRF 4040R1.0 0460 D4R 1xBxL60xSD4 - &0 4 B L]
AHSRF 4040R1.0 0475 D4R TxBxL 75x504 10 = 75 4 B L]
AHSRF 4040R17.0 D650 D4R Tx8xL50x506 : 11 50 é A L]
AHSRF 4040R1.0 0660 DaR1xBxLA0xSDE 11 &0 & A L]
AHSRF 4040R1.0 0675 D4R1xBxL75xSD6 1 75 6 A .
AHSRF 4060R0.2 0650 D&RO. 2% 7 2xL50xSDé - 50 6 B L]
AHSRF 40460R0.2 D660 D&R0, 2:1 2xL60xSDé 02 - &0 & B L]
AHSRF 4060R0.2 0675 D6RO 2x1 2xL 75xSDé6 i = 75 & B L]
AHSRF 40460R0.2 06100 DER0 2x1 2xL100x504 - 100 b B L]
AHSRF 4060R0.5 0650 D&RO 5w 1 2xL50xSD6 = 50 & B L]
AHSRF 4060R0.5 0660 D6RO.5x12xLE0xSDE s 05 12 B - &0 & B L]
AHSRF 4060R0.5 0675 D&RO.5x1 2xL75xSDé : = 5 é B .
AHSRF 40460R0.5 06700 DARO.Sx1 2xL100xSDA - 100 (-] B °
AHSRF 4060R1.0 0650 D&RTx12xL50x5D6 = 50 & B L]
AHSRF 4060R1.0 0660 DaR1x12xL 60xSD6 10 - 60 6 B L]
AHSRF 4060R1.0 0675 D&R1x12xL75xSDé = = &) 6 B L]
AHSRF 4060R1.0 06100 D6R1x12xL100x5Dé - 100 & B [
AHSRF 40B0R0.2 0B&DA DBRO. 2x20xL60xSDE - &0 g B L]
AHSRF 4080R0.2 0B75A DBR{.2x20xL75xSD8 02 20 = 78 8 B ®
AHSRF 4080R0.2 0B100A DBRO.2x20xL100xSD8 - 100 8 B L]
AHSRF 40B0R0.5 0860 DER0.5x16xL60xSDE - a0 8 B L]
AHSRF 4080R0.5 0875 DBRO.Ax16xL75xSD8 - 75 8 B L]
AHSRF 4080R0.5 08100 DBRO.5x16xL100x508 16 - 100 8 B L]
AHSRF 4080R0.5 08125 DBRO.5x16xL125xSDE = 125 g B []
AHSRF 4080R0.5 08150 DBRO.5x16xL150xSD8 05 - 150 g B .
AHSREF 4080R0.5 0B60DA DBRO 5x20xL60xSDE : = &0 8 B L]
AHSRF 4080R0.5 0B75A DBRO 5x20xL75xSDE B = = 75 8 B L]
AHSRF 4080R0.5 081004 DBRO 5x20xL100xSDE 20 - 100 8 B L]
AHSRF 4080R0.5 08125A |  DBRO.5x20xL125x5D8 - 125 8 B L]
AHSRF 40B0R0.5 0B150A DBRO.5x20xL150xSDE = 150 g B L]
AHSRF 4080R1.0 08460 DBER1x16xL60xSDE - &0 8 B °
AHSRF 4080R1.0 0875 DBRIx16xL75xSD8 16 = 75 8 B L]
AHSRF 4080R1.0 08100 DBR1x16xL100x5D8 10 5 100 2] B °
AHSRF 4080R1.0 0B40A DBR1x20xL60xSDE 2 - &0 8 B L]
AHSRF 4080R1.0 08754 DBR1x20xL75xSD8 20 - 75 8 B L
AHSRF 4080R1.0 08100A DER1x20xL100xSD8 - 100 g B L]
AHSRF 4100R0.2 10754 D10RD,2x25xL75x5010 02 25 - 75 10 B ®
AHSRF 4100R0.2 101004 D10RD.2x25xL100xSD10 : - 100 10 B L]
AHSRF 4100R0.5 1075 D10R0.5x20xL75x5D10 = 75 10 B *
AHSRF 4100R0.5 10100 D10RD 5x20xL100x5010 20 = 100 10 B L]
AHSRF 4100R0.5 10125 D10R0.5x20xL125x5010 - 125 10 B L
AHSRF 4100R0.5 10150 D10RD.5x20xL150xS010 05 - 150 10 B L]
AHSRF 4100R0.5 10754 D10RD.5x25xL75x5010 = = 75 10 B ®
AHSRF 4100R0.5 101004 D10RD 5x25xL100x5D10 95 = 100 10 B L]
AHSRF 4100R0.5 101254 D10R0.5x25xL125xSD10 10 - = 125 10 B °
AHSRF 4100R0.5 101504 | D10R0.5x25xL150x5010 - 150 10 B L]
AHSRF 4100R1.0 1075 D10RIx20xL75x5D10 20 - 75 10 B L
AHSRF 4100R1.0 10100 D10R1%20xL100x5010 - 100 10 B L]
AHSRF 4T00R1.0 10754 D10R1x25xL #5x8D10 1.0 - 75 10 B L]
AHSRF 4100R1.0 10700A D10R1x25xL100x3010 25 - 100 10 B L]
AHSRF 4100R1.0 101504 D10R1%25xL150x5010 = 150 10 B °
AHSRF 4100R2.0 1075 D10R2x20xL75x5D10 20 2 = 75 10 B ®
AHSRF 4100R2.0 10100 D10R2x20xL100x5D10 ' = 100 10 B L]
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11548 S - Order code

bz e 7E-ds | BAYER | 7K-c | MRR | mEmE-ve| 2Kl | wE-os So | B
AHSRF 4120R0.5 1275 D12R0 5x24x 75x5D12 - 75 12 B L
AHSRE 4120R0,5 127100 D12R0.5x24xL100x5D12 2% - 100 12 B L]
AHSRF 4120R0.5 12125 D12R0 5x24x.125x5D12 - 125 T2 B .
AHSRF 4120R05 12150 D12R0 5x24xL.150x5012 05 - - 150 T2 B L]
AHSRF 4120R0.5 1275A D12R0.5x30xL75x5D12 : - 75 Eh B [ ]
AHSRF 4120R0.5 121004 | D12R0.5x30xL100x5012 0 - 100 12 B L]
AHSRF 4120R0.5 121254 | D12R0.5x30xL125x5012 - 125 12 B L]
AHSRF 4120R0.5 12150A C12R0.5x30xL150x5012 - 150 T2 B L]
AHSRF 4120R1.0 1275 D12R1x24xL T5xSD12 12 2% = 75 B B L]
AHSRFE4120R1.0 12700 D12R1x24xL.100x50D12 4 100 12 B L]
AHSRF 4120R1.0 1275A D12R1x30xL75x5D12 1.0 - 75 12 B ]
AHSRF 4120R1.0 127004 | D12R1x30xL100x5012 30 - 100 12 B L
AHSRF 4120R1.0 12150A D12R1x30xL150x5012 o = 150 37 B L]
AHSRF 4120R2.0 1275 D1 2R2x24xL?5xSD12_ 2% - 75 12 B L]
AHSRF 4120R2.0 12100 D12R2%24xL100x5012 20 = 100 12 B L]
AHSRF 4120R2.0 1275A D12R2x30xL75x5D12 i 20 - 75 12 B L]
AHSRF 4120R2.0 121004 D12R2x30xL100x5D12 = 100 i B L]
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AHSR 4 7] EI&3%7]

AHSR 4-flute End Mills with Corner Radius
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— Designed for machining high hardness materials; = = -
~ Newly-developed coating has excellent oxidation resistance, red hardness and outstanding wear (=]
resistance combined with toughness. |t's suitable for dry cutting or micro-lubricated high speed cutting; THEode  deTolerarice T de T
- Excellent surface roughness of the workpiece; h=3 0~-0.010 =12 +0.005
= High precision arc angle can prevent chipping during high speed cutting. 3<¢p=6 0--0.012
= Adopting extremely small grain size for tool materials, taking into account hoth toughness and wear < =10 0--0.015
resistance; Wo<¢=20 0~-0.018
. &2 ey
e i AEE

iTHHRS - Order code

o . 7@ ds |BREE R | 7K-lc| FRR | BHAK- VS| 2K-o W@ -ds| S || BE
AHSR 4010R0.2 0450 D1RO.2x2xL 50xSD4 i 02 2 4 12 50 4 A °
AHSR 4015R0.2 0450 D1.5R0.2x3xL50xSD4 15 02 3 - 11 50 4 A L]
AHSR 4020R0.2 0450 D2R0,2x5xL.50x5D4 ) 0.2 5 B 1 50 4 A L]
AHSR 4020R0.5 0450 D2R0.5x5xL50xSD4 05 11 50 4 A []
AHSR 4030R0.2 0450 D3R0.2x7 5xL50xSD4 11 50 4 A .
AHSR 4030R0.2 0650 D3R0.2x7 5xL50xSDé 02 1 50 o] A L]
AHSR 4030R0.2 04660 D3R0.2x7 5xL60xSDé i M 60 6 A L]
AHSR 4030R0.2 0675 D3R0.2x7 5xL75xSDé 3 75 B 11 75 é A L]
AHSR 4030R0.5 0450 D3R0.5x7 5xL50x5D4 i 11 50 4 A L]
AHSR 4030R0.5 0650 D3R0.5x7.5xL50xSDé 05 11 50 é A []
AHSR 4030R0.5 0660 D3R0.5x7 5xL60xSDé i 11 60 4 A L]
AHSR 4030R0.5 04675 D3R0.5x7 5xL75xSDé 11 75 6 A L]
AHSR 4040R0.2 0450 D4R0.2x1 0xL50xSD4 - 50 4 B L]
AHSR 4040R0.2 04460 D4R0O.2x1 0xL60xSD4 - 60 4 B L]
AHSR 4040R0.2 0475 D4R0.2x10xL75xSD4 02 - 75 4 B L]
AHSR 4040R0.2 0650 D4RD.2x10xL50%5Dé : 11 50 6 A L]
AHSR 4040R0.2 0660 D4R0.2x10xL60xSDé 1 &0 & A L]
AHSR 4040R0.2 0675 D4R0,2x10xL75xSDé 10 7 75 & A L4
AHSR 4040R0.3 0450 D4R0.3x1 0xL50xSD4 - . - 50 4 B L]
AHSR 4040R0.3 0475 D4R0.3x10xL75xSD4 - 78 4 B °
AHSR 4040R0.3 0650 D4R0. 311 0xL50xSDE 03 11 50 é A L]
AHSR 4040R0.3 0660 D4R0.3x10xLE0xSDE 1 60 6 A L]
AHSR 4040R0.3 0675 D4R0.3x1 0xL75x5D6 1 e 6 A L
AHSR 4040R0.5 0450 D4R0.5x10xL50xSD4 05 = 50 &4 B L]
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b Ko I TIE-ds | MREE-R 7K lc | BRR | WEEE-YS | 2Kl |5 -ds G?;g‘h mvfn‘fm
AHSR 4040R0.5 0460 D4R0.5x10xL60xSD4 - 60 4 B L]
AHSR 4040R0.5 0475 D4R0.5x10xL75xSD4 - 75 4 B L]
AHSR 4040R0.5 0650 D4RO 5x1 0xL50xSDé 05 11 50 6 A L
AHSR 4040R0.5 0640 D4R0.5x1 0xL60xSDE 1 60 6 A L]
AHSR 4040R0.5 0475 D4R0 5x10xL75xSDé& 11 75 é A L]
AHSR 4040R1.0 0450 D4RTx10xL50xSD4 4 10 - - 50 4 B L]
AHSR 4040R1.0 04540 D4R1x10xLé0xSD4 - &0 4 B L]
AHSR 4040R1.0 0475 D4R1x10xL75xSD4 10 - 75 & B L]
AHSR 4040R1.0 0450 D4R x10xL50x5Dé i il 50 6 A L]
AHSR 4040R1.0 0640 D4RTx10xL60xSD6 1 a0 6 A L]
AHSR 4040R1.0 0675 D4R1x10xL75xSD6 11 i) & A .
AHSR 4060R0.2 0650 D6R0.2x15xL50xSDé - 50 6 B L]
AHSR 4060R0.2 06560 D&R0.2x15xL60xSDE 02 = &0 <] B ]
AHSR 4060R0.2 0475 D&R0.2x1 5xL75xSDé& s ~ 75 & B L]
AHSR 4060R0.2 06100 D&R0.2%15xL100xSDé& - 100 & B L]
AHSR 4060R0.5 0650 D&R0.5x15xL50xSDéE - 50 [o] B L]
AHSR 4060R0.5 0660 DARO.5x15xL60xSDE s 05 15 B - &0 (<] B L]
AHSR 4060R0.5 0675 D6R0.5x15xL75xSDé i - 75 (<} B L]
AHSR 4060R0.5 06100 D&R0.5x15xL100xSDé = 100 é B [ ]
AHSR 4060R1.0 0450 D&R1x15xL50xSD6 - 50 & B L]
AHSR 4060R1.0 0460 D&R1x15xL60xSDé 10 - 60 6 B L)
AHSR 4060R1.0 04675 D&RTx15xL75%SD6 : - 75 b B L]
AHSR 4040R1.0 06100 D&RTx15xL 100xSDé = 100 b B L]
AHSR 4080R0.5 0860 DBRO.5x20xL60xSDE - &0 8 B L]
AHSR 4080R0.5 0875 DBRO.5x20xL75xSD8 = 7 8 B [ ]
AHSR 4080R0.5 08100 DBRO 5x20xL100xSD8 05 - 100 8 B *
AHSR 4080R0.5 08125 DBRO.5x20xL125xSD8 8 20 B - 25 8 B (]
AHSR 4080R0.5 08150 DBRO.5x20xL150xSD8 - 150 8 B L]
AHSR 4080R1.0 0B6O DER1x20xLA60xSDE = &0 8 B L]
AHSR 4080R1.0 0875 DBR1x20xL75%508 1.0 - 75 8 B .
AHSR 4080R1.0 0B100 DEBR1x20xL100xSD8 = 100 g B °
AHSR 4100R0.5 1075 D10R0D.5x25xL 75xSD10 - 75 10 B L]
AHSR 4100R0.5 10100 D10R0.5x25xL100xSD10 05 - 100 10 B L]
AHSR 4100R0.5 10125 D10R0.5x25xL125x5D10 " - 125 10 B L]
AHSR 4100R0.5 10150 D10R0D.5x25xL.150x5D10 - 150 10 B L]
AHSR 4100R1.0 1075 D10R1%25x.75x5010 10 25 - - 75 10 B L
AHSR 4100R1.0 10100 D10R1x25xL100x5D10 10 & 100 10 B L]
AHSR 4100R1.0 10150 D10RT%25xL150x5010 = 150 10 B L]
AHSR 4100R2.0 1075 D10R2x25xL75x3D10 20 - 75 10 B L]
AHSR 4100R2.0 10100 D10R2x%25xL.100x5D10 i - 100 10 B L]
AHSR 4120R0.5 1275 D12R0.5x%30xL75x5012 - 75 12 B L]
AHSR 4120R0,5 12100 D12R0.5x30xL100x5D12 05 - 100 12 B .
AHSR 4120R0.5 12125 D12R0.5x30xL125xSD12 : = 125 12 B L]
AHSR 4120R0.5 12150 D12R0.5x30xL150xS012 = 150 12 B L]
AHSR 4120R1.0 1275 D12R1x30xL75x5012 12 30 - - 75 12 B L]
AHSR 4120R1.0 12100 D12R1%30xL100x5D12 10 - 100 12 B L]
AHSR 4120R1.0 12150 D12R1x30xL150x5D12 - 150 12 B L]
AHSR 4120R2.0 1275 D12R2x30xL75x5012 20 - 75 12 B .
AHSR 4120R2.0 12100 D12R2x30xL100xSD12 i - 100 12 B °

'\HN(J ﬁ* [EFETIH , TTRR ARy Slock cutting lools
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AHSR 4-flute End Mills with Corner Radius
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— Designed for machining high hardness materials;
~ Newly-developed coating has excellent oxidation resistance, red hardness and outstanding wear
resistance combined with toughness. |t's suitable for dry cutting or micro-lubricated high speed cutting;
= Excellent surface roughness of the workpiece;
= High precision arc angle can prevent chipping during high speed cutting.

= Adopting extremely small grain size for tool materials, taking into account hoth toughness and wear

resistance;
. A2
(< HRC30) i
O

[SS
TEpdc  g.decTolerance TE ¢.de R Tolerance
p=3 0~.0.010 D12 0,005
I<p=h 0~0.012
§<p=10 0~-0.015
W<e<20  0--0018

iTHHRS - Order code

au Moo N BRER R 7 o wRieM T2 ge plmwmm s 2k 0 8 -ds G?;‘I';h Imfn'fw
AHSRP 4070R0.2 0450 |DTRO.2x1x3xL50x5D4 1 0.2 1 3 0.94 12 50 4 A L
AHSRP 4015R0.2 0450 |D1.5R0.2%1 5x4.5%L 50xSD4 15 0.2 1.5 4.5 142 11 50 & A [ ]
AHSRP 4020R0.2 0450 |D2R0.2x2x6xL.50x5D4 2 0.2 7 6 19 ~ 1 50 4 A L]
AHSRP 4020R0.5 0450 |D2R0.5x2xéxL 50504 0.5 ' 11 50 4 A L]
AHSRP 4030R0.2 0450 |D3R0.2x3x9xL50xSD4 11 50 4 A L
AHSRP 4030R0.2 0650 |D3R0.2x3x¥xL50x3D6 02 11 50 & A L]
AHSRP 4030R0.2 0660 |D3R0.2x3xFxLa60x5SD6 11 &0 & A L]
AHSRP 4030R0.2 0675 |D3R0.2x3x9xL75x5D6 3 3 9 29 B 11 #5 é A .
AHSRP 4030R0.5 0450 |D3R0.5x3x9xL50x5D4 ; " 50 4 A L]
AHSRP 4030R0.5 0650 |D3R0.Ex3xFxL50x5Dé 05 11 50 & A .
AHSRP 4030R0.5 0660 |D3R0.5x3x9xL60xSD6 i 1 &0 [} A L]
AHSRP £030R0.5 05675 |D3R0O.5x3x9xL75xSDé 11 78 & A L]
AHSRP 4040R0.2 0450 |D4R0 2xdx1 2% 50xSD4 - 50 4 B °
AHSRP 4040R0.2 0650 |D4R0 2xdx12xL 50x5D6 02 11 50 é A L
AHSRP 4040R0.2 0660 |D4RD.2x4x12xL60x5D6 ’ n &0 & A L]
AHSRP 4040R0.2 0675 |D4R0.2x4x12xL 75x5Dé 11 75 é A L]
AHSRP 4040R0.3 0450 |D4R0.3x4x12xL50xSD4 - 50 4 B .
AHSRP 4040R0.3 0650 | D4R0.3xdx1 24 50x5D6 4 03 4 12 39 B 11 50 & A .
AHSRP 4040R0.3 0660 | D4R 3xdx1 2% 60xSD6 11 &0 b A .
AHSRP 4040R0.3 0675 |D4RD.3x4x12xL75x5D6 " 75 6 A L]
AHSRP 4040R0.5 0450 |D4R0.5x4x12xL50%5D4 - 50 4 B L]
AHSRP 4040R0.5 0650 | D4R0.Bxdx12xL 50x5Dé 05 11 50 & A L]
AHSRP 4040R0.5 0660 | D4R0.5x4x12xL60xSDé ) 11 &0 & A L]
AHSRP 4040R0.5 0675 |D4R0 5xdx12xL75x5D6 11 i & A .
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{7545 S - Order code

i) oo Tizds| BREE R [77K-lc RN DB R R weREY - 2K lo| & ds i | iy
AHSRP 4040R1.0 0450 |DAR1x4x12xL50xSD4% - 50 4 B °
AHSRP 4040R1.0 0650  |D4R1x4x12xL50xSD6 4 10 4 12 39 ~ M 50 & A ®
AHSRP 4040R1.0 0660 |D4R1x4x12xL60xSD6 - ’ 11 &0 & A ®
AHSRP 4040R1.0 0475  |D4RTxdx12xL75xSD6 11 75 & A °
AHSRP 4060R0.2 0650 | DARD. 2xéx18xL50xSDé& - 50 & B °
AHSRP 4060R0.2 0660  |DARD. Zx6x18xL60x5D6 02 - &0 6 B L]
AHSRP 4060R0.2 0475 | DARD.2xéx18xL75x5D6 = = T3 & B L]
AHSRP 4060R0.2 06700 |DER0.2x6x18xL100x5Dé - 100 & B L
AHSRP 4060R0.5 0650 | DéR0.5x6x18xL50%SD6 = 50 & B ()
AHSRP 40460R05 0460 | DARD Bxéx1BxL 60xSD6 4 05 6 18 585 B - &0 & B .
AHSRP 4060R0.5 0675  |DAR0D.Sx6x18xL75%x5D6 ; : = 7o) 6 B °
AHSRP 4060R0.5 04100 |DARD 5xéx18xL100x506 - 100 & B L]
AHSRP 4060R1.0 0650 | D&RTx6x18xL50xSD6 - 50 & B ()
AHSRP 4060R1.0 0660  |DERTx6x18xLE60xSDE 10 - &0 & B L)
AHSRP 4060R1.0 0675 |DéR1x6x18xL75xSDé ' == 75 & B [
AHSRP 4040R1.0 06700 |DARTx6x18xL100x5Dé - 100 & B °
AHSRP 4080R05 0860 |DBRO.SxBx24x60x5D8 = &0 8 B °
AHSRP 4080R0.5 0875 |DBRO.5xBx24xL75xSD8 - 75 8 B *
AHSRP 4080R0.5 08100 |DBRO.5xBx24xL100x5D8 05 - 100 8 B L]
AHSRP 4080R0.5 08125 |DBRO.5x8x24x1.125x5D8 8 8 24 78 ~ - 125 g A L)
AHSRP 4080R0.5 08150 |DBRO.ExBx24xL150x5D8 ' - 150 8 B .
AHSRP 4080R1.0 0840 |D8R1x8x24xL&0xSD8 - 60 8 B L]
AHSRP 4080R1.0 0875 |DBR1xBx24xL75x50D8 1.0 = i) 8 B °
AHSRP 4080R1.0 08100 |DBR1xBx24xL100xSD8 - 100 8 B .
AHSRP 4100R0.5 1075 |D10R0.5x10x30xL 755010 - 75 10 B )
AHSRP 4100R0.5 10700 |D10R0.5x10x30xL100x5D10 05 - 100 10 B .
AHSRP 4100R0.5 10125 |D10R0.5x10x30xL125%5D10 * - 125 10 B Y
AHSRP 4100R0.5 10150 |D10OR0D.5x10x30xL150xSD10 - 150 10 B .
AHSRP 4100R1.0 1075  |D10RTx10x30xL75x5D10 10 10 30 98 - = IFiy 10 B °
AHSRP 4100R1.0 10700 |D10R1x10x30xL100x5D10 1.0 - 100 10 B L]
AHSRP 4100R1.0 10750 |D10RTx10x30xL150x5010 - 150 10 B )
AHSRP 4100R2.0 1075 |D10R2x10x30xL75x5010 20 - 75 10 B .
AHSRP 4100R2.0 10700 |D10R2x10x30xL100x5D10 ' - 100 10 B °
AHSRP 4120R05 1275 |D12R0.5x12x36xL 755012 - 75 12 B L]
AHSEP 4120R0.5 12100 |D12R0.5x12x3é6xL100x5D12 05 = 100 T2 B .
AHSRP 4120R0.5 12125 |D12R0.5x12x36xL125x5D12 ¥ - 125 5 7 B ]
AHSRP 4120R0.5 12150 |D12R0.5x12x36xL150x5D12 - 150 12 B .
AHSRP 4120R1.01275 |D12R1x12x36xL75x5D12 12 12 36 T = = 75 12 B ]
AHSRP 4120R1.0 12700 |D12R1x12%36xL100x5D12 1.0 - 100 12 B [
AHSRP 4120R1.0 12750 |D12R1x12x36xL150x50D12 - 150 12 B .
AHSRP 4120R2.01275 |D12R2x12x36xL75x50D12 20 = 75 12 B °
AHSRP 4120R2.0 12100 |D12R2x12%36xL100x5D12 : - 100 12 B L]
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AHSR 6-flute End Mills with Corner Radius
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— Designed for machining high hardness materials;

- I ANGBEAERRNRE K. TEENUREHNTEERESTTESES, ERFTR

~ Newly-developed coating has excellent oxidation resistance, red hardness and outstanding wear
resistance combined with toughness. |t's suitable for dry cutting or micro-lubricated high speed cutting;

= Excellent surface roughness of the workpiece;

= High precision arc angle can prevent chipping during high speed cutting.

= Adopting extremely small grain size for tool materials, taking into account hoth toughness and wear

resistance;

. &2 i
(< HRC30) i

"_'W\‘Tﬁ

|

|

. &&Qx Wi

EB
MEdde  d.decTolerance T d.dc R Toleranca
I<p =6 0~--0.012 ¢o= 12 +0.005
6<¢p=10 0~-0.015
<=2 0~-0.018

iTHHRS - Order code

) e TE-ds | BREE R | M-l | £kl | H@E-ds G?gh ,nvﬁ"w
AHSR 6060R0.5 0650 D6R0.5x1 5xL50x5D6 05 50 ] B L]
AHSR 4060R0.5 0660 D6RO.5x1 5xL&60uSDé 5 £ 15 60 & B .
AHSR 6060R1.0 0650 D6R1x15xL50x5D6 10 50 6 B L]
AHSR &060R1.0 0460 D6R1x15xL60x5Dé ' &0 b B L[]
AHSR 4080R0.5 0860 DBRO.5x20xL60xSDE 05 60 8 B °
AHSR 4080R0.5 0875 DBRO.5x20xL75x308 8 ' 20 75 8 B L]
AHSR 6080R1.0 0860 DBR1x20xL60x5D8 10 &0 B B L]
AHSR &4080R1.0 0B75 DBR1x20xL75x508 75 8 B L[]
AHSR 6100R0.5 1075 D10R0.5x25xL75xSD10 05 75 10 B .
AHSR £100R0.5 10100 D10RO.5x25xL100x5D10 ' 100 10 B L[]
AHSR 4100R1.0 1075 D10RT%25xL 75xS010 10 10 25 75 10 B .
AHSR 6100R17.0 107100 D10R1%25x.100x5010 ' 100 10 B L[]
AHSR 6100R2.0 1075 D10R2x25xL 75x5D10 75 10 B [ ]
AHSR 6100R2.0 10100 D10R2%25xL100xSD10 23 100 10 B L[]
AHSR 6120R0.5 1275 D12R0.5x30xL75x5D12 05 75 12 B L]
AHSR 6120R0.5 12100 D12R0.5x30xL100x5012 t 100 12 B L]
AHSR 6120R1.0 1275 D12R1x30xL75x8D12 12 10 0 75 12 B .
AHSR 6120R1.0 127100 D12R1x30xL100xS012 : 100 12 B L]
AHSR 6120R2.0 1275 D12R2%30xL 75x5012 20 75 12 B L]
AHSR 6120R2.0 12100 D12R2x30xL100x5012 i 100 12 B °
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AHSB 2-flute Ballnose End Mills
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— Designed for machining high hardness materials;
- Newly-developed coating has excellent oxidation resistance, red hardness and outstanding wear
resistance combined with toughness. |t's suitable for dry cutting or micro-lubricated high speed cutting;

- Excellent surface roughness of the workpiece;
= High precision ball-end is designed for finishing milling;

w2 @ e X

= Adopting extremely small grain size for tool materials, taking into account hoth toughness and wear

resistance;
L &R
(< HRC30) o
O

) — T
== |
1 . 1
i - = |
=B
714E dudc .dc Tolerance & d.dc F Tolerance
P=3 0~-0.010 $=8 +0,005
3I<p=6 0 ~-0.012 L] F0.008
6<d =10 0~-0.015
<=2 0--0.018

iTHHRS - Order code

bl i nE-ds BR%E R k-l ok | BB (g0 o mwemes | 2K 0 8 ds G?;Tjh mfn‘fow
AHSB 2004 0450 | DO.4R0.2x0.6xL50xSD4 0.4 0.2 0.6 = A 2 12 50 4 A .
AHSB 2005 0450 | DO.5R0O.25x0 8xL50x5D4 05 025 08 - - 2 12 50 4 A .
AHSB 2006 0450 | D0.6R0.3x0.9xL50x5D4 0.6 0.3 09 - - 4 12 50 4 A L
AHSB 2008 0450 | DO.BRO.4x1.2xL50xSD4 0.8 0.4 1.2 = = & 12 50 4 A [ ]
AHSB 2010 0450 | D1R0.5x0.8x2xL50xSD4 20 12 50 4 A L
AHSB 2010 0650 | DTRO.5x0.8x2.5xL50x3D4 25 12 50 & A L]
AHSB 2010 0660 | D1R0.5x0.8x2.5xL60x3Da 1 0.5 0.8 25 094 4 12 &0 & A L
AHSB 2010 0675 | D1R0.5x0.8x2 5xL 75x5Dé& 25 12 75 & A .
AHSB 2010 06100 | D1R0.5x0.8x2.5xL100xSD6 25 12 100 6 A [
AHSB 2015 04504 | D1.5R0.75:x1. 2x3xL50x5D4 3 11 50 & A .
AHSB 2015 0450 | D1.5R0O.75x1 . 2xdxL50xSD4 4 1l 50 4 A L
AHSE 2015 0850 | D1.5R0.75x1 . 2x4xL50xSDé 15 075 12 4 142 ~ 1 50 & A L]
AHSB 2015 0660 | D1.5R0.75x1 2xdxL 60x5D6 ' ' ’ 4 ’ 11 60 & A °
AHSB 2015 0675 | D1.5R0.75%1. 2udxl 75x5D6 4 1 75 6 A L]
AHSB 2015 06100 | D1.5R0.75x1.2x4xL 100%5D6 4 11 100 6 A .
AHSB 2020 0450 | D2R1x1.6x4xL50xSD4 4 11 50 4 A L]
AHSB 2020 0650 | DZR1x1 AxéxL50xSDé & 11 50 =} A »
AHSB 2020 0660 | DZR1x1 6xoxL60xSDé 2 1 1.6 & 1.9 - T 60 & A L]
AHSB 2020 0675 | D2R1x1 dxéxl 75x5D6 & 11 75 & A [}
AHSB 2020 06100 | D2R1x1.6x6xL.100xSDé & 1 100 6 A [
AHSB 2025 0450 | D2,5R1,25%2x5xL50x504 5 11 50 4 A L]
AHSB 2025 0650 | D2.5R1.25x2x7xL50xSDé 7 11 50 & A .
AHSE 2025 0660 | D2 5R1.25x2x7xL60xSD4 25 1.25 2 7 24 - T 60 & A L]
AHSB 2025 0675 | DZ2.5R1.25x2x7xL75xSD6 i M 5 & A L]
AHSB 2025 06100 | D2.5R1.25x2x7xL100xSD6& 7 11 100 & A .

AHNO fzk5
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iTi5i8 = - Order code

i Pkl 7iE-ds MAEE R 7-c P | B R R w2 0 @ a5 B || HE
AHSB 2030 0450 | D3R1 5x2.4x6xL50xSD4 6 1 50 4 A .
AHSB 2030 0650 | D3R1.5x2.4x8xL50xSD6 8 1 50 6 A .
AHSB 2030 0660 | D3R1.5x2.4x8xL60xSDé 3 1.5 24 8 29 = 1 40 6 A .
AHSB 2030 0675 | D3R1.5x2 4xBxL75xSDé 8 1 75 6 A .
AHSB 2030 06100 | D3R1.5x2.4x8xL100xSDé 8 11 100 6 A .
AHSB 2040 0450 | D4R2x6xL50xSD4 i = = 50 4 B .
AHSB 2040 0475 | D4R2x6xLT5%SD4 - 5 75 4 B .
AHSB 2040 0650 | D4R2x3.2¢10xL50x5D6 5 5 10 4 ) 1 50 6 A .
AHSB 2040 0660 | D4R2x3.2¢10xL60xSD6 - 10 ' 11 60 6 A .
AHSB 2040 0675 | D4R2x3.2x10xL75x3D6 : 10 1 75 6 A .
AHSB 2040 06700 | D4R2x3 2x710xL100xSD6 10 11 100 6 A .
AHSB 2050 0650 | D5R2 5xéx12xL50xSD6 12 1 50 6 A .
AHSB 2050 0660 | DSR2 5x4x12xL60xSDé 5 5id 2 12 28 i 11 60 6 A .
AHSB 2050 0675 | D5R2.5x4x12xL75x5D6 i 12 : 1 75 6 A .
AHSB 2050 06100 | D5R2.5x4x12xL100xSDé 12 11 100 4 A .
AHSB 2060 0650 | D6R3xGxL50xSD6 = 5 50 é B .
AHSB 2060 0660 | D6R3IxGxLA0xSD6 2 5 5 - - 60 4 B .
AHSB 2060 0675 | D6R3x9xL75xSDb = - ) = 75 6 B .
AHSB 2060 06100 | D6R3x9xL100xSD6 = 5 100 6 B .
AHSE 2080 0860 | DBR4x12xL.60xSD8 E = 60 8 B .
AHSB 2080 0875 | DBR4x12xL75xSD8 = = 75 8 B .
AHSB 2080 08100 | D8R4x12xL100xSD8 8 & 12 = g . - 100 g B .
AHSB 2080 08125 | DBR4x12xL.125xSD8 = = 125 8 B .
AHSB 2080 08150 | D8R4x12xL150xSD8 = " 150 8 B .
AHSB 2100 1075 | D10R5x15xL75xSD10 = = 75 10 B .
AHSB 2100 10100 | D10R5x15xL100xSD10 i i i - . ) B 100 10 B .
AHSB 2100 10125 | D10R5x15%L125xSD10 = - 125 10 B .
AHSB 2100 10150 | D10R5x15xL150xSD10 = S 150 10 B .
AHSB 2120 1275 | D12Réx18xL75x5012 = = 75 12 B .
AHSB 2120 12100 | D12Réx18xL100xSD12 . % - = . ) Z 100 12 B .
AHSB 2120 12125 | D12Réx18xL125x5D12 z, = 125 12 B .
AHSB 2120 12150 | D12Réx18xL150%5D12 = 2 150 12 B .
AHSB 2160 16100 | D14R8x24xL100xSD16 1 . i - i - 100 16 B .
AHSB 2160 16150 | D16R8x24xL150%SD16 = 2 150 16 B .

Cutting Tool Technology
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AHSRK 4-flute High-feed End Mills with Corner Radius
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— Designed for machining high hardness materials;
- Newly-developed coating has excellent oxidation resistance, red hardness and outstanding wear
resistance combined with toughness. |t's suitable for dry cutting or micro-lubricated high speed cutting;
- Excellent surface roughness of the workpiece;
= High precision arc angle can prevent chipping during high speed cutting.

= Adopting extremely small grain size for tool materials, taking into account hoth toughness and wear

resistance;

iTHHRS - Order code

LIRS

= = j <
SISV |
N
I_E 4 T |
r R [
~ !
RAL It _J
R M l
EA
‘.. = ;{
ERSSY |
‘\\
1 L&, 1 '
EB
T4E e .de Tolerance T ¢.de R Tolerance
th=3 0--0.010 =12 +0.010
3I<p =56 0--0012
E<p=10 0~-0.015
Ww<¢=20 0~-0.018

b JUEHS  |mieds masE R koo makon] BB mmema s | 2ke0 | o ot mvﬁw
AHSRK 4030R0.5 0650 |D3R0.5x1.2x10xL50x5Dé 05 11 50 [} A L
AHSRK 4030R0.5 0675 |D3R0.5x1.2x10xL75x50D6 3 : 19 10 59 11 75 & A [ ]
AHSRK 4030R1.0 0650 |D3R1x1.2x10xL50x5D6 4 ’ ’ 5l 50 6 A L]
AHSRK 4030R17.0 0675 |D3R1x1.2x10xL75x5D6 11 75 [] A L]
AHSRK 4040R0.5 0650 |D4R0.5x1.6x12xL50xSDé 05 11 50 [ A L]
AHSRK 4040R0.5 0675 | D4R0.5x1.6x1 2475506 4 ' 16 12 19 T Fil b A L]
AHSEK 4040R1.0 0650 |D4R1x1.6x12xL50x5D6 1 11 50 6 A L
AHSRK 4040R1.0 0675 |D4R1x1.6x12xL75x5D6 11 75 & A [ ]
AHSRK 4050R1.0 0650 |D5R1x2x15xL50xSD6 5 ] 2 15 485 11 50 [ A L]
AHSRK 4050R1.0 0675 |D5R1x2x15xL75xSDé ’ 11 #5 ] A [ ]
AHSRK 4060R1.0 0650 |D&R1x2.5x18xL50xSDé 1 - 50 b B L)
AHSRK 4060R1.0 0675 |DER1x2.5x18xL75x5D6 6 95 18 585 - 75 6 B L]
AHSRK 4060R1.5 0650 |DAR1.5x2 5x18xL 50x5D6 i - 50 b B L]
AHSRK 4060R1.5 0675 |DAR1.5x2 Bx18x 752506 1= = 75 & B .
AHSRK 4080R1.0 0875 |DBR1x3.5x24xL75x5D8 8 i 35 24 78 - 75 8 B L]
AHSRK 4080R1.0 0810 |DBR1x3.5x24xL100x5D8 i ) - 100 8 B L]
AHSRK 4100R1.0 1075 |D10R1x4x30xL75xS010 ] - 75 10 B .
AHSRK 4100R17.0 10700 | D10R1x4x30xL 100x5010 10 4 20 08 - 100 10 B L]
AHSRK 4100R2.0 1075 |D10R2x4x30xL75x5010 9 = 75 10 B °
AHSRK 4100R2.0 10700 | D10R2x4x30xL100xSD10 - 100 10 B [
AHSRK 4120R2,0 1275 |D12R2x5x36xL75xSD12 5 - 75 12 B L]
AHSRK 4120R2.0 12100 | D12R2x5x36xL 1005012 12 5 3% 17 = 100 T2 B L]
AHSRK 4120R3.0 1275 |D12R3x5x36xL75x5D12 3 i - 75 12 B L
AHSRK 4120R3.0 12700 | D1 2R3x5x36xL100x5D12 5 100 12 B L]
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AHSEL 4-flute End Mills with Neck Increased
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~ Designed for machining high hardness materials;
- Mewly-developed coating has excellent oxidation resistance, red hardness and outstanding wear

resistance combined with toughness. It's suitable for dry cutting or micro-lubricated high speed cutting;
- Excellent surface roughness of the workpiece;

= Designed for high precsion milling;

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;

pee———
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(< HRC30)
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=Ha

NEpdc  ddcTolerance
=3 0~-0.010
<=6 0 ~-0.012

{T#45 S - Order code

fom il n@-ds| mic-lc | FRE | BR gpp| mmmmors |2k |8 ds G?:;h Imﬁﬁw
AHSEL 4008L2 0450 D0.8x2xL50x504 2 12 50 4 A L[]
AHSEL 4008L4 0450 DO.8x4xL50xSD4 08 06 &4 076 4 12 50 4 A .
AHSEL 400816 0450 D0.8xbxL50xSD4 ' . b . 12 50 & A Y
AHSEL 4008L8 0450 D0 8x8xL50xSD4 8 12 50 4 A )
AHSEL 4071014 0450 D1x4xL50xSD4 & 12 50 4 A L]
AHSEL 4070L6 0450 D1xéxL50xSD4 i 08 & 0.94 i 12 50 & A [ ]
AHSEL 401018 0450 D1x8xL50xSD4 i 8 ! 12 50 4 A L[]
AHSEL 4070010 0450 D1x10xL50xSD4 10 12 50 & A [ ]
AHSEL 4071516 0450 D1.5x6xL50xSD4 & 11 50 4 A .
AHSEL 401518 0450 D1 .5xBxL50x50D4 15 12 8 142 1 50 4 A [
AHSEL 4015110 0450 D1.5x10xL50xSD4 3 ¥ 10 $ ) 1 60 4 A [ ]
AHSEL 4015012 0450 D1.5x%12xL50xS5D4 12 1 50 & A [ ]
AHSEL 402018 0450 D2x8xL50xSD4 8 11 50 4 A L[]
AHSEL 4020010 0450 D2x10xL50xSD4 2 16 10 1o _ n 50 & A L]
AHSEL 4020112 0450 D2x12xL.50xSD4 : 12 ) i 50 4 A .
AHSEL 4020016 0450 D2x16xL50xSD4 16 1 50 4 A [
AHSEL 4025010 0450 D2 5x10xL50xSD4 10 11 50 4 A [ ]
AHSEL 4025112 0450 D2 5x12xL50xSD4 25 2 12 24 - 1" 50 & A [ ]
AHSEL 4025116 0450 D2.5x16xL50x5D4 ’ 16 i 1 50 4 A L[]
AHSEL 4025120 0450 D2 5x20xL50xSD4 20 1" 50 &4 A [ ]
AHSEL 4030L10 0450 D3x10xL50x5D4 10 1 50 4 A [
AHSEL 4030010 0660 D3x10xLa0xSDa 10 M a0 6 A °
AHSEL 4030012 0450 D3x12xL50x5D4 12 1 50 4 A *
AHSEL 4030012 04660 D3x12xL&0x5SDA 3 24 T2 50 . 1 &0 & A [ ]
AHSEL 4030116 0450 D3x16xL50xSD4 3 16 k " 50 4 A L]
AHSEL 4030116 0660 D3x16xLa0xSD6 16 1 &0 & A [
AHSEL 4030L20 046560 D3x20xLa0xSDé 20 11 60 b A 3
AHSEL 4030125 0675 D3x25xL.75x5D6 25 1M 75 b A L]
AHSEL 4040012 0660 Déax12xL60xSDA 12 1" &0 & A [
AHSEL 4040116 0660 D4x16xL60xSD6 16 1 60 & A L]
AHSEL 4040120 0660 Dédx20xLe0x5D6 4 =2, 20 39 - 1 60 b A .
AHSEL 4040L25 0675 Dé4x25xL75x5D6 25 1 75 & A [ ]
AHSEL 4040130 0475 D4x30xL75xSDA 30 1M 75 b A L ]

|42
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AHSRL 4-flute End Mills with Neck Increased & Corner Radius Raam
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— Designed for machining high hardness materials;
- Mewly-developed coating has excellent oxidation resistance, red hardness and outstanding wear
resistance combined with toughness. |t's suitable for dry cutting or micro-lubricated high speed cutting; AT pdc dudc Tolerance TE d.dc R Tolerance
= Excellent surface roughness of the workpiece; 3 2 :; & g:g':}; Vs L0403

= Designed for high precision milling;
- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;
(< HRC30) o fiss
O

T8RS - Order code

hise pRES s BRER e FRK) BR grr mmmmve (200 BE G,a?;h Imﬁ‘ow
AHSRL 4008R0.02L2 0450 | DO.BRO.02x2xL50xSD4 2 12 50 4 A [
AHSRL 4008R0.02L3 0450 | DO.BRO.02x3xL50xSD4 | 12 50 4 A L]
AHSRL 4008R0.02L4 0450 | DO.BRO.02x4x.50xSD4 4 12 50 4 A L3
AHSRL £008R0.02L6 0450 | DO.BRO.O2x6xL50x5D4 0.02 & 12 50 4 A L
AHSRL 4008R0.02LE 0450 | DO.BRO.0O2xBxL50xSD4 8 12 50 4 A (]
AHSRL 4008R0.02L10 0450 | DO.SRO.0Z2x10xL50xSD4 10 12 50 4 A .
AHSRL 4008R0.02L12 0450 | DD.8BRO.0Zx12xL50xSD4 2 2 50 4 A L]
AHSREL 4008R0O.05L2 0450 | DO.BRO.05x2xL50xSD4 2 12 50 4 A e
AHSRL 4008R0.05L3 0450 | DO.BRO 05x3xL50xSD4 3 12 50 4 A L]
AHSRL 4008R0.05L4 0450 | DO.BRO.OSx4xL50x5D4 4 12 50 4 A L]
AHSRL 4008R0.05L6 0450 | DO.BRO.O5x6xL50xSD4 0.05 & 12 50 4 A (]
AHSRL 4008R0O.05LE 0450 | DO.BRO.DSx8xL50x5D4 8 12 50 4 A *
AHSRL 4008R0.05L10 0450 | DD.BRO.D5x10xL50xSD4 10 12 50 4 A L[]
AHSRL 4008R0O.05L12 0450 | DO.BRO.O5%12xL50xSD4 08 06 12 076 4 12 50 4 A L[]
AHSRL 4008R0.1LZ 0450 DO0.8RO Tx2xL50xSD4 ! : 2 : 12 50 4 A .
AHSRL 4008R0.1L3 0450 D0.BRO.Tx3xL50xSD4 3 12 50 4 A .
AHSRL 4008R0.1L4 0450 D0.8RO.Tx4xL50xSD4 4 12 50 4 A [ ]
AHSREL 4008R0.1L& 0450 D8RO TxéxL50xSD4 0.1 <] 12 50 4 A 3
AHSRL 4008R0.1L8 0450 DOD.8RO.1xBxL50xSD4 B 12 50 4 A L]
AHSRL 4008R0.1L10 0450 | DO.BRO.1x10xL50xSD4 10 12 50 4 A L[]
AHSRL 4008R0.1L12 0450 | DO.8BRO.Tx12xL50xSD4 12 12 50 4 A L)
AHSRL 4008R0.2L2 0450 D0.BRO.2x2xL50xSD4 2 12 50 4 A L]
AHSRL 4008R0.2L3 0450 D0.BRO.2x3xL50x5D4 £ S B 50 4 A (]
AHSRL 4008R0 214 0450 DO.8RO2xd4xL50xSD4 4 12 50 4 A ®
AHSRL 4008R0.2L6& 0450 D0.8RO 2x6xL50xSD4 0.2 (6] 12 50 4 A L]
AHSRL 4008R0.2LE 0450 D0.8RO.2xBxL50xSD4 8 T2 50 4 A L[]
AHSRL 4008R0.2L10 0450 | DO.8BRO.2x10xL50xSD4 10 12 50 4 A .
AHSRL 4008R0.2L12 0450 | DO.BRO.2x12xL50xSD4 12 12 50 4 A .
AHSRL 4009R0.1L4 0450 D0D.2RO. Tx4xL50x5D4 09 01 0.65 4 0.86 4 12 50 4 A (]
AHSRL 4009R0.1L8 0450 DOSRO.TxBxL50xSD4 g i - a " 12 50 4 A 3

'\HN(J ﬁ* [EFETIH , TTRR ARy Slock cutting lools
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AHSREL 4010R0.05L3 0450 | DTRO.05x3xL50xSD4 3 12 50 & A °
AHSEL 4010R0.05L4 0450 | DTRO.O5x4xL50xSD4 4 12 50 4 A °
AHSRL 40710R0.05L5 0450 | D1RO.05x5xL50xSD4 5 12 &0 & A L]
AHSRL 4010R0.05L6 0450 | DTRO.05x6xL50xSD4 6 12 50 4 A L]
AHSRL 4010R0.05LE 0450 | D1R0.05xBxL50xSD4 005 8 12 50 4 A L]
AHSRL 4010R0.05L10 0450 | D1RO.0Ex10xL50xSD4 10 12 50 4 A L
AHSRL 407T0R0.05L12 0450 | DTRO.05x12xL50xSD4 12 12 50 4 A L]
AHSRL 4010R0D.05L16 0450 | D1R0O.05:16xL50xSD4 14 12 50 4 A .
AHSRL 4010R0.05L20 0460 | D1R0.05x20xL60xSD4 20 12 &0 4 A L]
AHSRL 4010R0.1L3 0450 | DIRO. 1x3xL.50xSD4 3 12 50 4 A L]
AHSRL 4010R0.1L4 0450 DTRO IxéxL50xSD4 4 12 50 4 A .
AHSRL 4070R0.1L5 0450 DTRO. T x5xL50xSD4 5 12 50 4 A @
AHSRL 4010R0.1L6 0450 DTRO. TxéxL50xSD4 b 12 50 4 A .
AHSRL 4010R0.1LE 0450 DTRO.TxB8xL50xSD4 0.1 B 12 50 4 A .
AHSRL 4010R0O.TL10 0450 | D1RO.Ix10xL50xSD4 10 12 50 4 A L]
AHSRL 4010R0.1L12 0450 | DTRO 1x12xL50x5D4 12 12 50 4 A .
AHSRL 4010R0.1L16 0450 | D1R0.1x16xL50xSD4 16 12 50 4 A L]
AHSRL 4070R0.TL20 0440 | DTRO.Tx20xL60xSD4 1 075 20 095 4 12 &0 4 A L)
AHSRL 40710R0.213 0450 DTRO.2x%3xL50xSD4 3 12 50 4 A L]
AHSRL 4070R0 2L4 0450 DTRO 2x4xL50xSD4 4 1z 50 4 A .
AHSRL 4010R0.2LE 0450 D1RO.2x5xL50xSD4 5 12 50 4 A L]
AHSRL40TOR0.2L6 0450 | DTR0. 2x6xL50xSD4 6 12 50 4 A °
AHSRL 4010R0.2L8 0450 D1RO.2x8xL50xSD4 0.2 8 12 50 & A .
AHSRL 40T0R0.2L10 0450 | DTRO.2x10xLb0xSD4 10 12 50 4 A .
AHSRL 4010R0.ZL12 0450 | DTRO.Zx12xL50xSD4 12 12 50 4 A .
AHSRL4010R0.2L16 0450 | DTRO.Z2x16xL.50xSD4 16 12 50 4 A .
AHSRL 4010R0.2L20 0460 | D1R0.2x20xL60x5D4 20 12 &0 4 A L]
AHSRL 4010R0.3L3 0450 | DTR0.3x3xL50xSD4 3 12 50 4 A .
AHSEL 4010R0.3L4 0450 D1RO.3xdxL50x5D4 4 12 50 & A L]
AHSRL 40710R0.3L5 0450 DTRO.3x5xL50xSD4 ] 12 50 4 A °
AHSRL 40710R0.3L6 0450 DTRO.3x6xL50xSD4 6 12 50 4 A L]
AHSRL 4010R0.3LE 0450 D1RO.3xBxL50xSD4 0.3 B 12 50 4 A L]
AHSRL 4010R0.3L10 0450 | D1RO.3x10xL50x5D4 10 12 50 4 A L]
AHSRL 4010R0.3L12 0450 | D1RO.3x12xL.50xSD4 12 12 50 4 A .
AHSREL 4010R0.3L16 0450 | D1RO.3x16xL.50xSD4 16 12 50 4 A L]
AHSRL 40710R0.3L20 0440 | DTRO.3x20xL&0xSD4 20 12 &0 4 A L]
AHSREL 4015R0. 116 0450 D1.5R0. Tx6xL50xSD4 ] 11 50 4 A .
AHSRL 4015R0.1LE 0450 D1.5R0.1x8xL50xSD4 a1 8 11 50 4 A ®
AHSRL 4015R0.1L10 0450 | D1.5R0.1x10xL50x5D4 ' 10 1 50 4 A ®
AHSRL 4015R0.1L12 0450 | D1.5R0.1x12xL50xSD4 15 12 12 142 . 11 50 4 A L]
AHSRL 4015R0.2L6 0450 D1.5R0.2x6xL50xSD4 ' ' ] ' " 50 4 A .
AHSRL 4015R0.2L8 0450 D1,5R0.2x8xL50xSD4 0.2 8 11 50 4 A .
AHSRL 4015R0.2L10 0450 | D1.5R0.2x10xL50xSD4 ' 10 3l 50 4 A L]
AHSRL 4015R0.2L12 0450 | D1.5R0.2x12xL50x5D4 12 1 50 4 A L]
AHSRL 4020R0.1L8 0450 | D2R0.1x8xL50x5D4 8 " 50 4 A .
AHSRL 4020R0.1L10 0450 | D2R0O. 1x10xL50xSD4 04 10 " 50 4 A L]
AHSRL 4020R0.1L12 0450 | D2R0O.1x12xL50xSD4 ' 12 11 50 4 A L]
AHSRL 4020R0.1L16 0450 | DZRO, 1x14xL50xSD4 14 1 50 4 A L]
AHSRL 4020R0 218 0450 D2R0 2x8xL50x5D4 B 11 50 4 A L
AHSRL 4020R0.ZL10 0450 | D2RO.2x10xL50xSD4 5 02 14 10 19 - 1 50 4 A L]
AHSRL 4020R0.21.12 0450 | D2R0.2x12xL.50xSD4 ' ) e ' i 50 4 A L]
AHSRL 4020R0.2L16 0450 | D2R0.2x16xL.50xSD4 14 1 50 4 A .
AHSRL 4020R0.5L8 0450 D2R0O.5x8xL50xSD4 8 11 50 4 A L]
AHSRL 4020R0.5L10 0450 | D2RO.5x10xL50xSD4 05 10 11 50 4 A .
AHSRL 4020R0.5L12 0450 | D2RO.5x12xL50xSD4 ' 12 1 50 4 A L]
AHSRL 4020R0.5L16 0450 | D2RO.Ex16xL50xSD4 16 11 50 4 A L]
AHSRL 4030R0.1L10 0450 | D3RO, 1x10xL50x5D4 10 L 50 4 A L]
AHSRL 4030R0.1L10 0660 | D3R0.1x10xL60xSDé 10 11 &0 & A .
AHSRL 4030R0.7L12 0450 | D3RO Ix12xL50xSD4 12 i 50 4 A .
AHSRL 4030R0.1L12 0660 | D3RO 1x12xL&0xSDE 3 kel e 12 Ly - 1 &0 & A .
AHSRL 4030R0.1L16 0450 | D3RO IxT16xL50xSD4 16 11 50 4 A L]
AHSRL 4030R0.1LT6 0660 | D3RO 1x16xL60xSDE 16 11 &0 & A L]
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AHSRL 4030R0.1L20 0660 | D3RO0, 1x20xL60xSD6 0.1 20 L 50 & A L]
AHSRL 4030R0.1L25 0675 | D3R0.1x25xL75x5D6 ) 25 11 75 & A ®
AHSRL 4030R0.2L10 0450 | D3R0O.2x10xL50x5D4 10 1 50 4 A L]
AHSRL 4030R0.2L10 0660 | D3R0.2x10xL60xSDE 10 11 &0 =} A L]
AHSRL 4030R0.2L12 0450 | D3R0.2x12xL50x5D4 12 1 50 4 A L]
AHSRL 4030R0.2L12 0660 | D3R0.2x12xL60xSD6 12 11 &0 (4 A ®
AHSRL 4030R0.2L16 0450 | D3R0.2x16xL50xSD4 02 16 m 50 4 A L]
AHSEL 4030R0.2L16 0660 | D3R0.2x16xL60x5D6 16 " &0 & A .
AHSRL 4030R0.2L20 06460 | D3R0O.2x20xL60x5D6 3 P 20 20 11 &0 (3 A L]
AHSRL 4030R0.2L25 0675 | D3R0.2x25xL75x5D6 = 25 ’ ) 1 75 & A .
AHSRL 4030R0.5L10 0450 | D3R0.5x10xL50xSD4 10 11 50 4 A .
AHSREL 4030R0.5L10 0660 | D3R0.5x10xL60xSDE 10 11 &0 & A L]
AHSRL 4030R0.5L12 0450 | D3R0.5x12xL50xSD4 12 " 50 4 A L]
AHSEL 4030R0.5L12 0660 | D3R0.5x12xL60xSDé 05 12 11 &0 & A .
AHSRL 4030R0.5L16 0450 | D3R0.5x16xL50xSD4 : 14 11 50 4 A .
AHSRL 4030R0.5L16 0660 | D3R0.5x16xL60xSD6 16 1 60 & A *
AHSRL 4030R0.5L.20 0660 | D3R0.5x20xL60xSD6 20 11 a0 & A L]
AHSRL 4030R0.5L25 04675 | D3R0.5x25xL75x5D6 25 11 75 & A .
AHSRL 4040R0.1L12 0660 | D4R0O 1x12xL60xSD6 12 " &0 & A L]
AHSRL 4040R0.1L16 0660 | D4R0.1x16xL60xSD6 16 " &0 & A L]
AHSRL 4040R0.1L20 0660 | D4R0.1x20xL60XSDE 0 20 i &0 & A .
AHSRL 4040R0.1LZ5 0675 | D4R0.1%25xL75%5D6 25 i 75 & A L]
AHSRL 4040R0.1L30 0675 | D4R0. 1x30xL75xSDé 30 11 75 & A .
AHSREL 4040R02L12 0660 | DARD.2x12xL60xSD6 12 11 &0 & A L]
AHSRL 4040R0.2L16 0660 | D4R0.2x16xL.60x5D6 16 1 &0 & A L]
AHSRL 4040R0.2L20 0660 | D4R0D.2x20xL60x5SD6 D2 20 1k &0 & A ©
AHSRL 4040R0.2L26 0675 | D4R0.2x25xL75x5Dé 25 " 75 & A L]
AHSRL 4040R0 2130 04675 | D4R0.2x30xL75%5D6 4 32 30 39 B 11 75 & A L]
AHSRL 4040R0.5L12 0660 | D4AR0.5x12xL60xSD6 ) 12 : 11 &0 & A L]
AHSRL 4040R0.5L16 0660 | D4R0.5x16xL60xSD6 16 " &0 6 A L]
AHSRL 4040R0.5L20 0660 | D4R0.5x20xL60xSD6 0.5 20 " 50 & A L]
AHSRL 4040R0.5L25 0675 | D4R0.5x25xL75x5D6 25 11 75 & A L]
AHSRL 4040R0.5L30 0675 | D4R0.5x30xL 75x5D6 30 11 75 & A [
AHSRL 4040R1.0L12 0660 | D4R1x12xL60xSD6 12 1 60 & A L]
AHSRL 4040R1.0L16 0660 | D4ARTx16xL60xSD6 16 11 40 & A -
AHSRL 4040R1.0L20 0660 | D4R1x20xL60xSD6 1.0 20 i 60 [ A L]
AHSRL 4040R1.0L25 0675 | D4R1x25xL75%xSDé 25 11 5 & A ©
AHSEL 4040R1.0L30 0675 | D4R1x30xL75x5D6 30 11 75 & A °
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AHSEL 2-flute End Mills with Neck Increased
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— Designed for machining high hardness materials;
~ Newly-developed coating has excellent oxidation resistance, red hardness and outstanding wear
resistance combined with toughness. |t's suitable for dry cutting or micro-lubricated high speed cutting;

T4 ¢.de ¢.de Tolerance

= Excellent surface roughness of the workpiece; e=1 0--0.010
= Designed for high precision milling; I<p=6 0--0.012
= Adopting extremely small grain size for tool materials, taking into account hoth toughness and wear
resistance;
. &2 s
(<hrcw) | R i
O

iTHHRS - Order code

i) RS mieds | miec [mmi v BR Igpor| mmmmove 2K00) BE ] Imfn"fmy
AHSEL 2001L0.3 0450 D0.1x0.3xL50x5D4 0.3 12 50 & A L]
AHSEL 2001L0.5 0450 D0.1%0.5xL 50x5D4 01 0.a7 05 12 50 4 A L[]
AHSEL 200117 0450 D0 1x1xL50x5D4 1 12 50 4 A .
AHSEL 2002L.0.5 0450 D0.2x0.5xL50x5D4 05 12 50 4 A L[]
AHSEL 200211 0450 D0.2x1xL50xSD4 02 0.15 1 12 50 4 A .
AHSEL 200212 0450 D0.2x2xL 503504 2 12 50 4 A L[]
AHSEL 2003117 0450 D0.3x1xL50xSD4 1 12 50 & A L
AHSEL 2003L2 0450 D0.3x2xL50x5D4 03 0.2 2 12 50 4 A L]
AHSEL 200313 0450 D0.3x3xL50xSD4 3 12 50 4 A [
AHSEL 200412 0450 D0.4x2xL50x5D4 04 03 2 12 50 4 A L]
AHSEL 200413 0450 D0.4x3xL 50xSD4 ' i 3 12 50 4 A .
AHSEL 2005L2 0450 D0.5x2xL50xSD4 2 12 50 4 A L[]
AHSEL 200513 0450 D0.53xL 50x5D4 05 0.4 3 12 50 4 A °
AHSEL 200514 0450 D0 5xdxl 50xSD4 4 12 50 4 A L]
AHSEL 200612 0450 DO0.6x2xL50x5D4 2 12 50 4 A L]
AHSEL 2006L3 0450 D0.6x3%L50xSD4 0.6 0.5 3 12 50 4 A L[]
AHSEL 200614 0450 DO0.&xdxL50xSD4 4 12 50 4 A .
AHSEL 2008L4 0450 D0.8x4xL50xSD4 08 07 4 12 50 4 A L[]
AHSEL 2008L6 0450 DO0.Bxéxl 50xSD4 ! <] 12 50 & A L[]
AHSEL 201014 0450 Dx4xL50x5D4 4 12 50 4 A L]
AHSEL 2010L6 0450 D1x6xLE0x5D4 ; 08 6 12 50 4 A L]
AHSEL 2010L8 0450 D1xBxL50xSD4 ’ 8 12 50 4 A .
AHSEL 2010L10 0450 D1x10xL50xSD4 10 12 50 4 A .
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AHSEL 2015L6 0450 D17.5x6x.50xSD4 & 11 50 4 A L]
AHSEL 201518 0450 D1 5xBxL50xSD4 P 8 s 1 50 | 4 | A .
AHSEL 2015110 0450 D7.5x10xL50xSD4 - § 10 ' T 50 4 A L]
AHSEL 2015112 0450 D7.5x12xL50xSD4 12 11 50 4 A Ld
AHSEL 2020L8 0450 D2xBxL50xSD4 8 11 50 & A L]
AHSEL 2020L10 0450 |  D2x10xL50x5D4 ; i 10 - 1 50 | 4 | A .
AHSEL 2020012 0450 D2x12xL50xSD4 ' 12 ! 11 50 4 A L]
AHSEL 20201164 0450 D2x16xL50xSD4 16 i 50 4 A L]
AHSEL 2025010 0450 | D2.5x10xL50xSD4 10 1 50 | 4 | A .
AHSEL 2025112 0450 D2 .5x12xL50xSD4 5 9 12 24 k| 50 4 A L]
AHSEL 2025116 0450 D2 5x16xL50xSD4 i 16 ' 11 50 & A L]
AHSEL 202520 0450 | D2.5x20xL50x5D4 20 1 50 | 4 | a .
AHSEL 2030L10 0450 D3x10xL50xSD4 10 11 50 & A L]
AHSEL 2030L10 0660 |  D3x10xL0XSD6 10 1 w0 | 6 | A o
AHSEL 2030012 0450 D3x12xL50xSD4 12 11 50 4 A L]
AHSEL 2030012 06540 D3x12xL60xSD6 3 24 12 20 T 60 6 A L
AHSEL 2030L16 0450 D3x16xL50xSD4 ' 16 ' 11 50 4 A L]
AHSEL 2030116 0660 | D3x16xL60XSD6 16 1 o | & | A .
AHSEL 2030L20 0640 D3x20xL60xSDé 20 11 &0 é A L]
AHSEL 20301250675 | D3x25xL75xSD6 2 1 5| 6 | A .
AHSEL 2040012 046560 D4x12xL60xSD6é 12 13 60 6 A L]
AHSEL 2040L16 0660 Déax16xL60xSD6 16 11 &0 é A (]
AHSEL 2040120 0660 Dé4x20xL60xSDA 4 32 20 39 11 &0 4] A L]
AHSEL 2040L25 0675 | Déx25xL75x5D6 2 1 5| 6 | A .
AHSEL 2040030 0675 D4x30xL75xSDé& 30 11 75 & A (]
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— Designed for machining high hardness materials;

= MNewly-developed coating has excellent oxidation resistance, red hardness and outstanding wear M@ edc  @dcTolerance N8 d.dc R Tolerance
resistance combined with toughness. |t's suitable for dry cutting or micro-lubricated high speed cutting; $<3 0~-0.010 P4 £0.005

~ Excellent surface roughness of the workpiece: 3I<¢<é 0~-0.012

= High precision arc angle can prevent chipping during high speed cutting.

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear
resistance;

iTHRS - Order code . _
by s 8 mizds BRER e ic e -v) TRl on mpmme e oo R | BRI ORE

AHSRL 2002R0.02L0.5 0450 | D0.2R0.02x0.5xL50xSD4 0.5 12 50 “ A L]
AHSRL 2002R0.0ZL17 0450 D0.2R0.02x1xL50xSD4 0.02 1 12 50 i A .
AHSRL 2002R0.02L1.5 0450 | DOZR0.02x1.5xL50x5D4 ' 15 12 50 4 A .
AHSRL 2002R0.02L2 0450 D0.2R0O.02x2xL50xSD4 02 015 2 018 2 12 50 4 A [
AHSRL 2002R0.05L0.5 0450 | D0.2R0.05x0.5xL50xSD4 ' 4 0.5 ' 12 50 4 A .
AHSRL 2002R0.05L1 0450 D0.2R0.05x1xL50xSD4 0.05 1 12 50 4 A L
AHSRL 2002R0.05L1.5 0450 | DO0.2R0.05x1.5xL50xSD4 ) 1:& 12 50 ‘o A L]
AHSRL 2002R0.05L2 0450 D0.2R0.05x2xL50xSD4 2 12 50 4 A [
AHSRL 2003R0.02L1 0450 D0.3R0.02x1xL50xSD4 1 12 50 4 A [
AHSRL 2003R0.02L1.5 0450 | DOD.3R0.02x1.5xL50x5D4 15 12 50 4 A .
AHSRL 2003R0.02L2 0450 D0.3R0.02x2xL.50xSD4 0.02 2 12 50 4 A L
AHSRL 2003R0.02L2.5 0450 | D0.3R0.02x2.5xL50xSD4 25 12 50 & A L
AHSRL 2003R0.02L.3 0450 D0.3R0.02x3xL.50xSD4 03 02 3 098 ’ 12 50 4 A L]
AHSRL 2003R0.05L7 0450 D0.3R0.05x%1xL50xSD4 ’ ) 1 ) 12 50 &4 A L
AHSRL 2003R0.05L1.5 0450 | DO.3R0.05x1.5xL50xSD4 15 12 50 4 A °
AHSRL Z003R0.05L2 0450 D0.3R0.05x2xL50xSD4 0.05 2 12 50 4 A L
AHSRL 2003R0.05L2.5 0450 | DO.3R0.D5x2.5xL50xSD4 25 12 50 & A .
AHSRL 2003R0.05L3 0450 D0.3R0.05x3xL50xSD4 3 12 50 £ A .
AHSRL 2004R0.02L1 0450 D0.4R0.02x1xL50xSD4 1 12 50 £ A °
AHSRL 2004R0.02L1.5 0450 | DO0.4R0.02x1.5xL50xSD4 1.5 12 50 4 A .
AHSRL 2004R0.02L2 0450 D0.4R0.02x2xL50xSD4 002 2 12 50 4 A [
AHSRL 2004R0.02L2.5 0450 | DO0.4R0.DZx2.5xL50xSD4 : 25 12 50 & A .
AHSRL 2004R0.02L3 0450 D0.4R0.02x3xL50xSD4 3 12 50 4 A [}
AHSRL 2004R0.02L4 0450 D0.4RD.02x4xL50xSD4 & 12 50 i A .
AHSRL 2004R0.05L1 0450 D0.4R0.05x1xL50x5D4 04 03 1 037 2 12 50 4 A .
AHSRL 2004R0.05L1.5 0450 | D0.4R0.05x1.5xL50xSD4 ’ i 1.5 : 12 50 & A L
AHSRL 2004R0.05L2 0450 D04RO.05x2xL50xSD4 005 2 12 50 4 A L]
AHSRL 2004R0.05L2 5 0450 | DO0.4R0.05x%2.5xL.50xSD4 ' 25 12 50 4 A L
AHSRL 2004R0.05L3 0450 D0.4R0.05x3xL50xSD4 3 12 50 & A L]
AHSRL 2004R0.05L4 0450 D0.4R0.05x4xL50x504 - 12 50 4 A L]
AHSRL 2004R0.1L1 0450 DO0.4R0Tx1xL50xSD4 01 1 12 4 A L]
AHSRL 2004R0.1L1.5 0450 D0.4R0.1x1.5xL50xSD4 ) 1i8 12 50 & A .
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AHSRL 2004R0.1L2 0450 DD.4R0.1x2xL50xSD4 2 12 50 4 A .
AHSRL 2004R0.112.5 0450 | DO4RO1x25xL50xSD4 | o & s 25 6 5 12 50 4 A °
AHSRL 2004R0.1L3 0450 D0.4R0. 1x3xL50xSD4 ' ! ' 3 : 12 50 4 A ]
AHSRL 2004R0.1L4 0450 D0.4R0. 1x4xL50xSD4 4 12 50 4 A .
AHSRL 2005R0.02L1 0450 | DO.5R0.02x1xL50xSD4 1 12 50 4 A °
AHSRL 2005R0.02L1.5 0450 | D0.5R0.02x1.5xL50xSD4 15 12 50 4 A .
AHSRL 2005R0.02L2 0450 | DO.5R0.02x2xL50xSD4 2 12 50 4 A -
AHSRL 2005R0.02L2.5 0450 | D0.5R0.02x2 5xL50xSD4 _— 25 12 50 4 A °
AHSRL 2005R0.02L.3 0450 | DO.5R0.02x3xL50xSD4 ' 3 12 50 4 A .
AHSRL 2005R0.02L4 0450 | DO.5R0.02x4xL50xSD4 4 12 50 4 A .
AHSRL 2005R0.02L5 0450 | DO.5R0.02x5xL50xSD4 5 12 50 4 A .
AHSRL 2005R0.02L4 0450 | DD.5R0.02x6xL50xSD4 é 12 50 4 A .
AHSRL 2005R0.05L1 0450 | DD.5R0.05x1xL50xSD4 1 12 50 4 A ®
AHSRL 2005R0.05L1.5 0450 | DO.5R0.05x1.5xL50xSD4 15 12 50 4 A °
AHSRL 2005R0.05L.2 0450 | DO0.5R0.05x2xL50xSD4 2 12 50 4 A °
AHSRL 2005R0.051.2.5 0450 | DO5R005x2 5xL50x5D4 | o o ook | oas 25 o 3 12 50 4 A .
AHSRL 2005R0.05L3 0450 | DO.5R0.05x3xL50xSD4 ? ' : 3 ! 12 50 4 A .
AHSRL 2005R0.05L4 0450 | DO.5R0.05x4xL50xSD4 4 12 50 4 A .
AHSRL 2005R0.05L5 0450 | DO5R0.05x5xL50xSD4 5 12 50 4 A .
AHSRL 2005R0.05L6 0450 | DO.5R0.05x6xL50xSD4 3 12 50 4 A @
AHSRL 2005R0.7L1 0450 DO.5R0. Tx1xL50xSD4 1 12 50 4 A °
AHSRL 2005R0.1L1.5 0450 | DO.5RO.1x1.5xL50xSD4 15 12 50 4 A .
AHSRL 2005R0.1L.2 0450 DO0.5R0.1x2xL50xSD4 2 12 50 4 A .
AHSRL 2005R0.1L2.5 0450 | DO.5RD.1x2.5xL50xSD4 - 25 12 50 4 A .
AHSRL 2005R0.1L3 0450 DO0.5R0.1x3xL 50xSD4 ' 3 12 50 4 A .
AHSRL 2005R0 1L4 0450 DO0.5RO. Txéx50xSD4 4 12 50 4 A .
AHSRL 2005R0.1L5 0450 DO0.5R0. 1x5xL50xSD4 5 12 50 4 A .
AHSRL 2005R0.1Lé 0450 D0.5R0. Tx6xL50x5D4 b 12 50 4 A °
AHSRL 2006R0.02L.2 0450 | DO0.6R0.02x2xL50xSD4 2 12 50 4 A ®
AHSRL 2006R0.02L2 0450 | D0.6R0.02x3xL50xSD4 3 12 50 4 A .
AHSRL 2006R0.02L4 0450 | DD.6R0.02x4xL50xSD4 0,02 4 12 50 4 A .
AHSRL 2006R0.02L6 0450 | D0.6RO.02x6xL50xSD4 ' é 12 50 4 A e
AHSRL 2006R0.02L8 0450 | D0.6R0.02x8xL50xSD4 8 12 50 4 A °
AHSRL 2006R0.02L10 0450 | DO.6R0.02x10xL50xSD4 10 12 50 4 A .
AHSRL 2006R0.05L.2 0450 | DO.6R0.05x2xL50xSD4 2 12 50 4 A °
AHSRL 2006R0.05L3 0450 | DO0.6R0.05x3xL50xSD4 3 12 50 4 A .
AHSRL 2006R0.05L4 0450 | DO0.6RO.05x4xL50xSD4 4 12 50 4 A .
AHSRL 2006R0.05L6 0450 | DO.6RO.05x6xL50xSD4 o g [Ra é e . 12 50 4 A .
AHSRL 2006R0.05L.8 0450 | DO.6R0.05x8xL50xS04 8 12 50 4 A °
AHSRL 2006R0.05L10 0450 | D0.6R0.05x10xL50%SD4 10 12 50 4 A »
AHSRL 2006R0.1L2 0450 D0.6R0.1x2xL50xSD4 2 12 50 4 A .
AHSRL 2006R0.1L3 0450 DD.6R0.1x3xL50xSD4 3 12 50 4 A .
AHSRL 2006R0.1L4 0450 DD.6RO. TxdxL50xSD4 6 4 12 50 4 A °
AHSRL 2006R0.1L6 0450 D0.6R0. Tx6xL50xSD4 ! 6 12 50 4 A .
AHSRL 2006R0.1L8 0450 D0.6R0. 1xBXL50XED4 8 12 50 4 A .
AHSRL 2006R0.1L10 0450 | DO.6R0.1x10xL50xSD4 10 12 50 4 A °
AHSRL 2007R0.02L2 0450 | D0.7R0.02x2xL50xSD4 2 12 50 4 A -
AHSRL 2007R0.02L3 0450 | D0.7R0.02x3xL50xSD4 3 12 50 4 A .
AHSRL 2007R0.02L4 0450 | D0.7R0.02x4xL50xSD4 0,02 4 12 50 4 A .
AHSRL 2007R0.02L6 0450 | DD.7R0.02x6xL50xSD4 ' 6 12 50 4 A .
AHSRL 2007R0.02L8 0450 | D0.7R0.02x8xL50xSD4 8 12 50 4 A .
AHSRL 2007R0.02L10 0450 | D0.7R0.02x10xL50xSD4 10 12 50 4 A .
AHSRL 2007R0.05L.2 0450 | D0.7R0.05x2xL50xSD4 o i 2 i i 12 50 4 A .
AHSRL 2007R0.05L.3 0450 | DO.7R0.05x3xL50xSD4 ' ' 3 ' 12 50 4 A .
AHSRL 2007R0.05L4 0450 | DO.7R0.05x4xL50xSD4 0,05 4 12 50 4 A .
AHSRL 2007R0.05L6 0450 | D0.7R0.05x6xL50xSD4 : 6 12 50 4 A .
AHSRL 2007R0.05L8 0450 | D0.7R0.05xBxL50xSD4 8 12 50 4 A .
AHSRL 2007R0.05L10 0450 | DO0.7R0.05x10xL50x5D4 10 12 50 4 A .
AHSRL 2007R0.1L2 0450 DO0.7R0.1x2xL50%SD4 &4 2 12 50 4 A .
AHSRL 2007R0. 113 0450 D0,7R0.1x3xL50xSD4 ' 3 12 50 4 A .
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AHSRL Z007R0.1L4 0450 DD.7R0. 1x4xL50xSD4 4 12 50 4 A L]
AHSRL Z007R0.1L& 0450 DO.7R0 TxAxLb0xSD4 07 01 05 [ 0.66 4 12 50 4 A L]
AHSREL 2007R0.1L8 0450 DD.7R0. 1xBxL50xSD4 ’ ' ' 8 ' 12 50 4 A L]
AHSRL 2007R0.1L10 0450 DO.7R0.1x1 0xL50xSD4 10 12 50 4 A L]
AHSRL 2008R0.02L2 0450 | DO.8RO.02x2xL50%5D4 2 2 50 | & | A .
AHSRL Z008R0.02L3 D450 D0.8RO.0Zx3xL50xSD4 3 N2 50 4 A L]
AHSRL 2008R0.021L4 0450 D0.BRO.0Zx4xL50xSD4 4 12 50 4 A L]
AHSRL 2008R0.02L4 D450 D0.BRO D2xbxL50xS04 0.02 & 12 50 4 A L]
AHSRL Z008R0.0D2L8 D450 D0.BRO.0ZxBxL50x5D4 8 12 50 4 A L]
AHSREL 2008R0.02L10 0450 | DD.BRO.0Zx10xL50xSD4 10 12 50 4 A L]
AHSRL 2008R0.02L12 0450 | DO.8RO.02x12xL50x5D4 12 12 50 | 4 | A .
AHSRL 2008R0.05L2 0450 DO0.8RO.05x2xL50xSD4 2 12 50 4 A L]
AHSRL 2008R0.05L3:0450 D0.8BRO.05x3xL50xSD4 3 12 50 4 A L]
AHSRL 2008R0.056L4 0450 D0.8BRO.DAxdxL 50xSD4 4 T2 50 4 A °
AHSRL 2008R0.05L4 D450 D0.BRO.D5x6xL50xSD4 005 & 12 50 4 A L]
AHSRL Z008R0O 0518 D450 D0.8RO.D5xBxL50xSD4 8 12 50 4 A L]
AHSRL 2008R0.05L10 0450 | DO.BRO.05x10xL50xSD4 10 12 50 | 4 | A .
AHSRL 2008R0.05L12 0450 | D0.8BRO.0O5x12xL50xSD4 08 06 12 076 4 12 50 4 A L]
AHSREL 2008R0 1L2 0450 DO8BRO Tx2xL50xSD4 : ' 2 ' o 50 4 A .
AHSRL 2008R0.1L3 0450 DO0.8RO.1x3xL50xSD4 3 12 50 4 A L]
AHSEL 2008R0.1L4 0450 DD.BRO Tx4xL50xSD4 4 T2 50 4 A L]
AHSRL Z008R0.1L& 0450 DO0.8BRO. TxHxL50xSD4 01 & 12 50 4 & L]
AHSRL 2008R0.1L8 0450 | DO.8RO.1xBXL50XSD4 8 12 50 | 4 | A .
AHSRL 2008R0.1L10 0450 DO0.BRO.1x1 0xL50xSD4 10 12 50 4 A L]
AHSRL 2008R0.1L12 0450 DOBRE.Tx12xL50xSD4 12 12 50 4 A L]
AHSRL Z008R0.2L2 0450 D0.BRO.2x2xL50xSD4 2 12 50 4 A L]
AHSEL Z008R0.2L3 0450 DD.BRO 2x3xL50x5D4 3 12 50 4 A [ ]
AHSRL Z008R0.2L4 0450 D0.8BRO 2x4xL50xSD4 4 T2 50 4 A L]
AHSRL 2008R02L6 0450 | DO.8RO.2x6xL50XSD4 02 6 12 50 | 4 | & .
AHSRL 2008R0D.2LE 0450 D0.8RO.2xBxL50xSD4 8 12 50 4 A L]
AHSRL 2008R0.2L10 0450 DD.8RO.2xT0xL50xSD4 10 2 50 4 A [
~ AHSRL 2008R0.2L12 0450 DD.ERD.2x12xL50x504 12 12 50 4 A L]
AHSRL Z009R0.1L4 0450 DOSRO Tx4xL50xSD4 09 01 0.5 4 0.86 4 Tz 50 4 A L]
AHSRL Z009R0.1LE8 0450 DOSRO 1x8xL50xSD4 ' ' : 8 ' 12 50 4 A L]
AHSRL 2010R0.05L3 0450 | D1R0.05x3xL50x5D4 3 12 50 | 4 | A .
AHSRL 2010R0.05L4 D450 D1RO.05x4xL50xSD4 4 12 50 4 A L]
AHSEL 2010R0.05L5 0450 DTRO.05x5xL 50xSD4 5 12 60 4 A L]
AHSRL 2010R0.05L4 D450 D1R0O.05x6xLE0xSD4 & 12 50 4 A L]
AHSEL 2010R0.05L8 0450 D1R0O.05x8xL50xSD4 0.05 8 12 50 4 A °
AHSRL 2070R0.05L10 0450 | D1R0O.05x10xL50xSD4 10 12 50 4 A L]
AHSRL 2010R0.05L12 0450 | DTRO.05x12xL50x5D4 12 12 so | & | & .
AHSRL 2010R0.05L16 0450 | DTRO.05x16xL50xSD4 16 12 50 4 A L]
AHSRL Z0T0R0.05L20 04460 | DTRO.05x20xLA0xSD4 20 12 50 4 A L]
AHSRL 2010R0 1L3 0450 DTRO.Tx3xL50xSD4 3 12 50 4 A L]
AHSRL 2010R0.1L4 0450 D1RO. 1x4xL50xSD4 4 i 50 4 A .
AHSRL 2010R0.1L5 0450 | D1RO.1x5xL50xSD4 5 12 50 | 4 | A .
AHSRL 2010R0.1L6 0450 | DIRO.1x6xL50xSD4 : o I |, 12 so0 | 4 | & .
AHSRL 2070RD.1LE8 0450 D1RO.TxBxL50xSD4 0.1 ' 8 ' 12 50 4 A L]
AHSRL 2070R0.1L10 0450 DTRO.1x1 OxLE0KSD4 10 12 60 4 A [
AHSRL 2010RD.1L12 D450 D1RO.1x1 2xL50xSD4 12 12 50 4 A L]
AHSRL 207T0R0.1L14 0450 D1RO.1x16xL50xSD4 16 12 50 4 A L]
AHSRL 2010R0.1L20 0460 | D1RO,1x20xL60xSD4 20 12 0 | 4 | A .
AHSEL 2070R0.2L3 0450 D1RO.2x3xL50xSD4 3 12 50 4 A L]
AHSRL 20710R0D.2L4 0450 D1RO.2x4xL50xSD4 4 12 50 4 A L]
AHSRL 20710R0.2L5 0450 D1RO.2x5xL 50xSD4 B 12 50 & A .
AHSRL 2010R0.2L6 0450 D1RO.2x6xL50xSD4 02 & 12 50 4 A L]
AHSRL Z070R0.2L8 0450 D1RO.2xBxL50xSD4 ' 8 e 50 4 A L]
AHSRL 2010R02L10 0450 | DTRO.2¢10xL50xSD4 10 12 50 | 4 | A .
AHSRL 2070R0.2L12 0450 D1RO.2x12xL50xSD4 T 12 50 4 A .
AHSRL 207T0R0,2L14 0450 D1RO.2x16xL50xSD4 14 12 A0 4 A [
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AHSRL 2010R0.2L20 0460 D1RO.2x20xL60xSD4 02 20 12 &0 4 A L]
AHSRL Z0T0R03L3 0450 DTRO.3x3xL50xSD4. 3 12 50 4 A L]
AHSREL 207T0R0.3L4 0450 D1RO 3xdxL50xSD4 4 12 50 4 A L]
AHSRL Z010R0.3LE 0450 D1RO.3x5xL 50xSD4 5 12 50 4 A L]
AHSRL 2010R0.3L6 0450 | DTRO 3¢éxL50xSD4 ; i O o | 12 50 | 4 | A | e
AHSRL 20710R0.3L8 0450 D1RO.3xBxL50xSD4 03 ' ) ' N2 50 4 A L]
AHSRL 2070R0.3L10 0450 D1R0O.3x10xL50xSD4 10 12 50 4 A L]
AHSRL 2070R0.3L12 0450 D1RO.3x12xL50xSD4 T 12 50 4 A L]
AHSRL 20710R0.3L16 D450 D1RO.3x16xL50xSD4 16 12 50 4 A L]
AHSRL 20710R0.3L20 0440 D1R0O.3x20xL60xSD4 20 12 60 4 A L]
AHGRL 2015R0 116 0450 | D 5R0 Tx6xL50x0D4 3 5 o S
AHSRL 2075R0.1L8 0450 D1.5R0. 1xBxL50xSD4 0 8 1 50 4 A L]
AHSRL 2015R0.1L10 D450 D1.5R0.1x1 0xL50xSD4 ) 10 11 50 4 A *
AHSRL 2075R0.1L12 0450 D1.5R0. 11 2xL50xSD4 15 19 12 142 R 11 50 4 A L]
AHSRL 20715R0.2Lé 0450 D1.5R0 2x6xL50x5D4 : g & i i 50 4 A L]
AHSRL Z0715R0.2L8 0450 D1.5R0.2xBxL50xSD4 02 8 11 50 4 A L]
AHSRL 2015R02L10 0450 | D1.5R0.2x10xL50XSD4 : 10 1 50 | 4 | A .
AHSRL 2015R0.2L12 D450 D1.5R0.2x1 2xL50xSD4 12 11 50 4 A L]
AHSRL 2020R0 1L8 0450 D2R0O 1x8xL50x5D4 ) 44 50 4 A L]
AHSRL 2020R0.1L10 0450 D2R0O.1x10xL50xSD4 01 10 11 50 4 A L]
AHSEL 2020R0.1L12 0450 D2RO.Tx12xL50xSD4 ' 12 11 50 4 A L]
AHSRL 2020R0.1L16 0450 D2R0.1x16xL50xSD4 16 11 50 4 & L]
AHSRL 2020R02L8 0450 | D2RO.2¢8xL50xSD4 8 1 50 | 4 | A .
AHSRL 2020R0.2L10 0450 D2R0.2x10xL50xSD4 5 02 16 10 19 ~ i 50 4 A L]
AHSRL 2020R0.2112 0450 D2R0O.Z2x1 2xL.50xSD4 ' ' 12 ' 1 50 4 A L]
AHSRL 2020R0.2L16 D450 D2R0.2x1 6xL50xSD4 16 ih 50 4 A L]
AHSREL 2020R0.50L8 0450 D2R0 5xBxL50xSD4 8 il 50 4 A .
AHSRL 2020R0.5L10 0450 D2R0.5x10xL50xSD4 05 10 1 50 4 A L]
AHSRL 2020R05L12 0450 | D2R0.5¢12xL50xSD4 ' 12 1 50 | 4 | A | e
AHSRL 2020R0.5L14 0450 D2R0.5x16xL50xSD4 14 11 50 4 A L]
AHSRL 2030R0.1L10 0450 D3RO, 1x10xL50xSD4 10 11 50 4 A L]
AHSRL 2030R0.1L10 D640 D3R0.Tx1 OxL60xSDE 10 11 &0 & A L]
AHSRL 2030R0.1L12 0450 D3RO, 1x12xL50xSD4 T2 b 50 4 A L]
AHSRL 2030R0.1L12 0660 D3RO 1x12xL60xSDE T2 11 60 & A L]
AHSRL 2030R0.1L16 0450 | D3RO,1x16xL50xSD4 01 16 1 50 | 4 | A .
AHSRL 2030R0.1L16 D660 D3R0.1x16xL60xSDE 16 i &0 & A L]
AHSEL 2030R0.1L20 0660 D3RO 1x20xLA0xSDA 20 Tl 60 & A °
AHSRL 2030R0.1L25 D675 D3RO 1x25xL75x5D6 25 11 75 & A L]
AHSRL 2030R0.2L10 D450 D3R0.2x10xL50xSD4 10 11 50 4 A L]
AHSRL 2030R0 2L10 0660 D3R0.2x10xL60xSDé 10 11 &0 & A L]
AHSRL 2030R0.2L12 0450 | D3R0.2¢12xL50xSD4 12 T 50 | 4 | A | e
AHSRL 2030R0.2L12 D660 D3R0.2x12xL60xSDE 5 02 24 12 59 ~ i) &0 & A L]
AHSRL 2030R0.2L14 D450 D3R0.2x1 6xL50xSD4 ’ ' 16 ’ 11 50 4 A L]
AHSRL 2030R0.2L16 D660 D3RO0 2x1 6xL60xSDE 16 mn &0 & A L]
AHSRL 2030R0 2120 D660 D3R0.2x20xL60xSDA 20 11 &0 & A L]
AHSRL 2030R0.2L25 0675 | D3R0.2x25xL75x5D6 25 1 5 | 6 | A .
AHSRL 2030R05L10 0450 | D3R0.5¢10xL50xSD4 10 " 50 | 4 | A .
AHSRL 2030R0.5L10 0660 D3R0.5x10xL60xSDE 10 11 &0 & A L]
AHSRL 2030R0.5L12 0450 D3RO 5x1 2xLE50xSD4 2 1 50 4 A L]
AHSRL 2030R0.5L12 D660 D3RO0 5x12xL60xSDE 05 12 1 &0 & A L]
AHSRL 2030R0.5L16 0450 D3R0.5x16xL50xSD4 : 14 11 50 4 A L]
AHSRL 2030R05L16 0660 | D3R0.5¢1¢xL60xSD6 16 1 0 | 6 | A .
AHSREL 2030R0.5L20 D660 D3RO0 5x20xL60xSDé 20 1 &0 & A °
AHSRL 2030R0.5L25 0675 D3R0.5x25xL75xSDé 25 11 75 & A L]
AHSRL 2040R0 1L12 D640 D4RO . Tx1 2xL60xSDéE 12 11 &0 6 A L]
AHSRL 2040R0 1L14 0660 D4R0.T#1 6xL60xSDE 16 1 &0 & A L]
AHSRL 2040R0.1L.20 0660 D4R0O. 1x20xL60xSDE 4 01 39 20 19 - 11 60 6 A L]
AHSRL 2040R01L25 0675 | DARO.1x25xL75xSD6 : 25 : " B | 6 | a .
AHSRL 2040R0.1L30 0675 D4R0O.1x30xL75xSDé 30 11 75 6 A L]
AHSRL 2040R0,2L12 0660 D4R0.2x12xLb60xSDA 02 T 11 60 & A °
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AHSRL 2040R0.21.14 D660 D4R0.2x1 6xL60xSDE 16 11 60 6 A L]
AHSRL 2040R0.2L20 0640 D4R0O.2x20xL60xSD6 02 20 11 &0 & o ]
AHSRL 2040R0. 2125 0675 D4R0.2x25xL75x5D6 ' 25 1 75 & A L]
AHSRL 2040R0.2L30 0475 D4R0 2x30xL75%x5D4 30 11 75 & A L]
AHSRL 2040R0.512 0660 | DA4R0.5x12xL60XSD6 12 1 o | 6 | A .
AHSRL 2040R0.5L14 0660 D4R0.5x1 6xL&0xSDE 16 11 60 & A L]
AHSRL 2040R0.5L20 D660 D4R0 5x20xL60xSDE 4 05 32 20 29 _ 11 60 & A L]
AHSRL 2040R0.5L25 0675 | DA4RO.5x254L75xSD6 : 25 . i w | 6 | A .
AHSRL 2040R0.5L.30 D675 D4R0.5x30xL75x5D6 30 11 75 & A L]
AHSRL 2040R1.0L12 0640 D4ARTx1 2xL60x5DE 12 11 60 6 A L]
AHSRL 2040R1.0L16 0660 | D4R1x16xL60XSD6 16 11 0 | 6 | A .
AHSRL 2040R1.0L20 D660 D4R »20xL60x5D6 1.0 20 11 &0 & A L]
AHSRL 2040R1.0L25 0675 D4R1x25xL 75x5D6 25 11 75 & A *
AHSRL 2040R7.0L30 0675 D4RTx30xL75x5D4 30 11 75 & A L]

=
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— Designed for machining high hardness materials;
- Newly-developed coating has excellent oxidation resistance, red hardness and outstanding wear

resistance combined with toughness. It's suitable for dry cutting or micro-lubricated high speed cutting; EiEtdes obdelaance; |l | Rioletancy
— Excellent surface roughness of the workpiece; 3 2:2 6 z::gi: = ==

= High precision ball-end is designed for finishing milling;
= Adopting extremely small grain size for tool materials, taking into account hoth toughness and wear

resistance;
e L AEE
O @]

iTHHRS - Order code
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AHSBL 20071L0.2 0450 D0.1R0.05x0.2xL50x5D4 02 12 50 4 A .
AHSBL 2007003 0450 D0.1R0.05x0.3xL 50x5D4 03 12 50 4 A L]
AHSBL 2001L0.5 0450 D0.1R0.05%0.5xL50x5D4 01 0.05 0.07 05 | 0085 - 12 50 4 A .
AHSBL 2007L0.75 0450 | DO.1R0.05%0.75xL50x5D4 0.75 12 50 4 A L]
AHSBL 200101 0450 D0.TRO.05x1xL50xSD4 1 12 50 4 A .
AHSBL 20015L0.3 0450 | D0D.15R0O.075x0 3xL50x504 03 12 50 4 A L]
AHSBL 20015L0.5 0450 | DO.15R0.075x0 5xL50x5D4 05 12 50 4 A .
AHSBL 20015L0.75 0450 | DO.15R0O.075x0.75xL50x5D4 | 0.15 0.075 01 075 | 013 - 12 50 4 A L]
AHSBL 2001511 0450 D0.15R0.075%1xL50x5D4 1 12 50 4 A .
AHSBL 20015L1.5 0450 | DD.15R0.075x1 5xL 50x5D4 1.5 12 50 4 A L]
AHSBL 2002L0.3 0450 D0.2R0.1x0.3xL50xSD4 03 12 50 4 A .
AHSBL 2002105 0450 D02ZR01%0.5xL50x5D4 05 12 50 4 A [ ]
AHSBL 20020L.0.75 0450 | DD.2R0.1x0.75xL50xSD4 0.75 12 50 4 A °
AHSBL 2002011 0450 D0.2R0. 1% 1%L 50xS5D4 1 12 50 4 A L]
AHSBL 200201.25 0450 | DO.2R0.1x1.25xL50x5D4 02 01 015 1.25 018 B 12 50 4 A L]
AHSBL 2002L1.5 0450 D0.2R0.1x1.5xL50xSD4 ' v : 1.5 ) 12 50 4 A L]
AHSBL 200201.75 0450 | DO.2R0.Tx1.75xL50x50D4 1.75 12 50 & A °
AHSBL 200212 0450 D0.2R0OTx2xL50xSD4 2 12 50 4 A L]
AHSBL 2002125 0450 D0 2RO 1x2 5xL50xSD4 25 12 50 4 A °
AHSBL 200213 0450 D0.2R0.1x3xL50x5D4 3 12 50 4 A °
AHSBL 2003L0.5 0450 | DO.3R0.15x0.5xL50x5D4 05 12 50 4 A L]
AHSBL 2003L0.6 0450 D0.3R0.15x0.6xL 50x5D4 03 015 02 0.6 028 _ 12 50 4 A L]
AHSBL 2003L0.75 0450 | DO.3R0.15x0.75xL50xSD4 : ' : 0.75 - 12 50 4 A L)
AHSBL 200307 0450 D0.3R015x 1 xL50x5D4 1 12 50 4 A L]

'\HN(J ﬁ* [EFETIH , TTRR ARy Slock cutting lools
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AHSBL 2003L1.25 0450 | D0.3R0.715x%17.25xL50xSD4 1:25 12 50 4 A L]
AHSBL 2003L1.5 0450 DO3R0.15x1.5xLb0xSD4 1& 12 50 4 A L]
AHSBL 2003L1.75 0450 | DO.3R0.15x7.75xL50xSD4 1.78 12 50 4 A L]
AHSBL 2003L2 0450 D0.3R0.15x2xL50xSD4 2 12 50 4 A L]
AHSBL 2003L2.25 0450 | DO3RO15x225xL5046D4 | 03 | 015 | 02 | 225 | 028 | - 12 50 | 4 | A .
AHSBL 2003L2.5 0450 D0.3R0.15%2.5xL50xSD4 25 12 50 4 A L]
AHSBL 2003L3 0450 D0.3R0.15%3xL50xSD4 3 12 50 4 A L]
AHSBL 2003L3.5 0450 D0.3R0.T5x3 5xL50xSD4 35 12 50 4 A L]
AHSBL 200314 0450 D0.3R0.15x4xL50xSD4 4 12 50 4 A .
AHSBL 2004L0.5 0450 D0.4RO 2x0 5xL50xSD4 04 12 50 4 A L]
AHSBL 2004L08 0450 | DO.A4R0.2x0.8xLE0XSD4 08 12 50 | 4 | A 5
AHSBL 2004L7 0450 D0.4R0.2x1xL50xSD4 1 12 50 4 A L]
AHSBL 2004L1.5 0450 D0.4R0.2%17.5xL50x5D4 15 12 50 4 A L]
AHSBL 2004L2 0450 DO.4R0 2x2xL 50xSD4 2 12 50 4 A L]
AHSBL 2004L2.5 0450 D0.4R0.2x2.5xL50xSD4 25 17 50 4 A L]
AHSBL 200413 0450 DO.4R0 2x3xL50xSD4 0.4 02 03 3 B3T - 12 50 4 A L]
AHSBL 2004135 0450 | DO.4R0.2x3 5xL50x5D4 35 12 50 | 4 | A .
AHSBL 2004L4 0450 D0.ARD.2x4xL50xSD4 4 12 50 4 A L]
AHSBL 2004L4 5 0450 D0.4R0.2x4 5xL50xSD4 4.5 12 50 4 A °
AHSBL 2004L5 0450 D0.4R0 2x5xL60xSD4 5 12 50 4 A L]
AHSBL 200416 0450 D0.4R0 2x6x L 50xSD4 & 12 50 4 A L]
AHSBL 2004L8 0450 D0.4R0.2x8xL50xSD4 8 12 50 4 A L]
AHSBL 200571 0450 | DO.5ROZ5x1+L50xSD4 T 2 8 | 4 | A .
AHSBL 2005L1.5 0450 D0.5R0.25x%1.5xL50xSD4 1.5 12 50 4 A L]
AHSBL 2005L2 0450 DO5R0.25x2xL 50xSD4 2 12 50 4 A [
AHSBL 2005L2.5 0450 DO.5SR0O.25x2 5xL50x50D4 2.5 12 50 4 A L]
AHSBL 200513 0450 D0,5R0 25x3x.50xSD4 3 12 a0 4 A L
AHSBL 2005L3.5 0450 D0.5R0.25x%3 5xL50xSD4 35 12 50 4 A L]
AHSBL2005L4 0450 | DO.SRO25x4xL50XSD4 05 | 025 | 035 | 4 | o4 | - 12 50 | 4 | A .
AHSBL 2005L4.5 0450 D0.5R0.25x4.5xL50xSD4 45 12 50 4 A L]
AHSBL 2005L5 0450 D0.5R0.25x5xL 50xSD4 5 12 50 4 A ]
AHSBL 2005L5.5 0450 DO.5R0 25x5.5xL50x5D4 55 12 a0 4 A L]
AHSBL 200506 0450 DO.5SR0.25x%6%L50xSD4 & 12 50 4 A [
AHSBL 200508 0450 DO5R0 25xBxL50x5D4 8 TE 50 4 A L]
AHSBL 2005L10 0450 | DO.5RO.25x10xL50x5D4 10 12 50 | 4 | A .
AHSBL 2006L1 0450 D0.6R0O.3x1xL50xSD4 | 12 50 4 A L]
AHSBL 2006L17.5 0450 D0.6RO3xT SxL50xSD4 i 12 50 4 A L]
AHSBL 200612 0450 D0.6R0.3x2xL50xSD4 g 12 50 4 A L]
AHSBL 2006L2 5 0450 D0.6R0 3x2 5xL50xSD4 25 12 50 4 A L]
AHSBL 200613 0450 D0.6R0 3x3xL50xSD4 3 12 50 4 A L]
AHSBL 2006L35 0450 | D0.6RO.3x3 5+L50xSD4 15 12 50 | 4 | A .
AHSBL 2006L4 0450 D0.6R0.3x4xL50xSD4 4 12 50 4 A L]
AHSBL 2006L4.5 0450 DO.AR0 3xd 5xL 50xSD4 06 03 0.45 45 056 i 50 4 A L]
AHSBL 200615 0450 D0.6R0 3xExL50xSD4 ' ' ' 5 ' ) 12 a0 4 A L]
AHSBL 2006L5.5 0450 D0.6R0.3x5.5xL 50xSD4 55 12 50 4 A .
AHSBL2006L6 0450 | DO.6RO.34¢xL50XSD4 6 12 50 | 4 | A .
AHSBL2006L7 0450 | DO.6RO3X7xL50xSD4 7 12 50 | 4 | A .
AHSBL 2006L8 0450 D0.6R0.3x8xL50xSD4 8 T2 50 4 A L]
AHSBL 2006L7 0450 DO.6R0.3xFxL5OxSD4 9 12 50 4 A L]
AHSBL 2006L10 0450 D0.6R0O 3x10xL50x5D4 10 12 50 4 A L]
AHSBL 2006L12 0450 DO.6R0.3x1 2xL50xSD4 12 12 50 4 A L]
AHSBL2007L2 0450 | DO.7R0.35x2xL50xSD4 2 12 5 | 4 | A .
AHSBL 200713 0450 D0, 7R0.35x3xL50xSD4 ) 12 50 4 A [
AHSBL 200704 0450 DO.7R0.35x4xL50xSD4 07 0.35 05 4 Q.66 - 12 50 4 A L]
AHSBL 200704 0450 D0, 7RO 35x6x 80xSD4 & 12 50 4 A .
AHSBL 200718 0450 D0.7R0. 35x8xL50x5D4 3 12 50 4 A L]
AHSBL 200812 0450 DO.BRO 4x2xL50xSD4 2 12 50 4 A [
AHSBL 2008L2.5 0450 | DO.8RO4x2.5+L50x5D4 s | o6 | os | 25 | g | - 12 5 | 4 | A .
AHSBL 2008L3 0450 D0BRO.4x3xL50xSD4 ' g ' 3 ' 12 50 4 A [
AHSBL 2008L4 0450 D0BRO 4xbxLb0xSD4 4 12 50 4 A °
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AHSBL 2008L5 0450 D0BRO.4x5x 50xSD4 ] 12 50 4 A L]
AHSBL 2008L6 0450 DO.BRO 4xéxL50xSD4 & 12 50 4 A L]
AHSBL 2008L7 0450 DOBRO 4x7xL50xSD4 7 12 50 4 A L]
AHSBL 2008L8 0450 D0.BRO 4x8xL50xSD4 0a 0.4 0.6 8 076 - 12 50 4 A L]
AHSBL 2008L10 0450 | DO.8RO4X10xL50xSD4 10 12 50 | 4 | A .
AHSBL 2008L12 0450 D0.8RO.4x12xL50xSD4 12 12 50 4 A L]
AHSBL Z2008L76 0450 DO.BRO.4x16xL50xSD4 16 12 50 4 A L]
AHSBL 200902 0450 DO.9R0 45x2xL 50xSD4 2 12 50 4 A L]
AHSBL 200914 0450 D0.9RO 45x4x 50504 09 045 0.65 4 086 B 12 50 4 A L]
AHSBL 200906 0450 DO.9R0 45x6xL50xSD4 & 12 50 4 A L]
AHSBL2009L8 0450 | DO.IRO45xBxLE0XSD4 8 12 50 | 4 | A .
AHSBL 2010L2.5 0450 DI1RO.5x2 ExLo0xSD4 25 12 50 4 A L]
AHSBL 2010L3 0450 D1RO.5x3xL50x5D4 3 12 50 4 A *
AHSBL 201004 0450 DTRO. Sxdxl 50xSD4 4 12 50 4 A L]
AHSBL 201004 0660 DTRO.5x4xL60xSDé 4 17 60 o] A L]
AHSBL 207005 0450 D1R0. Bx5xL50xSD4 5 12 50 4 A L]
AHSBL2010L6 0450 | DTRO.5xéxL50xSD4 6 12 50 | 4 | A .
AHSBL 201006 0640 D1RO.5x6xL60xSDE & 12 &0 & A L]
AHSBL 2010L7 0450 DTRO Bx7xL50xSD4 % 12 50 4 A °
AHSBL 207008 0450 D1RO 5xBxL50xSD4 8 12 50 4 A o
AHSBL 201008 D660 D1RO 5xBxL60xSD6 1 05 Q.75 8 0.95 - 12 (10} o] A L
AHSBL 207009 0450 D1RO. ExFxL50xSD4 9 12 50 4 A L]
AHSBL2010L10 0450 | DTRO.5x10xL50xSD4 10 12 50 | 4 | A .
AHSBL 20700170 0660 D1RO.5x10xL60xSDé 10 12 &0 & A L]
AHSBL 2070012 0450 DTRO 5x12xL50xSD4 12 12 50 4 A °
AHSBL 2070074 0450 DTRO.5x14xL50xSD4 14 12 50 4 A L]
AHSBL 2010L16 0450 D1RO.5x16xL.50xSD4 16 12 a0 4 A L
AHSBL 2010018 0460 D1RO 5x18xL60xSDA 18 12 &0 4 A L]
AHSBL 2010L20 0460 | D1RO.5%20xL60XSD4 20 12 0 | 4 | A .
AHSBL 2070022 0460 DTRO.5x22xL60xSD4 22 12 &0 4 A L]
AHSBL 2075L6 0450 D1.5R0 75xéxL 60xSD4 & A5 50 4 A °
AHSBL 2075L6 D660 D1.5R0 75x6xLa0x50D46 & 11 &0 6 A L]
AHSBL 201508 0450 D1.5R0.75x%8xL50xSD4 8 11 50 4 A L]
AHSBL 201508 0640 D1.5R0 75xBxL&0xSDE 15 075 12 8 142 B 11 &0 & A L]
AHSBL 2015L10 0450 | D1.5R0.75x10+L50xSD4 : ' 2 el 1 50 | 4 | A .
AHSBL 2015L10 0660 D1.5R0.75x10xL60xSDé& 10 1 &0 ) A L]
AHSBL 20150172 0450 D7 5R0.75x1 2% 50x5D4 12 1§ 50 4 A L]
AHSBL 2015012 0660 D1.5R0.75%12xL60x5D6 12 11 a0 (o] A L]
AHSBL 202006 0450 D2R1x6xL50xSD4 o] 11 50 4 A L]
AHSBL 202008 0450 D2R1x8xL50xSD4 8 i 50 4 A L]
AHSBL2020L8 0660 | D2R1XBXL60XSD6 8 1" 0 | 6 | A .
AHSBL 2020010 0450 D2R1x10xL50xSD4 10 11 50 4 A L]
AHSBL 2020010 0460 DZR1x10xL60xSDA ) 1 1.4 10 19 - il &0 & A L]
AHSBL 2020012 0450 D2R1x12xL50xSD4 12 m a0 4 A L]
AHSBL 2020012 0460 D2R1x12xL60xSD6 12 11 &0 (¢] A L]
AHSBL 2020L16 0450 | D2R1x16xL50+5D4 16 1 50 | 4 | A .
AHSBL 2020L16 0660 D2R1x16xL60xSD6 16 11 50 6 A .
AHSBL 2025L8 0450 D2.5R1.25x8xL50xSD4 8 11 50 4 A L]
AHSBL 2025010 0450 D2 5R1 25x10xL50x504 25 125 5 10 13 50 4 A L]
AHSBL 2025012 0450 D2.5R1.25x12xL50x5D4 ' ' 12 i | 50 4 A L]
AHSBL 2025016 0450 D2 5R1.25x%16xL50xSD4 16 11 50 4 A L]
AHSBL 2030L10 0450 | D3RT.5x10xL50xSD4 10 1 5 | 4 | A .
AHSBL 2030L10 0660 D3RT.5x10xL60xSDE 10 i) &0 & A L]
AHSBL 2030L12 0450 D3R1.5x12xL50xSD4 12 11 50 4 A L]
AHSBL 2030012 0460 D3R 5x12xL60xSDE 3 15 24 12 20 - MR &0 & A L]
AHSBL 2030016 0450 D3R1.5x16xL50xSD4 i : 16 i 11 50 4 A L]
AHSBL 2030016 0660 D3R1.5x16xL60xSDE 14 Kl &0 & A L]
AHSBL 2030120 0660 | D3R1.5x20xL60XSD6 20 1 0 | 6 | A .
AHSBL 2030L25 0475 D3R1.5x25xL75xSDé 25 11 75 & A L]
AHSBL 2040012 04660 D4RZx12xL60xSDé 4 g 32 12 39 - Ty &0 & A °
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AHSBL 2040L16 D640 D4R2x1 65l 60xSD6 16 25 &0 ] A L
AHSBL 2040020 04660 D4RZ2x20xL60xSDé 4 9 39 20 39 1 &0 & A L]
AHSBEL 2040L25 D675 D4RZx25xL 75xSD6é ' 25 ' ) i 75 & A L]
AHSBL 2040030 04675 D4RZ2x30xL75xSD6 30 11 75 ¢} A L]
AHSBL2050L16 0660 | D5R2.5x16xL60XSD6 1 1 & & | A .
AHSEL 2050L20 0660 D5R2Z.5x20xL60xSDé 5 25 4 20 485 11 &0 & A L]
AHSBL 2050125 0675 D5R2 5x25x L 75xSDé ’ 2 ' B 11 75 & A L]
AHSBL 2050030 0475 DSR2 5x30xL 75x5Dé 30 " 75 & A °
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Cutting Parameters-AHS series

AHSEF 4 7)EL887]  AHSEF 4-edge flat end milling cutter

Wikl Material EASM (HRC46 ~ 55) Hardened Steel M (HRCS6 ~ 65) Hardeped Steel

S fiE AR E LIEN IR b AR E LR IES

type s/min™ Vf/mm/min ap/mm ae/mm s/min* VE/mm/min ap/mm ae/mm
AHSEF 4010 15000 250 2 0.05 12000 200 2 003
AHSEF 4015 12000 300 3 0.05 10000 250 3 003
AHSEF 4020 10000 350 4 0.05 8500 300 4 0.04
AHSEF 4025 8500 400 b 0.05 7000 350 5 0.04
AHSEF 4030 7500 450 b 0.05 5000 400 b 0.04
AHSEF 4040 5800 550 8 0.05 4000 440 8 0.04
AHSEF 4050 5000 580 10 0.1 3800 480 10 0.04
AHSEF 4040 4500 600 12 0.1 3400 500 12 0.05
AHSEF 4080 3800 600 16 0.1 2800 530 16 0.05
AHSEF 4100 3500 550 20 0.1 2500 500 20 0.05
AHSEF 4120 2800 500 24 0.1 2200 450 24 0.05
AHSEF 4140 2500 500 28 0.1 2000 400 28 0.05
AHSEF 4160 2200 450 3z 0.1 1800 400 32 0.05
AHSEF 4200 2000 400 40 0.1 1500 350 40 0,05

AHSE 4 7JL§47]  AHSE 4-edge flat end milling cutter

Wl Material I #03M (HRCAB ~ 55) Hardened Steel el (HRCS6 ~ 65) Hardeped Steel

&g YiE HEREE iR R i WERRE iR mE

type s/min* Vf/mm/min ap/mm ae/mm 5/min* VEfmm/min ap/mm ae/mm
AHSE 4010 15000 250 2 0.05 12000 200 2 0.03
AHSE 4015 12000 300 3 0.05 10000 250 3 0.03
AHSE 4020 10000 350 4 0.05 8500 300 4 004
AHSE 4025 8500 400 5 0.05 7000 350 5 0.04
AHSE 4030 7500 450 b 0.05 5000 400 4 0.04
AHSE 4040 5800 550 8 0.05 4000 440 8 0.04
AHSE 4050 5000 580 10 0.1 3800 480 10 0.04
AHSE 4060 4500 600 12 0.1 3400 500 12 0.05
AHSE 4080 3800 600 16 01 2800 530 16 0.05
AHSE 4100 3500 550 20 01 2500 500 20 0.05
AHSE 4120 2800 500 24 0.1 2200 450 24 0.05
AHSE 4140 2500 500 28 0.1 2000 400 28 0.05
AHSE 4160 2200 450 3z 01 1800 400 32 0.05
AHSE 4200 2000 400 40 01 1500 350 40 0.05

AHSE 6 7193k$87]  AHSE 6-edge flat end milling cutter

A Material Zde (HRCA6 ~ 55) Hardened Steel #:he#l (HRC56 ~ 65) Hardened Steel

B iE AR E iF 1% i3 PR E NiF I

type sfmin’! Vf/mm/min ap/mm ag/mm S/min’ Vi/mm/min ap/mm ae/mm
AHSE 6060 4000 870 15 0.1 3200 600 15 005
AHSE 6080 3500 200 18 0.1 2800 &00 18 0.05
AHSE 4700 2800 850 25 0.1 2240 &00 25 0.05
AHSE 6120 2500 800 30 0.1 2000 500 30 005
AHSE 6140 2200 750 30 0.1 2000 500 30 005
AHSE 6160 2200 750 35 0.1 1760 500 35 0.05
AHSE 6200 2000 700 40 0.1 1600 400 40 0.05

Cutting Toal Technology




tIHIZ%L -AHS &7

Cutting Parameters-AHS series

AHSRF 4 7JEIS8E7] - U$E  AHSRF 4-edge round nose milling cutter-Side milling

Wikl Material EASM (HRC46 ~ 55) Hardened Steel FAH (HRCS6 ~ 65) Hardened Steel

BS iE AR E iR IR i AR E LR IES

type s/min™ Vf/mm/min ap/mm aefmm s/min* Vifmm/min ap/mm ae/mm
AHSREF 4010R_ 10000 600 0.05 0.03 000 500 0.03 003
AHSRF 4015R 9500 800 0.05 0.03 8300 &00 0.03 003
AHSRF 4020R 2000 1500 A 0.05 8500 1000 003 003
AHSRF 4030R_ B500 2000 D1 0.05 8000 1200 0.04 004
AHSRF 4040R _ BO00 2000 02 0.05 7200 1500 0.05 0.04
AHSRF 4060R_ 6000 2500 0.2 0.08 4500 2000 0.1 0.05
AHSRF 4080R _ 5000 3000 D2 0.1 3600 2500 0.1 0.05
AHSRF 4100R_ 4500 3000 0.2 0.1 2800 2500 0.2 0.05
AHSRF 4120R_ 4000 3000 0.2 0.1 2400 2000 02 005

AHSRF 4 TIEI28E7] - lI$%  AHSRF 4-edge round nose milling cutter-Side milling

A Material ] )3 (HRCA6 ~ 55) Hardened Steel kel (HRC56 ~ 65) Hardened Steel

B L1 HERE iR % i BEAEE i 15

type sfmin’ Vf/mm/min ap/mm ae/mm s/min’ Vi/mm/min ap/mm ae/mm
AHSE 4010R_ 10000 600 0.05 0.03 9000 500 0.03 003
AHSR 4015R_ 2500 800 0.05 0.03 8800 &00 0.03 0.03
AHSRE 4020R F000 1500 0.1 0.05 8500 1000 003 0.03
AHSE 4030R_ 8500 2000 0.1 0.05 8000 1200 0.04 0.04
AHSE 4040R_ Booo 2000 D2 0.05 7200 1500 0.05 0.04
AHSR 4060R_ 6000 2500 02 0.08 #500 2000 01 005
AHSR 4080R_ 5000 3000 0.2 01 3600 2500 01 0.05
AHSE 4100R_ 4500 3000 0.2 0.1 2800 2500 0.2 0.05
AHSR 4120R 4000 3000 02 0.1 2400 2000 Q.2 0.05

AHSRP 4 71:87]E1 84570 - WEk AHSRP 4-edge short edge round nose milling cutter-Side milling

i Material ‘ #desl (HRCA6 ~ 55) Hardened Steal #A# (HRC56 ~ 65) Hardened Steel

ze % R E iR R Wi BEGEE iF LIES

type s/min’ Viimm/min ap/mm ae/mm s{min’ Vf/mm/min ap/mm ae/mm
AHSREP 4010R 10000 600 0.05 0.03 2000 500 0.03 0.03
AHSRP 4015R _ 2500 800 0.05 0.03 8800 &00 0.03 0.03
AHSEP 40201 2000 1500 0.1 0.05 8500 1000 0.03 0.03
AHSRP 4030R _ B500 2000 0.1 0.05 8000 1200 0.04 004
AHSRP 4040R_ B0O00 2000 0.2 0.05 7200 1500 005 0.04
AHSRP 4060R _ 6000 2500 02 0.08 4600 2000 01 0.05
AHSRP 4080R_ 5000 3000 0.2 0.1 3600 2500 0.1 0.05
AHSRP 4100R_ 4500 3000 0.2 0.1 2800 2500 02 0.05
AHSRP 4120R 4000 3000 0.2 0.1 2400 2000 02 0.05

T — AHNO RRE]
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Cutting Parameters-AHS series

AHSR 4 7]EIS$7] - FFEFEEE  AHSR 4-flute End Mills with Corner Radius-Surface finishing milling

Wikl Material EASM (HRC46 ~ 55) Hardened Steel EHl (HRCS6 ~ 65) Hardened Steel

BS iE AR E iR IR i AR E LR IES

type s/min™ Vf/mm/min ap/mm aefmm s/min* Vifmm/min ap/mm ae/mm
AHSR 4040R 5000 600 0.05 &5 4500 500 0.04 3.5
AHSE 4080R_ 5000 800 0.05 45 4200 &00 0.04 4.5
AHSR 4100R_ 4500 1000 006 6 2800 700 005 6
AHSR 4120R_ 4000 1200 006 B 2400 800 0.05 5

AHSR 6 7]El& 7] - Mk

AHSR 6-flute End Mills with Corner Radius -Side milling

I Material

s

E)3M (HRC46 ~ 55) Hardenad Steal

&k (HRC56 ~ 65) Hardened Steel

HiE G iE E i HEE iF mE

type S/min* Vi/mm/min ap/mm ag/mm S/min’* Vifmm/min ap/mm ae/mm
AHSR 6040R_ 4000 870 15 0.1 3200 A00 15 005
AHSE 6080R_ 3500 200 18 0.1 2800 600 18 005
AHSR 6100R_ 2800 850 25 01 2240 400 25 0.05
AHSR 6120R 2500 800 30 0.1 2000 500 30 0.05

AHSR 6 7JEI2%7] - FEIEH

AHSR é-flute End Mills with Corner Radius -Surface finishing milling

Bs iy IR E iR = il AR FE iR =
type s/min’ Vf/mm/min ap/mm ae/fmm s/min” Vifmm/min ap/mm ae/mm
AHSR 6080R._ 6000 &00 .05 ik 4500 500 .04 35
AHSR 6080R_ 5000 800 005 4.5 4200 400 0.04 4.5
AHSE 6100R_ 4500 1000 0.06 b 2800 700 0.05 6
AHSR 6120R_ 4000 1200 0.06 8 2400 800 0.05 8
AHSRK 4 738 HAEISB$57]  AHSRK 4-flute High-feed End Mills with Corner Radius
i Material AW (HRC46 ~ 55) Hardened Steel
BS iz BHEGTREE iR S
type s/min* Vf/mm/min ap/mm ae/mm
AHSREK 4030R_ 10400 1400 0.1 1.8
AHSRK 4040R F400 2160 0.1 24
AHSRK 4050R _ 8000 2200 0.1 3
AHSRK 4060R 7000 2400 0.15 36
AHSEK 4080R_ 6300 2400 0.15 4.8
AHSRK 40100R_ 5000 2400 02 &
AHSRK 40120R._ 4500 2000 0.2 g

Cutting Toal Technology
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Cutting Parameters-AHS series

AHSB 2 7JERSL$ETD AHSB 2-flute Ballnose End Mills

WM Material M (HRCA6 ~ 55) Hardened Steel #hH (HRCS6 ~ 65) Hardened Steel

ns 154 R R LIES e BHRRE I R

type 5/min* Vifmm/min ap/mm ae/mm S/min* Vf/mm/min ap/mm ae/mm
AHSB 2004 26500 540 0.03 0.03 24000 500 0.02 0.03
AHSE 2005 24000 650 0.03 0.03 21000 500 0.02 0.03
AHSE 2006 21000 720 003 003 19000 650 0.03 0.03
AHSE 2008 19000 900 004 0.04 17000 80D 0.03 0.04
AHSB 2010 17000 1100 0.04 0.04 15000 980 0.03 0.04
AHSE 2015 15000 1350 0.05 0.05 13500 1200 0.04 0.05
AHSE 2020 14060 1404 0.04 0.06 12654 1263.6 0.04 0.06
AHSB 2025 13480 1512 0.04 0.08 12312 1360.8 0.04 0.08
AHSE 2030 12350 1800 0.04 008 11115 1620 0.04 0.08
AHSB 2040 11400 2140 0.05 0.1 10260 1944 0.05 0.1
AHSB 2050 9500 2250 0.05 0.1 8550 2025 005 0.1
AHSB 2060 8550 2520 0.05 0.12 7695 2268 0.05 012
AHSE 2080 7600 2700 0.05 015 6840 2430 0.05 015
AHSB 2100 4840 2700 0.08 02 61564 2430 0.08 02
AHSB 2120 6080 2700 0.08 0.25 5472 2430 0.08 02
AHSE 2160 5700 3240 0.1 0.25 5130 2916 0.1 02

AHSEL 4 71 KFRFL N AHSEL 4-flute End Mills with Neck Increased

eI+ Material MW (HRC46 ~ 55) Hardened Steel #Fk# (HRCS6 ~ 65) Hardensd Steel
me HiE priz e 4 IR m%E 3 ] AR iR 1%
type s/min’ Vi/mm/min ap/mm ae/mm S/min* Vi/mm/min ap/mm ae/mm

2 23000 1600 0012 016 22000 1400 0.011 012
4 23000 1280 0.01 016 22000 1120 0.009 0:12

AHSEL 40081 & 18000 960 0.01 015 17000 840 0.017 0.1
B 14000 800 0.008 015 13000 700 0.007 Q.1

4 22000 1100 0.05 0.6 19000 800 0.03 0.4

b 18000 750 0.04 0.6 15000 &00 002 0.6

AR g 15000 600 0.03 06 13000 500 002 06
10 14000 520 0.02 0.6 12000 400 0.07 0.6

& 16000 1100 0.07 0g 13500 800 0.05 09

B 14000 00 0.0& 09 12000 700 0.04 0%

ARGEL AR 10 13000 780 0.05 0e 11000 600 003 09
12 12000 &70 0.04 09 10000 500 0.03 09

B 13000 1200 0.09 1.2 11100 200 0.063 1.2

10 13000 1100 0.08 1.2 11100 800 0.056 1.2

BIPELS020L 1l 12000 1000 0,07 12 10200 800 0.049 12
16 10000 750 0.05 1.2 8500 600 0.035 12

10 2000 1350 014 18 7700 1000 0098 18

12 2000 1200 012 1.8 7700 200 0.084 18

AHSEL 4030L 16 8000 200 0.09 1.8 6800 700 0.063 18
20 7000 680 0.07 1.8 &000 500 0.049 18

25 4000 570 0.06 18 5700 400 0042 18

12 6000 1300 0.25 24 5100 1000 0175 24

16 4000 1200 02 2.4 5100 200 0.14 2.4

AHSEL 4040L 20 6000 1100 015 2.4 5700 800 0.108 24
25 5000 200 Q.1 24 4300 700 0.07 24

30 5000 800 0.080 24 4300 500 0.056 2.4

Please call to checkinveritury betore ordering \H\IO Wﬁ
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Cutting Parameters-AHS series

AHSRLA4 71 KFHES T AHSRL 4-flute End Mills with Neck Increased & Corner Radius

il Material EASA (HRC4A6 ~ 55) Hardened Steal =l (HRCS6 ~ 65) Hardened Steel

ge i AR E iR IR iE AR E R IES
ype 5/min* Vfimm/min ap/mm ae/mm s/min* Vffmm/min ap/mm ae/mm
2 23000 1600 0.m2 018 22000 1400 0.011 012
4 23000 1280 oo 0.16 22000 1120 0.009 012
& 18000 260 om 015 17000 840 om A
ArfSRL 4008R L 8 14000 800 0.008 015 13000 700 0.007 01
10 13500 &40 0.004 012 12750 560 0,005 oons
12 12000 480 0.006 0.12 11500 420 0.005 010
4 20000 1400 0.02 0.2 17500 1250 0.015 015
EERRL ARE L 8 14000 700 0,008 0.2 13000 650 0.007 015
4 21000 1920 .04 025 19000 1680 0,035 0.23
5 20000 1600 004 025 18500 1400 0.035 023
& 18000 1440 003 025 16500 1260 0025 023
8 16000 1280 0.02 0.25 14500 1120 0.015 0.23
ARSRLABTORL 10 14000 1120 0.0 0.25 13000 280 0.006 0.23
12 13000 Q40 0.008 025 12000 B40 0,006 023
16 13000 &40 0.008 025 12000 560 0.008 0.23
20 11000 560 0.008 025 10000 490 0.006 023
6 18000 960 0.02 0.04 14000 840 0.02 0.04
8 18000 800 0.02 0.04 14000 700 002 0.04
ARSELHO1SR.L 10 18000 800 .01 003 14000 700 om 0.03
12 18000 640 0.01 0.03 14000 560 0.m 0.03
8 16000 1280 0.033 0.04 12000 1120 003 0.04
10 14000 1120 0.033 0.04 12000 80 0.03 0.04
AR LA, 12 16000 960 0.022 0.03 12000 840 0.02 0.03
16 16000 800 0.017 0.03 12000 700 0.015 0.03
10 10000 1600 0.033 0.05 8500 1400 0.03 0.05
12 Q400 1280 0.033 0.05 8000 1120 0.03 0.05
AHSREL 2030R L 16 3000 9460 0.022 0.04 J000 840 002 .04
20 800D &40 0.022 003 7000 560 00z 0.03
25 7200 480 0.017 0.025 6500 420 0.015 0.025
12 7000 1280 0.044 0.05 5000 1120 0.04 0.05
16 6400 940 0.033 0.05 4400 840 0.03 0.05
AHSREL 2040R L 20 6000 &40 0.022 0.04 4000 560 0.02 0.04
25 5600 480 0:.022 0.04 3600 420 0.02 004
30 3800 320 0.022 003 2800 280 002 003

Cutting Toal Technology
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Cutting Parameters-AHS series

AHSEL 2 7JEFREL ST AHSEL 2-flute End Mills with Neck Increased

e (HRC46 ~ 55) Hardened Steel AW (HRCS6 ~ 65) Hardened Steel

B iz AR E i R ik BEGEE iR b
type s/min* Vi/mm/min ap/mm ae/mm S/min™ Vf/mm/min ap/mm ae/mm
03 32000 120 0.003 0.05 28000 105 0.002 0.045
AHSEL 2001L 05 32000 80 0.003 005 28000 70 0.002 0.045
1 32000 50 0.001 005 28000 45 0.001 0.045
05 24000 200 0.003 0.1 21000 180 0.002 009
AHSEL 2002L 1 24000 150 0.003 01 21000 135 0.002 009
2 24000 50 0.002 01 21000 35 0.002 0.09
1 24000 300 0.003 015 21000 275 0.002 0.14
AHSEL 2003L 2 24000 150 0.003 015 21000 135 0.002 014
24000 50 0.002 015 21000 40 0.001 014
2 24000 330 002 015 20000 270 002 013
g 3 21500 300 00 015 20000 240 001 013
2 24000 330 0.03 0.2 22500 270 0.03 016
AHSEL 2005L 3 21500 300 0.02 0.2 20000 240 0.02 0.16
4 21500 300 002 02 20000 240 002 016
2 24000 480 003 022 22500 380 003 02
AHSEL 200461 3 21500 430 003 022 20000 350 003 02
4 21500 430 0.02 0.22 20000 350 0.02 02
4 24000 700 005 03 22500 420 0.04 026
AESEL S0UAL 6 24000 4660 003 03 20000 380 002 026
4 20000 900 005 0.6 15000 700 0.06 045
6 18000 860 003 0é 14000 600 0.06 045
AHBEL 2070 8 16000 400 002 05 12000 500 005 0.4
10 14000 500 0.01 05 10000 400 0.05 0.4
6 20000 §00 0.04 0.75 18000 700 0.08 0.6
8 18000 400 003 0.75 14000 600 008 0.6
AHSELEOEL | g 16000 500 003 0.75 14000 500 008 06
12 14000 500 002 075 12000 430 006 06
8 14000 800 005 1 12000 600 D04 08
10 14000 700 0.05 1 12000 500 0.04 08
ARl 12 12000 400 0.04 1 10000 500 003 08
16 10000 500 003 08 $200 400 0.03 08
10 13000 850 0.065 125 2800 650 0.045 3
12 12000 700 0.06 125 Q600 400 0.04 1
ASELZ025, 16 10000 400 0.05 1 8500 500 0.04
20 8200 500 0.05 1 7500 500 0.04 08
10 13000 850 0.065 1.25 9800 700 005 1
12 12000 750 006 125 9400 650 004 1
AHSEL 2030L 16 10000 450 0.05 125 8500 600 0.04 1
20 8200 580 005 125 7500 550 0.04 1
25 7500 530 004 125 7200 500 003 08
12 13000 850 0.065 15 9800 700 0.05 7 4
16 12000 750 006 7 9600 650 0.04 1
AHSEL 2040L 20 10000 650 0.05 1.5 8500 600 0.04 1
25 8200 580 005 125 7500 550 0.04 1
30 7500 530 004 1 7200 500 003 038

Plasse call to checkliveirtory befora bidering AHNO Rigk:
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Cutting Parameters-AHS series

AHSRL 2 7] EFEE 5] AHSRL 2-flute End Mills with Neck Increased & Corner Radius

WillAR Material A (HRCAS ~ 55) Hardened Steel A (HRCS6 ~ 65) Hardened Steel

ne 15 HERRE iR R #iz BERRE PR mE
type S/min* Vf/mm/min ap/mm ae/mm s/min™ VEfmm/min ap/mm ae/mm
05 24000 300 0.003 0.1 21000 250 0.002 0.09
1 24000 200 0.003 0.1 21000 150 0.002 0.09
S AR 1.5 24000 150 0.002 il 21000 125 0,002 0.0%
2 24000 100 0.002 0.1 21000 75 0.002 009
1 24000 350 0.003 015 21000 325 0.001 014
15 24000 250 0.003 015 21000 225 0.001 014
AHSEL 2003R_L 2 24000 200 0.003 015 21000 175 0.002 0.14
25 24000 160 0.002 015 21000 125 D.007 014
& 24000 B0 0.002 0.15 21000 70 0.001 014
1 24000 400 0.005 02 21000 350 0.003 018
15 24000 380 0.005 02 21000 315 0.003 018
2 24000 328 0.005 02 21000 287 0,003 018
AHERLZI0AR L 25 24000 304 0.005 0.2 21000 266 0.003 0.18
3 24000 288 0.004 02 21000 252 0,002 018
4 24000 240 0.003 02 21000 210 0.002 018
1 23000 480 0.007 01 22000 420 0.006 0.08
15 23000 440 0.007 0.1 22000 385 0.006 0.08
2 23000 384 0.007 01 22000 336 0.006 0.08
25 23000 360 0.007 0.1 22000 315 0.00& 0.08
AHBRL2005R: L. i 23000 320 0.005 01 22000 280 0,008 0.08
i 23000 280 0.003 01 22000 245 0.002 0.08
5 18000 200 0.003 01 17000 175 0.003 008
6 18000 160 0.002 01 17000 140 0.002 0.08
2 23000 480 0.01 015 22000 420 0.005 013
3 21000 400 0.008 0.15 12500 350 0.002 013
4 20000 320 0.007 015 18500 280 D.003 013
o o] 18000 180 0.005 015 17000 160 0.003 013
8 14000 140 0.002 015 13000 120 0.001 013
10 12000 100 0.001 015 11000 90 0.001 013
2 23000 560 0.02 015 22000 490 0.02 0.1
3 23000 520 0.015 0.5 22000 455 0.015 0.1
& 23000 480 0.01 0.18 22000 420 0.01 0.1
AR AR & 18000 320 007 015 17000 280 0.01 Q1
g 14000 240 0.008 018 13000 210 0.008 01
10 12000 160 0.006 015 11000 140 0.006 0.1
2 23000 800 0.012 016 22000 700 0.011 0.12
3 23000 720 0012 016 22000 &30 0.01 012
4 23000 640 0.01 018 22000 540 0.009 012
AHSRL 20087 _L & 18000 480 0.01 0185 17000 420 0.01 0.1
g 14000 400 0.008 015 13000 350 0.007 0.1
10 13500 320 0.006 012 12750 280 0.005 0.08
12 12000 240 0.00& 012 11500 210 0.005 010

EFEIH , TTER A S5 Stock cutting lools, #
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Cutting Parameters-AHS series

AHSRL 2 71 KFEI SN AHSRL 2-flute End Mills with Neck Increased & Corner Radius

I material B (HRC46 ~ 55) Hardeped Steel ZA (HRCS6 ~ 65) Hardened Stesl

S fiE AR E LIEN IR b AR E LR IES
type s/min™ Vf/mm/min ap/mm ae/mm s/min* VE/mm/min ap/mm ae/mm

o 20000 800 0.02 0:2 17500 750 0.015 015

Atk (OrRL 8 14000 400 0.008 0.2 13000 350 0.007 0.15
3 22000 1080 0.025 03 20500 G945 0.022 03

4 21000 260 0.04 0.25 19000 840 0.035 022

8 20000 800 0.04 0.25 18500 700 0.035 022

4 18000 720 0.03 025 16500 4630 0.025 022

AHSRL 2010R_L 8§ 16000 640 0.02 0.25 14500 560 0.015 022
0 14000 560 0.01 0.25 13000 490 0.005 022

12 13000 480 0.008 025 12000 420 0.005 022

16 13000 320 0.008 025 12000 280 0.005 022

20 11000 280 0.008 0.25 10000 245 0.007 022

& 18000 480 002 0.04 14000 420 0.02 0,04

§ 18000 400 0.02 0.04 14000 350 0.02 0.04

AHSRL 2015R L 10 18000 400 0.02 0.03 14000 350 0.02 0.03
12 18000 320 0.02 003 14000 280 0.02 003

8 16000 640 0.033 0.04 12000 560 0.03 0.04

10 16000 560 0.033 0.04 12000 490 0.03 0.04

APSRL2020R] 12 16000 480 0.022 003 12000 420 0.02 0.03
16 16000 400 .07 0.03 12000 350 0.015 003

10 P600 800 0.033 0.05 8000 700 0.03 0.05

12 8000 640 0.033 0.05 7000 560 0,03 0,05

AHSRL 2030R_L | 16 8000 480 0.022 0.04 7000 420 0.02 0.04
20 8000 320 0.022 003 7000 280 0.02 0.03

25 7200 240 007 0.025 6500 210 0.015 0.025

12 7000 640 0.044 0.05 5000 560 0.04 0.05

16 6400 480 0.033 0.05 4400 420 0.03 0.05

AHSRL 2040R L | 20 A000 320 0.022 0.04 4000 280 0.02 0.04
25 5600 240 0.022 0.04 3600 210 002 0.04

30 3800 160 0.022 003 2800 140 0.02 0.03

Catting Tool Technology
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Cutting Parameters-AHS series

AHSBL 2 7]&FIRL 7] AHSBL 2-flute Ballnose End Mills with Neck Increased

I Material A (HRC46 ~ 558) Hardeped Steal FAHE (HRCSE ~ 65) Hardened Steel

BE i AR E R R i BHETHE HER =
fype 5/min Vfimm/min ap/mm ae/mm s/min* Vffmm/min ap/mm ae/mm
0.2 40000 70 0.002 0.003 40000 &b 0.002 0.003
03 40000 50 0.002 0.003 40000 40 0.002 0.003
AHSBEL 2001L 05 40000 30 0.007 0.002 40000 20 0.007 0.002 c
075 40000 30 0.007 0.002 40000 20 0,007 0.002
1 40000 30 0.00 0.002 40000 i) 0,00 0.002
03 40000 100 0.002 0.003 40000 75 0.002 0.003
05 40000 70 0.002 0.003 40000 45 0.002 0.003
AHSBL 200151 | 0.75 40000 30 0.00 0.002 40000 20 0,007 0.002
1 40000 30 0.007 0.002 40000 20 0,00 0.002
1.5 40000 30 0.00 0.002 40000 30 0.0m 0.002
0.3 346000 200 0.003 0.003 34000 150 0.002 0.003
0.5 36000 180 0.003 0,003 34200 130 0.002 0.003
075 36000 150 0.002 0.003 34200 125 0.002 0.003
1 346000 120 0.001 0.002 34200 100 0,001 0.002
1.25 36000 100 0.007 0.002 34200 80 0.001 0.002
AERDR SRS 1.5 36000 B0 0.00 0.002 34200 &0 0.00 0.002
1.75 36000 60 0.001 0.002 34200 40 0.001 0.002
2 36000 50 0.001 0.001 34200 35 0.001 0.001
25 36000 40 0.007 0.001 34200 30 0.007 0.007
3 36000 30 0.001 0.001 34200 L 0,001 0.00
05 30000 280 0.003 0.005 28500 270 0.007 0.005
0.6 30000 280 0.003 0.005 28500 225 0.002 0.005
075 30000 230 0.003 0.005 28500 205 0.002 0.005
1 30000 200 0.003 0.005 28500 175 0.002 0.005
1.25 30000 160 0.002 0.003 28500 140 0.002 0.003
15 30000 120 0.002 0.003 28500 Q0 0.002 0.003
AHSBL 2003L 1.75 30000 100 0.002 0.002 28500 75 0.002 0.002
2 30000 20 0.002 0.002 28500 75 0.002 0.002
2.25 30000 80 0.001 0.001 28500 70 0.001 0.001
25 30000 70 0.007 0.001 28500 65 0.007 0.00
3 30000 &0 0.007 0.001 28500 55 0.007 0.007
a5 30000 50 0.001 0.001 28500 45 0.007 0.0
4 30000 40 0.007 0.001 28500 35 0.0m 0.007
05 30000 580 0.009 002 2B500 510 0,005 0.02
08 30000 580 0.008 0.02 28500 510 0.005 0.02
1 30000 580 0.008 0.02 28500 510 0.005 .02
15 30000 400 0.005 0.01 28500 350 0.003 0.m
2 30000 300 0.005 0.007 28500 260 0.003 0.007
25 30000 260 0.003 0.005 28500 240 0.002 0.005
AHSBL 20041 3 30000 200 0.003 0.005 28500 180 0.002 0.005
35 30000 120 0.002 0.003 28500 100 0,002 0.003
4 30000 20 0.002 0.003 30000 75 0.002 0.003
45 30000 A0 0.001 0.002 30000 50 0.001 0.002
5 30000 40 0.007 0.002 30000 35 0.007 0.002
& 30000 30 0.007 0.001 30000 25 0,007 0.00
a 30000 30 0.007 0.001 30000 25 0,001 0.001

Hofsiacialmokimsr (0}0)
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Cutting Parameters-AHS series

AHSBL 2 7] &FERL T AHSBL 2-flute Ballnose End Mills with Neck Increased

& (HRC46 ~ 55) Hardened Steel AW (HRCS6 ~ 65) Hardened Steel

BnE f135 AR E i R ik BEGEE iR b
type s/min* Vi/mm/min ap/mm ae/mm S/min™ Vffmm,/min ap/mm ae/mm

1 30000 500 0.01 0.025 27600 455 0.01 0.025

1.5 30000 500 0.00% 0.02 27600 455 0.009 002

2 30000 400 0.008 002 27600 345 0.008 002
Zh 28000 400 0.007 0015 25760 365 0.007 0015

3 28000 3460 0.007 0.01 25740 330 0.007 0o

35 25000 340 0.006 0m 23000 330 0.006 oo
AHSBL 2005L 4 25000 300 0.005 0008 23000 275 0.005 0.008
4.5 25000 260 0.004 0.008 23000 240 0.004 0.008
5 25000 260 0.004 0.008 23000 240 0.004 0.008
LT3 25000 240 0.004 0.006 23000 220 0.004 0.006
é 22000 120 0.003 0.005 20240 110 0.003 0.005
8 20000 80 0.003 0.003 18400 75 0.003 0.003
10 20000 50 0.003 0.003 18400 45 0.003 0.003

1 28800 &00 0.02 003 27540 550 0.02 0.03

1.5 28800 600 0.02 003 27540 550 002 003

Z 28800 480 0.02 003 27540 440 002 003

25 24880 480 0.Ms 002 25704 440 0.015 002

3 26880 432 0.5 002 25704 398 0.015 002

35 24000 432 0.01 0.02 22950 398 0.01 002

4 24000 340 0.0 0.02 22550 330 0.0 002

4.5 24000 a2 0.01 002 22950 288 0.0 002

PHBRL 2006L 5 24000 312 0. 0.02 22%50 288 001 002
55 24000 288 0.008 0m 22550 264 0.008 0o

6 21120 144 0.008 0.01 20196 132 0.008 00
7 19200 94 0.006 0.008 18360 90 0.006 0.008
B 19200 &0 0.005 0.008 18340 55 0.005 0.008
9 18048 50 0.005 0008 17978 425 0.005 0.008
10 18000 40 0.003 0.005 17906 30 0.003 0.005
12 18000 a0 0.003 0.008 17906 20 0.003 0.005
2 36000 1000 0.02 0.035 33400 850 0.02 0.035

3 30000 800 0.02 0.03 25000 720 0.02 0.03

AHSBL 2007L 4 30000 &00 0.015 0.02 25000 490 0.015 0.02
6 25000 420 0.006 001 22500 380 0.006 00
8 20000 250 0.004 0.006 20000 185 0.004 0.006

2 20000 1200 003 005 19000 1000 003 0.05

25 20000 1200 0.03 005 19000 1000 003 005

3 20000 1200 0.03 0.05 17000 1000 0.03 0.05

4 20000 840 0.03 005 19000 490 0.03 0.05

B 20000 620 0.02 003 19000 430 0.02 003

AHSBEL 2008L & 18000 560 002 003 17100 460 002 003
7 18000 520 002 003 17100 440 002 003

8 18000 480 0.01 0.02 17100 420 0.01 002
10 16000 320 0.008 0.015 15200 290 0.008 0015
12 15000 200 0.004 ooz 14250 170 0.006 0012

16 15000 200 0.005 0.0 14250 170 0.005 0.01

2 20000 1200 0.03 0.05 19000 1000 003 005

4 20000 840 003 0.05 19000 690 003 005
Al 6 18000 560 0.02 003 17100 460 0.02 003
B 18000 480 0.0 0.02 17100 420 0.01 002

Plasse call to checkliveirtory befora bidering AHNO Rigk:
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Cutting Parameters-AHS series

AHSBL 2 7J&FERLEE 7D AHSBL 2-flute Ballnose End Mills with Neck Increased

I Material B (HRCA6 ~ 55) Hardeped steel FAHE (HRCSE ~ 65) Hardened Steel

BE i AR E R R i BHETHE HER =
fype 5/min Vfimm/min ap/mm ae/mm s/min* Vffmm/min ap/mm ae/mm
2 20000 1200 0.03 0.05 12000 1000 0.03 0.05
3 20000 1200 .03 0.05 19000 1000 0.03 0.05
4 20000 1200 003 0.05 19000 1000 003 0.05
L 20000 920 003 0.05 19000 580 003 005
& 18000 740 0.0z 0.05 17100 510 0.015 0.05
7 18000 680 002 003 17100 545 0015 0.03
8 18000 560 0.02 0.03 17100 410 0015 0.03
AHSBL 2010L 2 16000 500 o.m 202 15200 375 0.005 0.02
10 15000 450 om 0.02 14250 365 0.005 0.02
12 15000 400 0.005 om 14250 340 0.004 0.m
14 14000 320 0.002 0.006 13300 300 0.002 0.0048
16 14000 200 0.002 0.003 13300 175 0,002 0.003
18 14000 85 0.002 0.002 13300 675 0.002 0.002
20 12000 &0 0.002 0.002 11400 52.5 0.002 0.002
22 10000 35 0,00 0.002 9500 325 0.0 0.002
& 20000 1900 008 0.04 14000 1700 0.05 0.03
8 20000 1700 a8 0.04 14000 1700 0.05 003
EaL a0i 10 18000 1500 0.06 0.04 12000 1250 0.04 .03
12 18000 960 0.05 0.03 12000 840 0.04 0.03
& 14000 3000 0.04 0.064 10000 2400 0.03 0.048
8 11200 2500 0.04 0.064 8000 2000 003 0.048
AHSBL 20201 10 11200 2500 0.04 0.064 2000 2000 003 0.048
12 B400 1800 0.032 0.064 6000 1440 0.024 0.048
16 7000 1600 0.032 0.064 5000 1280 0.024 0.048
8 11500 3000 0.05 0.07 8500 2500 0.05 0.05
10 11200 3000 0.048 0.064 8000 2400 0.042 0.05&
AHERL 2023 12 11200 2500 0.048 0.064 8000 2000 0,042 0.056
16 11200 1800 0.048 0,064 8000 1440 0.042 0.056
10 11200 4000 0.056 0075 8000 3200 0.042 0.06
12 11200 3000 0.056 0.075 8000 2400 0.042 0.06
AHSBL 2030L 16 11200 1800 0.056 0.075 8000 1440 0.042 0.06
20 B400 1200 0.048 0.075 &000 260 0.038 0.06
25 5400 800 0.05 0.075 4000 640 0.03 0.06
12 11200 4000 0.06 0.0% 8000 3200 0.05 0.07
16 11200 3500 006 0.09 8000 2800 0.05 0.07
AHSBL 2040L 20 2800 3300 0.06 0.09 7000 2640 0.05 0.07
25 8400 2600 0.05 0.09 6000 2080 0.04 0.07
30 B400 2600 0.05 0.09 &000 2080 0.04 0.07
16 11200 4000 008 0.11 8000 3200 0.06 008
20 11200 4000 .08 oan 8000 3200 0.06 008
AASELEN 25 B400 3000 0.06 on 4000 2400 005 0.08
30 7000 2400 0.06 0.1 5000 1920 0.05 0.08

Cutting Toal Technology
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AHM SERIES FEATURES

e R

- RARABBMAIE K

- A RIFRFMENIBE L
- SRI BRI BN T

Material Features:
- Made of Ultra-fine grain carbide grade
- Toughness and hardness in balance

- Achieve high-speed and wear resistance machining

e R

- AR IRRHR SRR

- B, FREERRBIAIEN

- EEY, BB, EKTIRER

- B, BRI TR 7 OB

AX Coating Features:

- Excellent oxidation resistance and hardness

- Good surface, reduce friction and cutting force

- High wear resistance, reduce built-up and increase tool life

- Good heat resistance, reduce cutting edge wear under high speed

machining

[S7 P $a -

-i&% HRC < 52 A TFHUERYIY
AREIRR B K EITH]

- [TZERTF I TFHI M (HRC < 52) fl: P20, 1.2738.
S136, NAKS0. R

Application:

-Suitable for general cutting with HRC<52

-Leng time cutting of large mould

-Widely used in machining precast steel (HRC<52) cases
:P20,1.2738, 5136, NAKSO, stainless steel, etc

RAMIF S

Great Tools for Mould Machining

HRC<52 (=mEE)



AHMEF 4 7] 3k %57]

AHMEF 4-flute End Mills

- FAMI HRC < 52 LAFi#1gi;
- FAMREASARHNE LR, TEELREHOTERESTITRES, TEINIS

BERIB IR

- S T RRE IR ;

- AETEE#HENEIT

- KERAEERTIAME, RSB,

— Designed for machining HRC<52 materials;

- Newly-developed coating has excellent oxidation resistance, red hardness and

outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated

high speed cutting;

— Excellent surface roughness of the workpiece;

= Designed for high precision milling;

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;
(< HRC30) T
(&) @

;R N
S
ST |
. % P i O | L 4
_ '
lg
EA
Lo
=B
NE p.de ¢.de Tolerance
H=3 0 --0.010
3I<Hp=6 0--0.012
6< =10 0-~-0.015
1n<p=20 0~-0.018

iTHHR S - Order code

cfg?é D:[‘;?;ﬁn 7HE-ds | Wl #EMRR | WHAE-Y/ 21§l i\t +ds | B Graph Invfn?ory
AHMEF 4010 0450 | D1x3xL50xSD4 1 3 4 12 50 4 A L]
AHMEF 4010 0650 | D1x3xL50xSDé& 12 50 6 A .
AHMEF 4015 0450 | D7.5x4xL50xSD4 15 4 _ 11 50 4 A L
AHMEF 4015 0650 | D1.5x4xL50xSDé ) 11 50 b A .
AHMEF 4020 0450 | D2x5xL50xSD4 2 5 R 1 50 4 A .
AHMEF 4020 0650 | DZx5xL50xSD6 11 50 6 A °
AHMEF 4025 0450 | D2.5x6.5xL50x5D4 95 45 E 11 50 4 A L]
AHMEF 4025 0650 | D2.5x6.5<L50x5D6 ! 50 b A .
AHMEF 4030 0450 | D3x7.5xL50xSD4 11 50 4 A .
AHMEF 4030 0650 | D3x7.5xL50xSDé 3 75 _ 1 50 [ A L]
AHMEF 4030 0660 | D3x7.5xL60xSDé ' 1 60 -} A .
AHMEF 4030 0675 | D3x7.5xL75xSDé6 11 75 6 A °
AHMEF 4040 0450 | Dé4x10xL50x5D4 = 50 4 B .
AHMEF 4040 0460 | D4x10xL60xSD4 - 60 4 B °
AHMEF 4040 0475 | Dax10xL75xSD4 4 10 _ i 75 4 A .
AHMEF 4040 0650 | D4x10xL50xSDé 11 50 6 A L]
AHMEF 4040 0660 | Déx10xL60xSDé 11 &0 -3 A L]
AHMEF 4040 0675 | D4x10xL75xSD6 11 75 ] A .
AHMEF 4050 0650 | D5x12.5xL50xSDé& 5 125 B 11 50 6 A L]
AHMEF 4050 0675 | D5x12.5xL75x5Dé ) 11 75 b A .
AHMEF 4060 0650 | Déx15xL50x5Dé = 50 6 B .
AHMEF 4060 0660 | Déx15xL60xSDé 6 15 _ - 60 6 B L]
AHMEF 4060 0675 | Déx15xL75xSDé = 75, <] B °
AHMEF 4060 06100 | Déx15xL.100xSD6 = 100 b B L

AHNO fzk5
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iTiEE S - Order code

m . BEds | Ml | BRR | WEMEOC | Ko | WEeds |mwoaph | EE
AHMEF 4080 0860 DBx20xL60xSD8 60 8 B °
AHMEF 4080 0875 DBx20xL75x508 8 20 75 8 B [ ]
AHMEF 4080 08100 | DBx20xL100x5D8 100 8 B L}
AHMEF 4100 1075 D10x25xL 75xSD10 10 95 75 10 B .
AHMEF 4100 10100 | D10x25xL100xSD10 100 10 B [ ]
AHMEF 4120 1275 D12x30xL75xSD12 12 30 75 12 B ]
AHMEF 4120 12100 | D12x30xL100x5D12 100 12 B []
AHMEF 4140 1475 Dj|4x35)d_75){5D14 14 35 75 14 B ]
AHMEF 4140 14100 | D14x35xL100xSD14 100 14 B ]
AHMEF 4140 16100 D?QX@)(L'IOU%SD'Ié % 40 100 14 B ®
AHMEF 4160 16150 | D16x40xL150x5D16 150 16 B ]
AHMEF 4200 20100 | D20x50xL100x5D20 20 50 100 20 B [ ]
AHMEF 4200 20150 | D20x50xL150x5D20 150 20 B L[]

18 Ploase call to chedkinverrtury befora crdee
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AHME 6 7] 3kt 7]

AHME 6-flute End Mills

| . |

- EAMT HRC < 52 LUFAEHGH; - S | ‘

- M ANSREEERSOREL TR, SEELUREHNTEEESTIEIRSS, FENIH e |- LS
BERIESEIaE; lg

- S T ARk ; EB

- AEEEHENET;

- KERAEERTIAME, RSB,

— Designed for machining HRC<52 materials;
- Newly-developed coating has excellent oxidation resistance, red hardness and
outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated
high speed cutting;
— Excellent surface roughness of the workpiece; NEedc  ¢.deTolerance

= Designed for high precision milling; I<p=E 0~--0.012
E<$=10 0--0.015

10 < =20 0--0.018

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;
(< HRC30) T
(&) @ O

iTH5R S - Order code

gg?; szi‘::ﬁm 7IiE-ds 7€ lc 2k-lo ifE - ds Bl - Graph [mfniw
AHME 6060 0650 Déx15xL50xSDé & 15 50 o] B L]
AHME 6060 0660 Déx1 5xL60x5D6 40 é B [ ]
AHME 6080 0860 DB8x20xL60xSD8 8 20 60 8 B L]
AHME 4080 0875 D8x20xL 75xSD8 5 8 B []
AHME 6100 1075 D10x25xL 75xSD10 10 25 75 10 B .
AHME 6100 10100 D10x25xL100xSD10 100 10 B L]
AHME 61201275 D12x30xL75xSD12 75 12 B L]
AHME 6120 12100 D12x30xL100x35D12 12 30 100 12 B L]
AHME 6120 12150 D12x30xL150x5D12 150 12 B .
AHME 6140 1475 D14x35xL75x5D 14 14 35 S 14 B L]
AHME 6140 14100 D14x35xL100xSD 14 100 14 B .
AHME 6160 14100 D16x40xL100xSD16 16 40 100 16 B [
AHME 6160 16150 D16x40xL150xSD16 150 16 B °
AHME 4200 20100 D20x50xL100x5D20 20 50 100 20 B L]
AHME 6200 20150 D20x50xL150x5D20 150 20 B [

AHNO fzk5
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AHMR 4 7] El&£%%57]

AHMR 4-flute End Mills with Corner Radius

- FAMI HRC < 52 LAFi#1gi;

- FAMREASARHNE LR, TEELREHOTERESTITRES, TEINIS
BERIES IR,

- ERTAB—&ENT;

- SEER AR L ERIRT E 0 ;

- REBHEERTIAME, RSB,

— Designed for machining HRC<52 materials;

- Newly-developed coating has excellent oxidation resistance, red hardness and

outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated

high speed cutting;

— It is suitable for coarse and fine integrated machining ;

- High precision arc angle can prevent chipping during high speed cutting,

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;

. &2 i

(< HRC30) i
(&) @

EB
NE¢.de  dude Tolerance T4 ¢.de R Toleranca
f=3 0 --0.010 ¢o= 12 +0.005
I<H=E6 0--0.012
E<h=10 0--0.015
Wm<¢p=20 0 ~-0.018

iTHHRS - Order code

| o
B e mig-ds| BA¥E i | ARE) B gnn| mnmmovs sk B2 | BT RE
AHMR 4070RD.2 0450 D1RO.2x2xL50xSD4 1 0.2 2 | - - &4 12 50 4 A [
AHMR 4015R0.2 0450 D1.5R0 2x3xL50xSD4 15 02 2 J_ - - - 11 50 4 A []
AHMR 4020R0.2 0450 D2R0,2x5xL50xSD4 ) 0.2 5 I ~ ~ ~ 1 50 & A L]
AHMR 4020R0.5 0450 D2R0.5x5xL50xSD4 0.5 11 50 4 A [ ]
AHMR 4030R0.2 0450 D3R0.2x7 5xL50xSD4 | 1 50 4 A L]
AHMR 4030R0.2 0650 D3R0.2x7 5xL50xSDE 02 1 50 6 A L]
AHMR 4030R0.2 D660 D3R0.2x7 5xL60xSDé 2 1 60 o] A L]
AHMR 4030R0.2 0675 D3R0.2x7 5xL75xSDé 3 75 - - - 11 75 & A L]
AHMR 4030R0.5 0450 D3R0.5x7 5xL.50xSD4 : 1" 50 4 A L]
AHMR 4030R0.5 0650 D3R0.5x7 ExL50xSDé 05 1 50 6 A L]
AHMR 4030R0.5 0660 D3R0O.5x7 5xL60xSDé : 11 60 [} A L]
AHMR 4030R0.5 0675 D3R0.5x7 bxL75xSDé 1 75 o] A *
AHMR 4040R0.2 0450 D4R0.2x10xL50xSD4 = 50 4 B °
AHMR 4040R0.2 0440 DA4R0 2x10xL60xSD4 = 60 4 B L]
AHMR 4040R0.2 0475 D4R0.2x10xL75x5D4 02 - 75 4 B L]
AHMR 4040R0.2 0650 D4R0.2x10xL50xSDé % 1 50 2] A L]
AHMR 4040R0.2 0640 D4R0.2x10xL60xSD6 1 &0 6 A L]
AHMR 4040R0 2 0675 D4RO.2x10xL75xSDé Ll 75 & A L]
AHMR 4040R0.3 0450 D4R0.3x10xL50xSD4 4 10 B B B = 50 4 B °
AHMR 4£040R0.3 0475 D4R0. 3x10xL75%SD4 - 75 4 B L]
AHMR 4040R0.3 0650 D4R0.3x10xL50xSDé6 0.3 1 50 & A .
AHMR 4040R0.3 06460 D4R0.3x10xL60xSDé 11 60 -] A [ ]
AHMR 4040R0.3 0675 D4R0.3x10xL75xSDé iR 75 & A L
AHMR 4040R0.5 0450 D4R0.5x10xL50xSD4 ‘ a3 50 4 B [
AHMR 4040R0.5 0460 D4AR0.5x10xL60xSD4 05 - 60 4 B [
AHMR £040R0.5 0475 D4R0.5x10xL75xSD4 \ - 75 & B ]
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115455 - Order code

fn Wit nia-ds| BRFE |y FUK) BR gp.p) mmmmvs 21010 B2 G?;;h "wfrﬁw
AHMR 4040R05 0650 | D4R05x10xL50xSDé T 50 6 A °
AHMR 4040R0.5 0640 DA4R0.5x10xL60xSD6 05 11 60 b A °
AHMR 4040R05 0675 | D4R05x10xL75x5D6 1 75 6 A .
AHMR 4040R1.0 0450 D4R1x10xL50xSD4 = 50 4 B .
AHMR 4040R1.0 0460 D4R1x10xL60xSD4 4 10 - - - - 60 4 B .
AHMR 4040R1.0 0475 D4R1x10xL75xSD4 ] 2 75 4 B .
AHMR 4040R1.0 0650 | D4R1x10xL50xSD6 1 50 b A .
AHMR 4040R1.0 0660 D4R1x10xL60xSDé M 60 6 A .
AHMR 4040R1.00675 | D4R1x10xL75xSDé 1 75 6 A .
AHMR 4060R0.2 0650 D6R0.2x15xL50xSDé - 50 & B .
AHMR 4060R0.2 0660 | D6RO.2x15xL60xSD6 i - ) 6 B .
AHMR 4060R0.2 0675 D6R0.2x15xL75xSDé ' - 75 6 B .
AHMR 4060R0.2 06100 |  DAR0.2x15xL100xSDé E 100 b B .
AHMR 4060R0.5 0650 D6R0.5x15xL50%SDé - 50 6 B .
AHMR 4060R0.5 0660 | D6RO.5x15xL60xSD4 2 i s = 0 6 B °
AHMR 4060R0.5 0675 D6R0.5x15xL75x5Dé ' - - - = 75 & B .
AHMR 4060R0.5 06100 | D6R0.5x15xL100xSDé6 - 100 6 B °
AHMR 4060R1.00650 | DéR1x15xL50xSDé 2 50 6 B °
AHMR 4060R1,0 0660 | D&R1x15xLA0xSD6 i - 60 b B .
AHMR 4060R1.0 0675 D6R1x15xL75x5Dé = 75 6 B .
AHMR 4060R1.0 06100 | D&RIx15xL100xSD6 = 100 3 B .
AHMR 4080R0.2 0860 D8R0.2x20xL60xSDE i 0 8 B .
AHMR 4080R0.2 0875 DBRO.2x20xL75%5D8 02 - 75 8 B .
AHMR 4080R0.2 08100 | DBRO.2x20xL100xSD8 = 100 8 B .
AHMR 4080R0.5 0860 |  DBRO.5x20xL60xSDE - 60 8 B °
AHMR 4080R0.5 0875 DBRO.5x20xL75%SD8 - 75 8 B .
AHMR 4080R0.5 08100 | DBRO.5x20xL100xSD8 8 0.5 20 = X = = 100 8 B .
AHMR 4080R0.5 08125 | DBRO.5%x20xL125xSD8 - 125 8 B .
AHMR 4080R0.5 08150 | DBRO.5%x20xL150xSD8 - 150 8 B .
AHMR 4080R1.0 0860 D8R 1x20xL60xSD8 - 60 8 B .
AHMR 4080R1,0 0875 | DBR1x20xL75xSD8 1 = 75 8 B .
AHMR 4080R1.0 08100 | DBR1x20xL100xSD8 - 100 8 B .
AHMR 4100R0.2 1075 | D10R0.2x25xL75x5D10 - = 75 10 B °
AHMR 4100R0.2 10100 | D10R0.2x25xL100xSD10 ) - 100 | 10 B .
AHMR 4100R05 1075 | D10R0.5x25xL75xSD10 = 75 10 B .
AHMR 4100R0.5 10100 | D10R0.5x25xL100xSD10 i = 100 | 10 B .
AHMR 4100R0.5 10125 | DT0R05x25xL.125xSD10 | 10 ) 25 - - - = 125 | 10 B .
AHMR £100R0.5 10150 | DTOR0.5x25xL150xSD10 2 150 | 10 B .
AHMR 4100R1.0 1075 | D10R1x25xL75xSD10 = 75 10 B .
AHMR 4100R1.0 10100 | D10R1x25xL100xSD10 1 - 100 | 10 B °
AHMR 4100R1.0 10150 | D10R1x25xL150xSD10 - 150 | 10 B .
AHMR 4120R0.5 1275 D12R0.5x30xL75xSD12 - 75 12 B °
AHMR 4120R0.5 12100 | D12R0.5x30xL100xSD12 o5 - 100 | 12 B °
AHMR 4120R0.5 12125 | D12R0.5x30xL125x5D12 ' . 125 | 12 B .
AHMR 4120R0.5 12150 | D12R0.5x30xL150x5D12 = 150 | 12 B °
AHMR 4120R1.0 1275 D12R1x30xL75%SD12 12 30 - - - - 75 12 B .
AHMR 4120R1.0 12100 | D12R1x30xL100xSD12 1 = 100 | 12 B .
AHMR 4120R1.0 12150 | D12R1x30xL150xSD12 . 150 | 12 B .
AHMR 4120R2.0 1275 | D12R2x30xL75xSD12 5 - 75 12 B .
AHMR 4120R2.0 12100 | D12R2x30xL100x5D12 = 100 | 12 B .

AHNO fzk5
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AHMRF 4 7] El& 5% 7]

AHMRF 4-flute End Mills with Corner Radius

- FAMI HRC < 52 LAFi#1gi;

- FAMREASARHNE LR, TEELREHOTERESTITRES, TEINIS
BERIES IR,

- ERTHEE /BT

- SEER AR L ERIRT E 0 ;

- KERAEERTIAME, RSB,

— Designed for machining HRC<52 materials;
- Newly-developed coating has excellent oxidation resistance, red hardness and
outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated

high speed cutting;

— It is suitable for semi-finishing and finishing;

- High precision arc angle can prevent chipping during high speed cutting,

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;

. &2 i

(< HRC30) i
(&) @

'

EB
MNE ¢.de ¢.de Tolerance T4 ¢.de R Toleranca
o=a D ~-0.010 ps12 40,005
I<p=E6 0~-0.012
E<p=10 0--1015
1W<¢p=20 0~-0.018

iTHHRS - Order code

) s 7%-ds | BREE R | 7WE-lc | MRR | WEAE S | 2Kl | A& -ds G?;?;h mﬁfory
AHMRF 4010R0.2 0450 D1R0.2x2xL 50xSD4 1 0.2 2 12 50 & A .
AHMRF 4015R0.2 0450 [01.5R0.2x3xL 50xSD4 15 02 3 - 11 50 4 A L]
AHMRF 4020R0.2 0450 D2R0.2x4xL50x5D4 ) 0.2 4 ~ 1 50 4 A L]
AHMRF 4020R0.5 0450 D2R0. 5xdxl 50x5D4 0.5 11 50 4 A .
AHMRF 4030R0.2 0450 D3RO0, 2xbxL50xSD4 11 50 4 A L]
AHMRF 4030R0.2 0650 D3RO 2xé6xL 50xSD6 02 11 50 & A [ ]
AHMRF 4030R0.2 0660 D3RO 2x6xL60xSD6 11 60 (5] A .
AHMRF 4030R0.2 04675 D3RO 2xéxL 75x5D6 3 4 B 11 75 é A .
AHMRF 4030R0.5 0450 D3R0.5x6xL50x5D4 1 50 4 A L]
AHMRF 4030R0.5 0650 D3RO 5xéxL50xSDé 05 11 50 é A .
AHMRF 4030R0.5 0640 D3R0.5xé6xL60xSD6 ’ 11 60 & A L]
AHMRF 4030R0.5 0675 D3RO0, 5xé6xL 75xSD6 11 7h 6] A °
AHMRF 4040R0.2 0450 D4R0. 2x8xL 50x5D4 - 50 4 B °
AHMRF 4040R0.2 0440 D4R 2x8xL 60x5D4 - &0 4 B L
AHMRF 4040R0.2 0475 D4R0.2x8xL75%5D4 02 - 75 4 B L]
AHMRF 4040R0.2 0650 D4R0.2x8xL 50xSD& ! 11 50 & A L]
AHMRF 4040R0.2 0660 D4R0. 2x8xL60xSD6 1 40 [} A L]
AHMRF 4040R0.2 0675 D4R0 2x8xL 75xSD6 4 g B 11 75 6 A L]
AHMRF 4040R0.3 0450 D4R 3xBxL 50x5D4 - 50 & B L]
AHMRF 4040R0.3 0475 D4R0.3xBxLT5x5D4 - 75 4 B L]
AHMRF 4040R0.3 0650 D4R0.3x8xL50xSD6 03 1" 50 6 A L]
AHMRF 4040R0.3 0640 D4R0.3x8xL60xSD4 ' 11 &0 & A L]
AHMRF 4040R0.3 04675 D4R0.3x8xL 75xSD6 11 £ [} A L]
AHMRF 4040R0.5 0450 D4R 5x8xL 50xSD4 = 50 4 B L]

Cutting Tool Technology



ggi D?s}i‘:n%t?on 71@-ds | BAFE R | 7K lc | MR-R | MEAE-Y/ | 2K o | FE -ds G?:Jp?h In\frfory
AHMRF 4040R0.5 0460 DARD.5x8xL 50x5D4 = &0 4 B [ ]
AHMRF 4040R0,5 0475 D4R0.5x8xL75xSD4 - 75 4 B L]
AHMRF 4040R0.5 0650 D4R0.5x8xL50x5D6 0.5 11 50 4 A (]
AHMRF 4040R0.5 0660 D4R0 5xBxL60xSD6 11 &0 4 A (]
AHMRF 4040R0.5 0675 D4R0 5x8xL75x5D6 11 F i) 4 A .
AHMRF 4040R1.0 0450 DA4R1x8xL50x5D4 4 8 - - 50 4 B (]
AHMRF 4040R1.0 0460 D4R1x8xL60xSD4 - 60 4 B ]
AHMRF 4040R1.0 0475 D4R1x8xL75x5D4 10 - 75 4 B L]
AHMRF 4040R1.0 0650 D4R1x8xL50xSDé : 11 50 é A (]
AHMRF 4040R17.0 0640 D4R x8xL60xSD4 11 &0 & A [ ]
AHMRF 4040R1.0 0675 D4R1x8xL75x5D4 11 75 6 A (]
AHMRF 4060R0.2 04650 D&RO.2x12%L50x5D6 - 50 & B L]
AHMRF 4060R0.2 0660 D6R0.2x12xL60xSDéE 02 - 60 é B [
AHMRF 4060R0.2 0675 D6R0.2x12xL.75xSDé ) - 75 6 B L]
AHMRF 4060R0.2 06100 D&R0.2x12xL100xSDé& = 100 é B [
AHMRF 4060R0.5 0650 D&R0.5x12xL50xSDs - 50 & B [
AHMRF 4060R0.5 0640 DERO.5x12xL60x5D6 6 05 12 ~ = 60 6 B (]
AHMRF 4060R0.5 0675 DER0.5x12xL60xSD6 ' - 75 & B [ ]
AHMRF 4060R0.5 06100 | DAR0.5x12xL100xSD6 - 100 & B .
AHMRF 4060R1.0 0650 D&ER1x12xL50x5D6 - 50 é B ]
AHMRF 4060R1.0 0660 DéR1x12xL50xSDé 10 - &0 & B .
AHMRF 4060R1.0 0675 D&RTx12xL75x5D6 ! - 75 é B *
AHMRF 4060R1.0 06100 DAR1x12xL 100x5D6 - 100 & B L]
AHMRF 4080R0.2 08404 | DAR0.2x20xL60xSDE - &0 8 B *
AHMRF 4080R0.2 0875A | DBRO.2x20xL75xSD8 0.2 20 - 75 8 B .
AHMRF 4080R0.2 0871004 | DBRO.2x20xL100xSD8 - 100 g B °
AHMRF 4080R0.5 08460 DBRO 5x16xL60xSDE - &0 8 B .
AHMRF 4080R0.5 0875 D8RO.5x14xL75xSD8 - 75 g B °
AHMRF 4080R0.5 08100 D8RO.5x16xL100x5D8 16 = 100 8 B (]
AHMRF 4080R0.5 08125 DAR0.5x164xL125x5D8 = 125 8 B .
AHMRF 4080R0.5 08150 | DBRO.5x16xL150x5D8 05 - 150 8 B .
AHMRF 4080R0.5 0840A | DBRO.5x20xL60xSDE ' = &0 8 B [
AHMRF 4080R0.5 0875A | DBRO 5x20xL75xSD8 8 - - 75 8 B .
AHMRF 4080R0.5 087004 | DBRO.5x20xL100xSD8 20 = 100 8 B [
AHMRF 4080R0.5 081254 | DBRO.5x20xL 1254508 = 125 8 B *
AHMRF 4080R0.5 0871504 | DBRO.5x20%L150xSDB - 150 8 B °
AHMRF 4080R1.0 0860 DBR1x16xL60xSD8 - &0 g B .
AHMRF 4080R1.0 0875 DER1x16xL75x5D8 16 - 75 g B )
AHMRF 4080R1.0 08100 DBRIx16xL100xSD8 10 = 100 8 B L)
AHMRF 4080R1.0 08460A | DBR1x20xL&0x5D8 ' - &0 8 B .
AHMRF 4080R1.0 0875A | DBR1x20xL75x5D8 20 = i) 8 B (]
AHMRF 4080R1.0 08100A | DBR1x20xL100xSD8 - 100 8 B .
AHMRF 4100R0.2 1075A | D10R0.2x25xL75x5D10 02 25 - 75 10 B .
AHMRF 4100R0.2 101004 | D10R0.2x25xL.100x5D10 ; - 100 10 B L]
AHMRF 4100R0.5 1075 D10R0.5x20xL75xSD10 - 75 10 B (]
AHMRF 410080.5 107100 D10R0.5x20xL100xSD10 20 - 100 10 B °
AHMRF 4100R0.5 10125 D10R0.5x20xL125x5010 = 125 10 B (]
AHMRF 4100R0.5 10150 D10R0 5x20xL150x5D10 05 = 150 10 B °
AHMRF 4100R0.5 1075A | D10R0.5x25xL75x50D10 ! - 75 10 B .
AHMRF 4100R0.5 101004 | DT10R0.5x25xL100x5010 25 - 100 10 B .
AHMRF 4100R0.5 10125A | D10R0.5x25xL125x5D10 10 E - 125 10 B (]
AHMRE 4100R0.5 107504 | D10R0 5x25xL150xSD10 - 150 10 B (]
AHMRF 4100R1.0 1075 D10R1x20xL75xSD10 20 - i) 10 B [ ]
AHMRF 410081.0 10700 D10R1%x20xL100xSD10 - 100 10 B °
AHMRF 4100R1.0 1075A | D10R1x25xL75x5D10 1.0 - 75 10 B L)
AHMRF 4100R1.0 107004 | D10R1x25xL75x5010 25 - 100 10 B .
AHMRF 4100R17.0 10150A | DTOR1x25xL150x8010 = 150 10 B [ ]
AHMRF 410082.0 1075 DT0R2x20xL75xSD10 20 20 - 75 10 B °
AHMRF 4100R2.0 107100 D10R2x20xL100xSD10 ; = 100 10 B ()
AHMRF 4120805 1275 D12R0.5x24x.75x5D12 12 05 24 - = 75 12 B °
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{T545S - Order code

gg‘di nﬁgﬁtﬁn NiE-ds | BAFE R | 7K-lc | BMRR | WEME-Y/S | 2K-lo | A ds G?;?:h In\frﬁary
AHMRF 4120R0.5 12100 D12R0.5x24x.100x5D12 - 100 12 B L]
AHMRF 4120R0,5 12125 | D12R0.5x24xL125%5012 24 - 125 12 B L]
AHMRF 4120R0.5 12150 D12R0.5x24xL150xSD12 = 150 12 B L]
AHMRF 4120R0.5 12754 | D12R0.5x30xL75x5012 0.5 - 75 12 B L]
AHMRF 4120R0.5 121004 | D12R0 5x30xL.100x5D12 30 = 100 12 B ]
AHMRF 4120R0.5 12125A | D12R0.5x30xL125x5D12 - 125 12 B L]
AHMRF 4120R0.5 12150A | D12R0.5x30xL150x5D12 = 150 12 B L]
AHMRF 4120R1.0 1275 D12R1x24xL75%5D12 15 2% ~ - 75 12 B L]
AHMRF 4120R1.0 12100 D12R1%24xL100x8012 = 100 12 B .
AHMRF 47120R1.0 1275A | D12R1x30xL75x5D12 1.0 - 75 12 B L]
AHMRF 4120R1.0 121004 | D12R1x30xL100x5D12 30 = 100 i 52 B .
AHMRF 4120R1.0 12150A | D12R1x30xL150x5012 - 150 12 B °
AHMRF 4120R2.0 1275 D12R2x24x1.75x5D12 2% - 75 12 B .
AHMRF 4120R2.0 12700 | D12R2x24xL100x5012 20 - 100 12 B L]
AHMRF 4120R2.0 12754 | D12R2x30xL75x5D12 ' 30 = 75 12 B L]
AHMRF 4120R2.0 12100A | DT2R2x30xL100x5012 - 100 12 B L]

18 Ploase call to chedkinverrtury befora crdee
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AHMRP 4 71557] B £%: 7]

AHMRP 4-flute Short-flute End Mills with Corner Radius

- FAMI HRC < 52 LAFi#1gi;
- FAMREASARHNE LR, TEELREHOTERESTITRES, TEINIS

BERIB IR
- S T RRE IR ;

- SEER AR L ERIRT E 0 ;
- KERAEERTIAME, RSB,
— Designed for machining HRC<52 materials;

- Newly-developed coating has excellent oxidation resistance, red hardness and
outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated

high speed cutting;

— Excellent surface roughness of the workpiece;

- High precision arc angle can prevent chipping during high speed cutting,

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;

. &2 i

(< HRC30) i
(&) @

5 ¥ #R 3y P
\ o
s <
B S e
AT
M
HA _
| = 7
) =) g "
[} A e = 1 1
L 4k )
BB
TJiE e ¢.de Tolerance T4 ¢.de R Toleranca
p=2 0~-0,010 ¢o= 12 +0.005
I<¢p=6 0~-0.012
E<pE10 0~-0015
W<gp=20 0~-0.018

iTHHRS - Order code

s B Nds BRER R T o BREM D 50 WEBET P |2l PE Lo Imfn'fow
AHMRP 4010R0D.2 0450 D1R0.2x1x3xL50x5D4 1 0.2 1 3 0.94 4 12 50 4 A .
AHMRP 4015R0.2 0450 D1.5R0.2%1 5xd. 5xL 50%5SD4 1.5 0.2 1.5 45 142 - 11 50 4 A .
AHMRP 4020R0.2 0450 | D2R0.2x2x6xL50x5D4 ) 0.2 7 6 19 ~ 11 50 4 A L]
AHMRP 4020R0.5 0450 D2R0.5x2x&xL 50x504 0.5 ’ 11 50 4 A L]
AHMRP 4030R0.2 0450 | D3R0.2x3xFxL50xSD4 11 50 4 A L]
AHMRP 4030R0.2 0650 D3R0.2x3x9xL50x5D6 02 11 50 & A L]
AHMRP 4030R0.2 0660 D3R0.2x3xFxLa0xSDA : 11 60 5] A L
AHMRP 4030R0.2 0675 D3R0.2x3xFxL 75x5D6 3 3 0 29 - 1 75 & A [ ]
AHMRP 4030R0.5 0450 | D3R0.2x3x9xL75%5D6 : " 50 4 A .
AHMRP 4030R0.5 0650 D3R0.5x3xPxL50x5Dé 05 1 50 6 A L]
AHMRP 4030R0.5 0660 | D3R0.5x3xFxL&0xSDE ’ 11 60 =3 A L]
AHMRP 4030R0.5 0675 D3R0.5x3xFxL 75x5D6 1 75 5] A L]
AHMRP 4040R0.2 0450 D4R0 2xdx12xL 50%SD4 - 50 4 B L
AHMRP 4040R0.2 0650 Da4R0 2xdx12xL 50xSDE 0.2 11 50 & A L]
AHMRP 4040R0.2 0660 | D4R0.2x4x12xL60xSD6 ) " 60 & A L]
AHMRP 4040R0.2 0675 D4R0.2xdx12xL75xSDé 1" 75 & A L]
AHMRP 4040R0.3 0450 | D4R0.3x4x12xL.50xSD4 - 50 4 B .
AHMRP 4040R0.3 0650 D4R0 3xdx1 2xL50xSD6 4 03 4 12 29 B i a0 o] A L]
AHMRP 4040R0.3 0640 D4R0 3xdx1 2xL60xSDE 11 &0 & A [}
AHMRP 4040R0.3 0675 | D4R0.3x4x12xL75x5D6 1 75 6 A L]
AHMRP 4040R0.5 0450 | D4R0.5x4x%12xL50x5D4 - 50 4 B L]
AHMRP 4040R0.5 0650 D4R0.5xdx12xL50x5Dé 05 11 50 & A L]
AHMRP 4040R0.5 0660 | D4R0.5x4x12xL60xSD6 - LA 60 b A L]
AHMRP 4040R0.5 0675 D4R0.5xdx1 2xL75x5D6 11 75 b A [
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iTi%48 S - Order code

& ohpten |7 MR R -lc aem) T @R wwmior 2o TR O | BF
AHMRP 4040R1.0 0450 | D4R1x4x12xL50xSD6 - 50 4 B °
AHMRP 4040R1.0 0650 | D4R1x4x12xL50xSD6 4 10 4 12 39 B 1 50 6 A L]
AHMRP 4040R17.0 0660 | D4R 1x4x12xL60xSD6 ) ) 11 60 ) A L]
AHMRP 4040R1.0 0675 | D4R1x4x12xL75xSD6 11 75 & A [
AHMRP 4060R0.2 0650 | D&RO.2x6x18xL50xSDé = 50 6 B L]
AHMRP 4060R0.2 06460 | DAR0.2x6x18xL60xSD6 02 = 60 =} B L]
AHMRP 4060R0.2 0675 | DAR0.2x6x18xL75x5D6 ) = 75 6 B [
AHMRP 4060R0.2 06100 | DER0.2xéEx18xL100xSDé = 100 ) B L)
AHMRP 4060R0.5 0650 | D&R0.5xéx18xL50xSD6 = 50 6 B .
AHMRP 4060R0.5 0660 | D&R0O.5xéx18xL&0xSDE 4 05 6 18 585 - 40 b B L]
AHMRP 4060R0.5 0675 | DARO 5xéx18xL75xSD6 ) ' B = 75 6 B [
AHMRP 4060R0.5 06100 | DAR0.5xéx18xL100xSD6 N 100 =} B L]
AHMRP 4060R1.0 0650 | D&R1x6x18xL50xSD6 = 50 b B L)
AHMRP 4060R1.0 0660 | DER1x6x18xL.60xSD6 10 - 60 6 B @
AHMRP 4060R1.0 0675 | D&RTx6x18xL75x5D6 ; = 75 & B L]
AHMRP 4060R1.0 06100 | D&R1x6x18xL100x5D6 - 100 b B [
AHMRP 4080R0.5 0840 | DBRO.5x8x24x.60xSD8 - 60 8 B .
AHMRP 4080R0.5 0875 | DBRO.5xBx24xL.75xSD8 - 75 8 B L]
AHMRP 4080R0.5 08700 | DBRO.5xBx24x1L100x5D8 0.5 = 100 8 B L)
AHMRP 4080R0.5 08125 | DBRO.5x8x24xL125xSD8 8 8 24 75 ~ = 125 8 B ®
AHMRP 4080R0.5 08150 | DBRO.5xBx24xL.150x508 : = 150 8 B [
AHMRP 4080R1.0 0840 | DBR1x8x24xLA0xSDS = 60 8 B °
AHMRP 4080R1.0 0875 | DBR1x8x24xL75xSD8 1.0 = 75 8 B L]
AHMRP 4080R1.0 08100 | DBR1xBx24xL100x5D8 - 100 8 B [
AHMRP 4100R0.5 1075 | D10R0.5x10x30xL75xSD 10 - 75 10 B L]
AHMRP 4100R0.5 10100 | D10R0.5x10%30xL100xSD10 05 = 100 10 B L]
AHMRP 4100R0.5 10125 | DTOR0.5x10x30xL125xSD10 ) = 125 10 B L)
AHMRP 4100R0.5 10750 | DT0OR0.5x10x30xL150xSD10 - 150 10 B ®
AHMRP 4100R1.0 1075 | DTOR1x10x30xL75xSD10 10 10 30 9.8 = < 75 10 B L]
AHMRP 4100R1.0 101700 | DTORTx10x30xL100xSD10 1.0 - 100 0 B °
AHMRP 4100R1.0 10150 | D10OR1x10x30xL150x5D10 150 10 B [
AHMRP 4100R2.0 1075 | D10RZ2x10x30xL75x5010 20 - 75 10 B L]
AHMRP 4100R2.0 10100 | D1OR2x10x30xL100xSD10 ) = 100 10 B °
AHMRP 4120R05 1275 | D12R0.5x12x36xL 75xSD12 = 75 12 B [
AHMRP 4120R0.5 12100 | DTZR0O.5x12x36xL100xSD12 05 = 100 12 B L]
AHMRP 4120R0.5 12125 | D12R0.5x12x36xL125x5D12 ) - 125 12 B [
AHMRP 4120R0.5 12150 | D12R0.5x12x36xL150%5D12 = 150 12 B L)
AHMRP 4120R1.0 1275 | D12R1x12x36xL75x5012 12 12 36 i 74 = = 75 12 B L]
AHMRP 4120R1.0 12100 | D12R1x12x36xL100xSD12 1.0 = 100 12 B L]
AHMRP 4120R1.0 12750 | D12R1x12x36xL150xSD12 150 12 B L]
AHMRP 4120R2.0 1275 | D12R2x12x36xL75x5D12 20 = 75 12 B L]
AHMRP 4120R2.0 12100 | D12R2x12x36x1.100xSD12 - 100 12 B °

b
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AHMR 6 7] Bl &3%7]

AHMR 6-flute End Mills with Corner Radius

- FHINT HRC = 52 LUFa#gT;

- I ANGBEAERENRE K. SEENUREHOTEERESTLESES, FREmIN

BERIB IR
- S T RRE IR ;

- SEER AR L ERIRT E 0 ;
- KERAEERTIAME, RSB,

— Designed for machining HRC<52 materials;

- Newly-developed coating has excellent oxidation resistance, red hardness and

outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated

high speed cutting;

— Excellent surface roughness of the workpiece;

- High precision arc angle can prevent chipping during high speed cutting,

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;
(< HRC30) T
(&) @

EB
TiEdde  ¢udcTolerance
I<hp=6 0 --0.012
6< =10 0--0.015
10< =20 0 ~-0,018

i ¢dc

R Toleranca

<11

+0.005

{71548 S - Order code

) e NE-ds | BA%E R | 7l | 2Kl | E-ds G?;;h Imfnfw
AHMR 6060R0.5 0650 D&R0.5x15xL50xSDé 05 50 & B L]
AHMR &060R0.5 0660 DR 531 5xL60xSDA 5 ' 15 &0 b B L[]
AHMR 6060R1,0 0650 DeR1x15xL50%5D6 10 50 6 B L]
AHMR &060R1.0 0640 D&R1x15xL &0x5D6 i &0 é B L[]
AHMR 6080R0.5 0860 DBRO,5x20xL60xSDE 05 &0 8 B .
AHMR 6080R0.5 0875 DBRO.5x20xL75%5D8 3 ' 20 75 8 B L[]
AHMR 6080R1.0 0860 DBRIx20xL60xSD8 10 60 8 B L
AHME &080R1.0 0875 DBR1x20xL75x5D8 75 8 B L]
AHMR 6100R0.5 1075 D10R0D,5x25xL75xSD10 05 75 10 B L]
AHMR 6100R0.5 10100 D10R0.5x25xL100xSD10 ) 100 10 B L]
AHMR &4100R1,0 1075 D10RTx25xL75x5D10 10 10 25 75 10 B .
AHMR 6100R1.0 10100 D10RTx25xL100x3010 ' 100 10 B L[]
AHMR &6100R2.0 1075 D10R2x25xL 755010 20 75 10 B °
AHMR 6100R2.0 10100 D10R2%25xL.100x5D10 ' 100 10 B .
AHMR 6120R0.5 1275 D12R0.5%30xL75x5D12 0s 75 12 B L]
AHMR &120R0.5 12100 D12R0.5%30xL100x5012 g 100 12 B L[]
AHMR 6120R1.0 1275 D12R1x30xL75xSD12 12 10 10 75 12 B .
AHMR 6120R1.0 12100 D12R1x30xL100x3012 ! 100 12 B L[]
AHMRE 6120R2.0 1275 D12R2x30xL 75x5012 20 75 12 B L[]
AHMR 6120R2.0 12100 D12R2x30xL100xSD12 ' 100 12 B .
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AHMRK 4 7]52 /1 B[R S35 7]

AHMRK 4-flute High-feed End Mills with Corner Radius

h

- F AT HRC < 52 LITFHERELH;
- ITARNREAREENR AN EE. TECLREHOTEEESTEIESS, TRINTS

BERIR SRS,
- ST REIREE;

- EFEEERN A RPN BE 70 ;
- EERESNENTIAME, RSB,
— Designed for machining HRC<52 materials;

- Newly-developed coating has excellent oxidation resistance, red hardness and
outstanding wear resistance combined with toughness. It's suitable for dry cutting or micro-lubricated

high speed cutting;

- Excellent surface roughness of the workpiece;

= High precision arc angle can prevent chipping during high speed cutting.

e Bl

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;

MR, S8
(< HRC30)

olg

@]

| axaran

L

T} pde d.de Tolerance T4 ¢.de R Toleranca
p=2 0~-0,010 ¢o= 12 +0.010
I<¢p=6 0~-0.012
E<ps 10 0~-0015
W<p=20 0~-0.018

B R B 7E-ds| EREE R 7l BHEM FE- 0 d1| WERE VS |2-lo] T GE;‘[';h Imfn'fw
AHMRK £030R0.5 0650 | D3R0.5x1.2x10xL50xSDé 05 M 50 & A L
AHMRK 4030R0.5 0675 | D3R0.5x1.2¢10xL75x5Dé 3 ” 12 10 99 11 75 & A L]
AHMRK £030R1.0 0650 | D3R1x1.2x10xL50x5Dé6 ] ’ ’ 1 50 6 A .
AHMREK 4030R1.0 0675 | D3R1x1.2x10xL75x5Dé 11 75 & A L]
AHMRK £040R0.5 0650 | D4RD.5x%1 éx12xL50xSDé 05 11 50 & A L]
AHMRK 4040R0.5 0675 | D4R0.5x1.6x1 2L 75x506 4 ' 16 12 39 M 75 & A L]
AHMRK 4040R1.0 0650 | D4R1x1.6x1 2xL50xSD6 1 1 50 & A *
AHMEK 4040R1.0 0675 | DARTx1.éx12xL75x5Dé 11 75 é A L]
AHMRK £050R1.0 0650 | DSR1x2x15xL50x5D6 5 1 5 15 485 " 50 & A L]
AHMBEK 4050R1.0 0675 | D5R1x2x15xL75x5D6 ) 11 75 & A .
AHMRK 4060R1.0 0650 | D6R1x2.5%18xL50xSDé 1 - 50 2} B [
AHMRK 4060R1.0 0675 | D&R1xZ.5x18xL75xSDé6 6 95 18 585 = 75 4] B L]
AHMEK 4060R1.5 0650 | D&R1.5x2 5x18xL 50x5Dé 15 = 50 & B L]
AHMRK 4060R1.5 0675 | DAR1.5x2 5x18xL75x¢5Dé £ - 75 b B .
AHMRK 4080R1.0 0875 | DBR1x3.5x24xL75xSD8 8 7 35 24 78 - 75 8 B .
AHMEK 4080R1.0 0810 | DBR1x3.5x24x100x508 " : = 100 g B .
AHMRK £100R1.0 1075 | D10RTx4x30xL75xSD10 1 - 75 10 B )
AHMRK 4100R1.0 10100 | DTORTx4x30xL100x5010 10 4 30 98 - 100 10 B .
AHMRK 4100R2.0 1075 | D10R2x4x30xL75xSD10 2 : = 75 10 B L]
AHMRK £100R2.0 10100 | D10R2x4x30xL.100xS010 - 100 10 B [
AHMRK £120R2.0 1275 | D12R2x5x36xL75xSD12 2 - 75 12 B L]
AHMEK 4120R2.0 12100 | D12R2x5x346xL100xSD12 12 5 % 17 = 100 12 B []
AHMRK 4120R3.0 1275 | D12R3x5x36xL/5x5D12 3 : - 75 12 B [
AHMRK 4120R3.0 12100 | D12R3x5x36xL100x5012 = 100 i 3 B []
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AHMB 2 7JEKkk$%7]

AHMB 2-flute Ballnose End Mills

- FAMI HRC < 52 LAFi#1gi;
- FAMREASARHNE LR, TEELREHOTERESTITRES, TEINIS

BERIB IR

- S T RRE IR ;
- EfEEIR L ORI THALSIH;
- KERAEERTIAME, RSB,

— Designed for machining HRC<52 materials;

- Newly-developed coating has excellent oxidation resistance, red hardness and

e 2@zl

outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated

high speed cutting;

— Excellent surface roughness of the workpiece;

- High precision ball-end is designed for finishing milling;

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;

M. SEH

(< HRC30) o
(&) @

i

|
'

B MR _!_ \)c' 0
Iy i I
5 ' — T
f S 1]
c
B Lo .
®A ol
T i
l/ﬁ _,"’ ) !
[ i [
| | i
S | S L& J
=B
71i& p.de .de Tolerance TiE de F Tolerance
=3 0--0.010 f=H *0.005
<=6 0~-0.012 G >8 +0.008
E<p=10 0~-0,015
W<p=20 0 ~-0.018

iTHHRS - Order code

s E el nigds BB¥E e T2 ggoamn-r mummyr| 2k o0 e o BT || EE
AHMB 2004 0450 DO4RD.2x0. 6xL50xSD4 04 02 0.6 - - 2 T2 50 4 A L]
AHMB 2005 0450 D0.5R0O.25x0.8xL50xSD4 05 025 08 - - b 12 50 4 A L]
AHMB 2006 0450 D0.6R0,3x0.9xL.50x5D4 0.6 0.3 0.9 - - 4 12 50 4 A .
AHMB 2008 0450 DO0.BRO.4x1.2xL50xSD4 08 0.4 1.2 = = 4 12 50 4 A L]
AHMB 2010 0450 D1R0.5x0 8x2xL50xSD4 2 12 50 4 A L]
AHMB 2010 0650 DTR0O.5x0.8Bx2.5xL50xSD6 25 12 50 & A [
AHMB 2010 0660 D1R0O.5%0.8x2 5xLa0xSD6 1 05 0.8 25 0.94 4 12 &0 & A L]
AHMB 2010 0675 D1R0.5x0.8x2 5xL75xSDé& 2.5 12 75 é A L]
AHMB 2010 06100 | D1R0.5x0.8x2.5xL100xSDé 25 12 100 6 A .
AHMB 2015 0450 D1.5R0.75x1.2x3xL50xSD4 3 1 50 4 A L]
AHMB 2015 0650 D1.5R0.75x1. 2x4x 50xSDé 4 11 50 & A [ ]
AHMB 2015 0660 D7.5R0.75x1 2x4xL60xSDE 15 0.75 12 4 1.42 - 11 60 6 A ®
AHMB 2015 0675 D1.5R0.75x1.2x4x.75xSD6& 4 11 i1 é A ®
AHMB 201506100 | D1.5R0.75x1 2x4xL100xSDé& 4 11 100 é A L]
AHMB 2020 0450 D2R1x1.6x4xL50xSD4 4 1" 50 4 A L]
AHMB 2020 0650 D2R1x1.6x6xL 50x5D6 ) 11 50 & A L]
AHMB 2020 0640 DZR1x1.6x6xL&0xSDE 2 1 1.6 6 19 - 11 60 & A .
AHMB 2020 0675 DZR1x1.6x6xL75x5D6 o] 11 5] 6 A L]
AHMB 2020 06100 | D2R1x1.6xéxL100xSDé & 11 100 6 A °
AHMB 2025 0450 D2.5R1.25x2x5xL50xSD4 5 1" 50 4 A L]
AHMB 2025 0650 D2.5R1.25x2x7xL50xSDé 7 11 50 6 A L]
AHMB 2025 0640 D2.5R1.25x2x7xL60xSDé& 2.5 1.25 Z 7 24 - 11 &0 & A [ ]
AHMB 2025 0675 D2.5R1.25x2xTxL75xSDé 7 11 75 & A L]
AHMB 202506100 | D25R1.25x2x7xL100xSDé s 11 100 & A [

AHNO fzk5
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§Ti%48S - Order code

i Kol A8 migds| BREE | rcic) R mgo 1| mr-r mmmEY s | 20 8 -ds G?;‘;h mvf:fm
AHMB 2030 0450 | D3R1.5x2 4xéxL50xSD4 6 i 50 4 A °
AHMB 2030 0650 | D3R1.5x2 4x8xL50xSD6 8 1 50 é A .
AHMB 2030 0660 | D3R1.5x2.4x8xL60xSD6 3 15 2.4 8 29 E 1 60 4 A .
AHMB 2030 0475 | D3R1.5x2.4x8xL75xSD6 8 11 75 4 A .
AHMB 2030 06100 | D3R1.5x2.4x8xL100xSD6 8 1 100 4 A .
AHMB 2040 0450 | D4RZxéxL50xSDé4 " = 50 4 B .
AHMB 2040 0475 | D4R2xéxL75xSD4 B ) = 75 4 B .
AHMB 2040 0650 | D4R2x3.2x10xL50xSD6 % g i 1 50 é A .
AHMB 2040 0640 | D4R2x3.2x10xL60xSD6 & | m - " 60 é A .
AHMB 2040 0675 | D4R2x3.2x10xL75xSDé . : 11 75 é A .
AHMB 2040 04100 | D4R2x3.2x10xL100xSD6 11 100 é A .
AHMB 2050 0650 | DSR2 5xéx12xL50xSD6 11 50 é A .
AHMB 2050 0660 | D5R2.5x4x12xL60xSD6 & - 4 - - ) 1 60 6 A .
AHMB 2050 0675 | DSR2 5xéx12xL75xSD6 : : 1 75 é A .
AHMB 2050 04100 | D5R2.5x4x12xL100xSDé 11 100 6 A .
AHMB 2060 0650 | D6R3x9xL50xSD6 - 50 4 B .
AHMB 2060 0640 | D6R3x9xL60xSD6 5 5 5 . . . - 60 é B .
AHMB 2060 0675 | D6R3x9xL75xSD6 = 75 é B .
AHMB 2060 04100 | DAR3x9xL100xSD6 - 100 é B .
AHMB 2080 0840 | DBR4x12xL60xSD8 = 40 8 B .
AHMB 2080 0875 | DBRAx12xL75xSD8 - 75 8 B .
AHMB 2080 08100 | D8Réx12xL100xSD8 8 4 12 2 = = . 100 8 B .
AHMB 2080 08125 | D8R4x12xL125xSD8 2 125 8 B .
AHMB 2080 08150 | DBR4x12xL150xSD8 = 150 8 B .
AHMB 2100 1075 | D10R5x15xL75xSD10 = 75 10 B .
AHMB 2100 10700 | D10R5x15xL100%SD10 - & - ) i i z 100 10 B .
AHMB 2100 10125 | D10REx15xL125%5D10 - 125 10 B .
AHMB 2100 10750 | D10RSx15xL150%5D10 - 150 10 B .
AHMB 2120 1275 | D12Réx18xL75xSD12 = 75 12 B .
AHMB 2120 12100 | D12R6x18x100xSD12 i i i ) ) . = 100 12 B .
AHMB 2120 12125 | D12R6x18xL125%SD12 = 125 12 B .
AHMB 2120 12150 | D12Réx18xL150%5D12 . 150 12 B .
AHMB 2160 16100 | D16R8x24x100xSD16 - 5 - . . - 100 16 B .
AHMB 2160 16150 | D16R8x24xL150xSD16 = 150 16 B .

Cutting Tool Technology
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AHME 2-flute End Mills

- FAMI HRC < 52 LAFi#1gi;
- FAMREASARHNE LR, TEELREHOTERESTITRES, TEINIS

BERIB IR

- S T RRE IR ;

- SEER AR L ERIRT E 0 ;

- KERAEERTIAME, RSB,

— Designed for machining HRC<52 materials;
- Newly-developed coating has excellent oxidation resistance, red hardness and
outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated

high speed cutting;

— Excellent surface roughness of the workpiece;

- High precision arc angle can prevent chipping during high speed cutting,

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;

. &2 i

(< HRC30) i
(&) @

dc

Eige] A a
T
=Y al
i 1
1
i
1
15
TNEpdc  dude Tolerance
p=3 0~-0.010
3<p=s 0~-0.012
E<<o=10 0~-0.015
1W=<$p=20 0~-0.018

iTHHRS - Order code

b i ME-ds | M-l | BRR | WEAE-VP | 2Kl | HE-ds Gﬂ’;‘h In‘f{ﬁw
AHME 2004 0450 D0.4x1.2xL50xSD4 0.4 12 2 12 50 E A .
AHME 2005 0450 D0 5x1.5xL 50x5D4 05 Th 2 12 50 4 A L]
AHME 20060450 | D0.6x1.8xL50x5D4 06 18 i 12 50 4 A .
AHME 2008 0450 D0 .8x2 4x 50x5D4 08 2.4 4 12 50 4 A L]
AHME 2010 0450 | D1x3+L50xSD4 : \ : 2 50 4 A .
AHME 2010 0650 D1x3xL50xSD6 12 50 6 A L]
AHME 2015 0450 D1 5xaxL50xSD4 15 4 B 11 50 & A .
AHME 2015 0450 D1 5x4xL 50xSDé 11 50 b A .
AHME 20200450 | D2x5¢L50x5D4 , - - 1 50 4 A .
AHME 2020 0450 D2x5xL 50xSDé& 11 50 ] A L]
AHME 20250450 | D2.5x6.5xL50:5D4 v o - T 50 4 A .
AHME 2025 0450 D2.5x6.5xL50x5D6 i ' 11 50 [+] A L]
AHME 2030 0450 D3x7 5xL50x504 11 50 4 A L]
AHME 2030 0450 D3x7 5xL50x5Dé 3 75 B 11 50 & A L
AHME 20300660 |  D3x7.5xL60xSDS : 1 6 6 A .
AHME 2030 0475 D3x7 5xL75x506 11 75 b A L]
AHME 2040 0450 | Ddx10xL50xSD4 - 50 4 B .
AHME 2040 0475 D4x10xL75x504 - 75 4 B L]
AHME 2040 0450 Dé4x10xL50x5Dé 4 10 - 11 50 ) A L]
AHME 20400660 |  Déx10xL60XSDS 1 50 6 A .
AHME 20400675 | D4x10xL75%5D6 1 75 6 A .
AHME 2050 0650 D5x12.5xL 50x504 5 125 ~ 11 50 ] A L]
AHME 2050 0675 |  D5x125xL75xSD6 ' 1 75 6 A .

AHNO fzk5
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17455 2 - Order code

i) - AEds | Ml | MRR | BEAR- Y | 2K | W@ | 7| RE
AHME 2060 0450 Déx15xL50x5D6 = 50 b B *
AHME 2060 0660 Déx15xL60xSD6 6 15 ~ - 60 & B []
AHME 2060 0675 Déx15xL75x5Dé - 75 é B .
AHME 2060 06100 Déx15xL100xSDé = 100 ] B [ ]
AHME 2080 0860 D8x20xL&0xSD8 - &0 8 B L]
AHME 2080 0875 DBx20xL75x508 8 20 - - 75 8 B L]
AHME 2080 08100 DEx20x100x5D8 - 100 8 B .
AHME 2100 1075 D10x25xL75xSD10 10 25 ~ - 75 10 B .
AHME 2100 10100 D10x25xL100xSD10 - 100 10 B ']
AHME 2120 1275 D12x30xL75xSD12 12 20 ~ - 75 12 B .
AHME 2120127100 D12x30xL100x5D12 - 100 12 B ®
AHME 2140 1475 D14x35xL75x5014 14 2 ~ - 75 14 B L3
AHME 2140 14100 D14x35xL100xSD14 - 100 14 B *
AHME 2160 16100 D16x40xL100x5D16 16 40 ~ - 100 16 B [ ]
AHME 2160 16150 D16x40xL150xSD16 - 150 16 B ]
AHME 2200 20100 D20x50xL100xSD20 20 50 _ - 100 20 B .
AHME 2200 20150 D20x50xL150xSD20 - 150 20 B .

Cutting Tool Technology



AHMR 2 7] El1&%57]

AHMR 2-flute End Mills with Corner Radius

5| 1 @R __,.--’!'-r"frﬂ ;j‘
i
TESSY [ |
- ST HRC < 52 WFHRIGH; -
U
- HTENARAE R SNNE E., TEENR R T S TIEES, TEmTS : ' o
BERIE e 1 X &)
- ST IR —
1

- SEER AR L ERIRT E 0 ;
- KERAEERTIAME, RSB,

— Designed for machining HRC<52 materials; EB
- Newly-developed coating has excellent oxidation resistance, red hardness and
outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated T T NEede .
high speed cutting; <3 0-0.010 o<1z +0.005
— Excellent surface roughness of the workpiece; I<H<E 0~-0.012
- High precision arc angle can prevent chipping during high speed cutting, B<p=10 0--0.015
- Adopting extremely small grain size for tool materials, taking into account both toughness and wear 1<¢p=<20 0--0.018

resistance;

. &2 i

(< HRC30) i
(&) @

iTHHRS - Order code

i oo 7 ds EA%E R 7Kl HRR | WRAE-YS | 2K-lo |WE ds G?;'F ,n‘fgw
AHMR 2010R0.2 0450 D1RO.2x2x1L 50x5D4 1 0.2 2 4 12 | 50 4 A .
AHMR 2015R0.2 0450 01 5R0 2x3xL 50x5D4& 1.5 0.2 3 - 11 | 50 4 A .
AHMR 2020R02 0450 |  D2R0.2x4xL50xSD4 - 02 3 i 1 |50 4 A D
AHMR 2020R0.5 0450 D2R0.5xdxL50xSD4 0.5 11 50 4 A =
AHMR 2025R02 0450 | D2B5ROZXLS0NSDE | 02 = i 7 |50 % A .
AHMR 2025R0.5 0450 D2.5R0 5x5x.50xSD4 ) 0.5 11 | 50 4 A L
AHMR 2030R0.2 0450 D3R0. 2x6xL 50xSD4 " | 50 & A L]
AHMR 2030R0.2 0650 D3R0.2x6xL50x5D6 02 i | 50 [ A L]
AHMR 2030R0.2 0660 |  D3RO0.2x6xL60xSD6 : 1 | 0 6 A .
AHMR 2030R0.2 0675 D3R0.2x6xL75%5D6 3 ¢ B 11 | 75 6 A L]
AHMR 2030R0.5 0450 |  D3RO.5x6xL50xSD4 11 | 50 4 A .
AHMR 2030R0.5 0450 D3R0.5x6xL.50xSD6 05 11 50 b A °
AHMR 2030R0.5 0660 D3R0.5xéxL 60x5D6 ’ 11 | 60 b A L]
AHMR 2030R0.5 0675 D3R0.5xbxL 75x5D6 11 | 75 b A °
AHMR 2040R02 0450 |  DA4RO.2x8xL50xSD4 - [ 50 4 B .
AHMR, 4040R0.5 0440 D4R0.2x8xL60xSD4 5 60 & B L]
AHMR 2040R02 0475 | DA4RO.2xBXL75xSD4 6 - | 75 4 B .
AHMR 2040R0.2 0650 D4R0.Z2xBxL50x5D6 ' " 50 6 A .
AHMR 2040R0.2 0660 D4R0.2xBxL60xSD6 i I 60 6 A °
AHMR 2040R0.2 0675 |  D4RO.2xBXL75%SD6 i . i 1 75 6 A .
AHMR 2040R0.5 0450 | D4RO.5x8xL50xSD4 - | 50 4 B .
AHMR 4040R0.5 0460 D4R0.5xBxL&0xSD4 = | &0 4 B .
AHMR 2040R05 0475 |  D4R0.5xBxL75%SD4 - - [ 75 4 8 .
AHMR 2040R0 5 0650 D4R0.5xBxL50xSD6 ’ 1 50 b A L]
AHMR 2040R0.5 0660 D4R0.5x8xL60xSD6 " | 60 6 A L)
AHMR 2040R0.5 0675 | D4R0.5x8xL75x5Dé 11 | 75 6 A -

AHNO fzk5
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{7545 S - Order code

#m Ly iE-ds BALE R K- ARR | WEARS | 2K-o |@@-ds| Do EE
AHMR 2040R1.0 0450 D4R 1 x8xL50x5D4 - 50 &4 B [ ]
AHMR 4040R1.0 0460 D4R x8xLE0xSD4 - 75 4 B L]
AHMR 2040R1.0 0475 D4R 1x8xL75xSD4 4 10 a ~ - 75 4 B [ ]
AHMR 2040R1.0 0650 D4R Tx8xL50xSD4 ? 11 50 & A .
AHMR 2040R1.0 0660 D4R x8xL60xSD4 11 60 ) A L]
AHMR 2040R1.0 0675 D4RT1x8xL75x3D6 i 75 [} A [ ]
AHMR 2060R0.5 0650 D6R0O 5x12xL50xSDé - 50 & B ®
AHMR 2060R0.5 06460 DERO.5x1 2xL60xSDE 05 - 60 & B L]
AHMR 2060R0.5 0675 D&R0O.5x12xL75x5Dé i - 75 b B [ ]
AHMR 2040R0.5 06100 DARD.5x1 2xL100xSDé P 12 R - 100 & B .
AHMR 2060R1.0 0650 DARTx1 2xL50xSD6 - 50 [} B [ ]
AHMR Z0A0R1.0 0660 D&RTx12xL60xSD4 10 - 60 & B L]
AHMR 2060R1.0 0675 D6ERT1x12xL75xSD6 : - 75 & B [ ]
AHMR 20460R1.0 06100 DER1x12xL100xSDé - 100 & B L]
AHMR 2080R0.5 DB&D DBRO.5x16xL60xSDE - &0 B 3
AHMR 2080R0.5 D875 DBRO.5x14xL75xSD8 05 - 75 8 B [ ]
AHMR 2080R0.5 08100 DBRO,5x16xL100xSD8 8 16 ~ - 100 a B [ ]
AHMR 2080R1.0 0840 DBR1x16xLA0xSDE - 60 a B [ ]
AHMR 2080R1.0 0875 D8R1x16&xL75x5D8 1.0 - 75 a8 B [ ]
AHMR 2080R1.0 08100 DBRIx16xL100xSD8E - 100 8 B L]
AHMR 2100R0.5 1075 D10R0.5x20xL75xSD10 05 - 75 10 B [ ]
AHMR 2100R0.5 10700 DT0R0.5x20xL100x5D10 10 h 20 R - 100 10 B °
AHMR 2100R1.0 1075 DI10RTx20xL75xSD10 10 - 75 10 B [ ]
AHMR 2100R1.0 10100 D10R1x20xL100xSD10 : - 100 10 B [ ]
AHMR 2120R05 1275 D12R0.5x24x1. 75x5D12 05 - 75 12 B [ ]
AHMR 2120R0.5 12100 D12R0.5x24x.100x5012 ’ - 100 T2 B L]
AHMR 2120R1.0 1275 D12R1x24xL75xSD12 12 10 2% B - 75 12 B [ ]
AHMR 2120R1.0 12100 D12R1x24xL100x5D12 ) - 100 12 B [
AHMR 2120R20 1275 D12R2x24xL75xSD12 20 - 75 12 B [ ]
AHMR 2120R2.0 12100 D12R2%24xL100xSD12 - 100 12 B [ ]

Cutting Tool Technology
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AHMEL 4-flute End Mills with Neck Increased

H

- THMT HRC < 52 LUTFA#EIRH;
- A ANFRERASNRNNELER. ABELURRHNTEEESIIERES, TRENTH

RER ISR,

~ ST T ERE AT

- AEERHIgT;

- RERARERTI A, R STHEE;

~ Designed for machining HRC<52 materials;
- Newly-developed coafing has excellent oxidation resistance, red hardness and
outstanding wear resistance combined with toughness. It's suitable for dry cutting or micro-lubricated

high speed cutting;

= Excellent surface roughness of the workpiece;
- Designed for high precision milling;
- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

dr
il

By,
]\ G f. E}-\. i i
M
Lo
EA

N ¢.de t.de Tolerance
P=3 0--0,010
3I<Pp=6 0--0.012

resistance;
Coar | %= il
o o o
fm DTEES  mieds| Ml [ARKM BB BIRR | BRRE | 2o @0 b | BE

AHMEL 4008L2 0450 D0.8x2xL.50xSD4 2 12 50 4 A L]
AHMEL 4008L4 0450 D0.8x4xL 50x5D4 08 06 4 076 4 12 50 4 A L]
AHMEL 4008L& 0450 D0 8xéxl 50xSD4 ' i & i 12 50 & A .
AHMEL 400818 0450 D0.8x8xL.50x5D4 8 12 50 4 A L]
AHMEL 4010L4 0450 D1l 50xSD4 4 12 50 4 A L]
AHMEL 40710L6 0450 D1x6xL50xSD4 ] 08 & 0.9 4 12 50 4 A L
AHMEL 4010L8 0450 D1x8xL50xSD4 i 8 : 12 50 4 A L]
AHMEL 40710010 0450 D1x10xL50xSD4 10 y 50 4 A L]
AHMEL 401516 0450 D1 5x6xL50xSD4 é 1 50 &4 A [
AHMEL 4015018 0450 D1 .5x8xL.50x5D4 15 12 8 142 ~ 11 50 4 A [ ]
AHMEL 4015L10 0450 D1.5x10xL50x5D4 - " 10 g 11 50 4 A ®
AHMEL 4015012 0450 D1.5x12xL 50504 12 1 50 4 A L
AHMEL 4020L8 0450 D2x8xL50xSD4 8 1 50 4 A L]
AHMEL 4020L10 0450 D2x10xL50x5D4 5 16 10 19 ~ 11 50 4 A L]
AHMEL 40200112 0450 D2x12xL50xSD4 : T2 i 11 50 & A *
AHMEL 4020016 0450 D2x16xL50x5D4 16 11 50 4 A L]
AHMEL 4025110 0450 D2 5x10xL50xSD4 10 Td 50 4 A L]
AHMEL 4025012 0450 D2.5x12xL50x504 75 ’ 12 94 - 1 50 4 A .
AHMEL 4025116 0450 D2.5x%16xL50xSD4 ' 16 ' 1 50 4 A .
AHMEL 4025120 0450 D2.5x20xL50xSD4 20 1 50 4 A L]
AHMEL 4030010 0450 D3x10xL50xSD4 10 1 50 4 A ®
AHMEL 4030010 0660 D3x10xL&0x5D6 10 11 &0 4 A ®
AHMEL 4030112 0450 D3x12xL50xSD4 12 1 50 & A .
AHMEL 4030012 0660 D3x1 2xL60x5D6 3 24 12 29 ) 1 &0 & A .
AHMEL 4030116 0450 D3x16xL50x5D4 . 16 ' 11 50 4 A L]
AHMEL 4030014 0640 D3x16xLE0xSDA 16 11 &0 & A °
AHMEL 4030L20 0640 D3x20xL60xSDé 20 i &0 & A L
AHMEL 4030L25 0675 D3x25xL.75x5D6 25 11 75 6 A L]
AHMEL 40400112 0660 Dax12xL60xSDéa 12 11 &0 é A L]
AHMEL 4040016 0640 Déx16xLa0xSD6 16 1 &0 & A .
AHMEL 4040L20 0660 D4x20xLE0xSD6 4 3.2 20 39 - 11 &0 é A [ ]
AHMEL 4040125 0675 Dax25xL75xSDA 25 11 75 & A .
AHMEL 40400130 0675 D4x30xL75x5D6 30 1 75 6 A L]

AHNO fzk5

Cutting Toal Technalagy

)
O/

/




AHMRL 4 71 K& & 3%57]

AHMRL 4-flute End Mills with Neck Increased & Corner Radius

i
1
2
\e
-{0

e ———————————————— Y - - =

- F AT HRC < 52 LITFHERELH;

- ITARNREAREENR AN EE. TECLREHOTEEESTEIESS, TRINTS
BERIESHEIERE;

- ST REIREE;

- EFEEERN A RPN BE 70 ;

- EERESNENTIAME, RSB,

— Desi d fi hining HRC<52 terials;
S Lo |nm_g e Lo 5" ) THE thde R Tolerance TEpdc  d.de Tolerance
- Newly-developed coating has excellent oxidation resistance, red hardness and =4 10,005 o<3 0- 0010

outstanding wear resistance combined with toughness. It's suitable for dry cutting or micro-lubricated I<pEE 0~-0.012
high speed cutting;
- Excellent surface roughness of the workpiece;

= High precision arc angle can prevent chipping during high speed cutting.
- Adopting extremely small grain size for tool materials, taking into account both toughness and wear
resistance;

(< HRC30) stk HEE
@) @] o

iTHHRS - Order code

o) (DEEE | mEeds BREER - BRICH BIEC 0L 5 R-R| WEAE Y- |2RDo0| e GE;‘;;h Imf:fmy
AHMRL 4008R0.02L2 0450 | DD.BRO.DZx2xL50xSD4 2 12 50 4 A L
AHMEL 4008R0.02L3 0450 | DO.BRO.02x3xL50xSD4 3 12 50 4 A .
AHMRL 4008R0.02L4 0450 | D0.BRO.02x4xL50x5D4 4 12 50 4 A L]
AHMEL 4008R0O.02L6 0450 | DO.BRO.0OZ2x6xL50xSD4 0.0z & 12 50 4 A L]
AHMRL 4008R0.02L8 0450 | DD.BRO.0Z2x8xL50xSD4 8 12 50 4 A .
AHMRL 4008R0.0Z2L10 0450 | DO.BRO.0Z2x10xL50x5D4 10 12 50 4 A [
AHMRL 4008R0.02L12 0450 | DO.BRO.02x12xL50x5D4 12 12 50 4 A L
AHMEL 4008R0.05L2 0450 | DO.BRO.05x2xL 50xSD4 2 12 50 4 A L
AHMRL 4008R0.05L3 0450 | D0.BRO.05x3x1.50x5D4 3 12 50 4 A .
AHMEL 4008R0O.05L4 0450 | DO.BRO.O5x4xL50xSD4 4 12 50 4 A .
AHMRL 4008R0.05L6 0450 | DO.BRO.0OSxéxL50xSD4 0.05 & 12 50 4 A L]
AHMRL 4008R0.05L8 0450 | DO.BRO 05xBx.50xSD4 08 06 8 076 4 12 50 4 A .
AHMEL 4008R0.05L10 0450 | DO.BR0.05x%10xL50x5D4 ' ' 10 ' 12 50 4 A L]
AHMRL 4008R0.05L12 0450 | D0O.BRO.05x12xL50xSD4 12 12 50 4 A L
AHMRL 4008R0.1L2 0450 DO0.8R0.1x2xL50x5D4 2 12 50 4 A L]
AHMEL 4008R0O.1L3 0450 D0.8BRO.1x3xL50xSD4 3 12 50 4 A L]
AHMRL 4008R0.1L4 0450 D0.8RO. Tx4xL50xSD4 4 12 50 4 A -
AHMRL 4008R0.TL6 0450 DO.BRO. Tx6xL50xSD4 0.1 & 12 50 4 A .
AHMEL 400BR0O.1L8 0450 D0.BRO. Tx8xL50x5D4 8 12 50 4 A °
AHMRL 4008R0.TLT0 0450 | DO.BRO.1x10xL50x5D4 10 12 50 4 A L]
AHMRL 4008R0.1L12 0450 | DO.BRO.1x12xL50x5D4 12 12 50 4 A L]
AHMEL 4008R0O.2L2 0450 D0.8RO.2x2x 50x5D4 2 12 50 4 A L
AHMRL 4008R0.ZL3 0450 D0.8RO.2x3xL50xSD4 02 3 12 50 4 A L]
AHMRL 4008R0O.ZL4 0450 D0.BRO 2x4xL 50xSD4 4 12 50 4 A .
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AHMRL 4008R0.2L6 D450 D0.8RO.2x6x%L 50xSD4 & 12 50 4 A L]
AHMRL 4008R0.2L8 0450 | DOBRO.2XBXLSOXSDA | o - 53 8 - i 12 50 | 4 A o
AHMRL 4008R0.2L10 0450 | DO.BRO.2x10xL50xSD4 ' ' ' 10 ' 12 50 4 A []
AHMBL 4008RO.ZL12 0450 | DO.BRO 2x12xL50xSD4 12 12 50 4 A ®
AHMRL 4009R0.1L4 0450 | DOIRO.TxxL50XSD4 | o ” o R — ’ 12 50 | 4 A .
AHMRL 4009R0.1L8 D£50 DO0.9R0. 1x8xL50x5D4 ' ' ' 8 ' 12 50 4 A L]
AHMRL 40710R0.05L3 0450 | D1RO.05x3xL50x5D4 3 12 50 4 A ®
AHMRL 4010R0.05L4 0450 | D1R0.05x4xL50xSD4 4 12 50 | 4 A .
AHMRL 4010R0.05L5 0450 | DTRO.05x5xL50xS5D4 5 12 &0 4 A [ ]
AHMRL 4010R0.05LA 0450 | DTRO.O5xé&xL50x5D4 4 12 50 4 A .
AHMRL 4010R0.05L8 0450 | D1RO.0O5x8xL50x5D4 0.05 8 12 50 4 A L]
AHMRL 4010R0.05L10 0450 | DTRO.O5x10xL50x5D4 10 12 50 4 A L]
AHMRL 4010R0.05L12 0450 | D1R0O.05x12xL50xSD4 1 12 50 4 A [ ]
AHMRL 4010R0.05L16 0450 | DTR0,05x16xL50x5D4 16 12 50 | 4 A .
AHMEL 4010R0.05L20 0460 | D1RO.05x20xL&0xS5D4 20 12 &0 4 A []
AHMRL 4010R0.1L3 0450 D1RO.1x3xL50xSD4 ] 12 50 4 A °
AHMRL 4010R0.1L4 0450 DI1RO. 1 xdx L 50x5D4 4 12 50 4 A .
AHMRL 4010R0.1L5 D450 DI1R0. TxExL50x5D4 5 12 50 4 A L]
AHMRL 4010R0.1L6 0450 D1RO 1xbxL 50xSD4 & 12 50 4 A L]
AHMRL 4010R0.1L8 0450 | DTRO,1xBXL50xSD4 0.1 8 12 50 | 4 A .
AHMRL 4010R0,1L10 0450 | DTR0.1x10xL50xSD4 10 12 50 4 A ]
AHMRL 40710R0.1LT2 0450 | DTR0O %1 2xL50xSD4 12 12 50 4 A [
AHMRL 4010R0.TLT6 0450 | DTROTx16xL50x5D4 16 12 80 4 A L]
AHMRL 4070R01L20 0460 | DTRO.1x20xL60xSD4 1 075 20 095 4 12 &0 4 A ®
AHMRL 4010R0.2L3 0450 D1R0O.2x3xL50xSD4 ' 3 ' 12 50 4 A [ ]
AHMRL 4010R0.2L4 0450 | DIRO.2x4xL50xSD4 4 12 50 | 4 A .
AHMRL 4010R0.2L5 0450 D1R0.2x5xL50x5D4 5 12 50 4 A L]
AHMBL 4010R0.2L6 0450 D1RO. 2xéxL50xSD4 & 12 50 4 A ]
AHMREL 4010R0.2L8 0450 D1R0. 2x8xL50xS5D4 0.2 8 12 50 4 A L]
AHMRL 4010R0.2L10 0450 | D1RO.2x10xL50xSD4 10 12 50 4 A [
AHMRL 4010R0.2L12 0450 | D1RO,2x12xL50xSD4 12 12 50 | 4 A o
AHMRL 4010R0.2L16 0450 | DTRO.2x1 6xL50xSD4 16 12 50 | 4 A .
AHMRL 4010R0.2L20 04460 | D1R0O.2x20xL60xSD4 20 12 &0 4 A L]
AHMRL 4010R0.3L3 0450 D1RO.3x3xL50xSD4 3 12 50 4 A °
AHMRL 4010R0.3L4 0450 D1RO.3x4xL50x5D4 4 12 50 4 A ®
AHMRL 4010R0.3L5 0450 DIR0O.3x5xL50x5D4 5 12 50 4 A ]
AHMRL 4010R0.3L6 0450 | DIRO.3x6xL50xSD4 6 12 50 | 4 A o
AHMRL 4070R0.3L8 0450 D1R0O.3xBxL50xSD4 0.3 8 12 50 4 A L]
AHMRL 4070R0.3L10 0450 | D1RO.3x10xL50x5D4 10 12 50 4 A ]
AHMRL 4010R0.3L12 0450 | DTRO.3x12xL50xSD4 12 12 50 4 A ®
AHMRL 4010R0.3L16 0450 | DTR0O.3x16xL50x5D4 16 12 50 4 A .
AHMRL 4010R0.3L20 0450 | D1RO.3x20xLA60xSD4 20 12 &0 4 A ]
AHMRL 4015R0.1L6 0450 | D1.5R0. 1x6xL50x5D4 6 1 50 | 4 A .
AHMRL 4015R0.1L8 0450 D1.5R0.1x8xL50xSD4 01 8 11 50 4 A [
AHMRL 4015R0.1L10 0450 | D1.5R0,1x10xL50xSD4 ' 10 1 5 | 4 A .
AHMRL 4015R0,1L12 0450 | D1.5R0. 1x12xL50xSD4 15 12 12 142 R 11 50 4 A °
AHMREL 4015R0.2L6 0450 D1.5R0. 2x6xL50x5D4 ' ' & ' 11 50 4 A L]
AHMRL 4015R0.2L8 0450 D1.5R0.2x8xL50xSD4 0.2 8 11 50 4 A ®
AHMRL 4015R0.2L10 0450 | D1.5R0.2x10xL50xSD4 ' 10 11 50 | 4 A o
AHMRL 4015R0.2L12 0450 | D1.5R0.2x12xL50x5D4 12 11 50 4 A .
AHMRL 4020R0.1L8 0450 | DZRO.1xBxL50xSD4 8 1 50 | 4 A 3
AHMBL 4020R0.1L10 0450 | D2RO.1x1 0xL50xSD4 01 10 11 50 4 A ®
AHMRL 4020R0.1L12 0450 | D2R0. 11 2xL50x5D4 : 32 11 50 4 A [ ]
AHMRL 4020R0.1L16 0450 | D2R0.1x16xL50x5D4 14 11 50 4 A °
AHMRL 4020R0.2L8 0450 | D2RO.2xBXL50xSD4 8 1 50 | 4 A o
AHMRL 4020R0.2L10 0450 | D2R0.2x10xL50xSD4 5 02 14 10 19 _ 11 50 4 A L]
AHMRL 4020R0.2L12 0450 | D2RO.2x1 2L 50x5D4 ' ' 12 2 T 50 4 A L]
AHMRL 4020R0.2L16 0450 | D2R0.2x16xL50x5D4 16 1 50 4 A .
AHMRL 4020R0.51L8 D450 D2R0.5xBxL50x5D4 8 11 50 4 A L]
AHMRL 4020R0.5L10 0450 | D2R0.5x10xL50x5D4 05 10 11 50 4 A ®
AHMRL 4020R0.5L12 0450 | D2RO.5x12xL50xSD4 ' 12 11 50 | 4 A .
AHMRL 4020R0,5L16 0450 | D2R0.5x16xL50xSD4 16 1 50 4 A L]
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AHMRL 4030R0.TL10 0450 | D3R0.1 %1 0xL50xSD4 10 1 50 4 A °
AHMRL 4030R0.1L10 0460 | D3R0.1x10xL60xSDE 10 11 &0 & A L]
AHMRL 4030R0.1L12 0450 | D3R0.1x12xL50xSD4 12 1" 50 4 A L]
AHMRL 4030R0.1L12 0660 | D3R0.1x12xL60xSDé 12 11 &0 & A L]
AHMRBL 4030R0.1L16 0450 | D3R0.1x1 6xL50xSD4 01 16 11 50 4 A L]
AHMRL 4030R0.1L16 0660 | D3R0.1x1 6xLE0xSDE 16 11 &0 & A L]
AHMRL 4030R0.1L.20 0660 | D3R0.1x20xLA0xSDé 20 11 &0 e} A L]
AHMRL 4030R0.1L25 0475 | D3R0.1x25xL75xSDé 25 11 75 & A L]
AHMRL 4030R0.2L10 0450 | D3R0.2x10xL50xSD4 10 1 50 4 A L]
AHMRL 4030R0.2L10 0660 | D3R0.2x10xL60xSDé 10 11 &0 & A L]
AHMRL 4030R0.2L12 0450 | D3R0.2x12xL50xSD4 12 11 50 4 A L]
AHMBL 4030R0.2L12 06460 | D3R0.2x1 2xLA0xSDE 3 02 24 12 20 B 11 60 & A L]
AHMRL 4030R0.2L16 0450 | D3R0.2x16xL50xSD4 i " 16 & 1 50 4 A L]
AHMRL 4030R0.2L16 0460 | D3R0.2x16xL60xSDE 16 11 &0 & A L]
AHMRL 4030R0.2L20 0660 | D3R0.2x20xL60xSDE 20 11 60 6 A L)
AHMRL 4030R0.2L25 0675 | D3R0.2x25xL75xSDé 25 11 75 & A °
AHMRL 4030R0.5L10 0450 | D3R0.5x10xL50x5D4 10 A 50 4 A L]
AHMRL 4030R0.5L10 0640 | D3RO 5x10xL60xSDA 10 11 &0 b A L]
AHMRL 4030R0.5L12 0450 | D3R0.5x12xL50xSD4 12 11 50 4 A L]
AHMRL 4030R0.5L12 06460 | D3RO .5x12xL60xSDé 05 12 11 &0 o] A L]
AHMRL 4030R0.5L16 0450 | D3R0.5x16xL50xSD4 i 16 1 50 4 A L]
AHMRL 4030R0.5L16 0660 | D3R0.5x16xL60xSDé 16 11 &0 6 A L]
AHMRL 4030R0.5L20 0640 | D3R0O.5x20xL60xSDé 20 1 &0 =} A °
AHMRL 4030R0.5L.25 0675 | D3R0.5x25xL75xSD6 | 25 | 1 75| 6 | A B
AHMRL 4040R0.1L12 0660 | D4R0.1 %1 2xL60xSDé 2 11 &0 [¢] A L]
AHMRL 4040R0.TLT6 0660 | DARD %1 6xL60xSDE 16 11 &0 & A L]
AHMRL 4040R0.1L20 0660 | D4R0.1x20xL60xSDé 0.1 20 1" &0 6 A L]
AHMRL 4040R0,1L25 0675 | D4R0.1x25xL75xSDé 25 11 75 6 A L]
AHMRL 4040R0.1L30 0675 | D4R0.1x30xL75xSDé 30 1" 75 =} A L]
AHMRL 4040R0.2L12 0660 | D4R0.2x12xL60xSDé 12 11 &0 6 A L]
AHMRL 4040R0.2L16 0660 | DAR0.2%16xL60xSD6 14 11 &0 & A L
AHMRL 4040R0.2L20 0660 | DAR0 2x20xL60xSDé 02 20 11 &0 & A L]
AHMRL 4040R0.2L25 0675 | D4R0.2x25xL75xSDé 25 " 75 6 A L)
AHMRL 4040R0.2L30 0675 | D4R0.2x30xL75xSDé 4 39 30 39 ~ 11 75 6 A L]
AHMRL 4040R0.5L12 0660 | D4R05x1 2xLA0xSDE ’ 12 : 11 &0 [} A Ll
AHMRL 4040R0.5L16 0660 | D4R0D.5xT6xL60xSDE 16 1 &0 6 A L]
AHMEL 4040R0.5L20 04660 | DAR0 5x20xL 60x5D6 05 20 11 &0 & A L]
AHMRL 4040R0.5L25 0675 | D4R0.5x25xL75xSDé 25 1 75 & A L]
AHMRL 4040R0.5L30 0675 | D4R0.5x30xL75xSDé 30 1 75 6 A L)
AHMRL 4040R1.0L12 0640 | D4R1x12xL&0xSD6 12 11 &0 & A L]
AHMRL 4040R1.0L16 0660 | D4R1x14xL&0xSDE 16 11 &0 & A L]
AHMRL 4040R1.0L20 0660 | D4R1x20xL60xSD6 1.0 20 1 &0 & A °
AHMEL 4040R1.0L25 0675 | DARTx25xL75x5D6 25 11 75 b A L]
AHMRL 4040R1.0L30 0675 | D4R1x30xL75xSDé 30 1 75 6 A [
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AHMEL 2-flute End Mills with Neck Increased

_

- FHINT HRC = 52 LUFa#gT;

- TR RS RS I AR, LR R N S TIIEES, TRmTS M

Bk 1R R lo
- ST fHRTERR L
- B HENIG T

- KERAEERTIAME, RSB,

— Designed for machining HRC<52 materials;
- Newly-developed coating has excellent oxidation resistance, red hardness and

outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated 7A@ ¢dc e Tolerance
high speed cutting; ¢=3 0--0.010
I<HEE 0--0.012

— Excellent surface roughness of the workpiece;
= Designed for high precision milling;
- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;
(< HRC30) B i
(&) @ O

iTHHRS - Order code

i PNy | TfEds| Mi-lc | AR |HiE 0 dl| MR-R | WEME-V/ | £H-lo |1 ds G?;‘!';h Imf,ﬁ"w
AHMEL 2001L0.3 0450 D010 3xL50x5D4 03 12 50 4 A L
AHMEL 2001L0.5 0450 D0.1x0 5xL 50x5D4 0.1 007 05 0.085 2 12 50 4 A .
AHMEL 2001L1 0450 D0.1x1xL50x5D4 1 12 50 4 A [
AHMEL 2002L0.5 0450 D0.2%0.5xL50x5D4 05 12 50 4 A L
AHMEL 200201 0450 D0.2x1xL50xSD4 02 015 1 018 2 12 50 4 A L]
AHMEL 200212 0450 D0, 2x2xL50x5D4 2 12 50 4 A L]
AHMEL 2003L1 0450 D0.3x1xL50xSD4 1 12 50 4 A L
AHMEL 2003L2 0450 D0.3x2xL50xSD4 03 02 2 0.28 2 12 50 4 A [ ]
AHMEL 2003L3 0450 D0.3x3xL50x5D4 3 12 50 4 A [
AHMEL 2004L2 0450 DO0.4x2xL50x5D4 04 03 2 036 5 12 50 4 A .
AHMEL 2004L3 0450 D0.4x3xL50xSD4 : i 3 i 12 50 4 A )
AHMEL 2005L2 0450 DO0.5x2xL50x504 2 12 50 4 A .
AHMEL 2005L3 0450 D0.5x3xL50xSD4 05 0.4 % 046 2 12 50 & A L
AHMEL 2005L4 0450 D0 5xdxl 50x5D4 & 12 50 4 A .
AHMEL 2006L2 0450 D0.6x2xL.50x5D4 2 12 50 4 A L]
AHMEL 2006L3 0450 D0.6x3xL50x5D4 0.4 05 3 0.56 4 12 50 4 A L]
AHMEL 2006L4 0450 D0.6xaxL50xSD4 4 12 50 4 A °
AHMEL 2008L4 0450 DO BxaxL50eSD4 08 07 4 076 4 12 50 4 A .
AHMEL 2008L& 0450 D0.BxbxL50xSD4 : é ’ 12 50 4 A [}
AHMEL 2010L4 0450 D1x4xL50x5D4 4 12 50 4 A L]
AHMEL 2010Lé 0450 D1 x6xL50x5D4 ; 08 6 094 4 12 50 4 A L]
AHMEL 2010L8 0450 D1x8xL50xSD4 ’ g ' 12 50 4 A L
AHMEL 20710L10 0450 D1x10xL50xSD4 10 12 50 4 A *
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P Dzig%;n TR ds | 7+ lc | BRE-M | F@- 0 d1| BRR | WRME-V/- | 24-lo |§& -ds G'f::;h mfgﬂy
AHMEL 201516 0450 | D1 5x6xL50x3D4 6 T 50 4 A .
AHMEL 2015080450 | D1.5x8xL50xSD4 15 > 5 - . 1 50 4 A .
AHMEL 2015L10 0450 | D1.5x10xL50xSD4 ' 10 1 50 4 A .
AHMEL 2015L12 0450 | D1.5x12xL50xSD4 12 1 50 4 A .
AHMEL 202018 0450 | D2xBxL50xSD4 8 1 50 4 A .
AHMEL 2020L10 0450 | D2x10xL50xSD4 g " 10 - 17 50 4 A .
AHMEL 2020112 0450 | D2x12xL50xSD4 & 12 ' . 1 50 4 A .
AHMEL 2020116 0450 | D2x16x1.50%5D4 16 1 50 4 A o
AHMEL 2025110 0450 | D2.5x10xL50x904 10 i 50 4 A .
AHMEL 20251120450 | D25x12L50xD4 | . 5 12 - . 17 50 4 A .
AHMEL 2025016 0450 | D2.5x16xL50xSD4 16 1 50 4 A .
AHMEL 2025120 0450 | D2.5x20x50xSD4 20 1 50 4 A .
AHMEL 2030L10 0450 | D3x10xL50xSD4 10 1 50 4 A .
AHMEL 2030L10 0660 | D3x10xL60XSD6 10 1 60 6 A o
AHMEL 2030L12 0450 | D3x12xL50xSD4 12 1 50 4 A o
AHMEL 2030L12 0660 | D3x12xL60xSD6 5 i 12 55 i 1 60 6 A .
AHMEL 2030116 0450 | D3x16xL50x5D4 : 16 ' 1 50 4 A .
AHMEL 2030116 0660 | D3x16xL60xSD6 16 1 60 6 A .
AHMEL 2030120 0660 | D3x20xL60xSD6 20 1 60 6 A .
AHMEL 20301250675 | D3x25xL75xSDb 25 1 75 6 A o
AHMEL 2040112 0660 | D4x12xL60xSD6 12 1 60 6 A .
AHMEL 2040L16 0660 | Déx16xL60xSD6 16 1 60 6 A .
AHMEL 2040120 0660 | Dé4x20xL60xSD6 4 32 20 39 . 1 60 6 A .
AHMEL 20401250675 | D4x25xL75xSD6 25 1 75 6 A .
AHMEL 2040L30 0675 | D4x30xL75xSD6 30 1 75 6 A o
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AHMRL 2-flute End Mills with Neck Increased & Corner Radius

I

- FAMI HRC < 52 LAFi#1gi;
- FAMREASARHNE LR, TEELREHOTERESTITRES, TEINIS

BERIB IR
- S T RRE IR ;

- SEER AR L ERIRT E 0 ;
- KERAEERTIAME, RSB,

— Designed for machining HRC<52 materials;
- Newly-developed coating has excellent oxidation resistance, red hardness and
outstanding wear resistance combined with toughness, It's suitable for dry cutting or micro-lubricated

high speed cutting;

— Excellent surface roughness of the workpiece;

- High precision arc angle can prevent chipping during high speed cutting,

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;

. &2 i

(< HRC30) i
(&) @

=i ‘P‘I —
lo
BA
TEdde  dude Tolerance TE e R Tolerance
p=3 0--0.010 D4 +0.005
I<HE6 0~-0.012

iTHHRS - Order code

i) il M Nds EREER - w1 T Gpp) e e |2l B2 Lo Imfn'fow
AHMRL 2002R0.02L0.5 0450 | DO.2ZR0.02x0.5xL.50x5D4 ! 05 12 50 4 A L
AHMREL 2002R0.02L1 0450 DO0.2R0.02x1xL50x5D4 0.02 l 1 12 50 4 A .
AHMRL 2002R0.02L1.5 0450 | D0.2R0.02x1.5xL.50x5D4 ) =5 12 50 4 A L]
AHMREL 2002R0.02L2 0450 D0.2R0.02x2xL 50x5D4 02 015 2 018 5 12 50 4 A L]
AHMRL 2002R0.05L0.5 0450 | DO.2R0.05x0.5xL50xSD4 ' ) 05 ) 12 50 4 A .
AHMREL 2002R0.05L1 0450 D0.2R0.05x1xL50x5D4 005 1 12 50 4 A L]
AHMRL 2002R0.05L1.5 0450 | DO.2ZR0.05x1.5xL 50x5D4 5 12 50 4 A L
AHMEL 2002R0.05L2 0450 D0 2R0.05x2xL 50x5D4 2 12 50 4 A L
AHMRL 2003R0.02L1 0450 | DO.3R0.02x1xL50x5D4 1 12 50 4 A L]
AHMERL 2003R0.02L1.5 0450 | DO.3R0.02x1.5xL 50504 1.5 12 50 4 A .
AHMRL 2003R0.02L2 0450 | DO.3R0.02x2x 50xSD4 0.02 2 12 50 4 A L]
AHMRL 2003R0.02L2.5 0450 | DO.3R0.0Zx2 5xL 50xSD4 25 12 50 4 A .
AHMEL 2003R0.02L3 0450 D0.3R0.02x3xL 50x504 3 12 50 4 A L]
AHMEL 2003R0.05L1 0450 D0.3R0.05% 1%L 50xSD4 B 02 1 L Z 12 50 4 A L]
AHMRL 2003R0.05L1.5 0450 | D0.3R0.05x1.5xL.50x5D4 15 12 50 4 A L]
AHMEL 2003R0.05L2 0450 D0.3R0.05x2xL 50x504 0.05 2 12 50 4 A L]
AHMRL 2003R0.05L2.5 0450 | DD.3R0.05x2 5xL 50x5D4 25 12 50 4 A [
AHMRL 2003R0.05L3 0450 D0.3R0.05x3xL50x5D4 3 12 50 4 A .
AHMRL 2004R0.02L1 0450 DO0.4R0.02x1xL50x5D4 1 12 50 4 A [}
AHMRL 2004R0.02L1.5 0450 | D0O.4R0.02x1.5xL50x5D4 15 12 50 4 A L]
AHMRL 2004R0.02L2 0450 | DO.4R0.02x2xL50x504 002 2 12 50 4 A L]
AHMREL 2004R0.02L2.5 0450 | DO4R0.02x2 5xL 50xSD4 04 ' 03 25 037 5 12 50 4 A L
AHMRL 2004R0.02L.3 0450 | DO.4R0.02x3xL50xSD4 : : 3 3 12 50 4 A L]
AHMRL 2004R0.020L4 0450 D0.ARD.02x&xL50xSD4 4 12 50 4 A L]
AHMEL 2004R0.05L1 0450 DO0.4R0.05x1xL50xSD4 005 1 12 50 & A Ld
AHMRL 2004R0.05L1.5 0450 | DO.4R0.05x1.5xL50x5D4 ) 1.5 12 50 4 A [
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ik B i M mids EMEER -l mR-v| T g mwmE |2kl e ]
AHMREL 2004R0.05L2 0450 D0.4R0.05x2xL 50xSD4 2 12 50 4 A L]
AHMRL 2004R0.05L2 5 0450 | DO.4R0D.05x%2 5xl 50xSD4 005 25 T2 50 4 A L]
AHMBEL 2004R0.05L3 0450 DO4RD.05x3xL50xSD4 ' 3 12 50 4 A L
AHMEL 2004R0.05L4 0450 D0.4RD.05x4xL50x5D4 4 12 50 4 A L
AHMRL 2004R0.1L71 0450 DO.ARD 1x1xL50xSD4 04 03 1 037 2 12 50 4 A L]
AHMEL 2004R0.1L1.5 0450 | DOARD 1x1.5xL 50x5004 : ' 1.5 : 12 50 4 A L
AHMBAL 2004R0.1L2 0450 DOARD. T 2xL 50xSD4 01 2 12 50 4 A .
AHMBL 2004R0.1L2.5 0450 | DO4ARD Tx2 5xL50x5D4 ' 25 12 a0 4 A L]
AHMRL 2004R0.1L3 0450 DO0ARD 1x3xL50x5D4 3 12 50 4 A L
AHMEL 2004R0.1L4 0450 DO ARD. 1x4xL50xSD4 4 12 50 4 A L
AHMRL 2005R0.02L1 0450 | DD.SRO.02%1xL50x5D4 1 12 50 4 A L]
AHMRL 2005R0.02L1.5 0450 | DOSRO.0Z2x1 . 5xL50x504 1.5 12 50 é A L
AHMRL 2005R0.02L2 0450 D0AR0.02x2xL 50xSD4 2 12 50 4 A L]
AHMBEL 2005R0.02L2.5 0450 | DO.SRD0ZxZ 5xL 50304 002 25 12 50 4 A L]
AHMRL 2005R0.02L3 0450 DO.5R0.02x3xL50%5D4 ' = 12 50 1 A .
AHMEL 2005R0.02L4 0450 DO.5R0.02x4xL 50x5D4 i 12 50 4 A .
AHMRL 2005R0.02L5 0450 | DO.SR0O.02x5x1.50x504 5] 12 50 4 A L)
AHMRL 2005R0.02L6 0450 D0.5R0.02x6xL50x50D4 & 12 50 4 A L
AHMREL 2005R0.05L1 0450 DO.SR0.05x1xL50xSD4 1 12 50 4 A L[]
AHMREL 2005R0.050L1.5 0450 | DO.SRO.05x1 5xL 50x304 15 12 50 4 A L]
AHMEL 2005R0.05L2 0450 DO0.5R0. 05x2xL 50x5D4 2 12 50 4 A L
AHMEL 2005R0.05L2 5 0450 | DO.5R0.05x2 BxL 50504 05 005 038 25 T 5 12 50 4 A L
AHMRL 2005R0.05L3 0450 | DO.5R0.05x3xL50x504 ) - ) 3 = 12 50 4 A L]
AHMEL 2005R0.05L4 0450 D0.5R0.05x4x L 50x504 4 12 50 4 A L
AHMBEL 2005R0.05L5 0450 D0SR0 05x5xL50xSD4 5 12 50 4 A .
AHMEL 2005R0.05L6 0450 DO.SR0.05x6xL50xSD4 & 12 a0 4 A L]
AHMEL 2005R0.1L1 0450 DO.5R0. 1% 1xL50x5D4 1 12 50 4 A L
AHMRL 2005R0.1L1.5 0450 | DO.SRO.Tx1.5xL.50x504 15 12 50 4 A L]
AHMRL 2005R0.1L2 0450 D0.5R0. Tx2xL50x504 2 12 50 4 A L]
AHMEL 2005R0.1L2.5 0450 | DO.SRO.1x2.5xL 50x504 01 25 12 50 4 A L
AHMRL 2005R0.1L3 D450 DO.5RO. 1x3xL50xSD4 . 3 12 50 4 A .
AHMREL 2005R0.1L4 0450 DOARD Tx4xL50xSD4 4 12 50 4 A L]
AHMEL 2005R0.1L5 D450 D0.5R0. 1x5xL 50x5D4 5 12 50 4 A L]
AHMRL 2005R0.1L6 0450 D0.5R0, 1x6xL50x5D4 o} 12 50 4 A °
AHMRL 2006R0.02L2 0450 D0.6R0.02x2xL50x5D4 2 12 50 4 A L]
AHMEL 2006R0.02L3 0450 D0.6R0.02x3xL50x504 3 12 50 4 A .
AHMREL 20046R0.0204 0450 DOLARD. 02xdx L 50xSD4 002 4 12 50 4 A .
AHMEL 2006R0.02L6 0450 D0.6R0.02x6xL50x5D4 ; o] 12 50 4 A L
AHMEL 2006R0.02L8 0450 D0 6R0.02x8xL50x5D4 8 12 50 4 A L
AHMRL 2006R0.02L10 0450 | DO.6R0.02x10xL50x504 10 12 50 4 A .
AHMEL 2006R0.05L2 0450 D0.6R0.05x2xL 50xSD4 2 12 50 4 A L
AHMRL 2006R0.05L3 0450 D0.AR0.05x3xL50xSD4 3 12 50 4 A L]
AHMRBL 2006R0.05L4 0450 D0.6R0.05x4x L 50x5D4 06 005 045 4 056 4 12 50 4 A .
AHMRL 2006R0.05L6 0450 D0.6RO.D5x6xL50x504 ) ' ) 6 ' 12 50 4 A L]
AHMEL 2006R0.05LE 0450 D0.6R0.05x8xL50x5D4 B 12 50 & A L
AHMRL 2006R0.05L10 0450 | DO.ARO.05x10xL50x5D4 10 12 50 4 A L]
AHMEL 2006R0.1L2 0450 D0.6R0. 1x2x L 50504 2 12 50 4 A L
AHMRAL 2006R0.1L3 0450 D0.ARD. Tx3xL50xS0D4 3 12 50 4 A .
AHMREL 20046R0.1L4 D450 D0.ARD. TxdxL50xS0D4 01 4 12 50 4 A L]
AHMRL 2006R0.1L6 0450 D0.GRD. Tx6xL50xSD4 ' o] 12 50 4 A .
AHMEL 2006R0.1L8 0450 DO.6R0 1x8xL 50x5D4 g 12 50 4 A L
AHMRL 2006R0.1LT0 0450 | DD.AR0.Tx10xL50x504 10 12 50 4 A .
AHMEL 2007R0.02L2 0450 D0.7R0.02x2xL 50x5D4 2 12 50 é A L
AHMRL 2007R0.02L3 0450 D0, 7R0.02x3xL50xS04 3 12 50 4 A .
AHMEL 2007R0.02L4 0450 D0.7R0.02xdxL50x504 002 4 12 50 4 A L
AHMBEL 2007RD.02L6 0450 D0.7R0.02x6xL50x504 07 i 05 & 066 4 12 a0 4 A L
AHMEL 2007R0.02LE 0450 D0 7R0.02x8xL50x5D4 ' ' g ' 12 50 4 A .
AHMRL 2007R0.02L10 0450 | DO.7R0O.02x10xL50x5D4 10 12 50 4 A L]
AHMRL 2007R0.05L2 0450 DO0.7R0.05x2xL 50x5D4 005 2 12 50 4 A L
AHMRBL 2007R0.050L3 0450 DO, 7R0.05x3xL 505504 ' 3 12 50 4 A .
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AHMRL 2007R0.05L4 0450 DO 7RO, 0bxdx 50xSD4 4 12 50 4 A °
AHMRL 2007R0.05LA4 0450 D0, 7R0.05x6xL50x5D4 005 & 12 50 4 A .
AHMRL 2007R0.05L8 0450 D0.7R0D 05xBxL 50x5D4 ' 8 12 a0 4 A L]
AHMRL 2007R0.05L10 0450 | DO.7R0O.05x10xL50xSD4 10 12 a0 4 A L]
AHMRL 2007R0.1L2 0450 DO.7R0. 1x2xL50xSD4 07 05 7 066 4 e 50 4 A L]
AHMRL 2007R0.1L3 D450 D0.7R0.1%3xL50xSD4 : - 3 : 12 50 4 A L]
AHMRL 2007R0.1L4 0450 DO.7RO. Txedx LA0OxSD4 01 4 12 a0 &4 A ]
AHMRL 2007RD.1LA D450 DO.7RO TxaxL50x5D4 " fs} 12 a0 4 A L
AHMRL 2007R0.1L8 D450 D0.7R0 1xBx L50xSD4 8 12 50 4 A L4
AHMRL 2007R0.1L10 0450 DO.7RO 11 0xLE0xS D4 10 12 50 4 A L]
AHMRL 2008R0.02L2 0450 D0.BRO.02x2xL50xSD4 2 12 50 4 A L]
AHMRL 2008R0.02L3 0450 D0.ERO.02x3xLE0xSD4 3 12 50 4 A L]
AHMRL 2008R0.021L4 0450 DOSRO.O2x4x 50xSD4 4 12 50 4 A .
AHMRL 2008R0.02L6 0450 DOBRO.0Zx6xL50xS04 0.02 fa} 12 50 4 A ]
AHMRL 2008R0.02L8 0450 DO.EBRO.O2x8xLE0xSD4 8 12 50 4 A .
AHMRL 2008R0.02L10 0450 | DOERO.OZ2x10xL50xSD4 10 12 50 4 A .
AHMRL 2008R0.02L12 0450 | DD.BRO.0OZx12xL50x5D4 12 e 50 4 A L]
AHMRL 2008R0.05L2 0450 D0.ERO.05x2xL50xSD4 2 12 50 4 A L
AHMRL 2008R0.05L3 0450 DO.SRO.Obx3xLE0xSD4 3 12 50 4 A *
AHMRL 200BR0O.05L4 0450 DO0.BRO.D5x4xL50xSD4 4 12 50 & A L)
AHMRL 2008R0.05L4 0450 D0.8RO O5x6xLE0xSD4 0.05 & 12 50 4 A [ ]
AHMRL 2008R0.05L8 0450 D0.BRO.05x8xLE0xSD4 8 12 50 4 A L]
AHMRL 2008R0.05L10 0450 | DD.8BRO.05x10xL50xSD4 10 i 50 4 A L]
AHMRL 2008R0.05L12 0450 | DOERO.O5x12xL50xSD4 08 06 12 076 4 12 a0 4 A L]
AHMRL 2008R0.1L2 0450 DO.ERO. Tx2x L 50xS D ' ’ 2 ’ 12 A0 4 A ®
AHMRL 2008R0.1L3 D450 DOBRO 1x3xL50xSD4 3 12 a0 4 A .
AHMRL 2008R0.1L4 0450 DOERO 1x4xL50xSD4 4 12 a0 4 A ]
AHMRL 2008R0.1LS 0450 DOBRO. 1x6xL50xSD4 0 6 12 50 4 A L]
AHMRL 2008R0.TLS 0450 D0.8BRO 1xBxL50xSD4 8 12 50 4 A L]
AHMRL 2008R0.1L10 0450 DOERO. 1x10xLE0xSD4 10 12 50 4 A L]
AHMRL 2008R0.TL1T2 0450 D0.8RO Tx12xL50xSD4 12 12 a0 4 A [
AHMRL 2008R0.2L2 D450 D0.BRO. Zx2x L 50x5D4 2 12 a0 4 A L]
AHMRL 2008R0.2L3 0450 DO ERO. 2x3xL50xSD4 3 12 50 4 A °
AHMRL 2008R0.2L4 D450 D0.BRO.2x4xL50xSD4 4 12 50 4 A L]
AHMRL 200BR0.2L6 D450 D0.8RO.2xéxL50xSD4 02 & 12 50 4 A [ ]
AHMRL 2008R0.2L8 0450 DO0.ERO.2xBxL50xSDé 8 12 50 4 A ]
AHMRL 2008R0.2L10 0450 DO.8RO.2x 10xL50x5D4 10 12 50 4 A .
AHMRL 2008R0.2L12 0450 DO.BRO. 2x12xL50xSD4 12 12 50 & A L]
AHMRL 2009R0.1L4 0450 DOSRO TxedxL50xSD4 00 04 0.65 & 086 i 12 50 4 A ]
AHMRL 2009R0.1L8 0450 DOSR0O. 1xBxL50xSD4 i ' 2 8 i 12 50 4 A L]
AHMRL 2010R0.05L3 0450 D1 RO.05x3xL50xSD4 i 12 50 4 A ]
AHMRL 2010R0.05L4 0450 D1RO.ObxaxL50xSD4 4 12 50 4 A .
AHMRL 20710R0.05L5 0450 DTRO.05x5xL50x5D4 5 12 &0 4 A ®
AHMRL 2010R0.05L6 0450 D1RO.O5x6xLH0xSD4 fa} 12 a0 4 A L]
AHMRL 2010R0.05L8 0450 D1RO.05x8xL50xSD4 0.05 8 12 50 & A ]
AHMRL 2010R0.05L10 0450 | D1R0O.05x10xL50xSD4 10 12 50 4 A L]
AHMRL 2010R0.05L12 0450 | DTRO.0O5x12xL50xSD4 12 12 50 4 A ]
AHMRL 2010R0.05L16 0450 | D1RO.O5x1&xLE0xSD4 16 12 a0 4 A [
AHMRL 2010R0.05L20 0460 | DTRO.05x20xLA0xSD4 20 12 &0 4 A .
AHMRL 2010R0.1L3 0450 D1 RCII.'I *3xL50x5D4 1 075 3 095 4 12 50 4 A L
AHMRL 2010R0.1L4 0450 DI1R0 1 x4xL50xSD4 ' & ’ 12 50 4 A L]
AHMRL 2010R0.1LS 0450 DIRO. T x5xL50xSD4 5 12 50 4 A L]
AHMRL 2010R0.1L6 D450 D1RO.TxéxL50xSD4 & 12 50 4 A L]
AHMRL 2070R0.1L8 D450 D1RO. T x8xL50xSD4 01 8 12 a0 4 A [
AHMRL 2010R0.1L10 0450 DI1RO %1 DxL50x5D4 10 12 50 4 A L]
AHMRL 2010RD.1L12 0450 D1ROTx1 2xL50xSD4 12 12 50 4 A L
AHMRL 2010R0.1L16 0450 DR, 1% &xL50xSD4 16 12 50 4 i L]
AHMRL 2010R0.1L20 0460 DI1RO. Tx20xLo60xSD4 20 12 &0 4 A L]
AHMRL 2010R0.2L3 0450 D1RO.2x3xL50xSD4 02 3 12 50 & A ]
AHMRL 2010R0.2L4 DARD D1 RO 2xdxl 50xSD4 ’ 4 12 a0 4 A .
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AHMREL 2010R0.2L5 D450 D71 RO 2x5xL 50x5D4 2 12 50 4 A L[]
AHMRL 2010R0.2L6 0450 DR 2xéxl 50x50D4 4 12 50 4 A L
AHMBEL 2010R0.ZLE 0450 DMRO 2xBxL50x5D4 8 12 50 4 A L
AHMEL 2010R0.2L10 0450 D1R0O.2x10xL50xSD4 02 10 12 50 4 A L
AHMRL 2010R0.2L12 0450 | D1R0.2x12xL50x504 12 12 50 4 A L]
AHMEL 2010R0.2L16 0450 DTRO.2:7 &xL50xSD4 146 12 50 4 A L
AHMBAL 2010R0.2L20 0440 D1RO.2x20xL 60xSD4 20 12 &0 4 A .
AHMEL 2010RD.3L3 0450 D1RO.3x3xL50xSD4 ] 075 3 095 4 12 a0 4 A L]
AHMRL 2010R0.3L4 0450 D1RO, 3x4xL50xSD4 ) 4 ) 12 50 4 A L
AHMEL 2010R0.3L5 0450 D1R0O 3x5xL 50x5D4 5 12 50 4 A L
AHMRL 2010R0.3L6 0450 D1R0.3x6xL50xSD4 4 12 50 4 A L]
AHMREL 2010R0.3LE 0450 D1RO.3x8xL 50xSD4 0.3 =1 12 50 é A .
AHMRL 2010R0.3L10 0450 D1RO.3x 1 0xL50xSD4 10 12 50 4 A [}
AHMEL 2010R0.3L12 0450 DVRO.3x1 2L 50x5D4 12 12 50 4 A L
AHMRL 2010R0.3L146 0450 D1RO.3x1 6xL50xSD4 14 12 50 1 A .
AHMEL 2010R0.3L20 0460 D1RO 3x20xL 60xSD 20 12 &0 4 A .
AHMRL 2015R0.1L6 0450 D1.5R0, Tx6xL50x5D4 & 1 50 4 A L]
AHMRL 2015R0.1L8 0450 D1.5R0.1xBxL50xSD4 01 =1 11 50 4 A L
AHMREL 2015R0.1L10 0450 01.5R0, 1% 10xL50xS04 | 10 11 50 4 A L]
AHMRL ZQ’I SROTLTZ 0450 D1.5R0.1x12xL50xSD4 15 12 12 142 B 1 50 4 A L]
AHMEL 2015R0.2L6 0450 D1.5R0 2x6xL 50x5D4 i ' & ) 11 50 4 A L
AHMEL 2015R0.2LE 0450 [01.5R0.2xBx L 50xSD4 09 g 11 50 4 A .
AHMRL 2015R0.2L10 0450 | D1.5R0.2x10xL50x5D4 ' 10 11 50 4 A L]
AHMEL 2015R0.2L12 0450 D1.5R0.2x12xL 50x50D4 12 11 50 4 A .
AHMREL 2020R0.1L8 0450 D2R0O 1 xBxL 50x5D4 8 11 50 4 A L]
AHMEL 2020R0.1L10 0450 D2R0O.7x1 DL 50xSD4 01 10 i a0 4 A L]
AHMEL 2020R0.1L12 0450 D2R0O.Tx1 2xL50x5D4 Y 12 11 50 4 A L
AHMRL 2020R0.1L16 0450 | D2R0O.Tx16xL50x504 16 1 50 4 A L]
AHMRL 2020R0.21.8 0450 D2R0,2xBxL50x5D4 8 1 50 4 A L]
AHMEL 2020R0.2L10 0450 D2R0.2:1 0xL50xSD4 5 09 16 10 19 B 11 50 4 A L
AHMRL 2020R0.2L12 0450 D2ZRO.2x71 2xL50xSD4 ’ ' 12 : 1 50 4 A L]
AHMEL 2020R0.2L16 0450 D2ZR0O.2x1 &xL50xSD4 16 11 50 4 A L]
AHMEL 2020R0.5L8 D450 D2R0.5x8xL 50x5D4 g 1" 50 4 A L]
AHMRL 2020R0.5L10 0450 | D2R0.5x10xL50x5D4 05 10 1 50 4 A L]
AHMRL 2020R0.5L12 0450 D2R0.5x7 2xL50xSD4 ) 12 11 50 4 A L
AHMEL 2020R0.5L16 0450 D2R0 5x1 &xL50xSD4 16 11 50 4 A .
AHMRL 2030R0,1L10 0450 D3RO %1 0xL50xS04 10 iR 50 4 A L]
AHMEL 2030R0.1L10 0660 D3RO %1 0xL60xS0D4 10 " a1l & A .
AHMEL 2030R0.1L12 0450 D3RO 1% 2xL50x5D4 12 11 50 4 A L
AHMRL 2030R01LT2 0660 | D3R0.1x1 2xL60x5D4 12 1 &0 & A L]
AHMEL 2030R0.1L16 0450 D3RO0 1% &xL50x5D4 01 16 1 50 4 A L
AHMREL 2030R0.1L14 0660 D3RO Tx1 6xLA0xSDE 14 11 &0 <] A .
AHMRL 2030R0.1L20 0660 D3RO0, x20xLE0xSDE 20 11 &0 o] A .
AHMRL 2030R0.TLZS 0675 D3RO 1x25xL75x5D6 25 11 75 & A L]
AHMEL 2030R0.2L10 0450 D3RO 2:1 0xL50%SD4 10 11 50 & A L
AHMRL 2030R0.2LT0 0650 | D3R0.2x10xLe0x5D4 10 1 &0 & A L]
AHMEL 2030R0.2L12 0450 D3RG 21 2L 50xS5D4 12 1 50 4 A .
AHMBL 2030R0.2L12 04660 D3RO 2x1 ZxL60xSDé 3 0.2 24 12 29 B 11 &0 & A .
AHMBEL 2030R0.2L14 0450 D3R0.2x7 AxL50xSD4 ' ) 14 ) 11 50 4 A °
AHMRL 2030R0.2ZL16 0660 D3R0.2x1 &xL60xSDa 16 11 a0 5] A .
AHMEL 2030R0.2L20 04660 D3R0.2x20xL 60x5D6 20 1 &0 & A L]
AHMRL 2030R0.2L25 0675 | D3R0.2x25xL75x5Dé 25 1 75 & A L]
AHMEL 2030R0.5L10 0450 D3R0.5x1 0xL50xSD4 10 11 50 é A L
AHMRL 2030R0.5L10 04460 D3R0.5x10xL60xSDE 10 1 &0 & A .
AHMEL 2030R0.5L12 0450 D3R0.5x1 2xL50x504 12 1 50 4 A L
AHMBL 2030RD.5L12 06460 D3R0.5x12xL60xSD6 05 12 11 falt] & A .
AHMEL 2030R0.5L16 04660 D3R0 5x1 6xL60xSD& ’ 16 11 &0 & A L
AHMRL 2030R0.5L16 0450 | D3R0.5x16xL50x5D4 16 1 50 4 A L]
AHMRL 2030R0.5L20 0640 D3R0.5x20xL60x5D6 20 1 &0 & A L
AHMRBL 2030R0.5L25 0475 D3RO bx25xL 75x5Dé 25 i 75 & A L]
AHMBL 2040R0.1L12 06460 D4R0. %1 2xL60xSD6 4 04 30 12 39 B " 60 o] A L
AHMEL 2040R0.1L14 0460 DARD %1 dxL60xSDé ’ ' 16 ’ 11 &0 & A .
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AHMRL 2040R0.1L20 0660 | D4R0.1%20xL60xSDé 20 11 40 & A .
AHMRL 2040R0.1L25 0675 | D4R0 1x25xL 75xSD64 0.1 25 1 75 é A .
AHMRL 2040R0.1L30 0675 | D4R0.1x30xL75x5D4 30 1 75 & A .
AHMRL 2040R0.2L12 0660 | DAR0.2x12xL60XSD4 12 11 &0 é A .
AHMRL 2040R0.2L16 0660 | D4R0.2x16xL60xSD6 16 11 60 & A .
AHMRL 2040R0.2L20 0660 | D4R0.2x20xL60xSD4 0.2 20 1 40 6 A .
AHMRL 2040R0.2L25 0675 | D4AR0.2x25xL 75xSD4 25 1 75 & A .
AHMRL 2040R0.2L30 0675 | D4R0.2x30xL75x5D4 30 1 75 & A .
AHMRL 2040R0.5L12 0660 | D4R, 551 2xL60xSD4 P - 12 - ) n 40 6 A .
AHMRL 2040R0.5L16 0660 | DAR0.5x16xL60XSD4 ' 16 : 11 &0 b A .
AHMRL 2040R0.5L.20 04660 | D4R0.5%20xL60xSD6 0.5 20 1 40 6 A .
AHMRL 2040R0.5L25 0675 | D4R0.5x25xL75x3D6 25 1 75 & A .
AHMRL 2040R05L.30 0675 | D4R0 5x30xL75x5D6 30 1 75 é A °
AHMRL 2040R1.0L12 0660 | D4R 12xL60xSD6 12 1 &0 b A .
AHMRL 2040R1.0L16 0660 | DARTX16XL60XSD6 16 11 &0 b A .
AHMRL 2040R1.0L20 0660 | D4R1x20xL60XSD6 1.0 20 11 60 b A .
AHMRL 2040R1.0L25 0675 | D4R1x25xL.75%5D6 25 1 75 b A ©
AHMRL 2040R1.0L30 0675 | D4R1x30xL75xSD6 30 11 75 b A °
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AHMBL 2-flute Ballnose End Mills with Neck Increased
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— Designed for machining HRC<52 materials;
- Newly-developed coating has excellent oxidation resistance, red hardness and
outstanding wear resistance combined with toughness. |t's suitable for dry cutting or micro-lubricated

high speed cutting;

- Excellent surface roughness of the workpiece;

= High precision ball-end is designed for finishing milling;

- Adopting extremely small grain size for tool materials, taking into account both toughness and wear

resistance;
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AHMBL 2001002 0450  |DO.TR0.05x0.2xL 50504 0.2 12 50 4 A L
AHMBL 2001L0.3 0450 |DO.1R0.05%0.3xL50x5D4 03 ] 12 50 4 A .
AHMBL 2001005 0450 | D0.1R0.05x0.5xL50x5D4 01 0.05 007 05 0,085 2 | 12 50 4 A .
AHMBL 2001L0.75 0450 |D0.1R0.05x0.75xL50x5D4 0.75 ] 12 50 4 A L]
AHMBL 2001L7 0450 DO TRO.05x1xL50xSD4 1 12 50 4 A L
AHMBL 20015L0.3 0450 |D0.15R0.075x0,3xL50x5D4 03 ] 12 50 4 A .
AHMBL 20015L0.5 0450 | D0.15R0.075x0.5xL50x5D4 05 12 50 4 A L
AHMBL 20015L0.75 0450 |DD.15R0.075x0.75xL50x5D4 | 0.15 0.075 0.1 075 013 2 ] 12 50 4 A L]
AHMBL 20015L17 0450  |DO.15R0O.075x1xL50%SD4 1 12 50 4 A L]
AHMBL 20015L1.5 0450 |D0.15R0.075x1 5xL50x5D4 1.5 ] 12 50 4 A .
AHMBL 2002L0.3 0450 | DO.2R0.1x0.3xL50xSD4 03 12 50 4 A [
AHMBL 2002105 0450 |D0.2R0.1x0.5xL50x5D4 05 1 12 50 4 A L]
AHMBL 2002L.0.75 0450 |DO0.2R0.1x0.75xL50x5D4 075 12 50 4 A °
AHMBL 2002L1 0450 D0.2RO.1x1xL50xSD4 1 I 12 50 & A .
AHMBL 20020L1.25 0450 |D0.2R0.1x1.25xL50x5D4 02 01 015 1.25 018 2 12 50 4 A L]
AHMBL 2002L1.5 0450  |D0.2R0O.1x1.5xL50xSD4 i " 2 1.5 - ] 12 50 4 A L]
AHMBL 2002L1.75 0450 |D0.2R0.1x1.75xL50xSD4 175 12 50 4 A [
AHMBL 200212 0450 D0.2R0.1x2xL50x5D4 ¥ ] 12 50 4 A L]
AHMBL 2002025 0450  |DO.2ZR0.1x2 5xL 50xSD4 25 12 50 4 A [}
AHMBL 200213 0450 D0.ZR0.1x3xL50x5D4 3 ] 12 50 4 A [
AHMBL 2003005 0450 | D0O.3R0.15x0.5xL50x5D4 05 12 50 4 A L]
AHMBL 2003L0.6 0450  |DD.3R0.15x0.6xL50x5D4 0.6 ] 12 50 4 A .
AHMBL 2003L0.75 0450 |D0.3R0.15x0.75xL50xSD4 0.3 0.15 02 0.75 028 . 12 50 4 A L
AHMBL 2003017 0450 DO.3R015x1xL50x5D4 1 ] 12 50 4 A .
AHMBL 2003L1.25 0450 |D0.3R0.15x%1.25xL 50%SD4 125 | 12 50 4 A .

Cutting Tool Technology



ITH54HS - Order code

o) it MiEds[EREE-R 7 FREM B 5 p.p mamE e 2o PE G?;’;‘h mﬁf{w
AHMBL 2003115 0450 |DO.3R0.15x1.5xL50xSD4 1.5 ] 12 50 4 A (]
AHMBL 2003L1.75 0450 |D0.3R0.15x1.75xL50xSD4 175 12 50 4 A .
AHMBL 200312 0450 DO0.3R0.15x2xL50%SD4 2 | 12 50 4 A L]
AHMBL 2003L.2.25 0450 |D0.3R0.15%2.25xL50xSD4 03 015 02 2.25 028 2 12 50 4 A L
AHMBL 2003L25 0450  [D0.3R0.15x2.5xL50xSD4 ' 25 ' ] 12 50 4 A []
AHMBL 200313 0450 DO0.3R015x3xL50xS04 3 12 50 4 A L]
AHMBL 2003L3.5 0450  |D0.3R0.15x3.5xL50xSD4 35 | 12 50 4 A L]
AHMBL 2003L4 0450 DO0.3R0O 1 5x4xL50xSD4 4 12 50 4 A L]
AHMBL 2004L0,5 0450 | D0.4R0.2x0.5xL50xSD4 05 12 50 4 A .
AHMBL 2004L0.8 0450  |D0.4R0.2x0.8xL50xSD4 08 12 50 4 A L
AHMBL 2004L1 0450 D0.4RO.2x1xL50xSD4 1 [ 12 50 4 A L]
AHMBL 2004L1.5 0450 DO.4R0 2x71 5xL50xSD4 15 12 50 4 A .
AHMBL 200412 0450 D0.4R0O 2x2xL.50xSD4 2 ] 12 50 4 A L[]
AHMBL 2004L2.5 0450  |D0.4R0.2x2 5xL50xSD4 25 12 50 4 A °
AHMBL 2004L3 0450 D0.4R0.2x3xL50xSD4 0.4 0.2 03 3 0.37 2 ] 12 50 4 A .
AHMBL 2004L3.5 D450 D0.4R0.2x3.5xL50xSD4 35 12 50 4 A L]
AHMBL 2004L4 0450 D0.4R0 . 2x4xL50xSD4 4 | 12 50 4 A L]
AHMBL 2004L4 5 0450 D0.4RO.2x4 5xL50xSD4 45 12 50 4 A .
AHMBL 2004L5 0450 D0.4R0O.2x5xL50xSD4 b [ 12 50 4 A L]
AHMBL 2004L6 0450 D0.4R0O 2x6xL 50xSD4 & 12 50 4 A °
AHMBL 2004L8 0450 D0.4R0.2x8xL50xSD4 8 | 12 50 4 A .
AHMBL 2005L1 0450 D0.5R0.25x1xL50xSD4 1 | 12 50 4 A L]
AHMBL 2005L1.5 0450  |D0.SR0.25x1.5xL50xSD4 15 | 12 50 4 A L]
AHMBL 200512 0450 DO0.5R0.25x2xL50xSD4 2 12 50 4 A °
AHMBL 2005L2.5 0450  |D0.5R0.25x2.5xL50xSD4 25 | 12 50 4 A .
AHMBL 2005L3 0450 D0.5SR0 25x3xL50xSD4 3 12 50 4 A °
AHMBL 2005L3.5 0450  |D0.5R0.25x%3.5xL50x5D4 35 | 12 50 4 A ®
AHMBL 2005L4 0450 D0.5R0O.25x4xL50xSD4 05 0.25 0.35 4 0.46 4 12 50 4 A L]
AHMBL 2005045 0450  |DO.SR0D.25%4 5xL50xSD4 45 1 12 50 4 A L]
AHMBL 2005L5 0450 DO5SR0.25x5xL 50504 5 12 50 4 A °
AHMBL 2005L5.5 0450  |DD.5R0.25x5.5xL50xSD4 5.5 | 12 50 4 A L]
AHMBL 2005L6 0450 D0.5R0.25x6xL50xSD4 & 12 50 4 A °
AHMBL 200518 0450 DO0.5R0.25%8xL50x5D4 B | 12 50 4 A ®
AHMBL 2005L10 0450 D0.5R0O.25x10xL50xSD4 10 12 50 4 A L]
AHMBL 200611 0450 DO.6R0.3xTxL50xSD4 1 | 12 50 & A .
AHMBL 2006L1.5 0450 D0.6R0.3x1.5xL50xSD4 15 12 50 4 A .
AHMBL 200612 0450 D0.6R0O.3x2xL50xSD4 2 ] 12 50 4 A L]
AHMBL 2006125 0450  |D0.6R0.3x2.5xL50xSD4 25 12 50 4 A L]
AHMBL 2006L3 0450 D0.6RO.3x3xL50xSD4 3 ! 12 50 4 A ®
AHMBL 2006L3.5 0450 D0.6R0.3x3.5xL50xSD4 35 12 50 4 A °
AHMBL 200614 0450 D0.6R0 3xdx 60xSD4& 4 | 12 50 4 A L]
AHMBL 2006L4.5 0450 D0.6R0.3x4.5xL50xSD4 45 12 50 4 A L]
AHMBL 2006L5 0450 D0.6R0.3x5xL50xSD4 W & G 5 Gint 4 I 12 50 4 A L]
AHMBL 2006L5.5 0450 D0.6R0.3x5.5xL50xSD4 5.5 12 50 4 A L]
AHMBL 200616 0450 D0.6R0.3x6xL50xSD4 b | 12 50 4 A L]
AHMBL 2006L7 0450 D0.6R0O.3x7xL50xSD4 74 12 50 4 A []
AHMBL 2006L8 0450 D0.6R0O.3x8xL50xSD4 8 | 12 50 4 A [}
AHMBL 2006L9 0450 D0.6R0 3x9xL50xSD4 2 12 50 4 A L]
AHMBL 2006L10 0450 DO0.6RO 3x10xL50%SD4 10 [ 12 50 4 A L[]
AHMBL 2006L12 0450 D0.6R0.3x12xL.50x5D4 12 12 50 4 A .
AHMBL 200712 0450 D0.7R0.35x2xL.50xSD4 2 ] 12 50 4 A [}
AHMBL 2007L3 0450 D0.7R0.35x3xL50xSD4 3 12 50 4 A L]
AHMBL 2007014 0450 D0.7R0.35x4x . 50xSD4 0.7 0.35 05 4 0.66 4 | 12 50 4 A L]
AHMBL 200716 0450 D0.7R0.35x6xL.50xSD4 o] 12 50 4 A L]
AHMBL 200718 0450 D0.7R0.35x8xL.50xSD4 8 ] 7 50 4 A °
AHMBL 2008L2 0450 DO.BRO . 4x2xL50xSD4 2 12 50 4 A .
AHMBL 2008L2,5 0450  |D0.8BRO.4%2.5xL50xSD4 25 | 12 50 4 A L
AHMBL 2008L3 0450 D0.8RO.4x3xL50xSD4 0.8 0.4 0.6 3 0.76 4 12 50 4 A L]
AHMBL 2008L4 0450 DOBRO 4xdxL50xSD4 4 | 12 50 4 A .
AHMBL 200815 0450 DOBRO 4x5xL50xSD4 5 12 50 4 A ]

AHNO fzk5
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AHMBL 2008Lé 0450 DO.8RO.4xé6xL50xSD4 & 12 50 4 A L]
AHMBL 2008L7 0450 D0.8RO.4xTxL50xSD4 7 1Z 50 4 A L
AHMBL 2008LE8 0450 D8RO 4x8xL 50xSD4 08 04 06 8 076 4 i #d 50 4 A L
AHMBL 2008L10 0450 DOBRO4x10xL50xSD4 : i ; 10 * 12 50 4 A -
AHMBL 200BL12 0450 DOBRO4x12xL.50xSD4 12 12 50 4 A L]
AHMBL 2008L16 0450 | DO.BRO.4x16xL50XSD4 16 12 5 | 4 | A .
AHMBL 200912 0450 DO9R0.45x2xL50xSD4 2 12 50 4 A L]
AHMBL 2009014 0450 DO.9RO 45xd4x L 50xSD4 0o 045 065 4 i 50 4 A L]
AHMBL 200914 0450 DO 9RO 45x6xL50x5D4 ' ' : & 086 4 2 ) 50 4 A L
AHMBL 200218 0450 DOYR0.45x8xL50x504 2 i 73 50 4 A .
AHMBL 2010L2.5 0450 D1RO 5x2 5xL.50xSD4 25 12 50 & A L]
AHMBL 2010L3 0450 | D1RO.5x3xL50xSD4 3 12 5 | 4 | A .
AHMBL 2010L4 0450 D1RO.5x4xL50xSD4 4 i 50 4 A L]
AHMBL 201014 0660 DTRO SxdxL&0xSDE 4 12 &0 & A L]
AHMBL 2010L5 0450 D1RO.5x5xL50xSD4 5 12 50 4 A L
AHMBL 2010L6 0450 D1RO.5x6xL50xSD4 & 12 a0 4 A .
AHMBL 201006 0660 D1RO SxéxL&60xSDE & 12 &0 & A L]
AHMBL 201017 0450 | DTRO.5X7XL50xSD4 7 12 5 | 4 | A .
AHMBL 2010L8 0450 D1ROExBxL50xSD4 8 12 50 4 A L]
AHMBL 2010L8 0460 DTRO.5xBxL&0xSDA ] 05 0.75 8 095 4 12 60 & A L]
AHMBL 201019 0450 DTRO 5xFxL50xSD4 e i 50 4 A L
AHMBL 20710010 0450 D1RO.Ex10xL60xSD4 10 j 5 a0 4 A .
AHMBL 2010010 0660 D1RO Bx10xL60xSDE 10 J2 &0 & A L
AHMBL 2010L12 0450 | D1R0.5x12xL50xSD4 12 12 5 | 4 | A .
AHMBL 2010014 0450 D1RO.5x14x50xSD4 14 12 50 4 A L]
AHMBL 20710016 0450 DTRO 5x16xLB0xSD4 16 12 50 4 A L]
AHMBL 2010118 0460 D1RO.5x18xLe0x5D4 18 i 7 60 4 A L]
AHMBL 2010020 0460 D1RO. Ex20xL60xSD4 20 12 &0 4 A L]
AHMBL 2010022 0440 D 1RO 5x22xL60xSD4 22 T2 &0 4 A .
AHMBL 20156 0450 | D1.5R0.75x6xL 50504 6 F 50 | 4 | A .
AHMBL 2015L6 0660 D1.5R0.75x6xLé0xSDé & 11 60 & A L]
AHMBL 2015L8 0450 D1.5R0.75x8xL50xSD4 8 1 50 4 A L
AHMBL 201518 0660 D1.5R0.75x8xL60xSD6 15 075 12 8 142 B 11 (10} o] A L]
AHMBL 2015010 0450 D1.5R0.75x10xL50xSD4 ’ ' ' 10 g 11 50 4 A L]
AHMBL 2015L10 0660 | D1.5R0.75x10xL60x5D6 10 1 0 | 6 | A .
AHMBL 2015L12 0450 | D1.5R0.76x12¢L50x5D4 12 X 5 | 4 | A .
AHMBL 2015012 0660 D1.5R0.75x12xL60xSDé& 12 11 &0 & A .
AHMBL 2020L6 0450 D2R1xéxL50xSD4 2] 11 50 4 A L]
AHMBL 202018 0450 D2R1xBxL50xS04 8 11 50 4 A L]
AHMBL 2020L8 0660 D2R1xBxLA0xSDE a 1 &0 & A L]
AHMBL 2020L10 0450 | D2R1x10xL50x5D4 10 T 50 | 4 | A .
AHMBL 2020010 D660 D2R1x10xL60xSDé 2 1 1.6 10 1.8 - 1 &0 6 A L]
AHMBL 2020112 0450 D2R1x12xL50xSD4 12 1 50 4 A .
AHMBL 2020012 06460 D2R1x12xL60xSDé 12 i i &0 & A L
AHMBL 2020016 0450 D2R1x16xL50xSD4 16 i B 50 4 A L]
AHMBL 2020016 0660 D2R1x1é6xL60xSDé 14 1 &0 & A L]
AHMBL 202508 0450 | D2.5R1 25%6XL50+5D4 8 1 5 4 | A .
AHMBL 2025110 0450 D2.5R1.25x10xL50xSD4 25 125 2 10 24 B i il 50 4 A L]
AHMBL 2025112 0450 D2.5R1.25x%12xL50xSD4 ' ' N2 ’ 11 50 4 A L]
AHMBL 2025116 0450 D2 5R1 25x%1éxL50xSD4 18 1 50 4 A .
AHMBL 2030010 0450 D3RT 5x10xL50xSD4 10 1 50 4 A L]
AHMBL 2030110 0660 D3R 5x10xL&0xSD4 10 T &0 & A L]
AHMBL 2030L12 0450 | D3R15x12xL50x5D4 12 1 5 | 4 | A .
AHMBL 2030012 0660 D3R1.5x12xL60xSDé 3 15 24 12 29 r " &0 & A L]
AHMBL 20301164 0450 D3R 5x16xL50xSD4 ' ' 164 ’ 11 50 4 A L]
AHMBL 2030016 0660 D3R 5x1é6xL60xSDA 16 11 &0 <] A L]
AHMBL 2030120 0660 D3R 5x20xL60xSD6 20 11 &0 6 A L]
AHMBL 2030125 0675 D3R1.5x25xL75xSDé 25 gl 75 & A L]
AHMBL 2040L12 0660 D4R2x1 2xL60xSD6 12 3 Bl 60 e} A L
AHMBL 2040016 0660 DaR2x16xL60xSDé 4 5 45 16 a0 ~ g il &0 & A L]
AHMBL 2040120 0660 DaR2x20xL &0xSD6 ; 20 : 1 &0 & A °
AHMBL 2040125 0675 D4RZx25xL75x5D6 25 11 75 ¢) A L]

Catting Tool Technology



iTHH4R S - Order code

gfoﬁdi D:E?glgtzm TIiEds ERER R THE o FHKM g‘fgl B RR WBRAR | 2Kl ﬁd% G?;?;h In\frﬁory
AHMBL 2040030 0675  |D4R2x30xL75xSD6 4 2 32 30 19 = 1 75 & A .
AHMBL 2050L16 0660 | D5R2.5x16xL60xSD4 16 1 &0 b A .
AHMBL 2050120 0640 | D5R2 5x20xL60xSDé 5 25 i 20 KBk 11 40 & A L
AHMBL 2050125 0675  |DSR2.5%25xL75x5D6 ' 25 ' - 1 75 6 A ®
AHMBL 2050130 0675  |D5R2 5x30xL75x5D6 30 _ 1 75 b A .

BN TR
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Cutting Parameters-AHM series

AHMEF 4 7J9E3L$%7]  AHMEF 4-flute End Mills

RIS Material WE® (HRC35 ~ 45) Pre-hardened Steg| FME (HRC46 ~ 55) Hardened Steel

mE fiE HHERRE i i Yo AR E % R

type s/min™ Vf/mm/min ap/mm aefmm s/min* Vifmm/min ap/mm ae/mm
AHMEF 4010 16000 320 2 0.05 15000 250 ) 005
AHMEF 4015 12500 360 3 0.05 12000 300 2 0.05
AHMEF 4020 11000 400 4 0.1 10000 350 4 005
AHMEF 4025 9350 440 5 0.1 8500 400 5 005
AHMEF 4030 8250 480 6 0.1 7500 450 b 0.05
AHMEF 4040 6380 400 8 0.1 5800 550 8 0.05
AHMEF 4050 5500 700 10 0.1 5000 580 10 0.1
AHMEF 4060 4950 1000 12 0.1 4500 400 12 0.1
AHMEF 4080 4180 1500 16 02 3800 600 16 0.1
AHMEF 4100 3850 2000 20 02 3500 550 20 0.1
AHMEF 4120 3080 2500 24 02 2800 500 24 D
AHMEF 4140 2750 2000 28 0.2 2500 500 28 0.1
AHMEF 4160 2420 2000 32 0.2 2200 450 3z 0.1
AHMEF 4200 2200 2000 40 02 2000 400 40 0.1

AHME 6 7J3FE3L$57]  AHME 6-flute End Mills

HERE Material FiFIE (HRC35 ~ 45) Pre-hardened Steel EAiW (HRC46 ~ 55) Hardened Steel

&g YiE HEREE iR R i WERRE iR mE

type s/min* Vf/mm/min ap/mm ae/mm 5/min* VEfmm/min ap/mm ae/mm
AHME 4060 4500 1936 15 0.2 4000 870 15 0.1
AHME 4080 4000 1920 18 0.2 3500 200 18 0.1
AHME 6100 3500 1840 25 02 2800 850 25 0.1
AHME 6120 3000 1600 30 02 2500 800 30 01
AHME 4140 2700 1600 30 02 2200 750 30 0.1
AHME 6160 2400 1600 35 02 2200 750 35 0.1
AHME 6200 2200 1440 40 0.2 2000 700 40 0.1

AHMRF 4 71ES%t7] - (M$%  AHMRF 4-flute End Mills with Corner Radius-Side milling

HEIH Material FiEE (HRC35 ~ 45) Pre-hardened steel MW (HRCA6 ~ 55) Hardened steel

e 5% HHEEEE miE % i AR iz =

type S/min’! Vf/mm/min ap/mm ag/mm s/min” Vi/mm/min ap/mm ae/mm
AHMRF 4010R_ 12000 670 0.05 0.03 9300 480 0.05 0.03
AHMRF 4015R_ 10000 00 0.05 0.03 7600 &40 0.05 0.03
AHMRBF 4020R 9400 1700 0.1 0.05 7200 1200 0.1 0.05
AHMRF 4030R_ BECO 2250 0.1 0.05 &800 1600 0.1 0.05
AHMRF 40408 _ 8300 2250 0.2 0.05 46400 1600 02 0.05
AHMRF 40460R_ 5200 2500 0.2 0.08 4800 1800 02 o.08
AHMRFE 4080R_ 5200 3350 02 0.1 4000 2400 0.2 0.1
AHMRF 4100R_ 4600 3350 02 0.1 3600 2400 0.2 0.1
AHMRF 4120R_ 4100 3350 02 0.1 3200 2400 02 0.1

T — AHNO RRE]
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Cutting Parameters-AHM series

AHMRP 4 7]527] ES8E7] - UEX  AHMRP 4-flute Short-flute End Mills with Corner Radius-Side milling

I material WEE (HRC35 ~ 45) Pre-hardened Stes| FAE (HRC46 ~ 55) Hardened Steel

BS iE AR E iR IR i AR E LR IES

type s/min™ Vf/mm/min ap/mm aefmm s/min* Vifmm/min ap/mm ae/mm
AHMRE 40710R_ 12000 670 0.05 0.03 9300 480 0.05 003
AHMRP 4015R 10000 200 0.05 0.03 7600 H40 0.05 003
AHMRP 4020R_ 2400 1700 A 0.05 7200 1200 01 005
AHMRP 4030R_ BE0O 2250 0.1 0.05 6800 1600 01 005
AHMRP 4040R_ 8300 2250 02 0.05 4400 1600 02 0.05
AHMRP 4060R_ 6200 2500 0.2 0.08 4800 1800 0.2 0.08
AHMRP 4080R_ 5200 3350 D2 0.1 4000 2400 0.2 0.1
AHMRE 4T100R 4600 3350 0.2 0.1 3600 2400 02 0.1
AHMRP 4120R_ 4100 3350 0.2 0.1 3200 2400 02 0.1

AHMR 4 7IE£%87] - FEIEHE  AHMR 4-flute End Mills with Corner Radius-Surface finishing milling

WRIE Material FiERlE (HRC35 ~45) Pre-hardened Steel FMIR (HRCAE ~ 55) Hardened Stesl
me iR iR iF R iR prizoy i NiF E
type S/min* Vf{mm/min ap/mm ae/mm S/min* VE/mm/min ap/mm ae/mm
AHMR 4060R 5500 440 008 35 5000 400 0.05 3.5
AHMR 4080R _ 4950 660 an8 45 4500 600 0.05 45
AHME 4100R_ 4600 880 oos & 4200 BOO 006 &
AHMR 4120R 3850 880 0.08 8 3500 800 0.06 8

AHMR 6 7IES%47] - 18X AHMR 6-flute End Mills with Corner Radius-Side milling

HHEH Material FRIE (HRC35 ~ 45) Pre-hardened Steel #k# (HRCAG ~ 55) Hardened Steel

ze % R E iR % i HEREE iR 215

type s/min’ Viimm/min ap/mm ae/mm s{min’ Vf/mm/min ap/mm ae/mm
AHMR 6060R 4500 19236 15 0.2 4000 870 15 0.1
AHMR 6080R._ 4000 1920 18 0.2 3500 200 18 0.1
AHMR &100R 3500 1840 25 0.2 2800 850 25 01
AHMR 6120R _ 3000 1600 30 0.2 2500 B0 30 A

Cutting Toal Technology




tIHIZ%L -AHM &7

Cutting Parameters-AHM series

AHMR 6 7]E847] - FEIER  AHMR 6-flute End Mills with Corner Radius-Surface finishing milling

I material WEE (HRC35 ~ 45) Pre-hardened Stes| ZAW (HRC46 ~ 55) Hardened Steel

S i AR E LIEN = foE BB LR IES
type s/min™ Vf/mm/min ap/mm ae/mm s/min* VE/mm/min ap/mm ae/mm
AHMR 6060R 6600 640 008 3.5 46000 600 0.05 35
AHMR 6080H 5500 880 0.08 45 5000 BOO 0.05 4.5
AHMR 6100R _ 4950 1100 008 6 4500 1000 006 6
AHMR 6120R_ 4400 1320 008 B 4000 1200 0.06 5
AHMRK 4 7138 7B B 24t7]  AHMRK 4-flute High-feed End Mills with Corner Radius

HAH Materal ‘ Fikl® (HRC35 ~ 45) Pre-hardened Steel
B 15 ] R E iz % MR E iR ES
type s/min’! Vf/mm/min ap/mm ag/mm s/min’ Vifmm/min ap/mm ae/mm

AHMRK 4030R_ 12480 3200 015 216 10400 1600 01 1.8

AHMRK 4040R_ 11520 4320 015 2.88 9600 21560 01 2.4

AHMRK 4060R 2600 4400 02 34 8000 2200 a1 3

AHMRK 4040R_ B400 4800 02 4.32 7000 2400 015 3.6

AHMRK 4080R_ 7560 4800 0.3 576 6300 2400 0.15 4.8
AHMRK 40100R_ 6000 4800 03 72 5000 2400 02 b
AHMRK 401201 5400 5000 0.3 9.6 4500 2000 0.2 8

AHMB 2 7JEk3L$87]  AHMB 2-flute Ballnose End Mills

W Material R (MRC35 ~ 45) Pre-hardened Steel FideW (HRC46 ~ 55) Hardened Steel
e 1% HRE R iF R w®iE SHESHE HER E
type s/min* Vf/mm/min ap/mm as/mm 5/min’* Vifmm/min ap/mm ae/mm

AHME 2004 28000 &00 0.03 0.03 25000 540 003 0.03

AHME 2005 25000 720 0.03 0.03 22500 650 0.03 003

AHMB 2006 22000 800 003 0.03 19800 720 003 003

AHMEB 2008 20000 1000 0.03 0.03 18000 700 0.03 0.03

AHME 2010 18000 1200 0.03 0.05 16000 1100 0.03 0.05

AHMB 2015 16000 1500 Q.03 0.05 14500 1350 0.03 0.05

AHMB 2020 14800 1560 0.04 0.04 13300 1400 004 0.06

AHMB 2025 14400 1680 0.04 0.06 13000 1500 0.04 0.06

AHMB 2030 13000 2000 005 o8 11500 1800 0.05 008

AHMB 2040 12000 2400 0.05 0.1 10800 2100 0.05 0.1

AHMB 2050 10000 2500 0.08 0.1 2000 2250 0.05 0.1

AHMB 2060 2000 2800 o.08 0.15 8100 2500 0.05 015

AHMB 2080 BO0O 3000 o.08 02 7200 2700 0.05 0.2

AHMEB 2100 7200 3000 0.08 0.25 6500 2700 Q.08 0.25

AHMB 2120 6400 3200 0.1 025 5800 2900 0.1 0.25

AHMEB 2160 6000 3600 0.1 03 5400 3200 0.1 0.3
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Cutting Parameters-AHM series

AHME 2 7]3E3L 577 AHME 2-flute End Mills

I material WEE (HRC35 ~ 45) Pre-hardened Stes| ZAW (HRC46 ~ 55) Hardened Steel

S fiE AR E LIEN IR b AR E LR IES

type s/min™ Vf/mm/min ap/mm ae/mm s/min* VE/mm/min ap/mm ae/mm
AHME 2004 30000 275 0.03 028 28000 250 0.03 028
AHME 2005 27500 330 0.03 03 25000 300 0.03 0.3
AHME 2006 24000 380 0.04 D.42 22000 350 0.04 0.42
AHME 2008 22000 440 0.04 0.56 20000 400 0.04 0.56
AHME 2010 20000 550 0.05 07 18000 500 0.05 07
AHME 2015 16500 66 0.05 1.05 15000 600 0.05 1.05
AHME 2020 13800 800 0.1 s 12500 750 0.05 15
AHME 2025 11000 1100 0.1 1.75 10000 1000 0.05 1.75
AHME 2030 8800 1100 0.1 21 8000 1000 0.05 2.1
AHME 2040 7200 2200 0.1 28 4500 2000 0.05 28
AHME 2050 6600 1100 0.1 35 46000 1000 0.1 35
AHME 2060 5500 660 01 4.2 5000 600 0.1 4.2
AHME 2080 5000 650 0.2 56 4500 400 0.1 5.6
AHME 2100 4400 550 02 7 4000 500 0.1 /
AHME 2120 3800 550 0.2 B.4 3500 500 0.1 B.4
AHME 2140 3300 550 02 96 3000 500 0.1 2.6
AHME 2160 3000 550 02 12 2800 500 0.1 1.2
AHME 2200 2750 550 0.2 14 2500 500 0.1 14

AHMR 2 71IR£%%7] AHMR 2-flute End Mills with Carner Radius

W Material M (HRC35 ~ 45) Pre-hardenad Steel FideW (HRC46 ~ 55) Hardened Steel

pe i eI iF R w®iE SHESHE HER E

type s/min* Vf/mm/min ap/mm as/mm 5/min’* Vifmm/min ap/mm ae/mm
AHMR 2070R 12800 330 0.05 0.03 11600 300 0.05 003
AHMR 2015R_ 10500 440 0.05 0.03 2500 400 0.05 003
AHMR 2020R_ 2900 825 0.1 0.05 2000 750 01 0.05
AHMR 20258 2600 950 0.1 0.05 8800 750 0.1 0.05
AHMR 2030R 9300 1100 01 0.05 8500 1000 01 0.05
AHME 2040R._ 8800 1100 0.2 0.05 8000 1000 0.2 0.05
AHMR 2060R 6600 1375 02 0.08 4000 1000 Q.2 0.08
AHMR 20B80R _ 5500 1650 02 0.1 5000 1250 0.2 o1
AHMR 2100R_ 4950 1650 g 0.1 4500 1500 02 0.1
AHMR 2120R 4400 1650 0.2 0.1 4000 1500 02 0.1

Cutting Toal Technology
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Cutting Parameters-AHM series

AHMEL 4 713 F3L8%570 AHMEL 4-flute End Mills with Neck Increased

I Material ‘ Pl (HRC35 ~ 45) Pre-hardened Stes| ket (HRC46 ~ 55) Hardened Steel

BE S pric e 44 IR = fist ] i R iR =
type 5/min’? Yfimm/min ap/mm aefmm 5/min? Ve mm/min ap/mm aefmm
2 25000 2000 0,014 0.25 23000 1600 0.012 016
4 25000 1600 0.012 0.25 23000 1280 0.01 016
GiEE L 6 20000 1200 0.01 025 18000 F40 om 015
B 16000 1000 0.0 0.25 14000 800 0.008 015
4 22000 1400 005 05 17600 1120 0.04 0.4
b 18000 1000 0.04 0.5 14400 800 0.03 0.4
ARHPELAOTIL 8 15000 800 0.03 0.5 12000 640 0.02 0.4
10 14000 700 002 05 11200 560 0.0 0.4
6 16000 1440 007 075 12800 1150 0.06 0.6
B 14000 1160 0.06 075 11200 930 0.05 0.6
AHELAD L 10 13000 1040 005 0.75 10400 B30 0.04 0.6
12 12000 200 0.04 0.75 9600 720 0.03 0.6
8 13000 1600 0.09 1 10400 1280 0.07 D8
10 13000 1500 008 1 10400 1200 0.06 0.8
AHIFIEL 43201 12 12000 1300 o.on? il 9400 1040 0.06 k]
16 10000 1000 0.05 1 8000 800 0.04 0.8
10 11000 1600 0 125 B8B00 1280 0.09 i
12 11000 750 0.1 1.25 8800 600 0.08 1
el 16 2000 1100 007 125 7200 880 0.0é 1
20 7000 800 0.05 1.25 5600 640 0.04 1
10 2000 1800 014 1.5 7200 1440 (YRR 1.2
12 2000 1600 012 15 7200 1280 01 1.2
AHMEL 4030 16 B000 1200 009 15 6400 260 0.07 1.2
20 7000 200 0.07 1.5 5600 720 0.046 1.2
25 6000 760 0.06 1.8 4800 400 0.05 12
12 #000 1700 025 2 4800 1350 02 1.6
16 6000 1600 02 2 4800 1280 016 1.6
AHMEL 40401 20 6000 1460 015 2 4800 1150 012 1.6
25 5000 1200 0.1 2 4000 940 0.08 1.6
30 5000 1080 0.08 2 4000 960 0.06 15

Please call to checkinveritury betore ordering \H\IO Wﬁ

Catting Tool Technology

206



tIHIZ% -AHM &7

Cutting Parameters-AHM series

AHMRL 4 I EZE 287 AHMRL 4-flute End Mills with Neck Increased & Corner Radius

I Material ‘ iE® (HRC35 ~ 45) Pre-hardened Stee| At (HRC46 ~ 55) Hardened Steel

BE S pric e 44 IR 0= fist ] i R iR LE
type 5/min’? Yfimm/min ap/mm aefmm 5/min? Ve mm/min ap/mm aefmm
2 25000 2000 0,014 0.25 23000 1600 0.012 016
4 25000 1600 0.012 0.25 23000 1280 0.01 016
6 20000 1200 0.01 025 18000 250 om 015
i B 16000 1000 0.0 0.25 14000 800 0.008 015
10 15000 800 0.008 02 13500 640 0.006 012
12 13000 600 0.008 0.15 12000 480 0.006 012
4 25000 1700 0.03 0.3 20000 1400 0.02 Dz
AHIRLG008RL 8 16000 800 0.01 03 14000 700 0.008 D2
4 25000 2400 0.05 0.3 21000 1920 0.04 0.25
& 23000 2000 005 03 20000 1600 0.04 025
14 21000 1800 0.04 03 18000 1440 0.03 025
8 12000 1600 0.03 0.3 16000 1280 0.02 025
ol 10 16000 1400 002 0.3 14000 1120 0.0 025
12 15000 1200 0.015 0.3 13000 960 0.008 0.25
16 15000 800 0015 03 13000 640 0.008 025
20 13000 700 0o 03 11000 560 0.008 0.25
6 20000 260 002 0.07 18000 840 0.02 003
8 18000 800 0.02 0.06 16000 700 0.02 0.03
AHMRL 4015R L 10 16000 800 002 0.05 15000 700 0.02 002
12 14000 640 002 0.04 13000 560 0.02 002
8 16000 1280 003 01 13000 1120 0.03 003
10 16000 1120 003 0.09 13000 980 003 003
Bl 12 14000 260 002 0.08 11000 B40 002 002
16 12000 800 0.02 0.06 10000 700 0.02 0.02
10 12000 1600 0.03 0.19 10000 1400 0.03 008
12 11000 1280 003 0.14 2000 1120 0.03 0.06
AHMRL 4030R_L| 16 10000 260 002 0m 8000 840 00z 005
20 2000 640 002 0.09 6400 560 0.0z 004
25 BO0O 480 002 0.07 5600 420 0p2 003
12 2000 1280 0.04 019 7000 1120 0.04 0.08
16 BOOD 260 0.03 017 6400 840 0.03 o0e
AHMRL 4040R L| 20 7500 &40 002 0.14 4000 560 0.02 007
25 7000 480 002 0.1 5600 420 0nz 006
30 6000 320 002 0.07 4800 280 002 0.03

BT |, TTHRT RS RS Slock cutting loals: Ple

Cutting Toal Technology




tIHISE -AHM &5

Cutting Parameters-AHM series

AHMEL 2 71 F3L85 77 AHMEL 2-flute End Mills with Neck Increased

B Material Fisi® (HRC35 ~ 45) Pre-hardened Steel et (HRCAG ~ 55) Hardened Steel

Bs i bz e IR L = R i L
type s/min? VEfmm/min ap/mm aefmm S/min* VEfmm,/min ap/mm aefmm
0.3 40000 150 0.005 0.06 32000 120 0.003 0.05
AHMEL 2001L 0.5 40000 100 0.005 0.06 32000 B0 0.003 0.05
1 40000 60 0,002 0.06 32000 50 0.001 0.05
05 30000 240 0.005 012 24000 200 0003 01
AHMEL 2002L 1 30000 180 0.005 012 24000 150 0.003 01
2 30000 80 0.003 012 24000 50 0.002 0.1
1 30000 350 0,007 018 24000 300 0.003 015
AHMEL 2003L 2 30000 180 0.005 018 24000 150 0.003 015
3 30000 70 0.004 018 24000 50 0.002 015
2 22000 250 0om 025 17600 200 0.008 02
AHMEL200AL 3 18000 150 0.005 0.25 14400 120 0.004 02
2 22000 300 om 0.25 17600 240 0.008 0.2
AHMEL 2005L 3 18000 200 0.005 0.25 14400 160 0.004 02
4 14000 150 0.002 0.25 11200 120 0.002 02
2 22000 230 0m 0.25 17600 180 0.008 02
AHMEL 2006L 3 18000 140 0.005 0.25 14400 110 0.004 02
4 14000 0 0.002 0.25 11200 70 0.002 02
4 22000 400 0.03 0.4 17600 320 0.02 032
AR S0USt 6 18000 300 0.02 0.4 14400 240 0.02 0.32
4 22000 700 0.05 0.4 17600 560 0.04 0.4
6 18000 500 0.04 05 14400 400 0.03 0.4
SHMEL2CHL B 15000 400 003 0.5 12000 320 0.02 04
10 14000 350 00z 05 11200 280 0.0 0.4
6 16000 720 0.07 075 12800 580 0.06 0.6
8 14000 580 0.0é 0.75 11200 460 0.05 06
Sakid 10 13000 K20 0.05 0.75 10400 400 0.04 06
2 12000 450 004 075 2600 360 003 0.4
B 13000 8OO 0.09 1 10400 640 0.07 08
10 13000 750 Q.08 1 10400 500 0.06 08
R 12 12000 650 0.07 1 2600 520 0.06 0.8
16 10000 500 0.05 1 8000 400 0.04 08
10 11000 80O 0.1 1.25 8800 540 0.09 1
12 11000 750 01 1.25 BB00 600 0.08 1
AEMEL 20751 16 000 550 0.07 125 7200 440 0.04 1
20 7000 400 0.05 1.25 5600 320 0.04 1
10 2000 200 015 1.5 7200 720 0o 12
12 %000 80O 012 15 7200 640 0.01 1.2
AHMEL 2030L 16 8000 &00 009 1.5 &400 480 0.07 1.2
20 7000 450 0.07 18 5600 360 0.06 12
25 6000 380 0.06 15 4800 300 0.05 12
12 4000 850 025 2 4800 680 02 16
16 6000 800 02 2 4800 640 016 16
AHMEL 2040 20 46000 730 015 2 4800 580 012 1.6
25 5000 400 0.1 2 4000 480 0.08 1.6
30 5000 540 0.08 2 4000 430 0.06 1.4

Please call to checkinveritury betore ordering \H\IO Wﬁ
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Cutting Parameters-AHM series

AHMRL 2 TIEFEBEIZ8E7]  AHMRL 2-flute End Milis with Neck Increased & Corner Radius

I Material ‘ iE® (HRC35 ~ 45) Pre-hardened Stee| ket (HRC46 ~ 55) Hardened Steel

ns fiE G iR = $iE i R iR =
type s/min’? Viimm/min ap/mm ae/mm S/min’? VE/mm/min ap/mm aa/mm
05 30000 400 0,005 0.12 24000 300 0.003 0.1
: 1 30000 300 0.005 012 24000 200 0.003 0.1
et LA 15 30000 200 0.005 012 24000 150 0,002 0.1
2 30000 150 0.005 012 24000 100 0.002 0.1
1 30000 400 0.007 0.18 24000 350 0.003 015
15 30000 300 0.007 0.18 24000 250 0.003 015
AHMRL 2003R_L 2 30000 250 0.005 0.18 24000 200 0.003 015
25 30000 200 0.004 0.18 24000 150 0.002 0.15
3 30000 100 0.004 018 24000 a0 0,002 015
1 30000 500 0.01 0.24 24000 400 0.005 02
15 30000 450 001 024 24000 360 0.005 0.2
2 30000 410 0.m 0.24 24000 328 0,005 0.2
B b 2.5 30000 380 0.008 0.24 24000 304 0.005 0.2
3 30000 340 0.008 0.24 24000 288 0.004 02
4 30000 300 0.006 024 24000 240 0.003 0.2
1 25000 &00 0.01 0.15 23000 480 0.007 0.1
15 25000 550 001 015 23000 440 0.007 01
2 25000 480 0.01 0.15 23000 384 0.007 0.1
25 25000 450 0.0 0,15 23000 360 0.007 0.1
HHMRL2000RL. 3 25000 400 0.008 015 23000 320 0.004 01
4 25000 350 0,005 0.15 23000 280 0.003 0.1
L 20000 250 0.004 015 18000 200 0.003 D1
b 20000 200 0.003 015 18000 160 0.002 0.1
2 25000 600 0.02 02 23000 480 0.m 015
3 24000 500 Q.02 02 21000 400 0.008 015
4 23000 400 0.015 02 20000 320 0.007 015
RIS ZU0AE & 20000 220 0.008 0.2 18000 180 0,005 &5
8 16000 180 0.005 02 14000 140 0.002 015
10 14000 120 0.002 02 12000 100 0.001 015
2 25000 700 0.03 0.25 23000 560 0.02 15
3 25000 650 0.03 0.25 23000 520 0.015 015
4 25000 &00 002 025 23000 480 0.m 15
AHMRL 20GTRL & 20000 400 001 0.25 18000 320 om 015
8 16000 300 0.01 025 14000 240 0.008 15
10 14000 200 001 0.25 12000 160 0,006 015
2 25000 1000 0.014 0.25 23000 800 0.012 016
| 25000 200 0.014 0.25 23000 720 0.012 01é
4 25000 800 0.012 025 23000 &40 o0 0164
AHMRL 2008R_L & 20000 &00 Q01 025 18000 480 0.0 015
8 16000 500 am 025 14000 400 0.008 015
10 15000 400 0.008 0.2 13500 320 0.006 012
12 13000 300 0,008 0.15 12000 240 0.006 012
4 25000 900 0.03 0.3 20000 800 0.02 0.2
i g 16000 h00 001 03 14000 400 0,008 02

'\HNL) E# EFE7IE, | TR A S Stock cutting logls: Ple
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Cutting Parameters-AHM series

AHMRL 2 TTESBEI2857]  AHMRL 2-flute End Mills with Neck Increased & Corner Radius

i Material Fild (HRC35 ~ 45) Pre-hardened Steel #A® (HRC46 ~ 55) Hardened Steel
BE i i iR = RiE e R o=
type 5/min™ Vf/mm/min ap/mm ae/mm 5/min? Vifmm/min ap/mm aefmm

3 25000 1350 003 03 22000 1080 0.025 0.3

4 25000 1200 0.05 0.3 21000 960 0.04 0.25

5 23000 1000 0.05 03 20000 800 0,04 0.25

4 21000 00 0.04 03 18000 720 0.03 0.25

AHMRL 2010R_L g 17000 800 0.03 03 16000 &40 0.02 025
10 16000 700 002 03 14000 560 [olls}] 025

12 15000 600 0.015 03 13000 480 0.008 025

16 15000 400 0.015 03 13000 320 0.008 0.25

20 13000 350 0.01 0.3 11000 280 0,008 025

[} 20000 480 002 007 18000 420 0.02 003

8 18000 400 002 0.04 14000 350 002 0.03

AR{MBLERL 10 16000 400 0.02 0.05 15000 350 002 003
12 14000 320 0.02 0.04 13000 280 0.02 0.02

8 16000 640 0.03 01 13000 560 0.03 003

10 16000 580 0.03 009 13000 430 002 0.03

i 20aue 12 14000 480 0.02 0.08 11000 420 002 002
16 12000 400 0.02 006 10000 350 0.02 002

10 12000 800 0.03 019 10000 700 003 008

12 11000 640 0.03 014 9000 560 003 006

AHMRL 2030R_L 16 10000 480 0.02 011 8000 420 0.02 005
20 2000 320 002 009 6400 280 002 D.04

25 8000 240 0.02 007 5600 210 0.02 0.03

12 2000 &40 0.04 019 7000 560 0.04 D08

16 8000 480 0.03 017 6400 420 0.03 0.08

AHMRL 2040R_L 20 7500 320 002 014 &000 280 002 007
25 7000 240 002 0.1 5600 210 002 006

30 6000 160 0.02 007 4800 140 002 003

Please call to checkinvertory betore oidering \H\IO WE
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Cutting Parameters-AHM series

AHMBL 2 T1EFERSL D AHMBL 2-flute Ballnose End Mills with Neck Increased

i Material Fikl¥ (HRC35 ~ 45) Pre-hardened Steel #4eq] (HRC46 ~ 55) Hardened Steel
BE i BHEEE iR = RiE g R o=
type 5/min™ Vf/mm/min ap/mm ae/mm 5/min? Vifmm/min ap/mm aefmm
0.2 40000 100 0.002 0.005 40000 70 0,002 0.003
03 40000 70 0.002 0.005 40000 50 0.002 0.003
AHMBL 2001L 05 40000 50 0.001 0.003 40000 30 0,001 0.002
075 40000 50 0.001 0.003 40000 30 0.0 0.002
1 40000 30 0.001 0.003 40000 30 0.001 0.002
03 40000 150 0.002 0,005 40000 100 0.002 0.003
05 40000 120 0.002 0.005 40000 70 D.002 0.003
AHMBL 20015L | 0.75 40000 50 0.001 0.003 40000 30 0.001 0.002
1 40000 50 0.001 0.003 40000 30 0,001 0.002
15 40000 30 0.001 0.003 40000 30 0.001 0.002
03 40000 300 0.004 0.005 36000 200 0.003 0.003
05 39600 280 0.005 0.005 36000 180 0.003 0.003
0.75 39400 200 0.003 0.005 346000 150 0.002 0.003
1 39400 160 0,002 0.003 36000 120 0.001 0.002
1.25 39400 140 0.002 0.003 36000 100 0.001 0.002
AltiipR200AL 15 39600 120 0.002 0.003 36000 80 D.001 0.002
175 39600 100 0.001 0.002 36000 60 0.001 0.002
2 32600 80 0.001 0.002 36000 50 0.001 0.001
25 39400 60 0.001 0.001 36000 40 0.001 0.001
3 39400 40 0.001 0.007 346000 30 0.001 0.001
05 33000 300 0.007 0.01 30000 280 0.003 0.005
06 33000 300 0.005 0.007 30000 250 D.003 0.005
0.75 33000 280 0.005 0.007 30000 230 0.003 0.005
1 33000 250 0.005 0.007 30000 200 0.003 0.005
1.25 33000 200 0.003 0.005 30000 160 0.002 0.003
15 33000 180 0.003 0.005 30000 120 p.002 0.003
AHMBL 2003L 175 33000 150 0.002 0.003 30000 100 0.002 0.002
2 33000 120 0.002 0003 30000 90 0.002 0.002
2.25 33000 100 0.001 0.002 30000 80 D.001 0.001
25 33000 80 0.001 0.002 30000 70 0.001 0.001
3 33000 70 0.001 0.002 30000 60 D.001 0.001
35 33000 40 0.001 0.00 30000 50 0.001 0.001
4 33000 50 0.001 0.001 30000 40 D.001 0.001
0.5 33000 720 0.03 0.03 30000 580 0.009 002
08 33000 720 0.02 0.03 30000 580 0.008 002
1 33000 720 0.02 0.03 30000 580 0.008 0.02
15 33000 500 0.01 0.02 30000 400 0.005 0.01
2 33000 380 0.01 0.01 30000 300 0.005 0.007
25 33000 300 0.005 0.007 30000 260 0.003 0.005
AHMBL 2004L 3 33000 240 0.005 0.007 30000 200 0.003 0.005
35 33000 160 0.003 0.005 30000 120 0.002 0.003
4 30000 120 0.003 0.003 30000 20 0,002 0.003
45 30000 B0 0.002 0.003 30000 &0 0.001 0.002
5 30000 50 0.001 0.002 30000 40 0.001 0.002
b 30000 40 0.001 0.0 300c0 30 0.001 0.007
8 30000 40 0.001 0.001 30000 30 0.001 0.001

BT |, TTHRT RS RS Slock cutting loals: Ple
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Cutting Parameters-AHM series

AHMBL 2 T1EFERSL D AHMBL 2-flute Ballnose End Mills with Neck Increased

s Material ‘ FiI® (HRC35 ~-45) Pre-hardened Stee| el (HRC46 ~ 55) Hardened Steel

ns fiE G iR = $iE i R iR =
type s/min’? Viimm/min ap/mm ae/mm S/min’? VE/mm/min ap/mm aa/mm
1 34800 5590 0.01 0,025 30000 500 0.m 0.025
15 34800 590 0.009 0.02 30000 500 0.009 0.02
2 34800 470 0.008 0.02 30000 400 0.008 0.02
25 32480 470 0.007 0.015 28000 400 0.007 0.015
2 32480 420 0.007 0o 28000 360 0.007 001
35 29000 420 0.004 0.01 25000 360 0.006 001
AHMBL 2005L 4 29000 350 0.005 0.008 25000 300 0.005 0.008
45 29000 300 0.004 0.008 25000 260 0.004 0.008
5 29000 300 0.004 0.008 25000 260 0.004 0.008
55 29000 280 0.004 0.006 25000 240 0,004 0.006
o] 25520 140 0.003 0.005 22000 120 0.003 0.005
8 23200 20 0.003 0.003 20000 80 0.003 0.003
10 23200 &0 0.003 0.003 20000 50 0.003 0.003
1 31320 700 0.02 0.03 28800 &00 0.0z Q.03
1.5 31320 700 0.02 0.03 28800 400 0.02 003
% 31320 560 002 003 28800 480 002 003
25 29232 560 0.015 0.02 26880 480 0.015 0.02
3 29232 500 0.015 0.02 26880 432 0015 0.02
35 26100 500 0.01 0.02 24000 432 0.0 0.02
4 26100 420 0.01 0.02 24000 360 0.01 0.02
45 26700 360 0.01 0.02 24000 2 0.m 002
PR D0R, L 26100 360 01 0.02 24000 312 .0 002
55 26100 336 0.008 0.01 24000 288 0.008 0.0
& 22968 168 0.008 0.01 21120 144 0.008 0.01
7 20880 108 0.00& 0.008 19200 96 0.006 0.008
8 20880 70 0.005 0.008 19200 &0 0.005 0.008
g 18188 &5 0.005 0.008 18048 50 0.004 0.008
10 18188 &0 0,003 0.005 18000 40 0.003 0.005
12 18188 50 0.003 0.005 18000 30 0.003 0.005
2 41200 1300 002 0.035 36000 1000 002 0.035
3 40000 260 0.02 0.03 30000 800 0.02 0.03
AHMBL 2007L 4 40000 820 0.015 0.02 30000 &00 0.015 0.02
& 30000 500 0.006 0.01 25000 470 0.006 0.01
8 20000 380 0.004 0.006 20000 250 0,004 0.006
2 22000 1600 003 0.05 20000 1200 003 0.05
25 22000 1600 003 0.05 20000 1200 0.03 0.05
3 22000 1600 0.03 0.05 20000 1200 0.03 0.05
4 22000 1200 0.03 0.058 20000 860 0.03 0.05
5 22000 1000 002 0.03 20000 420 002 0.03
AHMBL 2008L & 19800 760 Q.02 0.03 18000 560 002 0.03
¥ 19800 680 0.02 0.03 18000 520 0.02 0.03
8 19800 600 0.01 0.02 18000 480 om 0,02
10 17600 380 0.008 0.015 16000 320 0.008 0.015
12 16500 260 0.00& 0.012 15000 200 0.006 0.012
16 16500 260 0.005 0.01 15000 200 0,005 0.01

Catting Tool Technology
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Cutting Parameters-AHM series

AHMBL 2 T1EFERSL D AHMBL 2-flute Ballnose End Mills with Neck Increased

I Material ‘ iE® (HRC35 ~ 45) Pre-hardened Stee| ket (HRC46 ~ 55) Hardened Steel

BE S pric e 44 IR 0= fist ] i R iR LE
type 5/min’? Yfimm/min ap/mm aefmm 5/min? Ve mm/min ap/mm aefmm
2 22000 1600 0.03 0.05 20000 1200 0,03 0.05
4 22000 1200 0.03 0.05 20000 860 0.03 0.05
it & 19800 760 002 0.03 18000 560 0.02 003
8 19800 400 a0l 0.02 18000 480 001 002
25 22000 1600 003 0.05 20000 1200 0.03 005
3 22000 1600 003 0.05 20000 1200 003 0.05
4 22000 1600 0.03 0.05 20000 1200 0.03 0.05
5 22000 1600 0.03 0.05 20000 920 0.03 0.05
& 19800 1200 003 0.05 18000 740 0.02 0.05
7 19800 250 003 0.04 18000 480 0.02 003
B 19800 860 0.03 0.04 18000 560 0.02 003
AHMBL 2010L 9 17600 750 002 0.03 16000 500 0.0 002
10 16500 620 0.02 0.03 15000 450 0.m 0.02
12 16500 520 0.007 0.02 15000 400 0.005 0.01
T4 15400 360 0.003 0.007 14000 320 0.002 0.006
16 15400 250 0.003 0,005 14000 200 0,002 0.003
18 15400 120 0.002 0.005 14000 B85 0.002 0.002
20 13200 75 0.002 0.003 12000 60 0.002 0.002
22 11000 40) 0.002 0,002 10000 35 0,00 0.002
& 20000 1200 0.08 D.04 14000 1700 0.05 0.03
8 20000 1900 0.08 0.04 14000 1700 0.05 0.03
AHMBL 20151 = 18000 1440 0.06 004 12000 1300 0.04 003
12 18000 960 0.06 0.03 12000 840 0.04 0.02
6 20000 2450 0.08 006 14000 2100 0.06 0.04
8 16000 2050 0.08 0.06 11200 1750 0.06 0.04
AHMBL 2020L 10 16000 2050 0.06 005 11200 1750 0.05 0.04
12 12000 1500 0.06 0.05 B400 1260 0.05 0.04
16 10000 1300 0.06 004 7000 1120 0.04 0.03
10 14400 2400 0.08 0.05 12800 1800 0.07 0.04
12 14400 2000 0.08 0.05 12800 1500 0.07 0.04
s B2 14400 1450 006 005 12800 1080 006 004
20 10800 B8O 0.04 0.04 2400 660 0.04 003
10 12800 3200 0.08 0.05 11200 2800 0.06 0.04
12 12800 2400 0.08 005 11200 2100 0.D&a D04
AHMBL 2030L 16 12800 1440 0.06 0.05 11200 1260 0.05 0.04
20 9600 240 0.06 0.05 8400 840 .05 0.04
25 7200 800 0.01 0.04 6600 720 0.08 0.04
12 12800 3200 0.08 oos 2600 2400 00a D.06
16 12800 2800 0.08 0.06 2600 2100 0.06 0.05
AHMBL 2040L 20 11200 2650 006 0.06 8400 2000 005 0.05
25 2400 2100 0.06 005 7200 1560 0.05 0.04
30 9600 2100 005 0.05 7200 1560 0.04 004
16 12800 3200 008 0n 9600 2400 006 009
20 12800 3200 008 0.11 9600 2400 0.06 009
HHBIRLER5EL 25 2600 2400 0.06 0.08 7200 1800 0.05 0.06
30 BOOO 1920 0.06 0.08 6000 1440 0.05 0.06

'\HNL) E# EFE7IE, | TR A S Stock cutting logls: Ple
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Cutting Tool Naming Guidelines

HKEeES5AENEABImA N
AC S R C 4 030 C0.1 06 50

® JDABK
50 ZIAEK: 50

I00ARRIE 100

|8 TIERZ
106 fB{E: SD6
112 ##fg: sD12

@ TIRRER
C0.1 774f3fa: 0.1x45°
'R1.0 E3M4ZE: 1.0

(e JRTE
1030 3.0mm
1120 12.0mm

(5) 1817185
47)8: 4
57)%: 5

(@ fgR
C.DRECH

(3) JIREE
R: EE#T]
E: FLE7
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ACSEC 4 7] FL%t7] (& C )

ACSEC 4-flute End Mills(with chamfer)

- THAMIS%EES5TRWHARRT;
- M ARERAMFHNA LS. AFEELURRENTHERESHERSS;
- REEHARRERR, EEHRIREE, REg.

- Designed for machining titanium alloy and stainless steel materials;

- The newly developed coating has excellent oxidation resistance, red hardness, and

outstanding wear resistance combined with toughness;

- Special geometry for flute design, improving chip breaking smoothness and fast heat

dissipation,

SPP e
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ume,| ¥ % ﬁ\l TiALN‘
WEEaSE | | TEEN miER ]
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h=3 H wi
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A ]t
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lo
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e l
L e e |
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M
lo
KB
7% ¢.dc @.dc Tolerance i ¢.dc C Tolerance
e=<8 0=~-0.020 $P=6 +0.03
<12 0~-0.025 $>6 £0.05
Ln<¢=20 0~ -0.030

EENTIAE M, S

Suitable for materials: M, S

M s I
53 Code HUERS Designation | Wi .dc | TIREM .C | 7 lc | HREM | H@.d1 | WRBE.y° | 24 lo | WE-ds Dﬁg;m i
ACSEC 4030C0.1 0450 | D3x8xL50x5D4 3 010 8 = : 15 50 4 A B
ACSEC 4030C0.1 0440 D3x8xL60xSD4 E] 0.10 8 - - 15 &0 4 A L]
ACSEC 4040C0.1 0450 | Déx10xL50xSD4 4 0.10 10 - - - 50 4 B .
ACSEC 4040C0.1 0460 D4x10xL60x504 4 Q.10 10 - - - &0 4 B L]
ACSEC 4040C0.1 0650 Déax10xL50xSD6 4 0.10 10 - - 15 50 & A L]
ACSEC 4040C0.1 0660 | D4x10xL60XSDé 4 010 10 E 5 15 60 6 A .
ACSEC 4050C0.1 0650 | D5x13x18xL50x5D6 5 010 13 18 48 15 50 6 A .
ACSEC 4050C0.1 0660 D5x13x18xL60xSDé 5 0.10 13 18 4.8 15 &0 & A L]
ACSEC 4060C0.1 0650 Déx13x%20xL50x5Ds6 & 0.10 13 20 57 - 50 & B .
ACSEC 4060C0.1 0660 Dox13x20xL60xSD6 6 Q.10 13 20 57 - &0 & B L]
ACSEC 4060C0.1 0675 Déx13%20xL75xSD6 & 0.10 13 20 57 - 75 & B [
ACSEC 4080C0.15 0860 | DBx19x25xL60xSD8 8 015 19 25 7.7 e 60 8 B .
ACSEC 4080C0,15 0875 DBx19%25xL75x5D8 8 015 19 25 7.7 - 75 8 B [
ACSEC 4080C0D.1508100| DBx19x25xL100xSD8 8 015 19 25 7.7 = 100 8 B L]
ACSEC 4100C0,15 1075 | D10x22x30xL75xSD10 | 10 015 2 30 9.7 - 75 10 B .
ACSEC 4100C0D.15 10700  D10x22x30xL100xSD10 10 0.15 22 30 97 R 100 10 B L]
ACSEC 4120C0.151275 D12x26x36xL75x5D12 12 0.15 26 36 11.6 - 75 T2 B L]
ACSEC 4120015 12100| D12x26x36xL100x5D12 | 12 015 2% 36 116 " 100 12 B s
ACSEC 4160C0.2 16100 D16x32x42xL100x5D16 16 0.20 32 42 15.6 = 100 16 B °
ACSEC 4140C0.2 16150 D16x32x42xL150xSD 16 16 0.20 32 42 15.6 - 150 16 B .
ACSEC 4200C02 20100 | D20x40x52xL100xSD20 | 20 020 40 52 196 - 100 20 8 e
ACSEC 4200C0.2 20150 D20x40x52xL 15035020 20 0.20 40 67 19.6 - 150 20 B L]

AHNO Rk
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ACSEC 5 7J¥k%t7]) (& C )

ACSEC 5-flute End Mills(with Chamfer)

uwg!

E4EINES

)
— % =
& ‘9\ = 4
-~ g W | |
- |
C lc !
M
lo
- ENMTHESSTRMHEIL BA
~O
- MiFEFEEREAFNREKEE, AFEELRRENTEEESTEESS,; - = e
= = O
- REEHARRBERET, REHRITEGE, PuEash. = r
= z
- Designed for machining titanium alloy and stainless steel materials; —_—— =
= The newly developed coating has excellent oxidation resistance, red hardness, and [_‘f ¢
outstanding wear resistance combined with toughness; M
- Special geometry for flute design, improving chip breaking smoothness and fast heat lo
dissipation. @ B
7 d.dc ¢.dc Tolerance i ¢.dc R Tolerance
¢E8 0-~-0.020 $=<6 £0.03
Iﬂ @ g<¢=12 0~-0.025 $>6 +0.05
R<$p=25 0~-0.030

BEINTHE M. S Suitable for materials: M, S
M | s S
453 Code #MIEE S - Designation TiEdc| DREB.C | NE-Ic | BHEM | Fig.dl | BESE.y" | 2£ lo 2 -ds Dgga:a;m EF
ACSEC 5060C0.1 0650 Déx13x20xL.50x5D6 & 0.10 13 20 57 = 50 6 B L
ACSEC 5060C0.1 0660 Déx13x20xL60x5D6 b 0.10 13 20 57 = 60 6 B L]
ACSEC 5060C0.1 0675 Déx13x20xL 75xSDé ) 0.10 13 20 BT - 75 & B .
ACSEC 5080C0.15 0860 D8x19x25x 60x5D8 8 0.15 19 25 77 - 60 8 B L]
ACSEC 5080C0.15 0875 D8x19x25xL 75x5D8 8 0.15 19 25 77 = 75 8 B .
ACSEC 5080C0.15 08100 | D8x19x25xL100xSD8 g8 0.5 19 25 77 - 100 g B L
ACSEC 5100C0.15 1075 | D10x22x30xL75xSD10 10 015 22 30 9.7 i 75 10 B L
ACSEC 5100C0.15 10100  D10x22x30xL100xSD10 10 0.15 22 30 9.7 - 100 10 B L]
ACSEC 5120C0.151275 D12x26x36xL75x8012 12 0.15 26 36 11.6 - 75 12 B .
ACSEC 5120C0.15 12100 D12x26x36xL100xSD12 12 015 26 36 11.6 = 100 12 B L]
ACSEC 5160C0.2 16100 D16x32x42xL100xSD 16 16 020 32 42 156 = 100 16 B .
ACSEC 5160C0.2 16150 | D16x32x%42xL150xSD16 | 16 0.20 32 42 156 - 150 16 B .
ACSEC 5200C0.2 20100 D20x40x52xL100x5D20 | 20 0.20 40 52 19.6 = 100 20 B L]
ACSEC 5200C0.2 20150 D20x40x52xL150x5D20 | 20 0.20 40 52 19.6 2 150 20 B L]
ACSEC 5250C0,25 25120| D25x50x62xL120xSD25 | 25 0.25 50 &2 245 120 25 B *
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ACSR 4 7JE &%t7]

ACSR 4-flute with Corner Radius

- TAMIREGES5FEWH LR
- FRHFERAMFNNE L. AEELURRENTERESIERSS;
- RARHNATRERR, EEHERGE, RESH.

- Designed for machining titanium alloy and stainless steel materials;

~ The newly developed coating has excellent oxidation resistance, red hardness, and

outstanding wear resistance combined with toughness;

- Special geometry for flute design, improving chip breaking smoothness and fast heat

dissipation,

TP @

UMG] l %1 ﬁ\w TiALN‘
REEE | | FwEE maER 28
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lo
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S -— 2
by = -~ 2
= = g = |
! i
RA L
M
lo
AR
T ¢.dc ¢.dc Tolerance T ¢.dc R Tolerance
G=EB 0~-0,020 P=EBG +0.03
BE<¢p=x12 0~-0.025 $ =6 +0.05
12<¢=<20 0= -0.030

BEEMIMAHE M S

Suitable for materials: M, S

s .

iTH54RS - Order code

818+ Code 58S - Designation 704 dec | BRFE.R | MK lc | BHE.M | HE dl | @HEAE .y 2K lo | {E ds DE;:I“ EiF
ACSR 4030R0.2 0450 | D3R0.2x8xL50xSD4 3 020 8 - - 15 50 4 A L]
ACSR 4030R0.2 0460 D3R0.2x8xL60xSD4 & 0.20 8 - - 5 60 4 A L]
ACSR 4040R0.2 0450 D4R0.2x10xL50x5D4 4 0.20 10 - - = 50 4 B L
ACSR 4040R0.2 0460 | D4R0.2x10xL60xSD4 4 0.20 10 - - - 60 4 B L
ACSR 4040R0.2 D650 D4R0.2x10xL50x5Dé6 4 0.20 10 o = 15 50 & A L]
ACSR 4040R0.2 0640 D4R0.2x10xL&0xSDE 4 0.20 10 = - 18 &0 <] A .
ACSR 4050R0.2 D650 D5R0.2x13x18xL.50x5D6 5 020 13 18 48 15 50 b A .
ACSR 4050R0.2 D680 D5R0O.2x13x18xLa0xSDé 5] 0.20 13 18 48 18 &0 6 A L]
ACSR 4060R0.2 0650 D&R0.2x13x20xL50x5D6 & 0.20 13 20 L3 - 50 & B .
ACSR 4060R0.2 0660 | D&R0.2x13x20xL40x5D6 6 0.20 13 20 57 - 60 6 B e
ACSR 4060R0.2 0675 D&R0.2x13x20xL 75x5Dé & 0.20 13 20 B = 75 & B .
ACSR 4030R05 0450 D33R0 5x8xL 50x5D4 3 0.50 8 - - 18 50 4 A °
ACSR 4030R0.5 D460 D3R0.5x8xL60x5D4 3 0.50 8 = = 18 &0 & A [
ACSR 4040R0.5 0450 D4R0.5x10xL50x5D4 4 0.50 10 = = = 50 4 B .
ACSR 4040R05 0460 D4R0 5x10xL60xSD4 4 0.50 10 = - - &0 4 B .
ACSR 4040R0.5 0650 | D4R0.5x10xL50x5Dé 4 050 10 - - 15 50 6 A L]
ACSR 4040R0.5 D660 D4R0.5x10xL&0xSDé 4 050 10 = - 15 &0 & A [
ACSR 4050R0.5 0650 D5R0.5x13x18xL50x5D6 -] 050 13 18 48 18 50 & A L]
ACSR 4050R0.5 D660 D5R0.5x13x18xLa0xsD6 8 0.50 13 18 48 18 &0 & A .
ACSR 4060R0.5 0650 D&R0.5x1 3x20xL 50506 o] 0.50 13 20 57 = 50 & B L]
ACSE 4060R0.5 0660 D&R0.5x13x20xL&60x5DE & 0.50 13 20 57 - &0 & B [
ACSR 4060R05 0675 | D&R0.5x13x20xL75x5D4 6 050 13 20 57 ~ 75 6 B L]
ACSR 4080R0.5 0860 DBRO.5x19x25xL&0x508 8 0.50 19 25 Fiv) = &0 8 B .
ACSR 4080R0.5 0875 DBRO.5x19x25xL 75508 8 050 19 25 77 - 75 a8 B L]

AHNO Rk
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ACSR 4 7JE &%t7]

ACSR 4-flute with Corner Radius

- TAMIREGES5FEWH LR
- FRHFERAMFNNE L. AEELURRENTERESIERSS;
- RARHNATRERR, EEHERGE, RESH.

- Designed for machining titanium alloy and stainless steel materials;

~ The newly developed coating has excellent oxidation resistance, red hardness, and

outstanding wear resistance combined with toughness;

- Special geometry for flute design, improving chip breaking smoothness and fast heat

dissipation,
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MiE gp.dec .dc Tolerance 718 g.dc R Tolerance
P=8 0~-0.020 $=6 £0.03
a<p=<12 0--0.025 $=6 0,05
12<¢=<20 0~-0.030

BEEMIMAHE M S

Suitable for materials: M, S

s .

111546 S + Order code

#8 Code $IHEEL 8 - Designation 7E . dc | BA¥E.R | 7 -lc | BHEM | BE dl | BHRAE.y/° | 2K -lo | #E-ds DE:’:;m EfE
ACSR 4080R0.5 08100 | DBRO.5x19x25xL100xSD8 8 050 19 25 7 = 100 8 B L]
ACSR 4100R0.5 1075 D10R0.5x22x30xL 75xSD10 10 050 22 30 97 - 75 10 B .
ACSR 4100R0.5 10100 | DI10R05x22x30xL100x5D10 10 0.50 22 a0 97 - 100 10 B L]
ACSR 4120R05 1275 D12R0 5x26x36xL 75x5012 12 0.50 26 34 11.6 - 75 12 B .
ACSR 4120R0.5 12100 | D12R0.5%26x36xL100x5D12 | 12 0.50 26 36 116 = 100 12 B L]
ACSR 4040R1.0 0450 D4R 1.0x10xL50xSD4 4 1.00 10 - = = 50 4 B [
ACSR 4040R1.0 0460 | D4R1.0x10xL60xSD4 4 1.00 10 ~ - = 40 4 B .
ACSR 4040R1.0 0650 D4R 1x10xL50x5D6 4 1.00 10 = = 15 50 & A .
ACSR 4040R1.0 0680 D4R 1x10xL60xSD6 4 1.00 10 - - 18 &0 ] A L
ACSR 4050R1.0 0650 D5R1x13x1BxL50xSDé 5 1.00 13 18 48 15 50 & A .
ACSR £050R1.0 0660 | D5R1x13x18xL60xSDé 5 1.00 13 18 48 15 60 6 A e
ACSR 4060R1.0 0650 Dé&R1x13x20xL50xSDé & 1.00 13 20 57 - 50 & B .
ACSR 4060R1.0 0660 | D&R1x13x20xL60xSDS 4 1.00 13 20 57 - &0 b B L]
ACSR 4060R1.0 0675 D&R1x13x20xL75xSDé (5] 1.00 13 20 57 - 75 6 B [
ACSR 4080R1.0 0860 DBR1x19x25xL60xSDE 8 1.00 19 25 7 = 60 8 B L
ACSE 4080R1.0 0875 DBR1x19x25xL 75xSDE 8 1.00 19 25 77 - 75 B B .
ACSR 4080R1.0 08100 | DBR1x19x25xL100x5D8 8 1.00 19 25 77 - 100 8 B L]
ACSR 4100R1.0 1075 D10R1x22x30xL75x5010 10 1.00 22 30 9.7 - i 10 B .
ACSR 4100R1.0 10100 | D10R1x22x30xL100xSD10 10 1.00 22 30 97 - 100 10 B .
ACSR 4120R1.01275 D12R1x26x36xL75x5012 12 1.00 26 36 11.6 = 75 12 B .
ACSR 4120R1.0 12100 | D12R1x26x36xL100x5D12 12 1.00 26 36 11.6 - 100 12 B L]
ACSRE 4100R2.0 1075 D10R2x2 2% 30xL75x5010 10 200 22 30 9.7 - 75 10 B L]
ACSR 4100R2.0 10100 | D10R2x22x30xL100xS010 10 200 22 30 9.7 - 100 10 B &
ACSR 4120R2.0 1275 D12R2x26x36xL75x5012 12 200 26 36 11.6 5 75 12 B .
ACSR 4120R2.0 12100 | D12R2x26x36xL100xSD12 12 2,00 26 36 11.6 - 100 12 B °
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ACSR 5 7JE &%t7]

ACSR 5-flute with Corner Radius

- TAMIREGES5FEWH LR
- WAL REREMREMA L. OFEELURRENTERESIIERLSS;
- RARHNATRERR, EEHERGE, RESH.

- Designed for machining titanium alloy and stainless steel materials;

~ The newly developed coating has excellent oxidation resistance, red hardness, and

outstanding wear resistance combined with toughness;

- Special geometry for flute design, improving chip breaking smoothness and fast heat

dissipation,

SPrPe

- o
() g & -5
= Wl
& L ZF =
1
R/l lc !
M
lo
-
ir — =
= = I
h=1 =2 g
BRI SN
=T
R/ Ut
M
lo
TiE d.dc .dc Tolerance 71 d.dc R Tolerance
P<8 0--0.020 PE6 +0.03
B<hs12 0--0.025 o>6 +0.05
12<p=25 0--0.030

EEMTHE M S

Suitable for materials: M, S

s N

iTHiRS - Order code

5 Code $H§E S - Designation 7E.dc | HR¥E R | NEc | BEEM | FR dl | FHRAE.Y/°  2££-lo | HE ds foé’:a‘m BiE
ACSR 5060R0.5 0650 | DER0.5x13x20xL50x5D6 | 6 0.50 13 20 57 - 50 6 B L]
ACSR 5060R0.5 0660 | DAR0.5x13x20xL60xSDé 6 050 13 20 5.7 - 40 & B .
ACSR 5060R0.5 0675 | DAR0.5x13x20xL75x5D6 | & 050 13 20 bt - 75 & B L
ACSR 5080R0.5 0860 | DBRO.5x19%25xL60xSD8 8 050 19 25 77 - 40 8 B .
ACSR 50B0R0.50875 | DBRO.5x19x25xL75x508 | 8 050 19 25 7.7 - 75 8 B .
ACSR 5080R0.5 08100 | D8RO.5x19x25xL100x5D8 8 050 19 25 77 - 100 g B .
ACSR 5100R0.5 1075 | D10R0.5x22x30xL75x5D10 | 10 0.50 22 30 2 - 75 10 B L]
ACSR 5100R0.5 10100 | D10R0.5x22x30xL100xSD10 | 10 0,50 22 30 9.7 - 100 10 B °
ACSR 5120R05 1275 | D12R0O5x26x36xL75xSD12 | 12 050 26 36 11.6 - 75 12 B .
ACSR 5120R05 12100 | D12R0 5x26x36xL100xSD12 | 12 050 26 34 114 - 100 12 B .
ACSR 5160R0.5 16100 | D16R0.5x32x42xL100xSD16 | 16 050 32 42 15.6 - 100 16 B o
ACSR 5160R05 16150 | D16R0 5x32x42xL150x5D16 | 16 050 32 42 15.6 - 150 16 B .
ACSR 5200R0.5 20100 | D20R0.5x40x52xL.100xSD20 | 20 0.50 40 52 19.6 - 100 20 B °
ACSR 5200R0.5 20150 | D20R0.5x40x52xL150xSD20 | 20 050 40 52 19.6 - 150 20 B °
ACSR 5250R0.5 25120 | D25R0.5x50x65x1.120x5D25 | 25 050 50 65 245 - 120 25 B 0
ACSR B040RT 0 0650 | DARTx13x20xL 50xSD& & 1.00 13 20 57 - 50 4 B .
ACSR 5060R1.0 0660 | DARTx13x20xL60xSD6 | @ 100 T 20 5.7 - &0 é B °
ACSR 5060R1.0 0675 | D&R1x13x20xL75xSDé & 1.00 13 20 57 - 75 & B .
ACSR 5080R1.0 0860 | DBR1x19%25xL60xSD8 | 8 1.00 1% 25 7.7 - &0 8 B L]
ACSR 5080R1.0 0875 | D8R1x19x25xL75xSD8 8 1.00 19 25 7.7 - 75 8 B .
ACSR 5080R1.0 08100 | D8R1x19x25xL100xSD8 | 8 1.00 % 25 27 - 100 ) B .
ACSR 5100R1.0 1075 | D1OR1x22x30xL75xSD10 10 1.00 22 30 97 - 75 10 B *
ACSR 5100R1.0 10100 | D10R1x22x30xL100xSD10 | 10 1.00 22 30 9.7 - 100 10 B °
ACSR 5120R1.0 1275 | D12R1x26x36xL 75x5012 12 1.00 26 36 11.6 - 75 12 B *

AHNO figk:s
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ACSR 5 7] Bl & ££7] “'“Gl 6 na
ACSR 5-flute with Corner Radius WESE | | FHELE BaER e
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| g 3 x 3
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M
lo
- ENMIHA S STRBHEIRH; AA
- FRHFERAMFNNE L. AEELURRENTERESIERSS; -7 = 2
- REARFHNARREIGT, ESHRaGE, REgh, = il =
’ — ; . B Wi ]
- Designed for machining titanium alloy and stainless steel materials; =
- The newly developed coating has excellent oxidation resistance, red hardness, and R / Ir
outstanding wear resistance combined with toughness; o M
- Special geometry for flute design, improving chip breaking smoothness and fast heat lo
dissipation. .
B
7iE ¢.dc ¢.dc Tolerance 7 ¢.dc R Tolerance
oS8 0--0.020 D=6 +0,03
ﬂ @ w @ 8<p=12 0--0.025 P>6 +0.05
2<p=25 0~-0.030

EEMTHE M S

Suitable for materials: M, S

s N

iTH4RS « Order code

5 Code $H§E S - Designation 7E.dc | HR¥E R | NEc | BEEM | FR dl | FHRAE.Y/°  2££-lo | HE ds foé’:a‘m BiE
ACSR 5120R1.0 12100 | D12R1x26x36xL100x5D12 | 12 1.00 26 36 11.6 - 100 12 B L]
ACSR 5160R1.0 16100 | D16R1x32x42xL100x5D16 16 1.00 32 42 15.6 - 100 16 B L]
ACSR 5160R1.0 16150 | D16R1x32x42xL150xSD16 16 1.00 32 42 15.6 - 150 16 B .
ACSR 5200R1,0 20100 | D20R1x40x52xL100xSD20 20 1.00 40 52 19.6 - 100 20 B °
ACSR 5200R1.0 20150 | D20R1x40x52x150xSD20 20 1.00 40 52 19.6 - 150 20 B L
ACSR 5250R1.0 25120 | D25R1x50x65xL120x8D25 25 1.00 50 65 245 - 120 25 B .
ACSR 5100R2.0 1075 | DT0OR2x22x30xL75x5D10 10 2.00 22 30 2 - 75 10 B .
ACSR 5100R2.0 10100 | D10R2x22x30xL100xSD10 10 2.00 22 30 9.7 - 100 10 B =
ACSR 5120R2.0 1275 | D12R2x26x3éx 75x5D12 12 2,00 26 36 1.6 - 75 12 B L
ACSR 5120R2.0 12100 | DT2R2x26x36xL100x5012 12 200 26 36 114 - 100 12 B @
ACSR 5160R2.0 16100 | D16R2x32x42x.100xSD16 16 2.00 32 42 15.6 - 100 16 B L
ACSR 5160R2.0 16150 | D16R2x32x42xL 150x5D16 16 200 32 42 15.6 - 150 16 B .
ACSR 5200R2.0 20100 | D20R2x40x52xL100xSD20 | 20 2.00 40 52 19.6 - 100 20 B -
ACSR 5200R2.0 20150 | D20R2x40x52xL150x5D20 20 2.00 40 52 19.6 - 150 20 B .
ACSR 5250R2.0 25120 | D25R2x50x45xL120x5D25 25 2.00 50 65 245 - 120 25 B .
ACSR 5100R3.0 1075 | DT10R3x22x%30xL 75xSD10 10 300 22 30 97 - 75 10 B .
ACSR 5100R3.0 10100 | D10R3x22x30xL100xSD10 10 300 22 a0 97 - 100 10 B ®
ACSR 5120R3.0 1275 | D12R3x26x36xL75x5012 12 300 26 36 11.6 - 75 12 B ®
ACSR 5120R3.0 12100 | D12R3x26x36xL100x5D12 12 3.00 26 36 11.6 - 100 12 B L]
ACSR 5160R3.0 16100 | D16R3x32x42x100xSD16 16 300 32 42 15.6 - 100 16 B ®
ACSR 5160R3.0 16150 | D16R3x32x42xL150xSD16 16 300 32 42 15.6 - 150 16 B .
ACSR 5200R3.0 20100 | D20R3x40x52x100xSD20 20 3.00 40 52 19.6 - 100 20 B *
ACSR 5200R3.0 20150 | D20R3x40x52x 150xSD20 20 300 40 52 19.6 - 150 20 B L
ACSR 5250R3.0 25120 | D25R3x50x65xL120xSD25 25 3.00 50 45 245 - 120 25 B ®
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Cutting Parameters

ACSEC/ACSR-Z4

a a
FEE = - n
shMI Diagram ;
Milling Type 1.00 04D ae=01xD
Mﬁiﬂjgﬁfifpe &t slot Milling %% Side milling FREREE Cycloidal milling
Lineﬁ%ﬁocny Ve=140m/min Ve=130m/min Ve=170m/min
WInTHE =R
Workpiece materials Glameter fz . F n fz F n fz F n
mm mm/z ! mm/min min’ mm/z mm/min min’ mm/z mm/min min”
3 0.013 772 14854 0.013 | 77 13793 0.02 1443 18038
4 0.02 | 891 11141 0.02 | 828 10345 0,06 3247 13528
& 0.03 891 7427 0.03 828 6897 013 4690 9019
it 8 004 | 89 5570 004 | 828 5173 0.16 4329 6764
steel 10 0.05 891 46 0.05 _ 828 4138 0.19 4113 5411
12 0.06 | 891 3714 0.06 828 3448 022 3968 4509
16 0.07 780 2785 0.07 724 2586 0.25 3382 3382
20 _0bos | 713 2228 0,08 662 2069 03 3247 2706
Lineﬁ%ﬁccl‘ly Vc=120m/min Ve=110m/min Vc=150m/min
wWinTHE
Workpiece materials Hi# fz F n fz E n fz F n
Diameter
mm mm/z | mm/min min™ mm/z mm/min min” mm/z mm/min min’
3 0.013 772 14854 0.013 717 13793 0.02 1443 18038
4 0.02 | 891 11141 0.02 828 10345 0,06 3247 13528
& 0032 891 1427 0.03 828 4897 013 4690 2019
B RETRER 8 0.04 | 891 5570 0.04 B28 5173 016 4329 6764
Austenitic steel 10 0.05 891 4456 0.05 828 4138 019 4113 5411
12 0.06 | 891 3714 0.06 828 3448 022 3968 4509
16 0.07 780 2785 0.07 724 2586 0.25 3382 3382
20 0.08 | 713 2228 0.08 662 2069 0.3 3247 2706
Lin eﬁ%ét;o city Ve=80m/min Ve=80m/min Ve=100m/min
#WINTHE =@ -
Workpiece materials P e fz E n fz E n fz E n
mm mm/z | mm/min min” mm/z | mm/min min” mm/z mm/min min’
3 0.004 136 8488 0.011 373 8488 0.02 B4Y 10410
4 0.004 | 153 6366 D.015 382 6366 0,06 1910 7958
& 0.009 153 4244 0.023 390 4244 013 2769 5305
sSas 8 002 | 153 3183 0.03 382 3183 0.16 2544 3979
Titanium alloy 10 0.015 153 2546 0.04 407 2546 0.19 2419 3183
12 002 | 170 2122 0.05 | 424 2122 0.22 2334 2653
16 0.02 191 1592 0.06 382 1592 0.25 1989 1989
20 0.04 | 204 1273 0.075 382 1273 | 03 1910 1592

e ble forspecial rels Cutting Tool Technalogy
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Cutting Parameters

IR Vc=195m/min Ve=210m/min Ve=220m/min
Linear velocity
wmIAE i ' T
Workpiece materials Hig fz F n fz F n fz F n
Diameter
mm mm/z mm/min | min’ mm/z | mm/min min’ mm/z | mm/min min’
3 0.008 662 20620 0.008 713 22282 0.02 1867 23343
4 0.012 745 | 15518 0012 | 802 16711 0.06 4202 17507
s} 00z 828 10345 0.02 891 11141 013 6069 11671
1< 800N/mm? 8 0.03 931 | 7759 0.03 | 1003 8356 016 5602 8754
Steel < 1000N/mm? 10 0.04 993 6207 0.04 1070 6685 0.19 5322 7003
12 0.05 1035 | 5173 0.05 | 1114 5570 0.22 5135 5836
16 0.06 231 3879 0.06 1050 4178 0.25 4377 4377
20 007 869 | 3104 007 | 93 3342 03 4202 3501
R Ve=140m/min Vc=150m/min Ve=180m/min
Linear velocity
wmIiAE
Workpiece materials ) Hig fz E n fz F n fz F n
Diameter
mm mm/z mm/min L min’ mm/z | mm/min min’ mm/z | mm/min J min’
3 0.008 475 14854 0.008 509 15915 0.02 1528 19099
4 0.012 535 | 1114 0012 | 573 11937 0.06 3438 14324
& 002 594 1427 0.02 637 7958 013 4966 9549
1< 1000N/mm? B8 003 668 | 5570 003 | 716 5968 016 4584 7162
Steel < 1000N/mm? 10 0.04 713 4456 0.04 164 4775 012 4354 5730
12 0.05 743 ' 3714 0.05 | 96 3979 0.22 4202 4775
16 0.0é6 H68 2785 0.06 716 2984 0.25 3581 3581
20 0.07 624 | 2228 007 | 668 2387 03 3438 2865
ACSEC/ACSR-Z5
o a "
= n y ,
AR =EE (11
Milling Type
1.0D 04D ae=01xD
RIS Wk sk ]
SRR " - -
Linear velocity Ve=130m/min Ve=130m/min Ve=170m/min
W HE o
Workpi terial
orkplece materials| 5% fz F n fz F n fz F n
mm mm/z | mm/min min’ mm/z mm/min min’ mm/z mm/min min’
& 0.015 517 6897 0.03 1035 6897 013 5862 2019
8 0.025 | 647 5173 0.04 1035 5173 016 5411 6764
Feﬁﬁf’:’t’:ﬁﬂ” 10 0.035 724 4138 0,05 1035 4138 0.19 5141 5411
stael 12 0.045 | 776 3448 0.06 1035 3448 022 4960 4509
16 0.055 FHE| 2586 0.07 905 25864 0.25 4228 3382
20 0.06 | 621 2062 0.08 828 2069 03 4058 2706

Cuitting Toal Technology
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Cutting Parameters

R Ve=110m/min Ve=110m/min Vec=150m/min
Linear velocity
BT HE
Workpiece materials Hig fz F n fz F n fz 3 n
Diameter
mm mm/z | mm/min min’ mm/z | mm/min min' | mm/z mm/min min”
& 0015 438 5834 0.03 875 5834 0.13 5173 7958
8 0.025 | 547 4377 0.04 875 4377 0.16 4775 50468
B ATRRE 10 0.035 613 3501 0,05 875 3501 0.19 4536 4775
Austenitic Steel 12 0.045 | 657 2918 0.06 | B75 2918 0.22 4277 3975
16 0.055 602 2188 0.07 166 2188 0.25 3730 2984
20 006 | 525 1751 008 | 700 781 | 03 | 3881 | 2387
LR RE - . . < _ .
Linear velocity Ve=B0m/min Ve=80m/min Ve=80m/min
W HE o
Workpiece materials
P Blarmatas fz F n fz F n fz F n
mm mm/z | mm/min min™ mmjz | mm/min min™ mm/z mm/min min™
4 0.0 127 4244 0.023 477 4244 013 2759 4244
8 008 | 127 3183 0.03 477 3183 016 2544 3183
SHas 10 0.m 127 2546 0.04 50¢% 25464 019 2419 2546
Titanium Alloy 12 0012 | 127 2122 0.05 531 2122 0.2z 2334 2122
16 0.016 127 1552 0.08 | 477 1592 0.5 1789 1592
20 0024 | 153 1273 0.07 44k 1273 03 1910 1273
ik E _ =
Linear velocity Ve=170m/min Ve=195m/min Ve=220m/min
WinTHE e
Workpiece materials
P Diameter fz F n fz F n fz F n
mm mm/z i mm/min min” mm/z | mm/min | min® mm/z mm/min min"
& 0.02 02 2019 0.03 1552 10345 0.13 7584 11671
8 003 | 1051 6764 004 | 1552 7759 | 016 7003 8754
1< 800N/mm? 10 0.04 1082 5411 0.05 1552 6207 019 6653 7003
Steel < 1000N/mm? 12 0.045 | 1015 4509 0.06 1552 5173 0.22 6419 5834
16 0.055 230 3382 0.048 1312 3879 025 5471 4377
20 0065 | 879 2706 0075 | 1164 304 | 0.3 5252 3501
iR _ - »
Linear velocity Ve=130m/min Ve=150m/min Ve=180m/min
W HE o
Workpiece materials . A fz F n fz E n fz F n
mm mm/z | mm/min min™ mm/z mm/min min™ mm/z mm/min min™
& 0.02 890 5987 0.03 1194 7958 0.13 &207 F549
8 0.03 | lé 5173 0.04 | 1124 5968 0,16 5730 7162
10 0.04 828 4138 0.05 1194 4775 019 5443 5730
2
W< AQU0NImm 12 0045 | 776 3448 0.06 1194 3979 0.22 5252 4775
16 0.055 711 2586 0048 1015 2984 0.25 4476 3581
20 0065 | 621 2069 0.075 895 2387 03 4297 2865

E bl= forspecial reles Cutting Tool Technalogy
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A 4 7)FKe17]

Universal 4-flute End Mills

LIS

wl %z
— o o]
=
= 1.
T =l |
f s
lo
AA %
el
= A=
- ERATEENGEES, ANTHEnT =
- RAFMEERE, WaR, WER T Vi
- Suitable for ordinary steel and cast iron, roughing and finishing =
= Use high performance coating, high temperature and wear resistance 1
C
lo

BEMITHE P, K Suitable for materials: P, K

r I« I

HIFEEE Designation

D1.0x3x50x5D4 1 3 50 4 A
D1 5xdx50x5D4 1.5 4 50 4 A
D2 Oxbx50xSD4 2 6 50 4 A
D2 5xbx50x5D4 25 6 50 4 A
D3.0x8x50xSD4 3 8 50 E A
[4.0x10x50x5D4 4 10 50 4 B
D6.0x15x50x506 & 15 50 6 B
[8.0x20x60x5D8 8 20 &0 8 B
D10.0x30x75xSD10 10 30 75 10 B
D12.0x30x75x5D12 12 30 75 12 B
D14.0x35x100x501 4 14 35 100 14 B
D16.0x45x100x8D16 16 45 100 16 B
D20.0x50x100x5D20 20 50 100 20 B

Cutting Tool Technology
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EA 4 7TJES5T]

Universal 4-flute with Corner Radius

/e

S0LLF | | Coating

i (72}
— =
=4
R B 1
L = T |
R
lc s
lo
AA “
. =
- ERTEREEFSGS, EnIHNEnT =
- RESILERR, HER, TSR i
- Suitable for ordinary steel and cast iron, roughing and finishing i““
= Use high performance coating, high temperature and wear resistance R [
¢
[0

AB

BEMNTHE P K Suitable for materials: P, K
P !« I
HI1ER S Designation BEfREEr sz a;m
D1.0xR0.2x3x50xSD4 1 02 3 50 4 A
D1.5xR0O 2x4x50xSD4 1.5 0.2 & 50 4 A
D2.0xRO.2x6x50xSD4 2 02 6 50 4 A
D3.0xRO.2xBx50xSD3 3 02 8 50 3 A
D4.0xR0.5x10x50x5D4 4 0.5 10 50 4 B
D&6.0xRO.5x16x50xSD6 3 05 16 50 [} B
D8.0xR0.5x20x60xSD8 8 05 20 40 8 B
D10.0xR0.5x25x75x5D10 10 05 25 75 10 B
D12.0xR0.5x30x75x3D12 12 05 30 75 12 B

AHNO fzk5 EFETE , TR A S Slock cutting Lools. §

Cutting Toal Technalagy
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Universal 2-flute Ball-nose End Mills

LI R

©
h=1 v
&
| 2
b r
lc Is
lo
=
- ERTEERNGRSES, i THEmnT s % A <
- REmiEaERE, WaR, WER
- Suitable for ordinary steel and cast iron, roughing and finishing b
= Use high performance coating, high temperature and wear resistance R l[
lo

EEMIHE P, K Suitable for materials; P, K
P I K [—
M-S Designation DE&'T:B’N
RO.5x2x50xSD4 1 05 2 50 4 A
RO.75x3x50xSD4 15 0.75 3 50 4 A
R1x4x50xSD4 2 1 4 50 4 A
R1.25x5x50xSD4 25 1.25 5 50 4 A
R1.5x6x50x5D4 3 15 6 50 4 A
RZxBx50xSD4 4 2 8 50 “ B
R3x12x50xSDé =} 3 12 50 & B
Réx16x60xSD8 B 4 16 60 B B
REx20x75xSD10 10 5 20 79 10 B
Réx24x75x5D12 12 [} 24 75 12 B
R8x32x100xSD16 16 8 32 100 16 B
R10x40x100x5020 20 10 40 100 20 B

\ Plassecal 1 eckinveintory befors ordeng AHNO LBES
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Aluminum 3-flute End Mills

£ =
=
—~ el
lc s
lo
y A A “
=)
- BRREEYT, SEEERERSERNIMNIHMR <
- FEETIBLETT, B EARRRT] DR R L
— High performance end mills for aluminum with high metal removal rate and high .
appearance requirements l(
— Special edge design, effectively prevent vibration and solve the problem of sticky chips on I
the cutting edge @ B
EHINTHE N Suitable for materials: N
N
HUFER S Designation ng:m
D1.0x3x50x5D4 1 3 50 4 A
D1 5x4x50x5D4 15 4 50 4 A
D2 Oxéx50xSD4 2 6 50 4 A
D3.0xBx50x5D4 3 8 50 4 A
D4.0x12x50x5D4 4 12 50 E B
D6.0x18x50x5D4 6 18 50 6 B
D8.0x20x60x5D8 8 20 60 8 B
D10.0x30x75xSD10 10 30 75 10 B
D12.0x30x75x5D12 12 30 75 12 B

AHNO fzk5

Cutting Toal Technalagy
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Aluminum 3-flute with Corner Radius

=
% h =8
=
e —
R
R/
¢
lo
- BHEERREST], SEEREREERMINIHE @ B

- FEHTELET, AN LEERAR AT ORERA

- High performance end mills for aluminum with high metal removal rate and high
appedrance requirements
- Special edge design, effectively prevent vibration and solve the problem of sticky chips on

the cutting edge

EENTHE N Suitable for materials: N

FIIE2E Designation nfg:;m
D4.0xR0.5x10x50xSD4 4 05 10 50 4 B
Dé.0xR0.5x16x50xSDé 6 05 16 50 6 B
D8.0xR0.5%20%60%SD8 8 05 20 40 8 B
D10.0xR0.5x25x75xSD 10 10 05 25 75 10 B
D12.0%R0.5x30x75x5012 12 05 30 75 12 B

Cutting Tool Technology




Eﬁuizziiﬁegd Mills E‘!‘:gj @ @J

S @
B | z
N |
R
lc ls
lo
S A :
-
- BENEERYT], BEEEREREERIIIMME
Sy = . . 7
- SHNRE, BROILEDRAT HEEDE £
A
- High performance end mills for aluminum with high metal removal rate and high R
appearance requirements l[
- spedal edge design, effectively prevent vibration and solve the problem of sticky chips on lo
the cutting edge @ B

EFNTHE N Suitable for materials: N

#4852 Designation ng—;m
RO5x2x50xSD4 1 05 2 50 4 A
R1x4x50xSD4 2 1 & 50 4 A
R1.5x6x50xSD4 3 15 4 50 4 A
R2x8x50x5D4 4 2 8 50 4 B
R3Ix12x50xSD6 6 3 12 50 6 B
Réx16x60x508 8 4 16 &0 8 B
R5x20x75xSD10 10 5 20 75 10 B
Réx24x75xSD12 12 6 24 75 12 B

AHNO fzk5

Cutting Toal Technalagy
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PILEIES5

Cutting Parameters

BARY FLEL7IHEEE  Universal SeriesEnd Mills Slot Milling

Hﬁﬁﬂ A 5%, BE Castiron, carbon steel &%, THH Alloyed steel, tool steel i Copper

matarhl S50C. HT250. Q235(-HRC22) P20, H13. D2(HRC25-35) C11000, B152

Bs ®iE it i MR (B Pz IR LIEAE g 0% %
Designation | s/min-1 Vi/mm/min  ap/mm ae/mm | s/min-1 Vfmm/min  ap/mm ae/mm | s/min-1 Viimm/min  ap/mm ae/mm
D1 $000-10000 600-800 0.03-0.05 1 8000-%000  500-800 003-005 1 Igggg_ 800-1000  005-008 1
D15 f000-10000 600-800 003-005 15 8000-%000  500-800 003-005 15 :gggg_ 800-1000  005-008 15
D2 8700-9200 800-1200 005-D08 2 7500-8000 700-1000  0.05-0.08 2 2000-10000 1000-1400 0.08-0.1 2
D25 8700-9200 800-1200 005-008 25 7500-8000 700-1000 0.05-008 25 2000-10000 1000-1400 0.08-0.1 25
D3 7500-8000  1000-1400  008-0.1 3 7000-7500  800-1200  0.08-0.1 3 8500-2000 1400-1600 0.1-012

D4 5700-6200 1200-1600 0.1-0.15 4 5000-5500 1000-1400 0.1-015 4 7000-8500 1600-1800 0.15-0.2 4
D& 4000-4500  1400-1800 0.15-0.2 & 4000-4500  1400-1400 0.15-0.2 & 5000-5500 1800-2000 02-025

D8 2700-3200 1800-2000 025-035 B 2700-3200 1600-1800 02-0.25 B 4500-5000 2000-2200 03-0.45 8
D10 2500-3000 2000-2200 04-05 10 2200-2700 1800-2000 0.25-0.3 o 3500-4500 2200-2500 05-0.6 10
D12 2200-2800 2200-2500 0.5-0.45 12 2000-2200 2000-2200 0.35-0.45 12 3000-3500 1800-2000 0.6-0.75 12
D14 2000-2500  1000-1200 0.5-0.7 14 2000-2200  1000-1200 0.4-05 14 2800-3000 1500-1800 0.65-08 14
D16 1800-2300 800-1000  0.65-0.8 16 1500-2000  600-800 0.45-055 16 2500-2800 1000-1500 0.75-09 16
D20 1300-1800  500-800 0.8-1 20 1300-1800  400-600 0.55-0.65 20 2000-2500 800-1000  1-12 20

BERARY]-FLBTIMIBE  Universal Series-End Mills Side milling

ITHE 5%, D= castiron, carbon steel &%, TR Alloyed steel, tool steel M TRH Heat-treated steel

Workpiece

iatartal S50C, HT250. Q235(-HRC22) P20, H13. D2(HRC25-35) SKD11, SKH51(HRC55-65)

s L piit ] mE  UE R i R R =R brid ] mE R
Designation | s/min-1 Viimm/min  ap/mm ae/mm s/min-1 Vifmm/min  ap/mm ae/mm 5/min-1 Vifmm/min  ap/mm ag/mm
D1 18000-20000 600-800 1-1.5  0.03-0.05 [ 15000-18000 A00-800 1-1.6  003-005 | 20000-22000 800-1000  1-1.5 0.05-0.08
D15 18000-20000 600-800 1-1.5 0.03-005 [15000-18000 600-800 1-15 003-005 | 20000-22000 800-1000 1-1.5 0.05-0.08
D2 13000-15000 800-1000  2-3 0.04-0.06 | 12000-13000 650-850 2-3 0.04-0.06 | 15000-18000 1000-1200 2-3 0.08-0.1
D25 13000-15000 800-1000  2-3 0.04-0.06 | 12000-13000 650-850 2-3 0.04-0.06 | 15000-18000 1000-1200 2-3 0.08-0.1
D3 10000-12000 800-1000  3-45  008-1.2 |8000-10000  700-900 3-45  008-12 |12000-14000 1200-1400 3-45 01-015
D4 8000-10000 00-1200  4-6 0.15-02 |7000-B000  BOO-1000  4-6 015-0.2 | 10000-12000 1400-1600  4-6 0.15-02
Dé 5000-6000 1300-1500  &6-9 03-05 4500-5500 1000-1200  6-9 0.25-0.35 | 6500-8000 1600-1800  6-9 03-05
D8 4200-4500 1400-1600 8-12 05-08 4000-4200 1200-1400 8-12  0.35-045 | 5200-6500 1800-2000 B8-12 05-08
D10 3000-3500 1600-1800 10 0.8-0.1 3000-3200 1400-1600 10 045-06 | 3800-4200 2000-2500 10 0.8-1
D12 2500-3000 1000-1400 12 =12 2200-2600  BOO-1200 12 0.6-0.7 3000-2500 1800-2000 12 4 52 s
D14 2200-2500 BO0-1000 14 =12 2000-2200 400-800 14 0.6-0.7 2500-2800 1000-1200 14 112
D16 2000-2200 600-800 16 T=4:5 1800-2000 500-600 16 0.7-08 2200-2500 800-1000 16 =ik
D20 1500-2000 500-600 20 1-1.5 1300-1800  400-500 20 0.8-1 2000-2500 600-800 20 T4

Please call to checkinveritury betore ordering \H\IO Wﬁ

Catting Tool Technology
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Cutting Parameters

BARY-ESEE7] 8t Universal Series:End Mills with Corner Radius Slot Milling

alrllkﬁiﬂ 5%, BE Castiron, carbon steel &%, THH Alloyed steel, tool steel A0 FEET Heat-treated steel

m:;efl;“ S50C. HT250. Q235(-HRC22) P20, H13. D2(HRC25-35) SKD11. SKH51(HRC55-65)

e % rii sy JER R | R b2 R LIE AR s iR g%

Designation | s/min-1 Vi/mm/min  ap/mm ag/mm | s/min-1 Vfmm/min  ap/mm ae/mm | s/min-1 Viimm/min  ap/mm ae/mm
12500- 10000- 15000-

D1R0.2 15000 800-1200  003-005 1 e 600-1000  0.03-005 1 18000 1000-1200 005-008 1
12500- 10000- 15000~

D1.5R0.2 15000 B00-1200 0.03-0.05 1.5 12500 600-1000 0.03-0.05 1.5 18000 1000-1200 0.05-0.08 1.5

p20R02 | 10000- 1000-1400 005-D08 2 |8500-10000 800-1200  005-0.08 2 . 1200-1400 008-07 2

Lok 12500 e R 15000 R

D3R0.2 8500-10000 1200-1600 0.08-0.1 3 7500-8500 1000-1400 0.08-0.1 3 Igggg' 1400-1600 0.1-0.12 3

D4R05 8000-8500 1600-1800 0.1-0.15 4 4500-7500  1400-1400  0.1-013 4 8500-10000 1600-2000 0.15-0.2 4

D&RO 5 5500-4500 1800-2000 0.15-0.2 & 5000-6000 1600-1800 0.13-015 & 6500-8000 2000-2200 02-0.25 4

D8RO.5 5000-5500 2000-2200 025-035 8 4500-5000  1800-2000 0.15-0.2 8 5500-4500 2200-2500 0.3-0.45 8

D10RDS | 4000-4500 2200-2400 04-05 10 3500-4000 2000-2200 025-035 10 4500-5500 2500-2800 0.5-06 10

D12R0OS 3000-3500  2400-2500 05-065 12 2800-3200 2200-2400 0.35-05 12 3500-4000 2600-3000 0.6-0.75 12

BARY-EE8t7) {5AZ8E  Universal SeriesEnd Mills with Corner Radius Profiling Milling

alr]:l:kﬁiﬂ 8k, BEE Castiron, carbon steel S8, THM Alloyed steel, tool steel UM Heat-treated steel
m::efl;c . S50C. HT250. Q235(-HRC22) P20, H13. D2(HRC25-35) SKD11. SKH51(HRC55-65)

BE HiE priz ] HER TR W pii IR R iR b1 EiE i

Designation | s/min-1 VE/mm/min ap/mm aefmm simin-1 VEfmm/min ap/mm ae/mm s/min-1 Vifmm/min ap/mm asfmm

DIR0Z  |J90007  800-1000 002-003 002-003 | 190007 650-850 002-003 002003 [50000°  1900"  002-003 002-003
DIsRO2 [19909°  800-1000 002-003 002-003 [19000°  650-850 002-003 002-003 [50000° 10007 002003 002-003
D2.0R02 :gggg' }ggg' 0.03-0.04 0.03-0.04 Eggg' B50-1000 0.03-004 003-0.04 ;gggg' gf}gg' 003-0.04 003-004
D3R0.2 :gggg' }igg' 003-005 003-005 };ggg' ng' 0.04-005 003-0.05 igggg' ;ﬁ 004-005 003-0.05
D4ROS [ 12000 1500°  005-008 005-008 |8500-10000 12007 005-008 005-008 [1200° 100" 005-008 0.05-008
DSROS | 7000-8000 ;ggg‘ 005-01 0.05-01 |4000-7000 lggg‘ 005-0.1 005-0.1 |8500-10000 %SSS‘ 005-01 0.05-01
DBROS | 65007500 o000 005-012 005-012 |5500-6000 4000 008-015 008-0.12 [7000-7500 200" 008-015 0.08-0.12
DIOROS | 5500-6500 200" 005-015 005-0.15 |5000-6000 2000 01-015 008-0.15 [6000-7000 2000 01-015 008-015
DIZROS | 4500-5500 32007 008-02 008-02 | 4000-5000 _iggg‘ 0102  071-015 |5000-6000 2000 01-02  01-015

Cutting Toal Technology
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Cutting Parameters

BRARY BRI (AR

Universal Series- End Mills with Ball-nose Profiling Milling

HIIPH Pk, RS Castiron, carbon steel S&i. TEil Alloyed steel, tool steel IR Heat-treated steel
m‘;;eﬂ::“’ S50C, HT250, Q235(-HRC22) P20, H13, D2(HRC25-35) SKD11, SKH51(HRC55-65)
Be i prit g1 mE i prii iR mE s b miE R
Designation | s/min-1 Vi/mm/min ap/mm asfmm s/min-1 Vifmm/min ap/mm as/mm s/min-1 Viimm/min ap/mm aefmm
18000- 1000- 15000- 20000~ 1200-
RO.5 20000 1200 0.02-003 003-005 18000 800-1000 0.02-0.03 0.03-0.04 29000 1400 0.02-003 003-0.05
18000- 1000- - | 15000- 20000~ 1200- ;
RO 745 20000 1200 0.02-003 003-005 18000 B0O-1000 0.02-0.03 003-004 29000 1400 0.02-003 0.03-005
15000- 1200- 13000- 1000- 18000- 1400- ;
R1 18000 1400 0.03-005 0.05-008 15000 1200 0.03-004 003-005 20000 1600 0.03-005 005-0.08
15000- 1200- : 13000- 1000- 18000~ 1400-
R125 18000 1400 0.03-005 0.05-0.08 15000 1200 0.03-0.04 0.03-0.05 20000 1600 0.03-0.05 005-0.08
15000- 1200- - 13000- 1000- 18000- 1400- =
R15 18000 1400 0.03-0058 0.05-008 15000 1200 0.03-0.04 003-0.05 20000 1600 0.03-005 005-0.08
12000- 1400- 10000- 1200- 14000~ 1600-
R2 15000 1600 0.05-008 0.08-0.15 12000 1400 0.04-005 005-0.08 16000 1800 0.05-008 008-015
10000- 1600- 1500- 12000~ 1800-
R3 12000 2000 0.05-01  0.1-015 | 8000-10000 1800 0.05-0.08 0.08-0.1 14000 2000 0.05-01  01-015
2200~ 2000~ T0000- 2200-
Ré 2000-10000 2500 0.05-012 012-02 |5H500-8500 2900 0.05-01 071-0172 12000 2500 005-012 012-02
2500- 2200- 2500-
R& 4500-8000 2800 008-0.15 015-022 | 6000-7000 5500 0.08-0.12 012-0.15 | 7500-8500 2800 0.08-015 0.15-0.22
2800- 2500- 2800-
Ré 6000-7000 3000 0.1-015 0.2-025 |5500-6500 2800 0.08-015 015-0.2 |6500-7500 3000 0.1-015 0.2-0.25
2000- 1800- . ” 2200-
R& 5000-4000 2500 012-018 0.2-03 4500-5500 2200 01-015 02-025 |[5500-46500 2500 012-018 02-03
1800~ : 1800- 2000-
R10 4000-5000 2200 015-02 03-04 4000-5000 2000 01-02 025-03 | 4500-5500 2200 015-02 03-04

BRERY-FLET] #EE  Aluminum Series-End Mills Slot Milling

thtartal B0 Trpiis General machining center (10000rpm Max) =3 N Lrhd» High speed machining center (24000rpm Max)
Bs iR bri -} i 0R " PIE R
Designation s/min-1 Vffmm/min ap/mm ae/mm s/min-1 VE/mm,/min ap/mm ae/mm
Bl 7500-10000 900-1200 0.1-02 1 23000-24000 1200-1500 01-02 1
D15 2000-9500 1000-1300 0.2-0.4 15 21000-22000 1600-1900 0.2-04 1.5
D2 7000-9500 1100-1400 0.2-05 2 19000-20000 1400-1800 0.2-05 2
D3 8500-9000 1200-1600 04-0.8 3 18000-19000 1800-2000 04-08 3
D4 8500-9000 1200-1600 0.5-1 “ 17000-18000 1800-2200 0.5-1 o
(Bl 8500-9000 1500-2000 08-2 & 11500-12500 2200-2600 08-2 6

Bl 7800-8300 1600-2200 1-3 11000-12000 2500-2800 1-3 g
010 7800-8300 2000-2500 2-4 10 Q000-2500 2600-3000 2-4 10
012 5800-4300 2200-2800 3-5 12 7800-8300 2400-3200 3-5 12

S ETA
230
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Cutting Parameters

SERRY - FLkT] Mk

Aluminum Series- End Mills Side milling

DT $84%® Aluminum alloy 5052, 60BL. 7075 84 Aluminum alloy 5052. 6061, 7075

:n;::ﬁ;ce A3/ A0 TR s General machining center (10000rpm Max) BRI High speed machining center (24000rpm Max)
BE i pri 31 LI m= fi3td prisos miEF e
Designation s5/min-1 Vffmm/min ap/mm ae/mm s/min-1 Vffmm/min ap/mm ae/mm
D1 2500-10000 800-1000 2 0.1-02 23000-24000 1200-1500 2 01-02
D15 9000-9500 1000-1200 2 02-0.4 21000-22000 1600-1900 o 02-0.4
D2 9000-9500 1100-1400 2 0.2-05 19000-20000 1400-1800 2 02-05
D3 8500-9000 1200-1600 3 04-08 18000-19000 1600-2000 3 04-08
D4 8500-9000 1200-1600 4 0.5-1 17000-18000 1600-2200 4 0.5-1
D& 8500-9000 1500-2000 & 0.8-2 11500-12500 2200-24600 < 08-2
D8 7800-8300 1400-2200 2 1-3 11000-12000 2500-2800 g 1-3
D10 7800-8300 2000-2500 10 2-4 9000-9500 2600-3000 10 2-4
D12 5800-6300 2200-2800 12 3-5 7800-8300 2600-3200 12 3-5

SERRY-EET] s Aluminum Series'End Mills with Corner Radius Slot Milling

ITHE $84% Aluminum alloy 5052, 6061, T0TS ‘ $54% Aluminum alloy 5052, 6061, 075

ﬁ:::ﬁ:ce i 0 TR0 General machining center (10000rpm Max) BEIN T High speed machining center (24000rpm Max)
Bs 2 iR iz ¥ iz iR IR
Designation s/min-1 Vifmm/min ap/mm ae/mm s/min-1 Vimm/min ap/mm ae/mm
D4ROS 8500-9000 1800-2200 0.5-1 4 14000-15000 2100-2500 0.5-1 .
D6ROS B500-2000 1700-2200 D8-2 & 14000-15000 2400-2800 0.8-2 b
DBROS 7800-8300 3000-3500 1-3 8 12000-13000 3500-4000 1-3 )
D10RD.S 7800-8300 3000-3500 2-4 10 10000-11000 3500-4000 2-4 10
D12ROS 7800-8300 2800-3200 4-8 12 7800-8300 2800-3200 4-8 12

SBRARS-BRKEET] (AR

Aluminum Series:End Mills with Ballnose Profiling Milling

T+ 4 Aluminum alloy 5052, 6061, 7075 $8&% Aluminum alloy 5052, 6061, 7075

ﬁ::::’;:“ E3F 0 TR s General machining center (10000rpm Max) &iE i TR High speed machining center (24000rpm Max)

BS i tiF s iR miF %

Designation sfmin-1 Vfmm/min ap/mm ae/mm ‘s/min-1 Vimm/min ap/mm ae/mm

RO 9500-10000 14001800 g-gg‘ 0.05-0.08 23000-24000 1800-2200 g-gg‘ 0.05-0.08

0.04- 0.04-

R1 9000-9500 2200-2600 o 0.06-0.1 20000-22000 2600-3000 o 0.06-0.1

R15 9000-9500 2400-2800 e 0.08-0.12 17000-19000 2800-3200 g 0.08-0.12
. . 0.06- 0.06-

R2 9000-9500 2600-3000 el 01-013 16000-17000 3000-3400 e 0.1-0.13

R3 9000-9500 3000-3400 008-01  012-015 15000-16000 3400-3800 0.08-0.1 0.12-015

Ré 9000-9500 3200-3600 g'?g‘ 015-02 13000-14000 4200-4600 g'?g‘ 0.15-0.2

RE 9000-9500 3200-3600 01-015  018-023 12000-13000 4200-4600 0.1-015 0.18-023

Ré 7700-8200 38004200 gq g' 02-025 11000-12000 4200-4600 gq g‘ 02-025

Cutting Toal Technology
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Intelligent tool management system - overall architecture
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LATIRER

Tool mangement

ERER/ER

Management pain points / difficulties

1, ZJEAGMBRIK, FEEH

It takes too long to get the cutting tool

3. HUBSFHHAITREE

Return old for new one cannot been dpne thoroughly

5. EEAELNEERAE

Cannot monitor and warning when stofage low

T, IRRGTFHE , BIERIEFH]

Diffcult for statistics and tedious for handling receipts

8\

TR R HIPRER

Easily missing in use

TIAERIEME

Too diffcult for traceability when using cutting tool

R FERA A RET

Stand by for 24H or receive in advance for the night shift

ERmEEE , REEEE

High cost and difhcult for acdounting

AHNO Rk

Cutting Teol Technology
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Advantages of Intelligent Tool Cabinet

7, A, Ed. TEF—ERR 1

One-stop solution with storage,
picking and return

IR BRI ZII'
Receive based on management privileges
FIEERELAIE

: BESHE 3 . .
R o A im%m%rﬁwﬂ
HaeER

T 8 EIERREEMUE, LR

stock non-use and avold walsts

' 7 ARIRB , BTER, AL

Face identifcation and multilogin in

LB , Eaea s, EmEE 4

Return old for new and intelligent picking

MRS BARIS R, AR O 6 mraT. @& TEMTANEEE

Information flow and logistics are generated at the same ‘ Management based on staff, equipment and process
time, Sent report automatically

AHNO B3 AR, TR AR Bty o Pl iy beoois. | 01

Cutting Tool Technology - RIS Available forspacizit: 165 £
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System Function

B EAET
Unattended

B ZSaER
Multi-Login

W REBSHEY

Quick collection

B [RINERE

Authority management

B JIEEZ

Return review

B EERE

Automatic warning

B EeRE
Virtual warehouse
settings

24N AT, BBMTENER, 12(5(E BiF g2 R el EM, YIRS B R ead —3,

No one stand by for 24H and self-service.Information flow and logistics are generated at the same time

S 8. RI-R. ARSRA, IERH.

Muti-legin including passwerd . card end face identification.

—RA, RiA10%0, HE B ZEMEL.

Recelve through shopping cart quickly.

GRS 5 TAFARR, = FE Y, T REIREAR RS EIR, $%IRE,

Feceive based on management privileges and limit quantities to aveid waste.

SR, & HiIZ, LR, BB L2 R BEF.

Return old for new and intelligent picking,highlight abnormal opeartions.

BERLER, RO ERRE, i,

Automatic warning and purchaesing notice by setting safety stock and email

KMEAT R A, a—HEE,

Large materials and Infreguent materials can be controlled together.

L BRARARA
LERBRRR R
LERRRRR N
Hii1T1111
1111101
LERREERE
miTirin
ST
...-
=
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System Function

W RHEEN EHLTR, WHEERP.MES. WMSEE F R, SIEEE.
System access Customization requiremeants,Easy connection with ERP/MES/WMS and etc.
Customized

W B MERRT, BRNEREEER, fA L FEFR, SHEN S BN ELRY B,

Streamlined design, bright color matching, promote the image of enterprise workshop, and expand the

Modular Design
capacity and configuration of cabinet machine infinitaly.

H EEEREER BEhSSEAE R A RYAE. BETE O E T REMIB LRSI SRS, RiESR.

Automatically generate data records and statistical analysis reports such as collection, unreturned, inventary,

Intelligent reports ; i -
loading and unloading of tools, and view them in real time.

W s BRAPLEERNRE, DB L REIRMKIE

The consumption of each cost center is displayed in real time, which provides the basis for the decision of the

Clear cost
whole factory.
it o= T "]nhl." | _|h|_lll,|m_|h.||;-' —
....- = =-
o i
. L
HiRiRE AL E &

Cata reports Visual chart

BN E E E & b .

Cuitting Toal Technology
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Tool management ==

ERERES

Management pain points / difficulties

1. TRERME, ERERETIRENTR

Tools are used frequently, and the required tools cannot be found in emergency.

2. RIFBRIRNRMEIARICE, HRIEER

It is difficult for employees to carefully record and track when accessing tools.

3, BEAREHRE, AHERS, FRENENES

The measuring tools need to be calibrated regularly. Due to the large number,
it is easy to cause overtime and missed inspection.

BRT =

Solution

1, FIEEEDIA, HENERT—ERENERNE
When accessing, the responsibility is assigned to the person, and
the previous user and usage track are displayed in real time.

2, WISRIAREEITE, Eaa—RRE

Early warning of inspection expiration. One click verification is available in the background.

3. ZMMERISEES, RIEFH

Muitiple cabinet combinations for flexible storage.

- I
—t = - —
= - |
- -]
ke - - |
Y . = = —
= s e | — ]
= | ==
__:_ ] T mm
B e
= -
. —— — —_—— _-___
e ey | | S
—— ==
— __-_. — | ___- 1 !
el —
- T O — = - ‘
= iR e Te . i
e s im
Il L ie
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System Function

T AEF 240NN ESF, BBhEHER, RIEE R REEM

Unattended Mo one stand by for 24H and self-service .Information flow and logistics are generated at the same time.
SRER S #ED. R ARAZ, BEBA

Multi-login Muti-login including password . card and face identification.

B L ETI—ERE, INEEA

Traceability Trace the tools and the users

TEHRRE ERYFRE, R BTE

Periodic verification Display current status, early inspection alert

watipe BRI B, SR M AT

Intelligent report Show the track, frequency and current status of all materials.

BOEH fhfERE XN LURER AR T ES, SHAUSEESHE

Customized notch Drawer compartment size can be customized according to customer’s material size,

specifications can be assembled at will.

Cuitting Toal Technology



JIE=EI1E b o <-b
Tool room management

EEES ER

Management pain points / difficulties

1, NEEMHEMNK LRSS THRFS
It takes a long time to distribute tools, and there
are many kinds of tools, so it is difficult to find them

2, ZEWMESN. BNEEARLESR
Sporadic and frequent collection, increasing the
workload of warehouse personnel

3. BIEAERN ERFANTESEX,EEWERH
The document processing is cumbersome, the report
workload is heavy, and it is easy Tor the accounts to be
inconsistent with the facts

RRIRTFT 3

Solution

1. AERTEMFEL, RERR B, B S TE

Paperless operation throughout the whole process, automatic generation of
system reports and automatic warning of material shortage

2. HEATERBEAE REEPEE LEBE LT
It saves the time and cost of manual material finding, and the operation is simpla,
canvenient and accessible

3, B ERE BMRERWH B SR, N TEAREA B8 TIEHE

The intelligent management mode not only improves the self-image of the enterprise, but also saves
personnel costs and improves work efficiency

Cutting Tool Technalogy
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System Function

EAETF 24N A (B, BRNRNER, REE BRI REEM, VRN E B Rk — 8.

Unattended No one stand by for 24H and self-service .Information flow and logistics are generated at the same time.
BTER S @, B+ ARIRABEREA.

Multi-login Muti-login including password . card and face identification.

BhERE BENER I RIAE. BETE WE L TRSEIE, it 2, ENEE,

Intelligent report Automatically generate data records and statistical analysis reports such as collection, unre-turned, inventory,

loading and unloading of tools, and view them in real time,

PRAN PR &0 B ERTAREIIR, 127 AL, o] REIMENARZEHE FIR, $RiRHE,
Limit permissions Receive basad on management privileges and limit quantities to avoid waste.
and quantities

BEYHEN EFIER, WHEERP,MES, WMSEEF R4, HIBE A,

System access Customization requirements Easy connection with ERP/MES/WMS ete.
Customized

JREHEZ AHE, 5 A EZ, LR, RO ERERE,

Return review Return old for new and intelligent picking,highlight abnormal opeartions.
EETE BERLER, R GRE, BHmE.

Automatic warning Autornatic warning and purchasing niotice by setting safety stock and email.
wEER BOMESRETE, BERBRER.

Quantity control The quantit can be controlled, so as to aveid over—limit taking.

BOZES HEEOXNE LURIER PR TES], ZMlBEEH R,

Customized notch Drawer compartment size can be customized according to customer's needs and

various specifications can be assembled arbitrarily.

e

Cuitting Toal Technology
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Warehouse management T

ERRS/ MR

Management pain points / difficulties
1. ZEHER 2, EREME 3. iR, BN 4, BSER

Limited space Difficulty to find Moving In and out is time Counting time
~consuming and laborious

RRFE

Solution

ERSX/ERNE:

Management mode / management benefit

1. B CENEMILECRE

The existing warghouse is transformed into vertical container

2, FIRMIIEERP, MESER S

It can connect ERP, MES and other systems

3. PET & RGNS, Nk
Scan the work arder, and the system will automatically lssue materials
and deduct accounts

EEA R/ EEME:

Management mode / management benefit

1. BRI EE EECERENH

Customized automatic stereoscopic, manage
all materials in the warehouse

2, RIFMHRINREER B EH

According to the site size and load-bearing
requirements, tailored

3. ZEFEAMU L ERMEMTEES

The space height is more than 4m, which is more cost-effective

Cutting Tool Technology



~aatF 8 / Product Features

b ®afBEEAm=iE.
TEMEmER. EE BL2. AR 8-

Make full use of vertical space,

save floor area, be clean, safe, reliable and efficient.
A FHEENEA

AR 1208/ Bt

The access capacity

can ba un to 120 trays/hour.

B #&EEaE
FEELEIR
Preplasticized panel
Tray spacing is adjustable.

1% FA1% 8 / Applicable Scenarios

[ VERLER
B S WEH
V-shaped steel belt
Self-supporting steel structure

B rEEFRE
R RARIFIZHI G

Touch screen operation console

Friendly user interface

[ ¥EEs@ir, BRNEEENHERE,
AR EREEORIEEEG
Automatic database maintenance,

advanced database backup management,
Full backup or incremental backup can be realized.

i tEER BESG

Site with small ground area and high height

B g, SREER

Fast, high flow requirements

B FmRiTdk
Uniimited industry

2= I customer cases

EREERSNIME

Environment with high cleanliness regquirements

[} FREEREE. B

The storage shall be dust-proof and moisture—proof.

Cuitting Toal Technology



ZYTINEE | System Function

eoEE A (FliEE 3 Renihyie
Instruction management Jab seheduling Real time monitaring
0 #HERE B sosRe [ ETEE
Data callection Fault alarm Operation log
BEME B BPRE Bl &EREFIHY
Exception handling User permissions Customization

Flﬁlﬁ@. | Product Features

KD 2a0ERY, BEE. FRERTL, A SE5EE:2.5-13m
KB TR E & PlXE|360m/min Height range: 2.6-13m

Light stacker crane, light weight, wide range of
products, The horizental cperating speed can
reach up to 360m/min

B #Eikigit, RER, RS, B, [, £RSH O SEEEm, ERNE, 4r5E. ERTESAEERSS
Medular design, total weight, low noise, low vibration, low tarsion, The structure is simple and beautiful, easy to use and easy
integrated rail to maintain, Suitable for high flow requirements

ERTR Applicable Scenarios

ED 23, IRTs A EREERENITE
Light load, small size cargo Environments with high cleanliness requirements

B &, SREsR B seEmEs), SEENTS, TENTERE EEEER.
Fast, high flow requirements The ground bearing is small, the height is low, and it can be

adapted to the use of multi-storey factory floor.

iﬁ“ | Customer cases

Cutting Tool Technalogy



TRz & RAEERIE

Tool Life Cycle Management Process
ERP EEJJ E (Jj E*E/ﬁ E) Tool distributien room (tool cabinet / megazine) FﬁAﬁ Preduction ling personnel

TR ERIME
Tool basic data

Ermoovess sean wirk ordry

h
(mEnass
.

( Ansm
LR

u o

RIS AN

i

THAE

Too! hanole warehousng
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Standard Edition Intelligent Tool Cabinet

Eﬂ:%ﬁ / Basic Parameter

BE: AHNO-TB-B2-Z90 B T 88 32 THEIRE

Type no: AHNO-TB-B2-790 Screensize: : 32 inch touch screen
BR: Xe/#me FIES) MR 1070%804*2012mm
Coler: Beige/Orange(Customizable) Dimensions: 1070%804*%2012mm
BiR: AC220v ME8®E: 90MAX 108*20= 2160 4
Power: AC 220V Tool Quantity: 90max 108*20= 2160 pieces
INE:  200W EELW: 90/108 @ (varieties )
Power: 200W Management Variety: 90/108 varieties

EE: 400kg Bl ERT: AZ: 498%128*430mm
Weight: 400kg Recycling bin size: YNZ: 502%132*430mm

BR5388: GK7000i7-10510U 16G ATF 128G+32G EFEE & WIFI
Server: GK7000 i7-10510U 16GB memory 128G+32G Solid-state with WiFi

Yl 2ERY: fARYT - £:140mm & :60mm & :15mm

Package size: maximum size - length: 140mm width: 60mm thickness: 15mm

PEFETIEL | ST I8k SR Stock cutting loase call v checkinverrtury betorg Ing \H\]O Wﬁ
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New retail smart knife cabinet

Eﬂ:ﬁﬁ / Basic Parameter
BE: AHNO-TB-E3-Z80 8 = #: 15.6 TR
Type no: AHNO-TB-E3-Z80 Screen sjze: : 15.6 inch touch screen
B: KB/#He W R 1070*794*1900mm
Color: Beige/Orange Dimensions: 1070%794*1900mm
HiR: AC220V EEam M 810 = 80 mft
Power: AC 220V Management Variety: 8%10 = 80 varietie
h¥E: 100W E & E: MAX 80%16 = 1280 14
Power: 100W Recycling bin size: max 80*16 = 1280 pieces
BE: 380kg BEleRT: 138*498*425mm
Weight: 380kg Recovery bin size: 138*498%425mm
EuWORT: 70*40mm
Return port size: 70*%40mm

BR$528: GK7000i5-8250U 16G PI7F 128G+32G EZ5H # WIFI
Server: GK7000 i5-8250U 16GB memory 128G+32G Solid-state with WiFi

MElEERT: 8RS - £ :140mm % :60mm & :15mm

Package size: maximum size - length: 140mm width; 60mm thickness; 15mm

Cutting Tool Technology
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Intelligent Controllable Drawer Cabinet

Eﬂ!@ﬁ / Basic Parameter

BE:  AHNO-TB-K-Z60 B w #: 21.5 <R

Type no: AHNO-TB-K-Z60 Screen size: : 21.5 inch touch screen

Hit: XKe/He (AEH) SMRT: FHER<H: 866*760*1858mm

Color: Beige/Orange(Customizable) BIFER~T: 866*760*1858mm

B3 AC 220V Dimensions: Main cabinet size: 866*760*1856mm

Power: AC 220V Auxiliary cabinet size: 866*760%1856mm

IhEE:  100W BEEmM: FEHE: 60(5"12) RBIHE: 75(5*15)

Power: 100W Management Variety: Main cabinet: 60(5%12) Auxiliary cabinet:75(5*15)
EE: 480kg

Weight: 480kg

BES528: GK7000i7-10510U 16G PATF 120G+32G BEIZSE # WIFI
Server: GK7000 i7-10510U 16GB memory 120G+32G Solid-state with WiFi

®AMBORS: E:118*58"28mm D:157*58*28mm C:222*58*28mm  (531&ia1EE 28)

Lattice size: E:118%58%28mm D:157*58%28mm C:222*%58%28mm (frame spacing28)
- 742 —
A
352 o
B B
222
C C C
157
D D D D
118
{
I E E E E E | womm
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Smart light lock cabinet

e -
- S v

Eﬂ!@ﬁ / Basic Parameter
B=: AHNO-TB-F-Z15 2 T 2 21.5 <THER
Type no: AHNO-TB-F-Z15 Screen size: . 21.5inch touch screen
Bifa: 1R 9 M R ~F: FHER: 737*730*1720mm
Colgel:  Qrangered BIAER~T: 737*730*1720mm
B : AC 220V Dimensions: Main cabinet size: 737%730%1720mm
Power: AC 220V Dimension of auxiliary cabinet: 737*730*1720mm
ThE:  200W ARSS2§: GK7000i7-10510U 16G P77 128G+32G EZS# # WIFI
Power:  200W Server: GK7000 i7-10510U 16GB memory 128G+32G Solid-state with WiFi
EE: E15:630kg BIiE: 350kg WORS: 130788*70mm(—IE 20 &0

Weight:

Main cabinet : 630kg
Auxiliary cabinet: 350kg

(FRERORY) 180*88*7T0mm( —& 15 &0)
280*88*70mm( —/Z 10 &)
Lattice size: 130%88*70mm(A floor of 20 openings)
180*88*70mmi(A floor of 15 openings)
280%*88*70mm(A floor of 10 openings)

20480

1540 10f&0
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HAEE FOWIE

lIntelligent temporary storage recycling cabinet

Eﬂ:gﬁ / Basic Parameter

1S : AHNO-TB-ZI-Z100 B T #8: x

Type no: HNO-TB-ZI-Z100 Screen size; ! without

Efa: Wme MRt 545%484*1590mm

Color: Orange Dimensions: 545%484%1590mm

Bif: AC220V EEmM: 100

Power: AC 220V Management Variety: 100

hE: 50W ElkeRT: 4007295"190mm

Power: 50W size of recycling bin: ~ 400%295%130mm

BEE: £9100kg B i 75 = ElFEafEE

Weight: About 100kg Recycling method: flip scanning recycling
PEFETTEL | TUEY RS ST Stock cutting twols Please call 1 checkinvertory befora crdering AHNO RRES
20 1555 |E 45 2R vl labls forepecialtoolords
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Smart Recycling Cabinet

Eﬂ:éﬁ / Basic Parameter

B 5 AHNO-TB-HS001 BE:  AHNO-TB-HS002

Type no: AHNO-TB-HS001 Type no: AHNO-TB-HS002

m 8 e He: ®me

Color: Orange Color: Orange

E =E : 50kg EE: 50kg

Weight: 50kg Weight: 50kg

MR T 600%450"788mm MR : 600*450*788mm

Dimensions: 600*450*788mm Dimensions: 600*%450%788mm

EMEeRT : 225*345*375mm B ER T : 237*347*345mm (2 1)

Recovery bin size: 225%345%375mm Recovery bin size:  237*%347*345mm(2 pieces)
EORT : 8040 Bl A : EEEILY / IIMNRR[E W

Return port size:  80%40 Recycling mode: Flip scan recovery/linfrared induction recovery
= 4 75 = Fahs e Bl A YR T 807307180

Recycling mode:  Manual sorting and recycling Maxmum material size to be recovered: 80%30*180

'\HNL) EE ETETIE , TR A i Stock's o nals: Pleasa call Lo«

Cutting Tool Technology - 3SR IER] Avalabie forspecizite e e A



& AEHETE

Smart Chest Of Drawers

EZK%& |/ Basic Parameter

RS :  AHNO-TB-CT-Z200 8 & #: 15.6 T fREF

Type no: AHNO-TB-CT-Z200 Screen size;: 15.6 inch touch screen

B e M R T FHER~: 1158*500*1650mm

Color: Orange Dimensions:

BB : AC 220V
Power: AC 220V

hE: 100W

Power:  100W

EE: 649 145kg BItEL 125kg
Weight: 145kg/125kg

=B TR

BIfER~T: 942*500*1650mm

Main cabinet size:1158*%500%1650mm
Sub cabinet size:942%500*1650mm

200

Management Variety: 200

ARS528: GK7000i7-10510U 16G A7F 128G+32G EA&LE # WIFI
Server: GK7000 i7-10510U 16GB memory 128G+32G Solid-state with WiF

2HABORS: 15: 195%98*48mm 3 S: 155*82*40mm
155%82%40mm

size of recycling bin: 195%38%48mm

B ShR (mm)
type ho external dimensions

AR (mm) BE
internal dimensions type no

0= 150*90*44 130*78+35 65
18 220*110*55 195%96%47 15
25 240*130%75 212*115%65 85
s 180*95*50 155*80*40 95
45 185%108*60 155*95%50 08
55 204*133*77 17512268

ShRT (mm) AR (mm)
_ external dimensions internal dimensions
318*160%87 2917148*74
283*182*110 260162100
352724294 32523080
352724294 325*230*38
3524242495 325*230*80

Cutting Toel Technalogy



HHESF1E

Intelligent Lattice Cabinet

Eﬂ!ﬁﬁ / Basic Parameter

BE: AHNO-TB-G-Z90 8 = #: 15.6 TR

Type no: AHMNO-TB-G-Z90 Screen sjze: : 15.6 inch touch screen

m&: KA 9 WM R T : 1100*550*1800mm

Colar: Beige Dimensions: 1100*550%1800mm

BiF: AC220v B0 % E: 90 1&

Power:  AC220V Number of openings 90 lattice

IZE: 100W B OR IMi&: 95*100%430 (£ 80 18)
Power: 100W HKAg: 200%120%430 (£ 1048)
B8 245kg Lattice size Small cell; 95*100%430(80 cells in total)
Weight: 245kg Big grid: 200%120%430 (10 grids in total)

AR$328: GK7000i7-10510U 16G FI7F 128G+32G EIZ#R & WIFI
Server: GK7000 i7-10510U 16GB memory 128G+32G Solid-state with WiFi

Cutting Tool Technology



HAEROFREE

Intelligent grid weighing cabinet

Eﬁ%ﬁ [/ Basic Parameter

% o %

BS: AHNO-TB-P1-Z12
Type no: AHNO-TB-P1-7212

B&: XA/ WEe

Color: Beige/Orange

BB : AC 220V
Power: AC 220V

hE=E: 100W
Power:  100W
EE: 330k

Weight: 330kg

Res:

Screen size:

FMRR T :

Dimensions:

BO%E:

Number of openings:

BOR:

Lattice size:

AEFRERPR !

Single cell weighing limit:

RERE:

Weighing accuracy:

15.6 THEIRE

15.6 inch touch screen

980*470*1780mm
980%470*1780mm

9/12 ¥
9/12 grids

352%2007400mm
352*200*400mm

20kg
20kg

1g
g

Cutting Teol Technology
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Smart drawer weighing cabinet

Eﬂ!ﬁﬁ / Basic Parameter
BS: AHNO-TB-P2-Z28 Lo 21.5 STHhbiRER
Type no: AHNO-TB-P2-Z28 Screen size: 21.5 inch touch screen
m&E: Ee SRR T 1000*550*1730mm
Colar: Orange Dimensions: 1000%550%1730mm
BiF:  AC220V BOE: 28/40 1&
Power: AC 220V Number of openings: 28/40 lattice
h¥E: 200W BORT: 200*170*70mm
Power: 200W Lattice size: 200*170*70mm
EE: Ff64363kg FI1ELT 350kg PRRFRERIR: 20kg
Weight: 363kg/350kg Single cell weighing limit: 20kg

MRETEE: 1g

Weighing accuracy: 1g

Cutting Tool Technology




VA 1]

Vertical Container

RFER
operation panel

USBiEC
USBInterface

Ed:gﬁ / Basic Parameter

Emergency stop switch

aFEFx [
panel

@ oz

E, Removable side panel
g
]
N
]
N
& 4
Automatic Door 5
@ :
[ |
L]
]
» g =x ]
S EiPE » L BiHE)

Safety protection grating

Na%ﬁ?pis‘te *_
Ri ’

FHx

Main switch

Removable side
7" Interlocking maintenance door

HEERER

Extractor

e

Altimeter grating

e\

[&f Bottom comer
f m|
(BRI EL)
Operation port
(bullt In or external)

ERRER
Circuit board

operation panel EEEtLsS
Sliding consale

RS
Type no:

FERHE:

Pallet load:

HIESE :

Container height:

BB IR INIERE -

Container height increase:

FERFEETIERE :

Pallet storage adjustment range:

RERE:
Pallet width
RERE:
Pallet depth

SLIM/MA/MA/MX/ML REBSE: 45mm/70mm/120mm
SLIM/MA/MA/MX/ML Tray height: 45mm/70mm/120mm
250-990kg TR B A :695mm

Maximum height of stored:  go5mm

FREH LSS 250-500-750-1000kg
Net container loading capacity: 250-500-750-1000kg
RiEREERAEST: 60,000kg

250-990kg

2600mm-18, 000mm
2600mm-18, 000mm

200mm Net container loading capacity : 60,000kg
200mm BB R %AEEES: 70,000ke
Total container loading capacity: 70,000kg
2omm EMEN:  BED0MER/ NN (MSEETE)
RN AR Y

1500 Z 4100mm
1500 ZE 4100mm

Access capability:  Up to 120 pallets / hour

(depending onthe container)
Depending on the setting) extraction ortray double
extraction

FRORE : AEATFIROSRIINELXFRA
Access port type:

654mm E 857mm
654mm = 857mm

Built in access port or external accessport

.

Cutting Teol Technology
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Stereoscopic Warehouse

Elt%ﬁ / Basic Parameter

mAHE 50kg

Maximum load:

=E: 13m

Height:

IHE: Eas

Column: Aluminium alloy

MRS : W 360-600mm

Cargo size: D 500-1000mm
H 100-600MM

BITEE : 240mm/360mm

Running speed:

BITHERE (RX):3.0m/s
Lifting acceleration:

EAE: 80m/min
Fork speed:

EHINEE: 1.6m/s

Fork acceleration:

BN EEE: 60m/min
Fork speed:
R IERE: 1m/s

Fork acceleration

FaRHLES (LHD) :

Access mechanism(LHD):

I E

Number of access institutions:

Ikzh753:

Driving mode:

BERAKE:

Maximum length of roadway:

I{ERE:

Operating temperature:

FRAERE:

Ambient relative humidity:

RE:
Noise:

BERTE:

Roadway width:

F—ERYT:

First floor size:

mLt—EBEERT:

Height dimension of the floor:

HGRAE:

Shelf tolerance:

BiR, WR
Single depth, double depth

1/2

EEH, ERIEG

Synchronous belt, friction driven

70m( EF )

70m synchrenous belt

0-40°C ( RT3k -25)
0-40°C (optional -25)

5% to 90% JHEEE

No condensation

76dB(A)

D+160mm({min.900)

450

H+270(min.490)

BRER% L 200 EHIER: C

Shelf level:200 control form:C

Cutting Tool Technology
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Customer cases

AHNO L2k
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EPEH|— Customer case 1

JNEZEMEEE: FRIIEEIRE

Intelligent tool room management: F series intelligent tool cabinets

RaRBW., FSETIW

A Taiwan enterprise, semiconductor industry

e
pe——
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=
il
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]

EFPRRER

Customer pain points and difficulties

1, HEAFEREFTER

Reguirements for improvement of intelligent workshop

2, WIEMH, —RIOKRABEF--RETE, THEEEFH

For processing aluminum parts, one tool can be used for half a year to two years,
which is not easy to track the service life

3. BEFEEERBWMERNE, TEENH

The customer audit requires tracing the use track, which cannot be queried

4, MRAFHTR, RERETERZ

There is no corresponding product, and the cost accounting is not clear

SLIME

Realize value

1. —fEigit, EWKS

Integrated design, beautiful and elegant

2, BRAS—X7IALHEHNMRETS

Manage the real-time resume and remaining life of each tool

3, HEBRES— I8, ST RNDREERE:

Accurately calculate the tool consumption cost of each work order and product

4, ZPFIADAR, SENIREZRER
Make full use of the cutter, each cutter can be used repeatedly

5, FHERWMESTIERPRL, BIBZHER
Connect enterprise MES and ERP systems, and real-time data exchange

BT , TSR s Slock « 8 ]
Cutting Tool Technology



%;):l %ﬁ“: Customer case 2

Intelligent managemen

ﬁiﬂ’@%"ﬁ%%@ : %’%ﬁﬁC*E+%§@ H'SI*E pair of spiral ca

main and ane
ing cabinets

EIEXEEBATI, NEFUFRITUL

A German company, instrumentation industry in North China

EFNBRAER

Customer pain points and difficulties

1. FRSEEFER—FE, SRAERK--SE—IRN305H
The workshop and warehouse are not in the same building, so it takes a long
time to collect materials-about 30 minutes at a time

2, RIIEINE, DARHENCEEY

The night shift picking is frequent, and the night shift warehouse
must be arranged to be on duty

3. RARBIFED, BECEZHBIEEMK

The preparation of statements is tedious, and it is necessary for the
warehouse to arrange assistants to book accounts

4, 77RMERZ, BRERTAHE; SER2RE
There are too many types of tools, which makes it inconvenient to
check and find; Frequent emergency procurement

5, REEFRS, HEER

There are more sluggish stocks and low tumover rate

SCELME

Realize value

1, KDREEERE, WRPERIA10%

Put smart tool cabinet at the edge of the line, collect and return quickly 10 seconds

2, 24/h\BFT AES, FERIFEEY

24-hour unattended, on-demand

3. BahigR, RREMDER

Automatic recording and report generation

4. BFREFFEREMNME, BREMSHH

lower than the safety stock automatic waming, to avoid production cut—off

5. AT+EBE+ESRU+RHIER=207+/5F

Manpower+purchase volume+emergency purchase+sluggish stop loss = 200,000+/year

Cutting Toel Technalogy



gjtn :%1&”5 Customer case_ _3

BN OEEEEIE: BHE—E R+ EREEIIE o oo ot oot stormes o e

REREW, EFTW

An American enterprise and medical industry

%

ERATEER After

EFNERER

Customer pain points and difficulties

1. FHEHRE, SATRBERTHE

The traditional cabinet configuration does not match the overall image of the company

2, EFRREREMERINE, TEEN

The customer audit request traces the usage track and cannot be gueried

3. EER=TEMIR, BA—THESR, MHXIF—, HFER

There are more than 3,000 kinds of tools in the warehouse, and about 1,000 kinds of tools are
commonly used. The materials are of different sizes and the storage is intensive

4, ZIRFERR"RE, BFERSER, ERESRIMCREALRN, AEME
Blades are unpacked and issued according to "pleces”, and they are collected from time to time. The
warehouse management needs to record the user unit separately, which increases the burden

5. MEREMAMEDE, ST FEEHFIEE BREAREHE

In order to avoid night shifts and frequent picking, each workshop has a small warehouse, which
needs to be managed by special personnel

SEHLME

Realize value

1. EFSMEREESEULOGOR
Customized shape with corporate LOGO color

2, ERRARE, SHBEUGZESEMIHSWE, 2 MBOMERIEY

Customize the picking process, support receiving through GZ number, that is, material
number, and support receiving from BOM list

3, 71816, Eile. EFEA—EREH, EleTDERECEMR
Tool cabinets, virtual warehouses, and temporary storage cabinets are uniformly controlled and discharged,
and virtual warehouses print receipts and go to the warehouse to collect them

4, FEN, REVANFRFAGFERSEPER

Unpacked, repeatedly used can be stored in the temporary storage cabinet for centralized management

5. JNAURHRES, BEXAETHEREAN, DAXKBETE20%
The efficiency of tool collection is improved, unattended at night saves warehouse management
manpower, and the amount of tool purchases decreases by 20%

Cutting Tool Technology



EF' %ﬁ“lﬂ Customer case 4

ﬁm%a %ﬂ . ;EECT+D£§“§ﬁE*§ Line edge measuring tocl management: drawer CT+D series smart cabinet

REBARBW., ARETI

A German enterprise, thermal fluid industry

EFPNBRER

Customer pain points and difficulties

1. SARERRESR, TARRER, MARERES, BURMERED
The measuring tool room manages all measuring tools, and special personnel are assigned to record and distribute them.
It is difficult to register accurately and timely because of high requirements for personnel

2, BR{ERME, RINBEALE, EERKTHRENER

The measuring tools are used freguently, and the night shift collection is not supervised, and
the required measuring tools cannot be found in emergency

3. ERARSFANER, HERGH, RQEME

The return of measuring tools is tracked by manpower, and the inspection is missed
when due, which makes the inventory difficult

SEIMNME

Realize value

1, EEHE+-SOEERERE, BORTSMES

Equipped with drawer+intelligent measuring tool cabinet with multiple combinations of grid sizes

2, RTIABRIECSZEBER, EPEANS, MOHNEF, TEEKRE
Employee face recognition or account password login, select the measuring tool model, and the
grid automatically pops up, saving search time

3, EINREBTRE—ERE, HESHKAEN

Real time display of the previous user, convenient for searching and tracing

4, EEAFRIEVEANXQEABRN E/GEERE, TIHGFEEIIR
The administrator can list the materials to be inspected according to the inspection cycle
and the last inspection date

5, EFHCRBEMEN, FTEEWLHCR. MHCRF

The access record is automatically generated, and you can view the picking record, replenishment record, etc

AHNO L2k
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EFREHAA Customer case 5

é‘z’iﬂ%ﬁ% ﬁE’EiE . D%\ ?U%ﬁEIEE Intelligent management of line edge measuring tools: D series intelligent tool cabinet

REAREW, 7DRTL

A domestic enterprise, cutting tool industry

EFPNERER

Customer pain points and difficulties

1, BEftFEHREFTER

There are requirements for the improvement of intelligent workshops

2, MIFHARREA, BREEUT

The person responsible for the damage cannot be found, and the purchase is repeated many times

3. MUAERMEE, FI&E, BEFEM; <BEREEFIERAIR
The on-site use is random, manual registration, and registration is not in place; the tools
to be used cannot be found at critical times

SEIAME

Realize value

1, EBHSNAS, BERK—EFR, E0KTS

Customized shape combination, unified storage in the cabinet, beautiful and generous

2, BMREOXD, MHDETRESN, KFSEZRERER

Various grid sizes, exclusive storage for material classification, intelligent search on large screen

3, RIF+HSEB+ARRAER: HEAR, 8], REVBNR, HFEEHR
Swipe card + account password + face recognition login; bind personnel, departments, and set
access rights, which is convenient for tracing

Cuitting Toal Technology



@F' ;@J;“; Customer case 6

ﬁ}ﬁﬁé‘lﬂl Eﬁlﬁ Warehouse management: Stereoscopic warehouse

EEmelk, 7R

A listed enterprise and tool industry

EPHRERER

Customer pain points and difficulties

1. BHEEMERS, [EIA, ERED

There are many kinds of bar stock warehouses, and the space is not enough. The management is cumbersome

2, BHEEKX, REREANEES

High bar density, high labor consumption for goods distribution and handling

3. TAREME, BHUH

Documents are handled by specially assigned person, which is easy to make mistakes

SCHMME

Realize value

1. BN FESA—EE, REOMASEZE

Stacker stereo library unified management, make full use of height space

2. BEitE, EEATERRE

Automatic picking, search and transportation manually

3. ¥EMESFIERP, HHiLIEENRIBEIEARE

Caonnect MES and ERP, and scan the documents to automatically enter and exit the warehouse

4, BHORERES I MMERE, ERERRE

The discharge port is equipped with laser guidance and weighing
aid, which makes more accurate distribution

5. ZfEfehe, BRIFERERE

Paperless office, simple and convenient operation

AHNO L2k
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BEFPEGt Customer case 7

ﬁﬁ*‘ﬁiﬂ_ﬂ{tﬁii ﬁﬂi}ﬁ+§ﬁ’§7] E*Egﬁé Warehouse+line edge integrated management: stereo

warehouse+intelligent tool cabinet combination

EETR

A military enterprise

EFNAERER

Customer pain points and difficulties

1. BRI, ATEEEAREL

The manual management accounts of military enterprises are inconsistent with the facts

2. BEMMBIT, SHEFETE

The warehouse is disconnected from the site, resulting in production material interruption

3, RifEFS, RiE—HtEE

Too many stale stocks to be managed in an integrated way

SEMME

Realize value

1. RBNAE+EEIFEE—GHCEE, RofIBRE, EFRRGEE—R

On-site tool cabinet+warehouse three—dimensional container integrated management,
make full use of space, and the customer site is clean and tidy.

2, EBEAXNTHMENER. GAEE. MANE, SRIDEMIEEE. KB &N

The administrator can query all the inventory, collecting information, collecting data and real-time deduction data in real time, and
the accounts are clear.

3, TREEFARITME RGN MY

When the tool cabinet inventory reaches the warming value, push it to the stereo warehouse for
real-time replenishment

Cuitting Toal Technology



EF' g{ﬂ“\ Customer Case 8

LDNEBHUHEE: MEXTBELTRME  Edge widget management: weighing intelligent tool cabinet

Rz, EfrTW

An American enterprise and medical industry

EFPNERER

Customer pain points and difficulties

1. RIAPMERE, SREASEX, FESEEEMAIE

There are many kinds of instructions, and the daily usage is large; 55 burden

2, IERER~ R, BEEIFRMEE FASLBH

For temporary replacement of products, you need to search for instructions; hard to find

3, BEERERETAMRE, 1ENIESR

If you want to control it well, you need someone to take charge of it and increase the workload

4, EEFHEASZERE, EREARRYE

Inventory quantity is not easy to control, resulting in emergency procurement

STHMME

Realize value

1, BFRG—FH, ZUKA

The cabinet is stored in a unified way, which is beautiful and generous

2, AR ANTEERE, EEBWME, BOITHF, BEYR, REERERE
The system automatically matches and searches, selects the essential materials, opens
the grid, and takes away the materials. The operation is simple and convenient

3. AGURIBYERERITRET, IRRBEIERY
The system automatically deducts the inventory according to the material weight, and
the report Is automatically generated

4, BTREEFEEHNE, BRETETH

When automatic warning lower than the safety stock , to avoid production cut—off

Cutting Tool Technology
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Insert ISO Code System
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WERAEEHT AR SHA

CNMG

1 5 6
12, EEHE 13, BfBXIEY
#®e e GES

P 2|
T FHW

K ik ap

N BBER

s MM THE

H TER

u SR Pt

7

e
F

HBRES|

12 04 08 -

i:he
BT

R

FREINT

BT

EH

KMA

13 14
14, A=

A% i 223

A F—HF
B EoE
C EoHE
X RS
W Wiper

Cutting Tool Technology



Insert ISO Code System ISO EHU

st liN

A C K 10 E

1

hEEFES e ¥
1 AHNO Bl
c AR +CVD v LEEE +P\D
P BEES +PVD | | BEE
2 gﬁgﬂf s CBN W s
D BPCD . N Ehes
T SERE |
P o N ABHEE
3 E—ENA M THNR s AN TATE
| | it W AR
01 10 20 30 40
4 1SO Fiz 35 wEt
7 T -

5 RRES

'\lHN(‘—-] mﬁ MEFETTE | TR RS S Stock cutlingt tools. Flease call to checkinvariory before orderdng

Cutting Tool Technelogy W

o




ISO EH“ Insert ISO Code System

FHIRE—R

— N TepRER RIFSEE .
. M mﬂffﬁ 10 15 20 25|30 35 40 45 50
P10 ® oS R RIR G ISR T HE— A
ACP10E | cwp [ B i i | B, S AO3 RIS A B R A
st D T T ST,
P10 L2 & A RIRERIEEM T AR R,
ACP10B . o = S| BRI REANE —RRE
- D> ) TAR, BELRERENE,
P10 P RIRE ST A GHE, 2
o | .___ = . - L meEmansAR T ERRER
£, 7 EEMEURTE, B
K20 » - TN ERT RIS 5 S,
P20 : E#ﬁﬁngiggﬁméga
_ 378 B hE. BET
ACP20E o RTINSO TEEMT, FTAT
K30 UFE R T.
P20 qu‘é%ﬂﬁgf‘cﬁ#iﬁﬁﬁmﬁ, 2
BRI T AR, oL
BEESOE P 28352, FEES T OHAEND
K320 HIM AR .
! SR AR T ERRENES,
ACP20D v B TEEEERINE, EEER
K30 TR TMIREEETHE.
P30 AERFEANEENT. S
ACP30E . o BHEHE, BRENTRESTRT
ViZ0 TR ER,
P30 MR ERELERENT. £
ACP30B . o MITS T RN AR, 2EFE
M30 ST, 2F T BT
K0S S SE N THRREEHE,
ACKOSE o TEMBE, tEmTEBHH N
H20 REY
10 N TEVE—i5HE, R
| | SN THIE—AE i f
ACK10E e RHEETFROFSN T,
H30
K20 ﬁ%;iéfﬁMIﬁﬂJiﬁ&ﬁ}éﬂﬁ, e
SHEBREL, Satsns. b
ACKZ0E B T —IRAMF AT, LK S8
POS Sl
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Insert ISO Code System ISO %8l

EHIRB—R

FHIMER A

T4l R5 Iz Biel £3)
I < -
oes IS0 RETE _ | TR | SABE
= MM 05i10 15 20|25 30 35 40 45 50
K30 I
ACK30E | oo — b | ‘ | | FHHUFE I TR, T2HH
= ' WA BT TR, S Mt .
P10 q ) ‘
! : |
s10 ERSSENNEEAE, BERE
APS10C | ——— _: - B, SENEEEREERN
REGHREERES, FAETT
M10 ® M-
M10 a_ Ci) FEAFHIEEERE LR FHER
arsitoc | | | B [ | | | RE, ENEN, BREMNRES
[, ' HESEEE S, BT RN
s10 D C ] TE¥BNT.
| i
M20 & . TR RA S EEM TS
APM20B | pp — ! = - B, ENMEEEREERE, &
36 D BRI R SHNTREN LS,
520 i BEASEHMERNE, BENE
APS20C | oy _ T, BRI B R E RN
' ' REANUERTAE. TORT R
M20 ] ‘ FHML.
M20 & FEMESIN T EEHE, el
- - EETHEMELR. ST TSR
s20 q EHMT.
M20 ® FHEOERNIHERHE, S&7F
APM20E [ p0 - EIES, WTEETIHI S T avEn
s20 O TEHEMT.
M20 o SHFEEENTHE, SEHE
APU20B - | pwD GaEEREERT BRI
P20 q ) NEHINT.

@ =F P EHE

'\lHNO mﬁ MFETE TR R S Stock cutting to -'I‘-_.
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ISO EE“ Insert ISO Code System

EHIHAE—R

[z FZER
Trrtil wE%T
BReE - PVD
i di= | PVD
o PVD
M THEN BEAS PVD
BEREE - PVD
i di= . PVD
ERa® PVD
BEEE VD
BREE - cvD
WEGE | cvD
o= 3 VD
BEES PVD
2 doa=F 3 - PVD

sls: Phsasa cal n checklnventary befoce ofdifing AHNO R2k:-

Cutting Tool Technology

280




Insert 1SO Code System 1SO ZH

AREHTI R AR

HBIERITIA
g ]
ap [mm] CNMG-55A
&0
@
- 40
z = % | o )
ﬂ 20 |
02 0.4 P.286
ap [mm] CNMG-FMB | DNMG-PMB VNMG-PME | WNMG-PMB
&0 1 | 1 1 | [
i a0y 2
| I aE
PMB 40 1\%;;'1:’“ D 6 "
20 T
s 02 o;ﬁ fmmir] P.284 P.287 P.295 P.296
s
" ap [mm] CNMG-PMD | DNMG-PMD | SNMG-PMD | TNMG-PMD | YNMG-PMD | WNMG-FPMD
i) | |
&0
il =k 0.26
|| ) [ Sy
-PMD [ -@
S
0z 0i oz mmid p.284 p.287 P.289 pP.292 P.295 P.296
ap [mm] CNMG-MME SNMG-MME | TNMG-MME | YNMG-MME | WNMG-MME
7 S I |
e e -
40—t ' 1
MME _ 1] c I—' <>
2_0. { { 1
02 od  oa | medl P.286 P.291 P.294 P.295 P.208
ap [mm] CNMG-KMA | DNMG-EMA | SNMG-EMA | THMG-KMA | VNMG-KMA | WNMG-KMA
|
6.0 1
& | 02
n | 3
40 Tt a
% KMA ]| '. -‘-qgl,\/- o o
) 20 1
5 or g mmi] P.285 p.288 P.290 P.293 P.295 P.297
ap [mm] CHMG-SMA
Py M
ST T KO O [ O | 15"
: , g 016 ]
20+
be ok ge ol P.286

AHNO
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ISO EHU Insert 1SO Code System

BREHTIRERE—G

HEIERITI A
B 18R HREE EEENE
ap ["ﬂ"ﬂ_ CNMG-KRA | DNMG-KRA = SNMG-KRA | THNMG-KRA WHMG-KRA
oo~ 1-1 ' ‘ '
= =4, 032
MEEI | .
-KRA Bl ~
. i i |
a0 | S g
l 02 o4 g mmAl P.285 P.288 P.200 P.293 P.297
| | | .
ap [mm] CHNMA-KRB DMNMA-KRE SMMA-KRE THMA-KRE VNMA-KRE WHNMA-KRB
o 1 | ! ! '
g |
I | KRB W= i Ii o 'o
n -t PR ¥ P |
& 20 M .
' 02 04 06 fmmr] P.285 P.2B8 P.200 P.203 P.295 P.297
ap [mm] CHMA-KRC SNMA-KRC WHMA-KRC
120 -l- . i 02 T i
100 — !
KRC NI 2
Wl ~
4.0 T |
20—t =
L £ lmtue] P.285 P.290 p.297
02 D4 06 08 - - -
287 L , ) AHNO BB
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Insert IS0 Code System ISO EH“

EREHTIR AR

ERIEHTIA
op [mml] CCMT-UMA | DCMT-UMA | SCMT-UMA | TCMT-UMA
60 L |
; [ | 0l
| g
1 + 1 | &
e I 0O A
I L e B T
= = |
g 20 |
] ! . . !
55 i oF mmd P.300 P.301 P.302 P.303
T
| ap [mm] CCMT-MMA | DCMT-MMA | SCMT-MMA | TCMT-MMA
bc ......... ____i_ I |
|EEEEE e, O .
-MMA | @ J‘S—Yt— . o
—I. zZ0 " T { — I
[ 1]
& ==y
ﬁ o e ] P.300 P.301 P.302 P.303
I
= ap [mm] _ COCMT-KMA | DCMT-KMA | SCMT-KMA | TCMT-KMA
ﬂ 40
40 ——
i @ INEEE QA
20 !
F'—} |
== |
o3 tn os el ‘ P.299 P.301 P.302 P.303
AHNO Rof 3 MAETR  STRHN IR B Stock cutting tools, Plesse ca §loko]
= -1 FAS S,
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871/ CN &5 CNMG / CNMA (80° Negative)

Series 5 IC S
CN** 1204 129 12.7 476
CN** 1606 16.1 15.875 6.35

CN** 1906 19.3 19.05 6.35

CNMG120408-PMB 0.15-0.44 _
-PMB CNMG120412-PMB 1.2 023066 1243 @ @ [ ]
hENT | |
CNMG120404-PMD 0.4 0.12-0.36  0.4-4.8 |e o |
CNMG120408-PMD 0.8 0.15-0.40  0.8-4.8 a e o e
Bl
CNMG120412-PMD 12 0.15-0.40  1.0-4.8 (o) e o e
CNMG160608-PMD 0.8 0.20-0.48 1570 | @ e |
-PMD ! |
CNMG160612-PMD 1.2 0.23-0.48  157.0 o e |
PEMT CNMG190608-PMD 08 025060 2080 | © lo| |
CNMG190612-PMD 1.2 0.30-0.50  2.0-8.0 e ‘e |
CNMG190616-PMD 16 0.35-0.70  2.0-8.0 e . |
@ BT O HET
RIS Ve(m/min.)
IS0 e HHEEE HEEE | ACPL0 ACP20 ACP30 i APM10 | APM20 APS10 APS20 ACKO5 ACK10 ACK20 ACK30
(N/mm?) (HB) Min Max|Min Max|Min Max Min Max| Min Max|Min Max Min Max Min Max Min Max Min Max Min Max
; =600 <180 250 490 | 160 365 | 110 280
Mﬁ:_ <850 | <280 | 150 335 100 245| 75 160
ﬁe‘rﬁﬂ | T00-850 200-280 | 120 230 | 90 215| 70 145
- o 950-1200 280-355 90 210 75 180| 65 140
LL 1200-1400 = 355-415 70 175 | 55 135| 45 90
REETHEW 675 200 125 240 100 225|125 240 100 275
M TS T78 230 100 160 | 90 150|100 160 90 150
SRR W 1013 300 90 150 | B0 125| 90 150 BO 125
WO T00 220 150 380 | 110 340 190 500 | 170 480 | 150 250 | 130 280
IR | 880 260 | 90 280 90 210 ! . 170 280|150 260 90 220 | 80 180
e 800 250 120 300 | 90 220 140 320 | 120 300 90 240 80 200
WEAE, RESE 1100 | 250320 4 32 48130 45132 48130 45 200 | b=
- Ha® . 1260 | 370 | 36 50|32 48 36 50 32 48 | _
8 260 75 |
=% 447 130
EERET - . 50-60HRC 45 55
Pt S - | B5HRC , 45 55

AHNO L2k
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CNMG / CNMA (80° Negative)

fB7]1R CN

25

Series L IC S
CN** 1204 12.9 12.7 4.76
CN** 1606 16.1 15.875 6.35
CN** 1906 19.3 19.05 6.35
M
55%3
E e |
CNMG120404-KMA 0.4 0.08-0.22 0.4-4.3 O e e O
CNMG120408-KMA 08 0.15-0.44 0.6~5.0 [ BN BN BN
CNMG120412-KMA 1.2 0.23-0.66 1.2-43 O e e e
CNMG160608-KMA 0.8 0.15-0.44 0.5-7.0 ® O
-KMA i
CNMG160612-KMA 12 0.23-0.66 0.8-7.0 ® O
BEIT CNMG190608-KMA 0.8 0.15-0.44 0.5-85 e O
CNMGI190612-KMA 1.2 0.23-0.66 0.6-8.5 ® o
CNMG190616-KMA 16 0.25-0.80 1.0-85 e O
CNMG120408-KRA 08 0.8 0.8 e 00
-KRA CNMG120412-KRA 12 0.26-0.72 1.2-5.2 e e 0
AT
CNMA120404-KRB 0.4 0.10-0.30 0663 ® 0 O
CNMA120403-KRB 08 0.20-0.60 1263 o e e O
-KRB
CNMA120412-KRB 1.2 0.30-0.90 1.8-6.3 o e e e
¥
CNMA120408-KRC 0.8 0.20-0.50 0.6-6.3 @ 5 0
CNMA120412-KRC 12 0.25-0.50 1263 e 2 e
-KRC
CNMA120416-KRC 16 0.30-0.70 1863 | e e e
Py ‘ : ] A -
@ FEEEF O TfEF
IS Ve(m/min.)
1SO e HHBEE FHEREE | ACPLO ACP20 ACP30  APM10 | APM20 APS10 APS20 ACKO5 | ACK10 ACK20 ACK30
(N/mm?) (HB) Min Max Min Max|Min Max Min Max Min Max|Min Max Min Max Min Max Min Max Min Max Min Max
<600 <180 250 490 160 365 | 110 280 |
| EWEES g5 | om0 150 35 100 25| 15 160 |
B4 | 700950 | 200-280 | 120 230 | 90 215 70 145
s | 950-1200 280-355 | 90 210 | 75 180 65 140
e 1200-1400 | 355415 70 175| 55 135| 45 90
EEATFHEN 675 200 (125 240 200 225|125 240 100 225 |
M THETFHEN 778 230 100 160 | 90 150|100 160 90 150 |
SEB L T SN 1013 300 90 150 | 80 125| 90 150 80 125 |
mOSES 700 220 150 3280 | 110 340 | 150 500 170 4380 150 350 130 280
HEmH 880 260 | S0 280 90 210 | 170 280 150 260 90 220 80 180
B 800 250 120 300 | S0 220 | 140 320 120 300 90 240 80 200
g WEA® BE4® 1100 | 250320 |32 48 |30 45 |3 4830 45 '
- Has | 1260 370 (3% 50 32 48 (36 50 32 48
2 260 15
ma 447 130
R - 50-60HRC 45 55 |
S - 55HRC | 45 55 |

Cutting Tool Technology
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871/ CN &5 CNMG / CNMM (80° Negative)

Series L IC 5
CN** 1204 12.9 12.7 4,76
CN** 1606 16.1 15875 6.35
CN** 1906 19.3 19.05 6.35

"
& | ‘ EEE
CNMG120404-MME 04 008022 03055 | o e e
-MME g CNMG120408-MME 08 015042 0.6055 | o e e (<}
PENT |
e CNMG120404-SSA 0.4 0.1-022 0425 _ e e ele
& |
SSA CNMG120408-SSA 0.8 01022 0825 e e e e
— |
ST |
CNMG120408-SMA 08 01503 0830 _ o e ole
SMA ﬂ CNMG120412-SMA 1.2 01503  1.03.0 o e ole
FREFILT

® BEELF O ks

HIHISE Ve(m/min.)
o — FiHERE  7REEE | ACP10 | ACP20 | ACP30 ‘ APM10 | APM20 | APS10 | APS20 | ACKOS | ACK10 ACK20 | ACK30
(N/mm?) (HB) Min Max| Min Max|Min Max Min Max Min Max| Min Max Min Max | Min Max| Min Max;MIn Max | Min Max
<600 <180 | 250 490|160 365|110 280 .
TR, B <950 <280 | 150 335|100 245| 75 160 !
ESEM | 700950 | 200-280 | 120 230 | 90 215| 70 145
950-1200 | 280-355 | 90 210| 75 180| 65 140
Keed 1200-1400 | 355-415 | 70 175| 55 135| 45 90
REGTHEN | 675 200 125 240 | 100 225|125 240 | 100 225
M WA 778 230 100 160 90 150|100 160 90 150
SRR ER 1013 300 90 150 80 125| 90 150 | 80 125
WOFE 700 220 | 150 380|110 340 190 500|170 480 150 350 130 280
IS | 880 | 260 |90 280| 90 210 ! ! 170 280|150 260 S0 220 | 80 180
BELiS 800 250 120 300 90 220 140 320|120 300 90 240 | 80 200
. HEA®,REA® 1100 250-320 32 48 30 45 (32 48|30 45
]]5 Has 1260 | 370 36 50 32 48[36 50 32 48
8 260 75
a5 447 130
AR - | 50-60HRC 45 55
P2 - | B5HRC 45 55

AHNO L2k
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DNMG / DNMA (55° Negative) 71871/ DN 2%

Series E IC S
DN** 1104 116 9.525 4.76
DN** 1504 155 12.7 4.76
DN** 1506 15.5 127 6.35

DNMG150408-PMB 08 0.15-044 0839 @ |@
DNMG150412-PMB 132 0.23-066  1.2-3.9 ®
-PMB 0 DNMG150604-PMB 0.4 0.08-022 0439 @ | @ o e
REMT DNMG150608-PMB 0.8 0.15-044 0839 @ | @ o e
DNMG150612-PMB 12 0.23-0.66  1.2-3.9 ®
DNMG150404-PMD 0.4 0.12-036 0553 Q
-PMD o DNMG150408-PMD 08 018040 0953 o |
eI DNMG150412-PMD 1.2 0.20-0.50  1.3-5.3 e |
@ EEEF O WkEF
HIS Ve(m/min.)
i — Hitii8E #ECHEE[E | ACP10 | ACP20 | ACP30 APM10 | APM20 | APS10  APS20 | ACKOS | ACKI0 ACK20 = ACK30
(N/mm?) (HB) Min Max Min Max Min Max Min Max| Min Max| Min Max Min Max Min Max Min Max Min Max Min Max
| <600 <1B0 | 250 490|160 365|110 280 | ' |
j‘f?_’__‘_a_f_m“__59_50___ <280 150 335|100 245| 75 160 |
{ESEW | 700950 | 200280 | 120 230 90 2i5| 70 145 |
- 950-1200 | 280-355 90 210 75 180 65 140
e | 1200-1400 | 355415 | 70 175 55 135| 45 90
REGTHEM | 675 200 | 125 240 100 225|125 240 100 225
M THEFEHN 778 230 100 160 | 90 150|100 160 90 150
SRE R ER 1013 300 90 150 | 80 125| 90 150 80 135
mOSES | 700 220 150 380 | 110 340 | [ 150 500 170 480 150 350 130 280
HEHR | 880 | 260 |90 280|950 210 | ! 170 280 150 260 90 220 80 180
T % | 80O 250 120 300 90 220 | 140 320|120 300 S0 240 80 200
$ | HEAS BESE | 100 250-320 32 48 30 45 | 32 48 30 45
Sl HaE 1260 0 | 3 50 |32 48|36 50 32 48
8 | 260 75 ' |
BE LM 130 | |
R ' < 50-60HRC 45 55
SRR TR - 55HRC , 45 55

MefEGR | TR RS Stock cutting tools. B

Cutting Tool Technology




B 71K DN 2% DNMG / DNMA (55° Negative)

Series L IC <
DN** 1104 11.6 9.525 4,76
DN** 1504 15.5 12.7 476
DN** 1506 155 12.7 6.35

‘ 3
=
- |
| 1 1 ! g - " :
DNMG150404-KMA 0.4 0.08-0.22 0439 | [ BN BN
DNMG150408-KMA 0.8 0.15-0.44 0839 ' | e eeo
-KMA 0 DNMG150412-KMA 12 0.23-0.66  1.2-3.9 | ® & O
T DNMG150608-KMA 0.8 0.15-0.44  0.84.0 | e 0 ' &)
DNMG150612-KMA 12 0.23-0.66  1.2-4.0 | L | Le]
|
DNMG150608-KRA 0.8 0.18-048  0.8-46 | ® o C
-KRA 0 DNMG150612-KRA 12 0.26-0.72  12-46 | @]_@
T | |
DNMA150404-KRB 0.4 0.10-0.30  0.6-5.3 | ® 0 |
o DNMA150408-KRB 0.8 0.20-0.60  1.2-53 | © .'.;Q
-KRB =
DNMA150412-KRB 12 0.30-0.90  1.8-53 | © .|@
T : | i
DNMA150608-KRB 0.8 0.20-0.60  1.2-53 | ® 0|@

® HEEFE O mikks

TIHISE Ve(m/min.)
ISO e HHEEE #HEEE | ACPL0 | ACP20 ACP30 i APM10 = APM20 APS10 APS20 ACKO5 ACK10 . ACK20 ACK30
(N/mm?) (HB) Min Max Min Max|Min Max Min Max Min Max Min Max Min Max Min Max Min Max Min Max Min Max
<600 <180 250 450 | 160 365 | 110 280
UHEIR, W <950 <280 150 235 100 245 | 75 160 |
E&EM | 700950 | 200280 | 120 230 | 90 215| 70 145
- 950-1200 280-355 | 90 210 75 180 | 65 140
i | 1200-1400 | 355415 | 70 175| 55 135| 45 90 i
REATHEM 675 | 200 (125 240 100 225|125 240 100 225
TAHETEN T78 230 | 100 160 | 90 150 | 100 160 90 150 |
TR 1013 300 | 90 150 | 80 125| 50 150 80 125
RO 700 220 150 380 | 110 340 190 500 | 170 480 150 350 | 130 280
MEHK | 880 | 260 |90 280| 90 210 . | 170 280|150 260 90 220 | 80 180
IS | 800 250 120 300 | 90 220 140 320 | 120 300 90 240 | 80 200
&%, %248 1100 250-320 32 48 (30 45|32 48 30 45
‘ﬁ:ﬁ‘ﬁ M _12%?} _.. i 3"70_ = : '“55_5"{1“_ _"éﬁh & .. = '5'5‘_""3“2"' 48 —
8 260 75
Ba 447 130
R - 50-60HRC 45 55
PR = 55HRC 45 55

AHNO L2k
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SNIMG / SNMM (90° Negative) fa% 7]/ SN &7

Series IC S
SN** 1204 12.7 4.76
/.— x.\_\ SN** 1506 15.875 6.35
O. SN** 1906 19.05 6.35

¥ e L

SNMG120404-PMD 0.4 0.12-0.36  0.5-5.0 | @
SNMG120408-PMD 0.8 0.18-0.40  0.8-5.0 ]
-PMD 1
SNMG120412-PMD 1.2 0.20-0.50  1.0-5.0 [ ]
HEINT |
® EEEF O mEEE
RIS Ve(m/min.)
i s HidiiRE AEEE | ACPLO | ACP20 | ACP30 = APM10 | APM20 | APS10  APS20 | ACKO5 = ACK10 ACK20 = ACK30
(N/mm?) (HB) Min Max Min Max|Min Max Min Max Min Max|Min Max Min Max Min Max Min Max Min Max Min Max
<600 <lB0 | 250 490 160 365 110 280 |
TR, RS <G50 <280 150 335|100 245| 75 160
{EAEN 700-950 | 200-280 | 120 230 90 215| 70 145
950-1200 | 280-355 | 90 210 75 180| 65 140
e | 1200-1400 | 355415 | 70 175 55 135| 45 90
REGTHEM | 675 200 | 125 240 100 225|125 240 100 225
M TASFH 778 230 100 160 | 90 150 | 100 160 90 150
SRR 1013 300 90 150| 80 125| 90 150 80 125
mOSES 700 220 150 380 | 110 340 | 150 500 170 480 150 350 130 280
WEH® 880 | 260 |90 280 90 210 | . . 170 280 150 260 90 220 80 180
T 800 250 120 300 | 90 220 | 140 320 120 300 90 240 80 200
| HEA® BESE 1100 250-320 32 48 |30 45|32 48 30 45 |
Ha® 1260 370 3% 50|32 48 |3 50 32 48 |
8 | 260 75 | [
meE LM 130 | |
ZERE [ S 50-60HRC | 45 55 |
AT - 55HRC _ | 45 55 g

\} |\|{_| ﬂm MfEGR | TR RS Stock cutting tools. Ple
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fa871/ SN &7 SNMG / SNMA (90° Negative)

Series IC =
SN** 1204 12.7 476
/’ “‘s\ SN** 1506 15.875 6.35
O SN** 1906 19.05 6.35

SNMG120404-KMA 0.4 0.08-0.22 0.4-42 ‘ [ ] I . o I ® ®
SNMG120408-KMA 0.8 0.15-0.44 0.8-4.2 [ . ‘_ - ® & 9 O
SNMG120412-KMA TiZ 0.23-0.66 1.2-4.2 | o ® @ o |
KMA @ SNMGI50612-KMA 12 018060 08750 | | | e o |
e SNMG190608-KMA 0.8 0.15-0.44 0.6-9.0 ® o |
SNMG190612-KMA 12 0.18-0.60 0.80-9.0 ® ©
SNMG190616-KMA 1.6 0.23-0.66 1.0-9.0 | | ® o
SNMG120408-KRA 0.8 0.18-0.48 0.8-5.0 [ [ BN BN .
-KRA 0 SNMG120412-KRA pliee | 0.26-0.72 1.2-5.0 i i || . I [ ] I. [ ] i
#mT ' [ ]
SNMAI20404-KRB 0.4 0103 0663 ' - |le|lole |
SNMA120408-KRB 0.8 0.2-0.6 1263 : [ BN ]
KRB o SNMA120412-KRB 1.2 0.3-0.9 1.8-6.3 .. | |1 I ® ® C I
T : ' |
SNMA120408-KRC 08 020050 0850 | [ ] ' NEIE
SNMAL20412-KRC 12 025060 1250 | ® 00O
e o SNMA120416-KRC 16 030070 1550 | | | | ] e olo
T '

@ BEEF O TEEE

TIHISE Ve(m/min.)
ISO e HHEEE #HEEE | ACPL0 | ACP20 ACP30 | APM10 | APM20 APS10 APS20 ACKO5 ACK10 ACK20 | ACK30

(N/mm?) (HB) Min Max Min Max| Min Max Min Max Min Max Min Max Min Max Min Max Min Max Min Max Min Max
<600 <180 250 450 | 160 365 | 110 280 |
<950 <280 150 235 100 245 | 75 160 |

| 700-950 | 200-280 |120 230 | 90 215| 70 145

| 950-1200 | 280-355 | 90 210 | 75 180 65 140 | =

1200-1400 | 355415 70 175 55 135| 45 90 |
675 200 : |125 240|100 225|125 240|100 235 |
T78 230 | | 100 160 | 90 150 | 100 160 90 150 |
1013 300 | 90 150 | 80 125| 50 150 80 125
700 220 150 380 | 110 340 190 500 | 170 480 150 350 | 130 280
80 | 260 [90 260 90 210 | 170 280150 260 90 220 | 80 180
800 250 120 300 | 90 220 140 320 | 120 300 90 240 | 80 200
1100 250-320 32 48 (30 45|32 48 30 45
126?} 4 370 .. i = 5'6"_ _”3"2.5 e 50'32 v
260 75
447 130
- 50-60HRC | | 45 55
- 55HRC [ [ | 45 55

AHNO L2k
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SNIMG / SNMM (90° Negative) fa% 7]/ SN &7

Series IC S
SN** 1204 127 4.76
/.— x.\_\ SN** 1506 15.875 6.35
O. SN** 1906 19.05 6.35

¥ e L

SNMG120408-MME 0.8 0.15-042  0.60-4.2

-MME SNMG120412-MME 12 0.22-0.65 0.90-4.2
hENT ‘
@ BEEFE O mkEE
HIS Ve(m/min.)
150 s HidiiRE AEEE | ACPLO | ACP20 | ACP30 = APM10 | APM20 | APS10  APS20 | ACKO5 = ACK10 ACK20 = ACK30
(N/mm?) (HB) Min Max Min Max | Min Max;MIn Max | Min Max Min Max Min Max Min Max Min Max_MIn Max_Min Max
<600 <lB0 | 250 490 160 365 110 280
TR, M <G50 <280 150 335|100 245| 75 160
{EAEN 700-950 | 200-280 | 120 230 90 215| 70 145
Héﬂ 950-1200 | 280-355 90 210 75 180| 65 140
| 1200-1400 | 355415 | 70 175 55 135| 45 90
REATHEN | 675 200 | 125 240100 225|125 240 100 225
M TASFH 778 230 100 160 | 90 150 | 100 160 90 150
SRR 1013 300 90 150| 80 125| 90 150 80 125
RO 700 220 150 380 | 110 340 | 190 500 170 480 150 350 | 130 280
S | 880 | 260 | 90 280| 90 210 L ! I 170 280 150 260 90 220 80 180
T 800 250 120 300 90 220 | 140 320 120 300 90 240 80 200
. HEAR BESE 1100 250-320 32 48 |30 45|32 48 30 45 |
Ha® 1260 370 3% 50|32 48 |3 50 32 48 |
& | 260 75 | |
BEs LM 130 | [
EEH [ - 50-60HRC [ 45 55 |
ST E 55HRC _ | 45 55 g

\} | \l(._-.l nm MEGR TR

Cutting Tool Technology




faB71kE TN 2% TNMG / TNMA (60° Negative)

Series L IC S
i TN** 1604 16.5 9.525 4,76
/\ TN** 2204 22 12.7 4.76

TNMG160404-PMD 0.4 0.10-0.36 0.4-3.5 @ L&}
TNMG160408-PMD 0.8 0.10-0.40 0.8-3.5 [ ] @
-PMD
TNMG160412-PMD o 0.15-0.40 1.0-35 [ ] [
PENT
® EEEF O UREE
S Ve(m/min.)

ko - FifiIRE R | ACP10 | ACP20 | ACP30 | APM10 ‘ APM20 | APS10 = APS20 | ACKOS | ACKID ACK20 & ACK30
(N/mm?) (HB) Min Max| Min Max| Min Max Min Max Min Max| Min Max Min Max Min Max| Min Max Min Max| Min Max
<600 <180 | 250 490 | 160 365|110 280 | .
UHEIR, W | <050 <280 | 150 335 100 245| 75 160 | |
E&EM | 700950 | 200280 | 120 230 | 90 215| 70 145 ; [
| 950-1200 | 280-355 | 90 210 75 180 | 65 140 | |
Ban | 1200-1400 | 355415 | 70 175 55 135| 45 90 | ;
REGTHEM | 675 200 125 240 | 100 225|125 240 100 225
WAEFEH 778 230 100 160 | 90 150 | 100 160 90 150
SRR SR 1013 300 90 150 80 125| 90 150 &0 125
WO | 700 220|150 380|110 340 : 190 500|170 480 150 350 130 280
HEH | 880 | 260 |90 280 %0 210| il Il | | | 170 280|150 260 S0 220 | 80 180
TS | 800 250 120 300 90 220 | 140 320|120 300 90 240 | 80 200
HESE, RESE 1100 250-320 32 48 (30 45|32 48 30 45
HaE 1260 | 370 36 50 32 48 36 50| 32 48
8 260 75 |
= 447 130 |
A 5 50-60HRC ' 45 55
pard oS - 55HRC 45 55

AHNO L2k

Cutting Teol Technology




fE7IR TN

TNMG / TNMA (60° Negative)

25

Series L IC S
TN** 1604 16.5 9.525 4,76
TN** 2204 72 12.7 4.76

TNMG160404-KMA 04 0.08-0.22  0.4-41
TNMG160408-KMA 0.8 0.15-0.44  0.8-4.1 g e o
-KMA =l =
TNMG160412-KMA 1.2 0.23-0.66  1.2-4.1 & o]
hEMT
TNMG160408-KRA 08 0.18-0.48 0.8-4.8 [ ] @I_
TNMG160412-KRA 1.2 0.26-0.72  1.2-48 & @\
TNMG220404-KRA 0.4 0.09-0.24  0.4-6.0 ® o
-KRA |
TNMG220408-KRA 0.8 0.18-0.48  0.8-6.0 e O
= | IE=E)) = )
y TNMG220412-KRA 1.2 0.26-0.72  1.2-6.0 ® O
TNMG220416-KRA 1.6 0.35-0.96 1.6-6.0 [ B
TNMA160404-KRB 0.4 0.1-0.3 0.6-5.8 ® 0 ©|
TNMA160408-KRB 0.8 0.2-0.6 1.2-58 ® e C
-KRB 1l |
TNMA160412-KRB 1.2 0.3-0.9 1.8-58 ® e O
BT [
@ BEETF O WkEE
P)LUE= Vc(m/min.)
i s HitiiRE #GECHEEE | ACP10 | ACP20 | ACP30  APM10 | APM20 | APS10 = APS20 | ACKO5 = ACKI0 = ACK20 = ACK30
(N/mm?) (HB) Min Max Min Max Min Max Min Max Min Max|Min Max Min Max Min Max Min Max Min Max Min Max
<600 <180 | 250 490 | 160 365|110 280
| EPERes0 | om0 150 335 100 5 75 160 |
B4 | 700950 | 200280 |120 230 90 215| 70 145
- 950-1200 | 280-355 90 210 75 180 65 140 |
il 1200-1400 | 355415 | 70 175| 55 135| 45 90
REATRA 675 200 | 125 240 100 225|125 240 100 225
M THETHER 778 230 100 160 | 90 150|100 160 90 150
SN 1013 300 90 150 | 80 125 90 150 &0 125
RO 700 220 150 3280 | 110 340 | [ 190 500 170 480 | 150 350 | 130 280
IREAR 880 (260 | 90 260 | 90 210 | 170 280 150 260 90 220 80 180
T 800 250 120 300 90 220 | 140 320|120 300 S0 240 80 200
| wEAS WES® 1100 | 250320 = [ 32 48 | 30 32 48 30 45| = =
= mes 260 | 370 % 50 % 50 2 4 I
8 260 5 | [ |
e 447 130 |
R - 50-60HRC 45 55
S - 55HRC | 45 55 |

Cutting Tool Technology




871K TN %1 TNMG / TNMA (60° Negative)

Series 5 IC S
6 TN** 1604 16.5 9.525 476
/\ A TN** 2204 22 12.7 4.76

TNMG160408-MME 0.8 0.15-0.42  0.60-4.1
- A

FEMT

® FEEF O WEEF

S Ve(m/min.)
ISO e HHEEE #HEEE | ACPL0 ACP20 ACP20 APM10 | APM20 APS10 APS20 i ACKOS5 ACK10 . ACK20 ACK30
(N/mm?) (HB) Min Max| Min Max| Min Max Min Max Min Max| Min Max Min Max Min Max| Min Max Min Max| Min Max
<600 <180 250 490 160 365 | 110 280 |
UHEIR, W | <850 <280 | 150 335 100 245 | 75 160 '
fE&E® | 700950 | 200280 [120 230 | 90 215 70 145 .
| 950-1200 280-355 90 210 75 180 | 65 140
Hndd | 1200-1400 | 355415 | 70 175 55 135| 45 90 |
RAEMTHW | 675 | 200 15 240 100 225|125 240 100 235
THETHEN T78 230 100 160 | 90 150 | 100 160 90 150
SRS 1013 300 90 150 | 80 125| 80 150 | B0 135
RO T00 220 150 380 | 110 340 | 190 500 | 170 480 150 350 | 130 280
_ mEW® | 880 | 260 |90 280 %0 210 I I . | 170 280|150 260 %0 220 80 180
B | 800 250 120 300 | s0 220 | 140 320|120 300 90 240 80 200
HEASE, REAE® 1100 250-320 32 48 | 30 45 32 48 30 45
H HeE 1_2_60 370 36 50 | 32 48|36 50 | 32 48
=] 260 [£] |
BAE 447 130 |
R - 50-60HRC | 45 55
et - 55HRC 45 55

AHNO B2k

Cutting Tool Technology




VNMG / VNMA (35° Negative)

Series
VN** 1604

faB 71/ VN &5

L [@ S
16.5 9.525 4.76

VNMG160404-PMB 04 0.08-022 0432 @ @ [ | ‘
-PMB 0 VNMG160408-PMB 0.8 0.15-044 0833 @ @ (= |
FEHINL (i
VNMG160404-PMD 0.4 0.10-0.36  0.4-3.0 @ L ]
-PMD % VNMG160408-PMD 0.8 0.10-0.40  0.8-3.0 L) L ]
hENT
VNMG160404-KMA 0.4 0.08-022 0433 ® ® @ T
VNMG160408-KMA 0.8 0.15-0.44 0833 e o @ O
-KMA o I h i sl ||
VNMG160412-KMA 1.2 0.23-0.66  1.2-3.3 ® e O
MENT
VNMA160404-KRB 0.4 0.1-0.3 0.6-33 ® ® O
VNMA160408-KRB 0.8 0.2-0.6 1.2-33 ® e T
«re <> !
VNMA160412-KRB 1.2 0.3-0.9 1.8-3.3 ® @ T
T
VNMG160404-MME 0.4 0.08-0.22  0.30-4.1 e e
-MME @ VNMG160408-MME 0.8 0.15-0.42  0.60-4.1 e 00
REMT [ |
® EEFEE O UMEE
HIS % Ve(m/min.)
i s HitiiRE #GECHEEE | ACP10 | ACP20 | ACP30  APM10 | APM20 | APS10 = APS20 | ACKO5 = ACKI0 = ACK20 = ACK30
(N/mm?) (HB) Min Max Min Max Min Max Min Max Min Max|Min Max Min Max Min Max Min Max Min Max Min Max
<600 <1B0 | 250 490 160 365|110 280 |
| EPERes0 | om0 150 335 100 5 75 160 |
B4 | 700950 | 200280 |120 230 90 215| 70 145
- 950-1200 | 280-355 90 210 75 180 65 140
il 1200-1400 | 355415 | 70 175| 55 135| 45 90
REHTER 675 200 125 240 100 225[125 240 100 225
M THETHER 778 230 100 160 | 90 150|100 160 90 150
SN 1013 300 90 150 | 80 125 90 150 &0 125
RO 700 220 150 380 | 110 340 [ 190 500 170 480 | 150 350 | 130 280
IREAR 880 260 | S0 280 90 210 | 170 280 150 260 | €0 220 80 180
i 800 250 120 300 90 220 | 140 320 120 300 90 240 80 200
g WEA® BEA® 1100 | 250320 | . |32 48 /30 45|32 48 /30 45 18 s
Sl Has 1260 370 | 36 50 48 | 36 50 I 32 48
8 260 75 | |
R 447 130
EEH - 50-60HRC 45 55 |
S - 55HRC | 45 55 |

Cutting Tool Technology




B 715 WN &5 WNMG / WNMA (80° Negative)

Series L IC S
WN** 0804 8.69 12.7 476

WNMG080408-PMB 0.15-0.44
-PMB WNMG080412-PMB 12 023-066 1229 @ @ ]
WNMG080404-PMD 0.4 0.10-0.36 0.4-3.0 [ AN ] @
WNMG080408-PMD 0.8 0.10-0.40 0.8-3.0 [ BN ] o e
-PMD T i
WNMG080412-PMD 12 0.15-0.45 1.0-3.0 K o e |
m%’]uI - N . . 4 4 4 |
@ HEEE O TREs
g =% Ve(m/min.)
o s {iNBERE  #EEEEME | ACP10 | ACP20 | ACP30  APMI0 | APM20 | APS10  APS20 | ACKOS | ACK10  ACK20 = ACK30
(N/mm?) (HB) Min Max Min Max Min Max Min Max Min Max Min Max Min Max| Min Max Min Max Min Max Min Max
- <600 <180 | 250 490 | 160 365 | 11G 280 | |
ﬁmj____ i <950 <280 | 150 235|100 245 | 75 160 |
REEN 700-950 | 200-280 | 120 230 90 215| 70 145 |
.o | 950-1200 | 280-355 90 210 T5 180 65 140
a5 | 1200-1400 | 355415 | 70 175 55 135 45 90
REATHEW | 675 | 200 125 240 100 225|125 240 100 225
TAAFHR 778 230 100 160 | 90 150 | 100 160 90 150
SRR LT W 1013 300 90 150| 80 125| 90 150 80 125
mOH% 700 220 150 380 110 340 | 190 500 | 170 480 150 350 130 280
MEH% 880 | 260 |90 28090 210 | I | 170 280150 260 90 220 80 180
IR 800 250 120 300 90 220 | 140 320 120 300 S0 240 80 200
HEAS , BESE 1100 250-320 32 48 30 45|32 48 30 45
HEs 1260 ET[ 36 50 32 48 36 50 32 48
8 | 260 75
BE .M 130
ZERE - 50-60HRC 45 55
e - S5HRC 45 55

T e ——— AHNO L2k

Cutting Teol Technology




WNMG / WNMA (80° Negative) B 7IF WN 2%

Series L IC S
WN** 0804 8.69 12.7 4,76

ol
= =
‘ 555
WNMGO80404-KMA 0.4 008022 0429 |
WNMGD80408-KMA 0.8 015044 0829 |
-KMA — I |
|
WNMG080412-KMA 12 023-066 1229 | k)
| . |
WNMG080408-KRA 0.8  0.18:048 0835 | LA
-KRA WNMG080412-KRA 12 026072 1235 | oo e
WNMAO080404-KRB 0.4 0103 0643 | | e e O
WNMAO80408-KRB 0.8 0206 1243 | | .i. e
-KRB . !
WNMA080412-KRB 12 0309 1843 | cee
BT | [ |
WNMAO80408-KRC 0.8 020045 0.845 | ' ®c o
WNMA080412-KRC 12 022050 1245 | ™ @;@
-KRC Sl
WNMAO80416-KRC 16 025060 1545 | e 0o
" | | |
@ BEEN © ARER
e Ve(m/min.)
150 HHiE ﬁmm i Em ACP10 ACP20 ACP30 APM10 | APM20 APS10 APS20 ACKO5 ACK10 ACK20 ACK30
(N/mm?) (HB) Min Max Min Max Min Max Min Max Min Max Min Max Min Max|Min Max| Min Max Min Max|Min Max
<600 <180 250 490 160 365 110 280
i <280 150 335 100 245 75 160
EE= 700950 | 200280 120 230 90 215 70 145
aou 950-1200 280-355 g0 210 75 18O | 65 140
L 1200-1400 | 355-415 70 175 55 135 45 90
BRGEFEW | 675 200 | | | (125 240|100 225|125 240|100 225
M TR 178 230 100 1e0| 90 150 | 100 160 90 150
MEBEEFER | 1013 300 90 150 | BO 125| 90 150 80 125
WOWE 700 220 150 330 110 340/ 180 500 | 170 480 | 150 350 | 130 280
HEHER 880 | 260 90 280 90 210 | | 170 280|150 260 | 90 220 | 80 180
TR 800 250 120 300 90 220 140 320|120 300 90 240 | B0 200
--s§ . WEs® WEes | 1100 | 250320 0000 ' 132 48130 4532 43 30 45 0| : =
| HaE 1260 | 310 I 136 50|32 48 36 5032 48
B8 260 ™
mas 447 130
) . 50-60HRC &5
wEEE | - 55HRC & 55

Cutting Tool Technology




B8 71HF WN 271 WNMG / WNMA (80° Negative)

WN** 0804 8.69 12.7 4,76

WNMG080404-MME 0.4 0.08-0.22 0.30-3.0 . |

-MME WNMGO80408-MME 0.8 0.15-0.42  0.60-3.0

s T |
® HEEE O TREE

YIHI B8 Ve(m/min.)
_— e s E qwﬁmgi ACP10 | ACP20 | ACP30 APM10 | APM20 | APS10 | APS20 | ACKOS ACKI0 | ACK20 & ACK30
{Nfmm?) (HB) Min Max|Min Max Min Max Min Max|Min Max Min Max Min Max Min Max Min Max Min Max Min Max
<600 <180 | 250 490 | 160 365 110 280
i <950 =280 | 150 335|100 245 75 160
&%% | 700950 200280 | 120 230 90 215 70 145
Né _____ 950-1200 | 280-355 | 90 210| 75 180 65 140
1200-1400 355415 | 70 175| 55 135 45 90
RRETHER 675 200 125 240|100 225|125 240|100 225
AT 778 230 100 160 | 90 150 100 160| 90 150
TR LR 1013 300 90 150| 80 125| 90 150 80 125
RO 700 220|150 380|110 340 190 500 170 480 | 150 350|130 280
BB | 880 260 | 90 280 90 210 | 170 280 | 150 260 | 90 220| 80 180
I 800 250 120 300| 90 220 140 320 120 300 90 240 | 80 200
WEASE, WEAE | 1100 250-320 32 48|30 45|32 48 |30 45 |
HEE 160 | 310 36 50|32 4836 50|32 48 |
B 260 75
BaE 447 130
PR - 50-60HRC 45 55
e - 55HRC 45 55

dease call tp checkiventary besoco ordring AHNO JZi
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CCMT (80° Positive) IEE 7R CC &%

Series L IC S
CC** 0602 6.45 6.35 2.38
CC** 09T3 9.67 9.525 3.97

CC** 1204 12.9 12.7 4.76

CCMT060204-KMA 0.4 0.08-0.20 0.4-2.0 o e e c
CCMT060208-KMA 0.8 0.12-0.25 0.8-2.0 [ 3N BN«
CCMTO09T304-KMA 0.4 0.08-0.25 0.4-3.0 [=AN AN Bie)
-KMA -
CCMTOST308-KMA 0.8 0.12-0.32 0.8-3.0 e 0 o
|
CCMT120404-KMA 0.4 0.10-0.25 0.5-3.5 | o e e o
I i
CCMT120408-KMA 0.8 0.12-0.32 0.8-3.5 e e 0
@ FHWEF O OEs
RIS Ve(m/min.)
i s HidiiRE AEEE | ACPLO | ACP20 | ACP30 = APM10 | APM20 | APS10  APS20 | ACKO5 = ACK10 ACK20 = ACK30
(N/mm?) (HB) Min Max Min Max Min Max Min Max| Min Max| Min Max Min Max Min Max Min Max Min Max Min Max
<600 <180 | 250 490 | 160 385 | 110 280 | |
TR, RS <G50 <280 150 335|100 245| 75 160
{EAEN 700-950 | 200-280 | 120 230 90 215| 70 145
950-1200 | 280-355 | 90 210 75 180| 65 140
e | 1200-1400 | 355415 | 70 175 55 135| 45 90
REATHEN | 675 200 | 125 240100 225|125 240 100 225
M TASFH 778 230 100 160 | 90 150 | 100 160 90 150
SRR 1013 300 90 150| 80 125| 90 150 80 125
mOSES 700 220 150 380 | 110 340 | 150 500 170 480 150 350 130 280
S | 880 | 260 | 90 280| 90 210 L ! | 170 280 150 260 90 220 80 180
B 800 250 120 300 | 90 220 | 140 320 120 300 90 240 80 200
| HEA® BESE 1100 250-320 32 48 |30 45|32 48 30 45 |
Ha® 1260 370 3% 50|32 48 |3 50 32 48 |
& | 260 75 | |
BEs LM 130 | |
ZE [ - 50-60HRC [ 45 55 |
P : 55HRC _ | 45 55 g

\} |\|{_| nm MfEGR | TR RS Stock cutting tools. Ple

Cutting Tool Technology




IEE71/ CC &% CCMT (80° Positive)

Series 5 IC S
CC** 0602 6.45 6.35 2.38
CC** 09T3 9.67 9525 3.97

CC** 1204 12.9 12.7 4.76

M
23333
x 3R = s
sl
== =]
CCMTO9T304-MMA 04 006023 0325 )
| CCMT09T308-MMA 0.8 00803 0625 e oo
_MMA . =il EEll D=t =
CCMT120404-MMA 04 00802 0335 o e e
RENT CCMT120408-MMA 08 015032 0635 o oo
CCMT060204-UMA 04 006018 0421 e e ole o ele
CCMT060208-UMA 08 010035 0821 ) ele o oo
CCMT09T304-UMA 04 006018  04-32 o0 cle o ele
-UMA CCMT09T308-UMA 08 010035 0832 e e ele o ee
CCMT120404-UMA 04 006018 0443 ) e o ole
REMNT |
CCMT120408-UMA 08 010035 0843 o0 cle e ele
CCMT120412-UMA 12 015050 1243 o e eec e
@ HEEFE O TEEF
RIS Ve(m/min.)
IS0 e ﬁmﬁﬂ ?ﬁﬁﬁg ACP10 ACP20 ACP30 | APM10 | APM20 APS10 APS20 ACKOS ACK10 ACK20 ACK30
(N/mm?) (HB) Min Max| Min Max | Min Max|MIn Max | Min Max|Min Max| Min Max Min Max| Min Max Min Max Min Max
ez <600 <180 250 490 | 160 365 | 110 280
Mﬂ;’_ 4950__ ___?El]__ 150 335 | 100 '245 ?5 160
ﬁ‘é‘ﬁﬂ | T00-950 200-280 | 120 230 | 90 215 | TO 145
sl 950-1200 280-355 90 210 | 75 180 | 65 140
LG 1200-1400 355-415 70 175 | 55 135| 45 90
BERGFEWN 675 200 125 240|100 225|125 240|100 225
M WHETHER 778 230 100 160 | 90 150|100 160 90 150
SRR LT ER 1013 300 90 150 | B0 125| 90 150 BO 125
&‘I:Iﬁﬂz 700 220 150 380 | 110 340 190 500 | 170 430;1.50 350 | 130 280
IR | 880 260 | 90 280 | 90 210 | . 170 280|150 260 90 220 80 180
ETS S 800 250 120 300 | 90 220 140 320 | 120 300 90 240 80 200
. HEAS WES® 1100 | 250320 f |32 48|30 45132 48 30 45| i —_—
] ECEd . 1é0 | 370 | 36 50 32 48 |3 50 32 48 |l i
8 260 75 |
mas a7 130
EERET - . 50-60HRC 45 5§
HESH = | S55HRC , 45 55

Plisase call to checkliiventry before ordering AHNO L2k

Cutting Teol Technology
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DCMT (55° Positive) IF® 71/ DC &%

Series L [ S
DC** 0702 7.75 6.35 2.38
DC** 11T3 11.63 9.525 3.97

M
] e e
i E E = :‘
DCMTO070204-KMA 0.4 0.08-0.20 0.4-2.0 | (o] @
Q DCMTO70208-KMA 0.8 0.12-0.25 0.5-2.0 | e D
-KMA =
DCMT11T304-KMA 0.4 0.08-0.25 0.4-3.0 | ole @ ©
REMT |
DCMT11T308-KMA 0.8 0.12-0.32 0.8-3.0 | [ BN BN J
DCMT11T304-MMA 0.4 0.08-0.25 0.4-3.0 | 2 o e 0
“MMA o DCMTIIT308-MMA 08  0.12:032  0.83.0 | o0 e o (5}
hENT | |
DCMTO70204-UMA 0.4 0.06-0.18 04-2.3 | @‘@ De e ee
@ DCMT070208-UMA 0.8 0.10-0.35 0823 ©|© @i. o0 e e e
-UMA L :
DCMT11T304-UMA 0.4 0.06-0.18 0.4-3.5 o © (sAN J .‘. [ ]
R T bt " L
DCMT11T308-UMA 0.8 0.10-035 0835 © © .|. o e o|o )
@ HEEEF O kRS
e Ve(m/min.)
— — i3S ARG ACPI0 | ACP20  ACP30  APMI10  APM20  APU20  APS20  ACKOS =~ ACKI0  ACK20 = ACK30
(N/mm?) (HB)  Min Max| Min Max Min Max Min Max Min Max Min Max Min Max Min Max Min Max Min Max Min Max
<600 <180 250 490 |160 365 110 280 | 110 280 |
| EREEER T es | s 150 35 100 245 75 160 ™ 160
{EaEm 700-950 | 200-280 (120 230 | 90 215 70 145 | |70 185
Eaew  950-1200 | 280-355 | 90 210 |75 180 65 140 | |65 140
= 1200-1400 | 355-415 70 175 |55 135 45 90 45 9)
ERGTHEN 675 200 | (125 240 100 225|100 225 100 225
M WHTFERR 18 230 1100 160 90 150 90 150 90 150
SUEIELA ST 1013 300 90 150 | 80 125 80 125 80 125
odsl i 700 220 150 280 | 110 340 | | 190 500 170 480 150 350 | 120 280
BEFHE 880 | 260 90 280 S0 210 ! | | ! | 170 280 | 150 260 90 220 80 180
B 800 250 120 300 90 220 | 140 320 120 300 S0 240 80 200
| s | BESS WEa® | 1100 | 250320 : I 132 4sl3g 4sfisp asifag a5 ] L | =
il HaE | e | 30 . ! 3 50 |32 48 (32 48 32 48
= 260 5 |
mes 447 130 :
ZES - 50-60HRC | | | 45 55
PR : 55HRC | 45 55

Cutting Tool Technology




EETIR SC &% SCMT (90° Positive)

Series IC S
SC** 09T3 9,525 3.97
SC** 1204 12.7 4,76

&/

20THdY =
207y
a0zndy

SCMTO9T304-KMA 0.4 0.08-0.25 0.4-3.0 ® e C |
SCMTO9T308-KMA 0.8 0.12-0.32 0.5-3.0 ® e C
-KMA SCMT120404-KMA 0.4 0.08-0.25 0.5-3.0 e e C
SCMT120408-KMA 0.8 0.12-0.32 0.8-3.5 ® e O
RENT i |
i
SCMT120404-MMA 0.4 0.08-0.25 0.5-3.0 1 | ® 0
SCMT120408-MMA 0.8 0.12-0.32 0.8-35 | | o e e o
-MMA | L |
FEMT 1
SCMT09T304-UMA 0.4 0.06-0.18 0.4-3.1 . @l@ &) [ ] [ BN J
SCMTO9T308-UMA 0.8 0.10-0.35 0.8-3.1 . [ .: :© o 0o 00
-UMA SCMT120404-UMA 0.4 0.06-0.18 0.4-42 © © | [ ] e
! = | ] IM=E]
SCMT120408-UMA 0.8 0.10-0.35 0.8-4.2 o0 @ [ BE BN BN J
FRENT : :
@ RERTF O WEEF
RIS Ve(m/min.)
IS0 i HHRE HIEEE ACPLO ACP20 ACP30 | APM10  APM20 | APU20 APS20 ACKO5 ACK10D | ACK20 ACK30
(Nfmm?) (HB) Min Max Min Max Min Max Min Max Min Max Min Max Min Max|Min Max|Min Max Min Max Min Max
<600 <180 250 490 160 365 | 110 280 110 280
ﬁ““}j_m_!m <950 <280 | 150 335 100 245 75 160 75 160
HEaEMW | 700950 | 200-280 | 120 230 90 215 70 145 | [ 70 145
smasy | 01200 | 280355 |90 210 75 180 65 140 65 140 |
o 1200-1400 | 355-415 70 175 55 135 45 90 45 90
REATHRM | 675 20 | _ 125 240 100 225100 225|100 225
T78 230 100 160 90 150| 90 150 | 90 150
1013 300 90 150 80 125| 80 125| BD 135
700 220 | 150 380 110 340 180 500 | 170 480 150 350 | 130 280
80 | 260 |90 280 90 210| . 170 280|150 260 90 220 | 80 180
800 250 120 300 S0 220 | 140 320 (120 300 S0 240 B0 200
1100 250-320 32 48 30 45|30 45|30 45
1260 | 370 3% 50 32 48|32 43|32 48
260 Tl |
447 130 |
- 50-60HRC | 45 55
- S5HRC | f 45 55

AHNO L2k

Cutting Teol Technology




TCMT (60° Positive)

IFE 7]/ TC &%

Series L IC S
NUA TC** 1102 11.0 6.35 2.38
TC** 16T3 16.5 9.525 3.97
M
i E "'E: = :‘
g g E m m
TCMT110204-KMA 0.4 0.08-0.20 0.4-2.0 e
TCMT110208-KMA 0.8 0.12-0.30 0.5-2.0 o e o
-KMA A TCMT16T304-KMA 0.4 0.08-0.25 0.5-3.0 ® e O
heEpT TCMT16T308-KMA 08 012032 0835 e e O
TCMT16T312-KMA 12 0.15-0.44 1.2-3.5 ® e O
TCMT110204-MMA 0.4 0.08-0.20 0.4-2.0 o Qe o
TCMT110208-MMA 0.8 0.12-0.30 0.5-2.0 o o e o
-MMA A TCMT16T304-MMA 0.4 0.08-0.25 0.5-3.0 o e e o |
TCMT16T308-MMA 0.8 0.12-0.32 0.8-3.5 ® 0 0 T ;
hEMT
TCMT110204-UMA 0.4 0.06-0.18 0.4-3.3 g g @:. o 00
TCMT110208-UMA 0.8 0.10-0.35 0.8-3.3 o e 0 9o 00
-UMA it | ]
TCMT16T304-UMA 0.4 0.06-0.18 0.4-4.9 oo oOe e e
I TCMT16T308-UMA 08 010035 0849 ee oo e e |
@ EEEF O WkEF
HIHI S8 Vc(m/min.)
- Hia HibiRE 4EMEE ACP10 | ACP20 | ACP30  APM10 APM20  APS10  APS20  ACKO5 = ACK10 & ACK20 | ACK30
(N/mm?) (HB)  Min Max| Min Max Min Max Min Max Min Max Min Max Min Max Min Max Min Max Min Max Min Max
<600 <180 250 490 | 160 365 110 280 | |
| TIES o0 | om0 150 35 100 45| 15 160
AN 700-950 | 200-280 | 120 230 90 215 70 145
950-1200 | 280355 | 90 210 75 180 65 140
IEE) 1200-1400 | 355-415 | 70 175 |55 135 45 90
RRFETHEN 675 200 (125 240 100 225 125 240 100 225
M AT 778 230 100 160 90 150 100 160 90 150
SRR 1013 300 90 150 | 80 125| 90 150 80 125
TR 700 220 150 280 | 110 340 | | 190 500 170 480 150 350 | 130 280
HEmSAR 880 260 | 90 280 | 90 210 | 170 280 150 260 90 220 80 180
TR 800 250 120 300 90 220 140 320 120 300 S0 240 80 200
i WEAS, REAE | 1100 | 250320 1 13 4830 4532 48 30 45 - [ =
Kl & 1260 | 310 1% 50|32 4836 50 3 48
@ 260 75 |
e 447 130
ZEs] . 50-60HRC | 45 55
PR . 55HRC 45 55
\H\l‘_' ﬁﬁ MES W Tk i n 'J{ e |
INSD
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SWISS TOOL
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WEEMIRY




Swiss Tool Series INEHFIMIRY
HE—%

FHIPE A

| Iftheas RIAEE

FHIMB IS0 | REIZ = T BAR A
. MM 05 10 15 20|25 30 35 40 45 50

annEs e EERRTENEE
. WAEEAR, BEGEOREEN
APMARD: | Mehas | PP ® S PRI, AT RN
MT.

P10-P25 q

' : ]
APU20D ——  PD _ :

HAMLT EEESEEFEREE
VD 2, BESRE. mALtEfl
BEtt, ESRTRELR FESD

M10-M25 ® —— T

) |
P20-P35 D WD AESAEBREALNER S S
APU30D =Y - ; - ! L s, BERROT BT,

M20~M35 . & TR E LR TR T

'\HNO ﬁﬁ TR, TR R S8 Stock cuttingg to -'I‘.-_, L

Citting Teol Technelogy




INEHINT RS Swiss Tool Series
fER—

IERNERET) A

A 8R! BREIE HEBETRE Eh B S TB/TC/TP TN VB/VC/VP

ap [mm] CCGT DCGT VBBT/VCGT

3 I
T,y S e L s e [ 1 27

20 ——— o3
uyL —t

15 1 [w

10
0.5

flmm]

005 01 015 02 P.330 P333 P.334

ap [mm] THNGG
30 |~ |

- 25
AUL #
15
10
05

45

IS S

L1 fmm
005 01 015 02 ol P.344

ap [mm] CCGT DCGT VBBTNVCET

30 )|/ [

25 il i . 48
15 - '

1.0

0.5

]
005 01 o oz P.330 P.333 P.334

ols. Please cal ty checkinventary belore ordising AHNO B2k

Cutting Tool Technology
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Swiss Tool Series INEHINIRT

HE—-%

EREETIR
MR B8 nEeE EEEETRR HrE &L TB/TC/TP VB/VC/VP
ap [mm] DCGT/DCET VPET
a0 I
25 1.0
= -
MR/L-J ) L |
= i l
5 ==ngl .
am or o oz T P.332 P.341
ap [mm] CCGT DCGT TBET/TCGT/TPGH TNGG VBGT/VCET/VPET
20|/ I [ i T
28— 10 ) ‘ ’
10} I L !
S -
g 5 01 015 02 P.328 P332 P33 P36k P33
g |
n ap [mm] VBGT/VCET
H‘ .
1]
25— 10
, 20— L1
MR/L-Y 7 %
10—
ns I
: . [mim]
0es 01 015 02 R334
splom) CCeT DeeT VPET
ER] I
/ 25| | L 15 p /
MR/L-U & i: ===EEl .ﬂ § @ 5
- 5] /
10 |
05 |
0% o1 ol oz | Twm P3z8 P332 P340
MFEAR TR RS R Stock cutting lools. B
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tﬂgﬁ / tﬂ*ﬁﬂﬂl Parting/Grooving

=t gl 10*10*120

e
KTKFR/L****JX-12 ‘ 12*12*120
) f 16416*120
Il 20*20*120
S 10*10*120

)
KTKFR/L**** JX-16 J» 12*12*120
) f 16416*120
20%20%120

5 Pleass call l checkinvertary oo rdesdng \HNC] Eﬁ
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f

BEINT

|
—

Turning

10*10*120
scLC e
o) 12*12*120
16°16°120
10°10°120
SDJC T
48) 12*12*120
1616120
10*10*100
12*12*100
SDNC -
o 14*14*100
16*16*100
20°20°120
1010120
SVJB —
oy 12412*120
16*16*120
10°10°120
svJC e
b 12°12*120
1616120
10*10*120
i 12412*120
(48) 16*16*120
20°20°125
10*10*100
o 12*12*100
(49) 16*16°100
20°20*125
10*10*100
swc 12*12*100
(49) 16*16°100

O == ER—

Citting Teol Technelogy




[EREMI

Back turning

10*10%120

SABSR****40F o
(50) 12*12*120
16*16*120
10*10*130

SABWR****JX-40F =
(50) 12127120
16164120
10*10*120

SABWR**** JX-50F I
(51) 12*12*120
16*16*120
1010°120
KTKFR/L****JX-12 12*12*120
Gy 16*16*120
20%20*120
1010*120
KTKFR/L****1%-16 12%12*120
&2 16°16*120
20720%120

BREINT

Threading

KTKFR/L****JX-12
(52)

10*10*120
127127120
16"16%120

20%20%120

Cutting Tool Technology



Internal turning

AFLINT

S-ég;-c 45, 5, 6,7, 8 10
(27777777
Vs i Ao
S-SWUB
(53) A8

Internal turning holder

RFLTIH

kR
?53;."59) .Ig.@_@ 15.875/16/19.05/20/22/25/25.4 2, 3, 4,5, 6,7, 8

MCFETTE | TR S S Stock
Citting Teol Technelogy




ﬁ‘ﬁﬂﬂﬁ Back turning bar

DS-SCLCR/L o 14, 15.875, 16, 19.05, 20, 22, 25.4
(54)
|
DS'S(g?fRIL 14, 15.875, 16, 19.05, 20, 22, 254
DS-SVUBR/L 14, 15.875, 16, 19.05, 20, 22, 25.4
(56)
DS-KTGFR/L 14, 15.875, 16, 19.05, 20, 22, 254
(56)
I
DS'?;;}XR!L 14, 15.875, 16, 19.05, 20, 22, 25.4

Cutting Tool Technology




1048 | YIBRTIHF KTKF

A ox A
@ = 5 con =
v = il
L LF __| ~ |

A @ A
= Z_ % ( b *ENLEF L)
\J \J EF (U I HEREF L 71

» 7I#R=F Shank size

paid
- » HEENNDDOEECIEIE:N

KTKFR/L1010JX-12 TKFL2R/L*** M4*10
KTKFR/L1212JX-12 TKF12R/L*** 12 12 120 12 12 M4*10 T15 P.83
KTKFR/L1616JX-12 TKFI2R/L*** 16 16 120 16 16 M4*10 15 P83
KTKFR/L2020JX-12 TKF12R/L*** 20 20 120 20 20 M4*10 115 P83
148 | LIERTI4F KTKF
i
CDX oy 4
\ = "]
il LF J oA N

A @ A
= & ( S FENEE 1)
v v EF (L TmEREF LA

p 7I#FR Shank size

F R
- = EENODODECIEIE:Y

KTKFR/L1010JX-16 TKF16R/L*** M4*10

KTKFR/L1212JX-16 TKF16R/L*** 12 12 120 12 12 M4*10 Tl5 P.83
KTKFR/L1616JX-16 TKF16R/L*** 16 16 120 16 16 M4*10 118 P.83
KTKFR/L2020JX-16 TKF16R/L*** 20 20 120 20 20 M4*10 T15 P83

Citting Teol Technelogy

v
L

L)
\{_l-.




SCLC-FF HMZ | SRTEINT, SRETEE, TRk

LH
v | -

) — A
s K1 | i

gT L : LF
' A
x

v *=ERNEF(R)

P 713 FR~F Shank size

HF WF‘E‘H‘&%‘- el

plail
SCLCR/L1010JX06N CC** 0602~ 10 10 120 10 10 M2.5*7 T3 P60
SCLCR/L1212JX06N CCrro602™ 12 12 120 12 12 M2.5*7 T8 P60
SCLCR/L1010JX09N cc*o9T3* 10 10 120 10 10 M4*10 T15 P60
SCLCR/L1212JX09N CC**09T3* 12 12 120 12 12 M4*10 Ti15 P.60
SCLCR/L1616JX09N cc*oaT3** 16 16 120 16 16 M4*10 T15 P60 :
SDJC-FF SMZE | (AT, SRET R E, Rk

P JI#F R~ Shank size

F Y
= HEEEENDEOCCICIE
T8 P63

SDJCR/L1010JXOTN pCro7o2 M2.577

SDJCR/L1212JX0TN DCrOT02** 12 12 120 12 12 M2.5%7 T8 P63
SDJCR/L1010JX11IN DC**11T3** 10 10 120 10 10 M4*10 T15 P.63
SDJCR/L1212JX11N DC**117T3** 12 12 120 12 12 M4*10 T15 P.63
SDJCR/L1616JX11IN DC*11T3** 16 16 120 16 16 M4*10 T15 P63

5 Pleuse cally chadkirivettary bufor oidesing AHNO 2k
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M2 [ AN, IRETEE SDNC

LF

» 7I#FR T Shank size

b3
il

SDNCN1010HOT7 DC**0T02*" M2.5*7
SDNCN1212H07 DC**Q702** 12 3 100 12 6 M2.5*7 T8 P63
SDNCN1212H11 DC**11T3** 12 12 100 12 [ M4*10 T15 P63
SDNCN1414H11 DC**11T3** 14 14 100 14 T M4*10 T15 P.63
SDNCN1616H11 DC**11T3** 16 16 100 16 8 M4*10 T15 P.63
SDNCN2020K11 DC**11T3** 20 20 125 20 10 M4*10 T15 P.63
IMZ | AT, SBSTRE, RSk SV)B-FF
i i
£ | ©
*7 I
E LF
¥
0,
: —:
£ T
v FEAEFR)

» 7I#FR~T Shank size

F
JIRB

SVJBR/L1010JX11N VB*™*1103** M2.5*7
SVJBR/L1212JX11N VB 1103** 12 12 120 12 12 M2.5°7 T8 P.66
SVJBR/L1616JX11IN VB**1103** 16 16 120 16 16 M2.5°T T8 P.66

Citting Teol Technelogy




SV)C-FF

IME [ (A2 T, 9RET B, TRk

P 7J#FR~F Shank size

= S

SVJCR/L1010JX11N
SVJCR/L1212JX11N
SVJCR/L1616JX11N

SVPP-FF

i
1
| Ao .

Pt

! =[ FENEER)
"

LF ‘ HF ‘ WF | 5T ‘ R )%}-_’;mﬁ

VC**1103** 10 10 120 10 10 M2.5*7 T8 F.68

VC**1103** 12 12 120 12 12 M2.5*7 T8 F&8

VC**1103** 16 16 120 16 16 M2.5%7 Ta F.68

IMZ | dwE / (AR [ ERINT, BFTRE, Tk

P 7J#FR~F Shank size

SVPPR1010JX11N

SVPPR1212JX11N
SVPPR1616JXL1IN
SVPPR2020JX11N

i T =
EI L i
s ﬂ ki
«I. s b !
=S Al s
SVPPRIG16.-02FF i
Pl i
£ 5=
v \ v =ERNEFR)
Foq s
Pl =)
VP*T1103** 10 10 120 10 10 M2.5%7 T8 P70
VP*T1103** 12 12 120 12 13 M2.5*7 T8 P70
VP*T1103** 16 16 120 16 16 M2.5*7 T8 P70
VP*T1103** 20 20 125 20 20 M2.5*7 T8 P70

Cutting Tool Technology



5ME | ATEINT, SRET R E SVVB

) J 700 06

P 7J#FR~F Shank size

b1
k7

SVVEN1010H11 VB**1103** M2.5*7
SVVBN 1212H11 VB**1103** 12 3 120 12 6 M2.5*7 T8 P.66
SVVBN1616H11 VB**1103** 16 16 120 16 8 M2.5*T T8 P.66
SVVBN2020H11 VB**1103** 20 20 125 20 10 M2.5*T Ta P.66
- A
9ME [ AN, SRETEE SVVvC
M~ 72.5°
L
3; T m
fils \ [ J25
(o) » LF
» 70° - 0 I _
¥ T
v

P JI#FR =t Shank size

F Rz
A

SVVCN1010H11 vC**1103** 10 10 120 10 6 M2.5°7 T8 P.68
SVVCN 1212H11 VC**1103* 12 12 120 12 6 M2.5*T T8 P.68
SVVCN1616H11 VC**1103** 16 16 120 16 8 M2.5*T T8 P.68

Citting Teol Technelogy




SABS-40F EE (GMR) TR, SBETEE, Y17 R 2.8mm/ BARE 4mm

EREMI
42
- -

....... l. — |_ - g ‘ T ‘

. = = @
Y Y

] LF "

A | A

T o
Y Y

P JIFFR~F Shank size

! R
P.89

SABSR1010JX-40F ABS15RA0- 10.2
SABSR1212JX-40F ABS15R40-+ ° 12 12 120 10 122 P89
SABSR1616JX-40F ABS15R40-- ® 16 16 120 10 16.2 P89
SABW-40F EE (OMR) TR, BT ERE, YI7IEE 4.Tmm/ RKAFE 4mm

LF

P 7I#FR~t Shank size

b o] V)
Il#;ﬁ

SABWR1010JX-40F ABWI15R40-- 10.2
SABWR1212JX-40F ABWI15R40--- @ 12 12 120 10 122 P89
SABWR1616JX-40F ABWI15R40--- [ ] 16 16 120 10 16.2 P.89

e [ o AHNO B3
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EE(GMR)MIA, BTEE, Y7 EE 4. 7Tmm/1 RETIFRA 5mm) SABW-50F

LF

» JI#FR = Shank size

FHEE
J’JF‘fﬂi

SABWR1010JX-50F ABW23R50- 10.2
SABWR1212JX-50F ABW23R50--- [ 12 12 120 12 123 P.80
SABWR1616JX-50F ABW23R50-- o 16 16 120 16 16.2 P90
BEGMR)MIA, Z[iE7IHF KTKF
| mT w
— 7 —q e |
1 » LF =J g
AR TKFL 6200X-12
poll=bn ot
i
T FEAEFL)
Y EF () JFEREF (L 7IH

» 71#FR~F Shank size

bl
J]J-‘nﬁ

KTKFR/L1010JX-12
KTKFR/L1212JX-12
KTKFR/L1616JX-12
KTKFR/L2020JX-12

TKFBI2R/L"*
TKFB12ZR/L***
TKFBI2R/L™*
TKFB12R/L™

M4*10
12 12 120 12 12 M4*10 T15 Pol1
16 16 120 16 16 M410 T15 P9l
20 20 120 20 20 M4*10 T15 P91

Citting Teol Technelogy




KTKF BE (OM2) A, =ZiE 704

)
L x
! X
b LF
| FEREF L)
' EF () THRERET (U 7R

P JIFFRF Shank size

$RET wF | HETER

KTKFR/L1010JX-16 TKFB16R/L*** 10 10 120 10 10 M4*10 T15 P9l
KTKFR/L1212JX-16 TKFB16R/L*** 12 12 120 12 12 M4*10 T15 F9l
KTKFR/L1616JX-16 TKFB16R/L*** 16 16 120 16 16 M4*10 T15 F9l
KTKFR/L2020JX-16 TKFB16R/L™** 20 20 120 20 20 M4*10 T15 P91
FLNT
LPR
- i
A T | |
= S Il @
f-g - ¥ i i | ||
KTHF& 1616 .12 r LR
HTHF: 2020.-12

HF
HF
H

KTKF& 1010.-12

P 71#FR~F Shank size

H B ‘ LF | WF | wF | @5 | ®F |ME7IA®
KTKFR/L1010JX-12 TKFTL2R/L*** 10 10 120 10 10 M4*10 T15 Pa2
KTKFR/L1212JX-12 TKFT12R/L*** 12 12 120 12 12 M4*10 T15 paz
KTKFR/L1616JX-12 TKFT1ZR/L*** 16 16 120 16 16 Ma*10 T15 Pa2
KTKFR/L2020J%-12 TKFT12R/L* 20 20 120 20 20 M4*10 Ti15 Pa2

Cutting Tool Technology




S-SCLC

ARFLINT
gl . i
@Dgw‘ﬁ‘-mu 3 @él‘é—r IE==0CEa
e " GAMO T g HH
30,
z — — )
{F__& 0y w1 S
& | b
Fig.1 Fig. 2
= 1 t
@ EJ_E@Z‘:;— =7 5
GAMO qrjl H LF
kr HFEANSER)
°..-;ﬁ:_é>< HE R EEEET () 7K
BABMHEL/D=~3
Fig.3

P 7J#F R~ Shank size

- 42.4 25 T6 F.&0

$045-SCLCR03-050 cc*0301%* 5 4.5 M1.6*3.2

S050-SCLCRO3-060 cC**0301%* 6 5 9 48.4 3 M1.6*3.2 T6 P.60D

S060-SCLCR04-070 cc*r o401 T 6 10 54.4 35 M2*3.4 T6 P.60

S070-SCLCR04-080 ccrro4017r 8 7 10.3 60.4 4 M2*3.4 6 P.60

S080-SCLCRO6-100 CCro602** 10 8 133 £9.5 5 M2.5*T T8 P.60
S-SWUB

DCON

GAMO LF

. ; FEREFR)
,)_ﬁﬁ%i I _\_ HF (R TFREREF () 7IE
j BARMEL/D=~3

» 7J#FR~f Shank size

LF WF T wFE |HETIAR

S050-SWUBRO06-060 WB*06** 6 5 9 48.4 3 1M2*3.4 T6 =

S050-SWUBRO06-060 WB**06*" 7 6 10 54.4 3.5 M2*3.4 6 £

AHNO JZE3 TFTIE | TTURTR] 655 B Stock cutling lwals. Pleases
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DS-SCLCR/L

: .
L é |
_... - L _i:..i._.l.'."..'T'.'T'.._.T":..'.'I".'."..'_. _ HEREEQL
- ' EF () TIEREF R TI4
Lo

P 71#F R~ Shank size

METIR T
DS-SCLCR/L14F06 CcC**0e02** 14 13 13 80 6 M2.5*7 18 P60
DS-SCLCR/L15H06 ccroe02** 15.875 15 15 100 6 M2.5%7 T8 P60
DS-SCLCR/L16F06 CC**0602** 16 15 15 80 6 M2.5*7 T8 P60
DS-SCLCR/L19X06 CCr0602** 19.05 18 18 120 6 M2.5%7 T8 F.60
DS-SCLCR/L20X06 Ce0s022* 20 19 19 120 6 M2.5%7 T8 P60
DS-SCLCR/L22X06 ccr*oe02** 22 21 21 120 6 M2.5*7 T8 P.60
DS-SCLCR/L25M06 ccr*o602** 254 24 24 150 6 M2.5%7 T8 B60
DS-SCLCR/L14F09 L5 S 812 Pl 14 13 13 80 10 M4*8 T15 P60
DS-SCLCR/L15H09 CC**09T3** 15.875 15 15 100 10 M4*8 T15 F.60
DS-SCLCR/L16F09 CCr0913™ 16 15 15 80 10 M4*8 T15 P.60
DS-SCLCR/L19X09 CEOgTI™ 19.05 18 18 120 10 M4*8 T15 P60
DS-SCLCR/L20X09 CCr o913 20 19 19 120 10 M4*8 T15 P.60
DS-SCLCR/L22X09 ccrooT3t 22 21 21 120 10 M4*8 T15 B60
DS-SCLCR/L25M0% CCH09T3** 254 24 24 150 10 M4*8 T15 P60

lardar Cutting Tool Technology




DS-SDUCR/L

FEREFL)
EF (L TIWEREF R OF

» 7I#FR~F Shank size

LF | WF | 8% wF HETE R

DS- SDUCR/L14F07 DCH*OTT3™* 14 13 13 80 6 M2.5*7 T8 P.63
DS- SDUCR/L15H07 DCH07T3™* 15.875 15 15 100 6 M2.5*7 T8 P.63
DS- SDUCR/L16F07 DCr o773 16 15 15 80 6 M2.5*7 15 P.63
DS-SDUCR/L19X07 pCroTTI3T 19.05 18 18 120 6 M2.5*7 T8 P63
DS- SDUCR/L20X07 DC*OTT3* 20 19 13 120 6 M2.5°7 T8 P63
DS- SDUCR/L22X0T7 DCH0TT3** 22 21 21 120 6 M2.5*7 T8 P.63
DS- SDUCR/L25M07 DCH o773 254 24 24 150 6 M2.5*7 T8 P.63
DS-SDUCR/L14F11 DC**1173** 14 13 13 80 10 M4*8 T15 P63
DS-SDUCR/L15H11 DC* 1173 15.875 15 15 100 10 M4*8 T15 P63
DS-SDUCR/L16F11 BCTM1T3™ 16 15 15 80 10 M4*8 T15 P63
DS-SDUCR/L19X11 DC**1173** 19.05 18 18 120 10 M4*8 T15 P.63
DS-SDUCR/L20X11 DCr11T3** 20 19 19 120 10 M4*8 T15 P.63
DS-SDUCR/L22X11 DC**1173** - 22 21 21 120 10 M4"8 Tl5 P.63 _
DS-SDUCR/L25M11 DC* 1173 254 24 24 150 10 M4*8 T15 P63

Citting Teol Technelogy




DS-SVUBR/L

» 7I#F R~ Shank size

FEREF (L

EF (L) IFEREF (R 71

DS-SVUBR/L14F11 VB™1103* 14 13 13 80 10 M2.5*7 T8 P.66
DS-SVUBR/L15H11 VB"*1103** 15.875 15 15 100 10 M2.5*7 T8 P.66
DS-SVUBR/L16F11 VB**1103** 16 15 15 80 10 M2.5*7 T8 P.66
DS-SVUBR/L19X11 VB**1103** 19.05 18 18 120 10 M2.5*7 T8 P.66
DS-SVUBR/L20X11 VB**1103** 20 19 19 120 10 M2.5*7 T8 P66
DS-SVUBR/L22X11 VB**1103** 22 21 21 120 10 M2.5*7 T8 P66
DS-SVUBR/L25M11 VB**1103** 254 24 24 150 10 M2.5*7 T8 P.66
DS - @I
12
r
= FEREF (L)
EF () TIJEREF (R 1K

» 714 Rt Shank size

DS-KTGFR/L16-D14
DS-KTGFR/L16-D15
DS-KTGFR/L16-D16
DS-KTGFR/L16-D19
DS-KTGFR/L16-D20
DS-KTGFR/L16-D22
DS-KTGFR/L16-D25

TGF32**
TGF32**
TGF32***
TGF32***
TGF32***
TGF32***
TGF32***

HwF ‘ METIR 7|

100 6 M4*8 T15 p.a1

15.875 15 146 85 6 M4*8 T15 p.&a1
16 15 14.6 85 6 M4*8 TIS P&l
19.05 17 17.6 90 6 M4*8 T15 P81
20 18 18.6 90 6 M4*8 T15 P81
22 18 21 120 10 M4*8 TS P81
254 23 236 120 10 M4+8 T15 P81

Cutting Tool Technology



DS R4 hn T

=0
! N
(p A
R W
I 4‘ | |
. | o5y |
gl B _ : = BT ER RS
[ A (VA FEANETF LEF O IFERETF R IA
G/
é).
» 7I#F R~ Shank size
‘ DCON H | DN | LF | WF | 8T RF METIR T
DS-KTTXL16-D14 TTH3IZR*** 14 13 13 100 6 M4*8 T15 -
DS-KTTXL16-D15 TTX32R*** 15,875 15 146 85 6 M4'8 T15 -
DS-KTTXL16-D16 TTH3IZR*** 16 15 146 85 6 M4*8 T15 =
DS-KTTXL16-D19 TTX32R*™** 19.05 17 17.6 90 6 M4*8 T15 -
DS-KTTXL16-D20 TTX32R*** 20 18 18.6 90 6 M4*8 T15 -
DS-KTTXL16-D22 TTHIZR** 22 18 21 120 10 M4*8 T15 s
DS-KTTXL16-D25.4 TTX32R*** 254 23 236 120 10 M4*8 T15 -

Citting Teol Technelogy




RBH
INEETITIFF

DCONWS

DCONMS

o [ o e | |
15 100 15 - -

RBH15820 15875 2 M4*0.7 2 2.0
RBH15830 15.875 3 15 100 15 10 - M4*0.7 2 2.0
RBH15840 15.875 4 15 100 15 15 = MA*0.7 2 2.0
RBH15850 15.875 5 15 100 15 15 - M4*0.7 2 2.0
RBH15860 15.875 6 15 100 15 15 S M4*0.7 2 2.0
RBH15870 15.875 7 15 100 20 20 s M4*0.7 2 2.0
RBH15880 15.875 8 15 100 20 20 - M4*0.7 2 2.0
RBH1620N 16 2 15 100 15 = = M4*0.7 2 2.0
RBH1630N 16 3 15 100 15 10 - M4*0.7 2 2.0
RBH1640N 16 4 15 100 BbisS 15 - M4*0.7 2 2.0
RBH1650N 16 5 15 100 15 15 = M4*0.7 2 2.0
RBH1660N 16 6 15 100 15 15 = WM470.7 4 2.0
RBH1670N 16 ir 15 100 20 20 - M4*0.7 2 2.0
RBH1680N 16 8 15 100 20 20 - MA*0.7 2 2.0
RBEH19020N 19.05 2 18 125 15 - - M4*0.7 2 2.0
RBH12030N 19.05 3 18 125 15 10 = M4*0.7 2 2.0
RBH19040N 19.05 4 18 125 15 15 = M4*0.7 2 2.0
REH19050N 19.05 5 18 125 15 15 = M4=0.7 ¥4 2.0
REH19060N 18.05 6 18 125 15 15 - M4*0.7 2 2.0
RBH19070N 19.05 7 18 125 20 20 = MA*0.7 2 2.0
REH19080N 19.05 8 18 125 20 20 - M4*0.7 2 2.0
RBH2020N 20 2 11 125 10 % S M4*0.7 2 2.0
RBH2030N 20 3 12 125 10 10 s M4*0.7 2 2.0
RBH2040N 20 4 13 125 15 15 = M4*0.7 2 2.0
RBH2050N 20 5 14 125 15 15 - M4*0.7 2 2.0
RBH2060N 20 6 15 125 15 15 - Ma*0.7 2 2.0
RBH2070N 20 T 16 125 20 20 - M4*0.7 2 2.0
RBH2080N 20 8 17 125 20 20 = M4*0.7 2 2.0
RBH2220N 22 2 11 125 10 = 10 WM470.7 4 2.0
RBH2230N 22 3 12 125 10 10 10 M4*0.7 2 2.0
RBH2240N 22 4 13 125 15 15 12.5 MA*0.7 2 2.0
RBH2250N 22 5 14 125 15 15 12.5 MA*0.7 2 2.0

Cutting Tool Technology



RBH

DCONWS

DCONMS

' e BEHE
xrm | B
125 15 15 15 2 20

RBH2260N 22 6 15 M4+0.7

RBH2270N 22 7 16 125 20 20 15 M4*0.7 . 2.0
RBH2280N 22 8 17 125 20 20 15 M4+0.7 2 2.0
RBH2520N 25 2 11 150 10 - - M4*0.7 2 2.0
RBH2530N 25 3 12 150 10 10 = M4+0.7 2 2.0
RBH2540N 25 4 13 150 15 15 - M4+0.7 2 2.0
RBH2550N 25 5 14 150 15 15 * M4*0.7 2 2.0
RBH2560N 25 6 15 150 15 15 o M4*0.7 2 2.0
RBH2570N 25 7 16 150 20 20 = M4+0.7 2 2.0
RBH2580N 25 8 17 150 20 20 - M4*0.7 2 2.0
RBH25420N 254 2 11 150 10 5 = M4*0.7 2 2.0
RBH25430N 254 3 12 150 10 10 - M4*0.7 2 2.0
RBH25440N 25.4 4 13 150 15 15 : M4*0.7 2 2.0
RBH25450N 254 5 14 150 HE 15 - M4+0.7 2 2.0
RBH25460N 254 6 15 150 15 15 z M4*0.7 2 2.0
RBH25470N 254 7 16 150 20 20 3 M4*0.7 2 2.0
RBH25480N 254 8 17 150 20 20 = M4*0.7 2 2.0

Citting Teol Technelogy




IEE 7]/ CC &5

CCGT (80° Positive)

Series L Ic S
cC**0301 3 35 1.4
CC**0401 4 43 18
CC**0602 645 635 238
CC**09T3 9.67 9525 397

0
§
CCGT00101ML-S 0.1 0.01-0.15 0.1-1 °
c, CCGT030102ML-S 02 0.01-0.15 0.1-1 °
-5 5
£ CCGT040101ML-S 0.1 0.01-0.15 0.1-1 °
CCGT040102ML-S 0.2 0.01-0.15 0.1-1 °
CCGT0602005ML-S 0.05 0.01-0.15 0.1-1 e
CCGT060201ML-S 0.1 0.01-0.15 0.1-1 °
CCGT060202ML-S 02 0.01-0.15 0.1-1 ®
CCGT060204ML-S 0.4 0.01-0.15 0.4-1 ' e
S
CCGT09TI005ML-S 0.05 0.02-0.2 0.1-1 °
CCGT09T301ML-S 0.1 0.01-0.15 0.1-1 °
CCGT09T302ML-S 0.2 0.01-0.15 0.11 °
CCGTO9T304ML-S 0.4 0.01-0.15 0.4-1 ™
CCGT0602005MFL-U 0.05 0.01-0.15 0.1-15 ™
CCGT060201MFL-U 0.1 0.02-0.18 0.1-15 °
/' CCGT060202MFL-U 0.2 0.02-0.18 02-15 °
9/ CCGT060204MFL-U 0.4 0.02-0.18 0.2-1.5 °
U |
CCGT09T3005MFL-U 0.05 0.02-0.2 0.115 °
CCGT03T301MFL-U 0.1 0.02:0.2 0.1-15 ®
CCGT0ST302MFL-U 02 0.02-0.2 0215 °
CCGT09T304MFL-U 0.4 0.02-0.2 0.1-15 °
@ BERL O FRES
IHI S Ve(m/min.)
FHSE GEEE APM30D APU20D APU30D
£ i  Nmm) () Min Max Min Max. Min Max
R < 600 < 180 80 200 80 200 80 200
TR < 950 < 280 80 180 a0 180 80 180
= 700950 200280 80 60 | 80 160 80 160
cam 950-1200 | 280-355 80 125 80 125 80 125
L 1200-1400 355-415 ] 100 5 100 yis 100
BRGTFEN 675 200 120 240 120 200 120 200
AN 778 230 100 160 100 160 100 160
B ER 1013 300 80 150 80 150 80 150
WOWS 700 220 180 240 180 240 130 240
gm_ §30 ] 1160 160 200 160 200 160 200
eSS 800 250 - - - - . -
HEEE BEeS 1100 320-250 45 an 45 an 45 90
HEE 1260 270 40 a0 40 80 40 80
8 260 75
was 47 130
PEREE - 50-60HRC 30 45 30 45 30 45
RETRE - ES5HRC 30 40 30 40 30 40

eiple]
D PAS]

AHNO L2k
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CCGT (80° Positive)

IEET]R CC &5

Series L [@ S
cC**0301 3 35 1.4
CC**0401 4 4.3 1.8
) CC**0602 6.45 6.35 2.38
a CC**09T3 9.67 9.525 3.97
¥ an
M
g
CCGT030101MR-S 0.1 0.01-0.15 0.1-1 ®
a’ CCGT030102MR-S 0.2 0.01-0.15 0.1-1 ®
-5 3
) CCGT040101MR-S 0.1 0.01-0.15 0.1-1 ®
CCGT040102MR-S 0.2 0.01-0.15 0.1-1 L ]
CCGT0602005MR-S 0.05 0.01-0.15 0.1-1 [ ]
CCGT060201MR-S 0.1 0.01-0.15 0.1-1 ®
CCGT060202MR-S 0.2 0.01-0.15 0.1-1 [
? CCGT060204MR-S 0.4 0.01-0.15 0.4-1 [
5 P
CCGT09T3005MR-S 0.05 0.02-0.2 0.1-1 ®
CCGTO9T301MR-S 0.1 0.01-0,15 0.1-1 [ ]
CCGT09T302MR-S 0.2 0.01-0.15 0.1-1 ®
CCGT09T304MR-S 0.4 0.01-0.15 0.4-1 ®
CCGT0602005MFR-U 0.05 0.01-0.15 0.1-1.5 ®
CCGT060201MFR-U 0.1 0.02-0.18 0.1-1.5 ®
/ CCGT060202MFR-U 0.2 0.02-0.18 0.2-1.5 ®
?/ CCGT060204MFR-U 0.4 0.02-0.18 0.2-1.5 ®
-u /
CCGT09T3005MFR-U 0.05 0.02-0.2 0.1-1.5 ®
CCGTO9T301MFR-U 0.1 0.02-0.2 0.1-15 ®
CCGT09T302MFR-U 0.2 0.02-0.2 0.2-1.5 [
CCGT09T304MFR-U 0.4 0.02-0.2 0.1-1.5 ®
@ HEEF O WEEs
HIHIZ & Ve(m/min.)
FHERE EEE APM30D ‘ APU20D APU30D
= e Nimme) () Min Mo win ax Min vax
< 600 < 180 80 200 B0 200 80 200
o N <950 < 280 80 180 80 180 80 180
fEaEm 700-950 200-280 80 160 80 160 80 160
Saam 950-1200 280-355 80 125 80 125 80 125
= 1200-1400 355415 75 100 75 100 75 100
ARGTHRA 675 200 120 240 120 200 120 200
M BTN 78 230 100 160 100 160 100 160
MERLFER 1013 300 B0 150 80 150 B0 150
ROES 700 220 180 240 180 240 180 240
REBE 880 260 160 200 160 200 160 200
TR 800 250 = 5 = - = :
GEaE HEAS 1100 220-250 45 90 45 90 45 90
e 1260 370 40 80 40 80 40 80
B 260 | 75
o 447 I 130
R z 50-60HRC 30 45 30 45 30 45
EE £ 55HRC 30 40 30 40 30 40
\} |\|{_| um MES CUR 35 ut ').-1._/_;]
= e Vs
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IEE71/ CC &% CCGT (80° Positive)

Series L Ic S

cC**0301 3 35 1.4

CC**0401 4 43 18

CC**0602 645 635 238

i CC**09T3 9.67 9525 397

5 AN
M

CCGTO9T3005M-UCL 0.05 0.02-0.2 0.1-1.5 [ ]
CCGTO09T301M-UCL 0.1 0.02-0.2 0.1-1.5 [ ]
-ucL CCGTO09T302M-UCL 0.2 0.02-0.2 0.2-1.5 e | [ ]
CCGTO9T304M-UCL 0.4 0.02-0.2 0.4-1.5 ®
CCGTO9T304M-UCL 0.4 0.02-0.2 0.4-1.5 e [ ]
CCGTO9T3005M-UYL 0.05 0.02-0.2 0.1-1.5 [ ]
CCGTO9T301M-UYL 0.1 0.02-0.2 0.1-1.5 [ ]
Wk CCGTO09T302M-UYL 0.2 0.02-0.2 0.2-1.5 [ ]
CCGT09T304M-UYL 0.4 0.02-0.2 0.4-1.5 1 °

@ BRETF O FHEEF

[ E= 504 Ve(m/min.)
i K APM30D APU20D APU30D

150 R4 {mmﬁ *E{HB)E Min Max Min Max Min Max
<600 <180 80 200 80 200 80 200
S, Mo <050 <280 80 180 80 180 20 180
= 700950 | 200-280 80 160 80 160 80 160
! 950-1200  280-355 80 125 a0 125 80 125
a0 | 1200.1400 | 355415 5 100 5 100 75 100
BREFERN 3 675 . 200 120 240 B 200 120 200
THEFER 778 230 100 160 100 160 100 160
SRR ER 1013 300 80 150 80 150 80 150
RO 700 220 180 240 180 240 180 240
BT 880 260 160 200 160 200 160 200

TR 800 | 250 = - . 5 = >
WEAR, BESE 1100 320-250 45 90 45 90 45 90
ShEE 1260 k() 40 80 40 80 40 80

= 260 75
e 447 130

R = 50-60HRC 30 45 30 45 a0 45
e - 55HRC 30 40 30 40 30 40

AHNO B2k
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DCGT (55° Positive) IEE 7]/ DC &%

Series L [ S
DC**0702 75 6.35 2.38
o« DC**11T3 11.63 9.525 3.97

IC
T
| |

D1

M

DCETO702005MFL-J 0.05 0.01-0.15 0.1-25 [ ]

DCETO70201MFL-J 0.1 0.01-0.15 0.1-2.5 ®

DCET070202MFL-J 0.2 0.01-0.15 0.2-25 i 1 @

-J DCETO70204MFL-J 0.4 0.01-0.15 0.4-25 ®
DCGT11T301MFL-J 0.1 0.01-0.15 0.1-3 ®

DCGT11T302MFL-J 0.2 0.01-0.15 0.2-3 2

DCGT11T304MFL-J 0.4 0.01-0.15 0.4-3 L

DCGTO70201MFL-U 0.1 0.01-0.15 0.1-15 ®

DCGTO70202MFL-U 0.2 0.01-0.15 0.2-1.5 &

DCGTO70204MFL-U 0.4 0.01-0.15 0.4-1.5 &

-u 5 | DCGT11T3005MFL-U 0.05 0.01-0.15 0.1-1.5 ®
/ DCGT11T301MFL-U 0.1 0.01-0.15 0.1-1.5 T @
DCGT11T302MFL-U 0.2 0.01-0.15 0.2-1.5 ®

DCGT11T304MFL-U 0.4 0.01-0.15 0.4-15 ®

DCGTO0702005ML-S 0.05 0.01-0.15 0.1-1 ®

DCGTO70201ML-S 0.1 0.01-0.15 0.1-1 [ ]

s DCGT070202ML-S 0.2 0.01-0.15 0.1-1 @
DCGT070204ML-S 0.4 0.01-0.15 0.4-1 ®

@ BEEF O WmEEF

HIHIZ & Ve(m/min.)

- M FHERE EEE ~ APM30D ‘ ~ APU20D ~ APU30D
{N/mm?) (HB) Min Max Min Max Min Max
< 600 < 180 80 200 B0 200 80 200
BULE . <950 < 280 80 180 80 180 80 180
BESW 700-950 200-280 80 160 80 160 80 160
H‘é am 950-1200 | 280-355 80 125 80 125 80 125
1200-1400 355415 75 100 75 100 75 100
RRETHN 675 | 200 120 240 120 200 120 200
M BTN 78 230 100 160 100 160 100 160
MERLFER 1013 300 80 150 80 150 B0 150
ROES 700 | 220 180 240 180 240 180 240
BREEH ~ sm0 260 160 200 160 200 10 200
TR 800 250 - - = : = 2
#Eae, HEAS 1100 320-250 45 a0 45 90 45 90
e 1260 3 40 80 40 80 40 80
B 260 | 75
o 447 I 130
=R = | 50-60HRC 30 45 30 45 30 45
EE £ | BSHRC 30 40 30 40 30 40

MefEG R | TR SR Stock cutting tools. -'k_'._.
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IEE 7]/ DC &% DCGT/DCET (55° Positive)

Series 5 IC S
DC**0702 7.75 6.35 2.38
& DC**11T3 11.63 9525 3.97

E

(=]

DCETO702005MFR-J 0.05 0.01-0.15 0.1-25 [ ]

DCETO70201MFR-J 0.1 0.01-0.15 0.1-2.5 ®

DCETO70202MFR-J 0.2 0.01-0.15 0.2-25 ! [ ]

-J DCETO70204MFR-J 0.4 0.01-0.15 0.4-25 [ ]
DCGT11T301MFR-J 0.1 0.01-0.15 0.1-3 [ ]

DCGT11T302MFR-J 0.2 0.01-0.15 0.2-3 [ ]

DCGT11T304MFR-J 0.4 0.01-0.15 0.4-3 [ ]

DCGTOT0201MFR-U 0.1 0.01-0.15 0.1-1.5 | [ ]

DCGTO70202MFR-U 0.2 0.01-0.15 0.2-1.5 1 [ ]

DCGTOT0204MFR-U 0.4 0.01-0.15 0.4-15 | [ ]

-U DCGT11T3005MFR-U 0.05 0.01-0.15 0.1-1.5 [ ]
DCGT11T301MFR-U 0.1 0.01-0.15 0.1-1.5 [ ]

DCGT11T302MFR-U 0.2 0.01-0.15 0.2-1.5 [ ]

DCGT11T304MFR-U 0.4 0.01-0.15 04-1.5 [ ]

DCGTO702005MR-S 0.05 0.01-0.15 0.1-1 [ ]

DCGTOT0201MR-S 0.1 0.01-0.15 0.1-1 | [ ]

& ; DCGTOT0202MR-S 0.2 0.01-0.15 0.1-1 [ [ ]
DCGTOT0204MR-S 0.4 0.01-0.15 0.4-1 — [ ]

® RERE O THiEEE

IHI S Ve(m/min.)

b B APM30D APU20D APU30D
=0 lac (meﬁ% l{HBIIm Min Max Min Max Min Max
< 500 < 180 80 200 80 200 80 200
P AR <950 | <280 80 180 80 180 80 180
= 700950 | 200280 80 160 80 160 80 160
m éﬁ 9501200 | 280-355 80 125 & 125 80 125
1200-1400 = 355415 75 100 75 100 75 100
REAETHEN 615 | 200 120 240 120 200 120 200
AR 78 230 100 160 100 160 100 160
TR ARR 1013 300 80 150 80 150 80 150
RO 00 | 20 180 240 180 240 180 240
RBEG _ 880 260 | 160 200 | 160 200 160 200
AR 800 250 - - - - - -
wELE, WEAE 1100 320-250 45 90 45 90 45 90
$as 1260 370 40 80 40 80 40 80
B 260 s
fEEE 447 130
=i - 50-60HRC 30 45 30 45 30 45
R - 55HRC 30 0 30 40 30 40

AHNO L2k
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DCGT/DCET (55° Positive)

IF&T]R DC &5

Series L [ S
DC**0702 7.75 6.35 2.38
DC**11T3 11.63 9.525 3.97

M
o
DCGT11T3005ML-S 0.05 0.01-0.15 0.1-1 ®
DCGT11T301ML-S 0.1 0.01-0.15 0.1-1 [ ]
5
DCGT11T302ML-S 0.2 0.01-0.15 0.1-1 [ ]
DCGT11T304ML-S 0.4 0.01-0.15 0.4-1 [ ]
DCGT11T3005MR-S 0.05 0.01-0.15 0.1-1 o
DCGT11T301MR-S 0.1 0.01-0.15 0.1-1 ®
S
DCGT11T202MR-S 0.2 0.01-0.15 0.1-1 &
DCGT11T204MR-5 0.4 0.01-0.15 0.4-1 [ ]
DCGTOT0201M-UCL 0.1 0.01-0.15 0.1-1.5 [ ]
DCGTOT0202M-UCL 0.2 0.01-0.15 0.2-1.5 [ ]
DCGT070204M-UCL 0.4 0.01-0.15 0.4-15 @
-UCL DCGT11T3005M-UCL 0.05 0.01-0.15 0.01-1.5 ®
DCGT11T301M-UCL 0.1 0.01-0.15 0.1-15 [ ]
DCGT11T302M-UCL 0.2 0.01-0.15 0.2-15 ®
DCGT11T304M-UCL 0.4 0.01-0.15 0.4-15 ®
DCGTOTO201M-UYL 0.1 0.01-0.15 0.1-15 [ ]
DCGT0T0202M-UYL 0.2 0.01-0.15 0.2-15 [
DCGT11T3005M-UYL 0.05 0.01-0.15 0.01-1.5 ®
-UyL
DCGT11T301M-UYL 0.1 0.01-0.15 0.1-15 [ ]
DCGT11T302M-UYL 0.2 0.01-0.15 0.2-1.5 [ ]
DCGT11T304M-UYL 0.4 0.01-0.15 0.4-1.5 o
(B2 Ve(m/min.)
PC e EREE APM30D APU20D APU30D
0 HHE (N/mm?) (HB) Min Max Min Max Min Max
< 600 < 180 80 200 80 200 80 200
ﬂ-.mﬂ:_ﬂ_l_!“taa <950 < 280 80 180 80 180 80 180
ﬁ.‘ﬁ'ﬁﬁ] T00-850 200-280 80 160 80 160 80 160
2ot 950-1200 280-355 80 125 80 125 | 80 125
Ll 1200-1400 355-415 75 100 15 100 5 100
REEFHRTA 675 200 120 240 120 200 120 200
M TRAETEEE T18 230 100 160 100 160 100 160
TR AR 1013 300 80 150 80 150 80 150
ROWHE 700 220 180 240 180 240 | 180 240
HEBHSE 880 260 160 200 160 200 160 200
AR 800 250 - - - & “ =
HESE BEaS 1100 320-250 45 90 45 90 45 90
HEE 1260 370 40 80 40 80 40 80
8 260 75
mes 447 130 |
R - 50-60HRC 30 45 30 45 30 45
P f 2 55HRC 30 40 20 40 20 40
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IEET71E VB &% VBGT (35° Positive)

Series L Ic S
VB**1103 11.1 6.35 3.18
VB**1604 16.6 9.525 4,76

e

IC

' i A
o7 [

!;% L s i

M
g
VBGT110301M-UCL 0.1 0.05-0.3 0.1-1.5 @
-UCL VBGT110302M-UCL 0.2 0.05-0.3 0.2-15 L]
VBGT110301M-UYL 0.1 0.05-0.2 0.1-L5 °
-UYL VBGT110302M-UYL 0.2 0.05-0.2 0.2-15 1 @
VBGT110304M-UYL 0.4 0.05-0.2 04-1.5 ®
VBGT1103005ML-S 0.05 0.05-0.15 0.1-1 [ ]
’ VBGT110301ML-S 0.1 0.01-0.15 0.1-1 [
b ’ VBGT110302ML-S 02 0.01-0.15 0.1-1 ®
VBGT110304ML-S 0.4 0.01-0.15 0.4-1 [
VBGT1103005ML-Y 0.05 0.01-0.15 0.1-3 [ ]
VBGT110301ML-Y 0.1 0.01-0.15 0.1-3 [ ]
VBGT110302ML-Y 0.2 0.01-0.15 0.2-3 1 [ ]
’ VBGT110304ML-Y 0.4 0.01-0.15 0.4-3 [ ]
v } VBGT160401ML-Y 0.1 0.01-0.2 0.1-3 @
VBGT160402ML-Y 0.2 0.01-0.2 0.2-3 [
VBGT160404ML-Y 0.4 0.01-0.2 0.4-4 &
VBGT160408ML-Y 0.8 0.01-0.2 0.8-4 [ ]

@ BEEEF O TEEE

IHI S Ve(m/min.)

it K@ APM30D APU20D APU30D
=0 lac (meﬁ% {HBIH Min Max Min Max Min Max
< 600 <180 80 200 80 200 80 200
T o <950 | <280 80 180 80 180 80 180
Basa 700050 | 200-280 80 160 80 160 80 160
aew | 9501200 | 280355 | 80 125 8 125 80 125
12001400 = 355415 75 100 75 100 75 100
REFTHN 65 | 200 120 240 120 200 120 200
M AT 78 230 100 160 100 160 100 160
TRELARER 1013 300 80 150 80 150 80 150
HOHE 700 220 180 240 180 240 180 240
BEHG | s | 260 | 160 200 | 160 200 160 200
AR 800 250 - - - - - -
HEAS, BEAS 1100 320-250 45 90 45 90 45 90
‘‘‘‘ Y 1260 370 40 80 40 80 40 80
B 260 75
A 447 130
HRE - 50-60HRC 30 45 30 45 30 45
T - 55HRC 30 2 30 40 30 40

Plisase call b checkliiventory befote ofdeing AHNO L2k
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VBGT (35° Positive)

IEB7]1R VB &%

Series L [@ S
VB**1103 11.1 6.35 3.18
f}"’ VB**1604 16.6 9.525 4,76
= [ ———
=]
O S} | a
i =
i : -
\‘5{ F AN
L s
M
VBGT1103005MR-S 0.05 0.05-0.15 0.1-1 [ ]
? VBGT110301MR-S 0.1 0.01-0.15 0.1-1 ®
S
ﬁ VBGT110302MR-S 0.2 0.01-0.15 0.1-1 ®
VBGT110304MR-S 0.4 0.01-0.15 0.4-1 [ ]
VBGT1103005MR-Y 0.05 0.01-0.15 0.1-3 @
VBGT110301MR-Y 0.1 0.01-0.15 0.1-3 &
VBGT110302MR-Y 0.2 0.01-0.15 0.2-3 @
> ! VBGT110304MR-Y 0.4 0.01-0.15 0.4-3 @
Y y
} VBGT160401MR-Y 0.1 0.01-0.2 0.1-3 ®
VBGT160402MR-Y 0.2 0.01-0.2 0.2-3 &
VBGT160404MR-Y 0.4 0.01-02 0.4-4 ]
VBGT160408MR-Y 0.8 0.01-0.2 0.8-4 -]
® BREEEF O mikEsE
L= g Ve(m/min.)
bR HREE APM30D APU20D APU30D
=0 e ~ (N/mm?) (HB) Min Max Min Max Min Max
< 600 <180 80 200 80 200 80 200
bl < 950 <280 80 180 a0 180 80 180
EE= 700-950 200280 | 80 160 80 160 80 160
950-1200 280-355 80 125 80 125 80 125
ol 1200-1400 355-415 75 100 75 100 75 100
HRETHN 675 200 120 240 120 200 120 200
M TSRS 78 230 100 160 100 160 100 160
PID e 1013 300 80 150 80 150 80 150
ROBE 700 220 180 240 180 240 | 180 240
HBELE 880 260 160 200 160 200 160 200
BB B0O 250 = = < I - =
HEAE, BEAE 1100 320-250 45 ap 45 ap 45 ap
Hgas 1260 70 40 80 40 80 40 80
8 260 75
mes 447 130
R . 50-60HRC 30 45 30 45 30 45
B | 55HRC 30 40 30 40 30 40
AHNO w7 My ot g ko | =
DI
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IEE71/ VC &5 VCGT/VCET (35° Positive)

Series L Ic S
VC**1103 11.1 6.35 3.18

e

IC
F=
| |
]

i‘{é/ i 5 1 AN

=

® ® aosndv

VCGT110301M-UCL 0.1 0.01-0.15 0.1-15

-UcL / VCGT110302M-UCL 0.2 0.01-0.15 0.2-15
g VCGT110301M-UYL 0.1 0.01-0.15 0.1-1.5 ®
-UYL / VCGT110302M-UYL 0.2 0.01-0.15 0.2-15 1 ®
. VCGT110304M-UYL 0.4 0.01-0.15 0.4-15 ®
VCET1103005ML-Y 0.05 0.01-0.15 0.1-3 [ ]
1’ VCET110301ML-Y 0.1 0.01-0.15 0.1-3 ®
¥ }I VCET110302ML-Y 0.2 0.01-0.15 0.2-3 1 ®
VCET110304MLY 0.4 0.01-0.15 04-3 ®
VCET1103005ML-5 0.05 0.01-0.15 0.1-1 ®
’ VCET110301ML-S 0.1 0.01-0.15 0.1-1 [ ]
S p VCET110302ML-5 0.2 0.01-0.15 0.1-1 _— L]
VCET110304ML-S 0.4 0.01-0.15 0.4-1 L]

@ REEF O THEE

IHI S Ve(m/min.)

Hif HERE APM30D APU20D APU30D
=0 lac (me%% l[HBIIm Min Max Min Max Min Max
< 600 < 180 80 200 80 200 80 200
KR <950 | <780 80 180 80 180 80 180
fiTe= 700050 | 200-280 80 60 | 80 160 80 160
e 950-1200  280-355 80 125 80 125 80 125
1200-1400 | 355415 15 100 15 100 15 100
BEATEN 5 200 120 240 120 200 120 200
TRARTFEEN T78 230 100 160 100 160 100 160
TR 1013 300 80 150 80 150 80 150
RO 700 | 220 180 240 180 240 180 240
BESE 1m0 % | e 0 | 1 w | 60 200
AR 800 250 - - - - - -
HESE BESE 1100 320-250 45 90 45 90 45 90
ENCE 1260 370 40 80 40 80 40 80
=) 260 5
fEEE 447 130
R - 50-60HRC 30 45 30 45 30 45
RS - S5HRC 30 40 30 40 30 40

AHNO L2k
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VCGT/VCET (35° Positive) IEETI /R VC 2%

Series L [@ S
VC**1103 11.1 6.35 3.18

-

e

O /]

ol

e, e

M
VCET1103005MR-Y 0.05 0.01-0.15 0.1-3 [ ]
’ VCET110301MRY 0.1 0.01-0.15 0.1-3 [ ]
Y ;
} VCET110302MR-Y 0.2 0.01-0.15 0.2-3 [ ]
VCET110304MR-Y 0.4 0.01-0.15 0.4-3 [ ]
VCET1103005MR-S 0.05 0.01-0.15 0.1-1 @
. ? VCET110301MR-S 0.1 0.01-0.15 0.1-1 [ ]
S ’
’ VCET110302MR-S 0.2 0.01-0.15 0.1-1 &
VCET110304MR-S 0.4 0.01-0.15 0.4-1 [ ]
® BEEF O BESF
L= g Ve(m/min.)
Fibne HREE APM30D APU20D APU30D
=0 e ~ (N/mm?) (HB) Min Max Min Max Min Max
: < 600 < 180 80 200 | 80 200 80 200
s < 950 < 280 80 180 80 180 80 180
Ea=a 700-950 | 200-280 80 160 [ 80 160 80 160
s 950-1200 280-355 80 125 | 80 125 80 125
e 1200-1400 355-415 | 75 100 75 100 75 100
HRETHN | 85 200 L 1o 240 | 120 200 | 120 200
M THETHH 78 230 100 160 100 160 100 160
SRR ARSE M 1013 300 80 150 80 150 80 150
ROBE 700 220 180 240 180 240 | 180 240
RERE 830 %0 | 160 w160 00 | 160 200
BB 800 250 - = | = « E =
WESE, BEAE 1100 320-250 45 ap 45 ap 45 90
Has 1260 a70 40 80 40 a0 40 80
8 260 75
mes 447 130 | |
PERE . 50-60HRC 30 45 30 45 30 45
P | - 55HRC 30 40 30 40 30 40
» Y

Cutting Tool Technology




IEET71/ VP &%

O

e

IC

.f
¢

Series
VP**1103

VPET (35° Positive)

L
1.1

6.35

IC S
3.18

VPET1103005ML-S 0.05 0.01-0.15 0.1-1 I

2 ’ VPET110301ML-S 0.1 0.01-0.15 0.1-1 ®

S ’ VPET110302ML-5 0.2 0.01-0.15 0.1-1 [ ]
VPET110304ML-5 0.4 0.01-0.15 0.4-1 ®

VPET1103005MFL-J 0.05 0.01-0.15 0.1-3 L]

VPET110301MFL-J 0.1 0.01-0.15 0.1-3 ®

¥ VPET110302MFL-J 0.2 0.01-0.15 0.2-3 [ ]
VPET110304MFL-J 0.4 0.01-0.15 0.4-3 L]

VPET1103005MFL-U 0.05 0.01-0.15 0.1-1.5 L]

/? VPET110301MFL-U 0.1 0.01-0.15 0.1-1.5 L]

® p VPET110302MFL-U 0.2 0.01-0.15 0.2-1.5 L]
VPET110304MFL-U 0.4 0.01-0.15 0415 ®

® REEFEFE O TiEEE

IHI S Ve(m/min.)

ISO

. FHRE  BEEE ~ APM30D ~ APU20D ~ APU30D
(N/mm?) (HB) Min Max Min Max Min Max
< 600 < 180 80 200 80 200 80 200
KR <950 | <280 80 180 80 180 80 130
e 700950 | 200-280 80 160 80 160 80 160
s 950-1200 | 280-355 80 125 80 125 80 125
1200-1400 | 355415 15 100 15 100 15 100
REHTES 615 200 120 240 120 200 120 200
TRARTFEEN T78 230 100 160 100 160 100 160
TR 1013 300 80 150 80 150 80 150
RO 700 220 180 240 180 240 180 240
REES 880 260 160 200 160 200 160 200
AR 800 250 - - - - -
HEsE BEsE 1100 320-250 45 90 45 90 45 90
S 1260 370 40 80 40 80 0 80
=) 260 75
foE a7 130
R - 50-60HRC 30 45 30 45 30 45
RS - S5HRC 30 40 30 40 30 40

AHNO L2k
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VPET (35° Positive) IEBI71/ VP &%

Series L [@ S
VP**1103 11.1 6.35 3.18

e

O
)

§
VPET1103005MR-S 0.05 0.01-0.15 0.1-1 L ]
D VPET110301MR-S 0.1 0.01-0.15 0.1-1 L ]
S
P VPET110302MR-S 0.2 0.01-0.15 0.1-1 L ]
VPET110304MR-S 0.4 0.01-0.15 0.4-1 L ]
VPET1103005MFR-J 0.05 0.01-0.15 0.1-3 L]
VPET110301MFR-J 0.1 0.01-0.15 0.1-3 ®
-J
VPET110302MFR-J 0.2 0.01-0.15 0.2-3 L ]
VPET110304MFR-J 0.4 0.01-0.15 0.4-3 L]
VPET1103005MFR-U 0.05 0.01-0.15 0.1-1.5 L ]
/_/l VPET110301MFR-U 0.1 0.01-0.15 0.1-1.5 o
-u
p VPET110302MFR-U 0.2 0.01-0.15 0.2-1.5 ®
VPET110304MFR-U 0.4 0.01-0.15 0.4-1.5 e
® BEEF O kR
RS Ve(m/min.)
Fibne HREE APM30D APU20D APU30D
=0 e ~ (N/mm?) (HB) Min Max Min Max Min Max
: < 600 <180 80 200 | &0 200 | a0 200
it < 850 <280 | 80 180 80 180 80 180
Ea=a 700950 | 200-280 80 160 [ 80 160 | 80 160
s 950-1200 280-355 | 80 125 | 80 125 | 80 125
®e 1200-1400 355415 | 75 100 75 100 75 100
REEFHRTA 615 200 | 120 240 | 120 200 | 120 200
M TS 78 230 100 160 100 160 100 160
SRR 1013 300 80 150 80 150 80 150
ROBE 700 220 | 180 240 180 240 | 180 240
HESSR 880 L 260 I 160 200 | 160 200 ] 160 200
AR 800 250 - - | - - | . -
WEeE, BEAE 1100 320-250 45 ap | 45 ap 45 90
HeEs 1260 70 40 80 40 80 40 80
8 260 75
mas 447 130 | |
fets ] - 50-60HRC 30 45 a0 45 30 45
HEES | - 55HRC 30 40 30 40 30 40

Cutting Tool Technology



IEE 7]/ TB/TC &%

TBET/TCGT/(60° Positive)

Series L Ic S
TB**0601 6 3.97 1.59
TC**1102 11.0 6.35 2.38

M
TBET0601005ML-S 0.05 0.01-0.15 0.1-1 [ ]
TBETO60101ML-S 0.1 0.01-0.15 0.1-1 [ ]
-S J IR | |
TBET060102ML-S 0.2 0.01-0.15 0.1-1 [ ]
TBET060104ML-S 0.4 0.01-0.15 0.4-1 ®
TCGT1102005ML-S 0.05 0.01-0.15 0.1-1 [ ]
TCGT110201ML-S 0.1 0.01-0.15 0.1-1 [ ]
-S
TCGT110202ML-S 0.2 0.01-0.15 0.1-1 [ ]
TCGT110204ML-S 0.4 0.01-0.15 0.4-1 [ ]
® REEF O mEERE
HIHIS 5 Ve(m/min.)
HitieRE FREE APM30D APU20D APU30D
150 R4 (N/mm?) (HB) Min Max Min Max Min Max
< 600 < 180 80 200 80 200 80 200
R, WO < 950 < 280 80 180 80 180 80 180
EEER 700-950 200-280 80 160 80 160 80 160
s o1 950-1200 280-355 80 125 80 125 80 125
i 1200-1400 355-415 75 100 75 100 75 100
REHFHER 675 200 120 240 120 200 120 200
TASFEN 778 230 100 160 100 160 100 160
TR ER 1013 300 80 150 80 150 80 150
RO 700 220 180 240 180 240 180 240
hmEEE 880 260 160 200 160 200 160 200
Bt 3 800 250 - - = - = =
HEAE, BEAE 1100 320-250 45 90 45 90 45 90
wEs 1260 370 40 80 40 80 40 80
| 260 75
BaE 447 130
e | = 50-60HRC 30 45 30 45 30 45
ST - S5HRC 30 40 30 40 30 40

AHNO B2k

Cutting Tool Technology



TBET/TCGT/(60° Positive) IE87] R/ TB/TC &%

Series L [@ S
TB**0601 6 3.97 1.59
607 TC**1102 11.0 6.35 2.38

M
TBET0601005MR-S 0.05 0.01-0.15 0.1-1 [ ]
TBET060101MR-S 0.1 0.01-0.15 0.1-1 [ ]
S
TBET060102MR-S 0.2 0.01-0.15 0.1-1 [ ]
TBET060104MR-S 0.4 0.01-0.15 0.4-1 [ ]
TCGT1102005MR-S 0.05 0.01-0.15 0.1-1 @
TCGT110201MR-S 0.1 0.01-0.15 0.1-1 [ ]
S
TCGT110202MR-S 0.2 0.01-0.15 0.1-1 &
TCGT110204MR-S 0.4 0.01-0.15 0.4-1 [ ]
® REEF O EEE
L= g Ve(m/min.)
Fibne HREE APM30D APU20D APU30D
=0 e ~ (N/mm?) (HB) Min Max Min Max Min Max
: < 600 < 180 80 200 | 80 200 80 200
s < 950 < 280 80 180 80 180 80 180
Ea=a 700-950 | 200-280 80 160 [ 80 160 80 160
s 950-1200 280-355 80 125 | 80 125 80 125
e 1200-1400 355-415 | 75 100 75 100 75 100
HRETHN | 85 200 L 1o 240 | 120 200 | 120 200
M THETHH 78 230 100 160 100 160 100 160
SRR ARSE M 1013 300 80 150 80 150 80 150
ROBE 700 220 180 240 180 240 | 180 240
RERE 830 %0 | 160 w160 00 | 160 200
BB 800 250 - = | = « E =
WESE, BEAE 1100 320-250 45 ap 45 ap 45 90
Has 1260 a70 40 80 40 a0 40 80
8 260 75
mes 447 130 | |
PERE . 50-60HRC 30 45 30 45 30 45
P | - 55HRC 30 40 30 40 30 40

Cutting Tool Technology



IERTIE TP &% TPGH (60° Positive)

Series L IC <
TP**0601 6 3.97 1.59
07 TP**0802 8 4.76 2.38
[ TP**0902 9 5.56 2.38
T TP**1102 11 6.35 2.38
= F—? TP**1604 16 9.525 476
5 Fan

M

%

s

TPGH0601005ML-S 0.05 0.01-0.15 0.1-1 [ ]

TPGHOG0101ML-S 01 0.01-0.15 0.1-1 [ ]

S TPGHO60102ML-S 0.2 0.01-0.15 0.1-1 I [ ]
TPGHO60104ML-S 0.4 0.01-0.15 0.1-1 [ ]

TPGH0902005ML-S 0.05 0.01-0.15 0.1-1 ' [ ]

TPGH090201ML-S 01 0.01-0.15 0.1-1 [ ]

& TPGH090202ML-S 0.2 0.01-0.15 0.1-1 [ ]
TPGH090204ML-S 0.4 0.01-0.15 0.4-1 [ ]

TPGH1102005ML-S 0.05 0.01-0.15 0.1-1 [ ]

TPGH110201ML-S 0.1 0.01-0.15 0.1-1 _ ®

= TPGH110202ML-S 0.2 0.01-0.15 0.1-1 1 ®
TPGH110204ML-S 0.4 0.01-0.15 0.4-1 [ ]

TPGT160401ML-S 0.1 0.01-0.15 0.1-1 [ ]

S TPGT160402ML-S 0.2 0.01-0.15 0.1-1 [ ]
TPGT160404ML-S 0.4 0.01-0.15 0.4-1 [

TPGT160408ML-S 0.8 0.01-0.15 0.8-1 [ ]

@ HERE O FTiEEE

IHI S Ve(m/min.)

b B APM30D APU20D APU30D
=0 lac (meﬁ% l{HBIIm Min Max Min Max Min Max
< 500 < 180 80 200 80 200 80 200
P AR <950 | <280 80 180 80 180 80 180
= 700950 | 200280 80 160 80 160 80 160
m éﬁ 9501200 | 280-355 80 125 & 125 80 125
1200-1400 = 355415 75 100 75 100 75 100
REAETHEN 615 | 200 120 240 120 200 120 200
AR 78 230 100 160 100 160 100 160
TR ARR 1013 300 80 150 80 150 80 150
RO 00 | 20 180 240 180 240 180 240
RBEG _ 880 260 | 160 200 | 160 200 160 200
AR 800 250 - - - - - -
wELE, WEAE 1100 320-250 45 90 45 90 45 90
$as 1260 370 40 80 40 80 40 80
B 260 s
fEEE 447 130
=i - 50-60HRC 30 45 30 45 30 45
R - 55HRC 30 0 30 40 30 40

AHNO L2k
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TPGH (60° Positive) IEBIT71R TP &%

Series L [@ S
TP**0601 6 3.97 1.59
TP**0802 8 476 2.38
fiE==1 TP**0202 9 5.56 2.38
Bt = TP**1102 11 6.35 2.38
= F—grn TP**1604 16 9.525 478
s fAN

M

3

TPGHO601005MR-S 0.05 0.01-0.15 0.1-1 ®

TPGHO60101MR-S 0.1 0.01-0.15 0.1-1 (]

N TPGHO60102MR-S 0.2 0.01-0.15 0.1-1 [ I ®
TPGHO60104MR-S 0.4 0.01-0.15 0.1-1 e

TPGHO0902005MR-S 0.05 0.01-0.15 0.1-1 °

TPGHO90201MR-S 0.1 0.01-0.15 0.1-1 °®

. TPGHO90202MR-S 0.2 0.01-0.15 0.1-1 °®
TPGH090204MR-S 0.4 0.01-0.15 0.4-1 °

TPGH1102005MR-5 0.05 0.01-0.15 0.1-1 °

TPGH110201MR-S 0.1 0.01-0.15 0.1-1 °

" TPGH110202MR-S 0.2 0.01-0.15 0.1-1 ] ®
TPGH110204MR-S 0.4 0.01-0.15 0.4-1 ®

TPGT160401MR-S 0.1 0.01-0.15 0.1-1 ®

s TPGT160402MR-S 0.2 0.01-0.15 0.1-1 e
TPGT160404MR-S 0.4 0.01-0.15 0.4-1 °®

TPGT160408MR-S 0.8 0.01-0.15 0.8-1 °

® HEFF O maRE

YIRS Ve(m/min.)

HHERE 15 EEEE APM30D APU20D APU30D
150 HEa [N/mm?) (HB}IE Min Max Min Max Min Max
| <600 < 180 80 200 80 200 80 200
it e | <950 < 280 20 180 80 180 80 180
EaEn | 700-950 200-280 80 160 80 160 80 160
ﬂiéﬁ | 950-1200 |  280-355 80 125 80 125 80 125
1200-1400 355-415 75 100 75 100 75 100
ERETFED | 675 200 120 240 120 200 120 200
TR 178 230 100 160 100 160 100 160
TR AR 1013 300 80 150 80 150 80 150
ROGEE | 700 220 180 240 180 240 180 240
HESS | 880 0 | 160 200 160 200 _ 160 200
A | 800 250 - - 5 : : =

BEAE, REAS C 1100 320-250 45 90 45 90 45 90
HEE | 1260 370 40 80 40 £0 40 20

[ | 260 75

mas 447 130
R | - 50-60HRC 30 45 30 45 30 45
EEB . - 55HRC 30 40 30 40 30 40

MefEG R | TR SR Stock cutting tools. -'k_'._.
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fa871F TN 2% TNGG(60° Negative)

Series L IC S
TN**1604 16.5 9.525 4.76

PN

(O)
& ) I M

IC

TNGG160401MFN-AUL 0.1 0.05-0.2 0.1-3
-AUL TNGG160402MFN-AUL 0.2 0.05-0.2 0.2-3
TNGG160401L-S 0.1 0.05-0.2 0.1-1 ®
TNGG160402L-5 0.2 0.05-0.2 0.1-1 @
N TNGG160404L-5 0.4 0.05-0.2 0.4-1 ®
TNGG160408L-5 0.8 0.05-0.2 0.8-1 [ I
TNGG160401R-S 0.1 0.05-0.2 0.1-1 [
5 ¥ a TNGG160402R-5 0.2 0.05-0.2 0.1-1 ®
TNGG160404R-5 0.4 0.05-0.2 0.4-1 ®
TNGG160408R-S5 0.8 0.05-0.2 0.8-1 L]

@ HEEF O WHEE

IHI S Ve(m/min.)

Hif HERE APM30D APU20D APU30D
=0 lac (me%% l[HBIIm Min Max Min Max Min Max
< 600 < 180 80 200 80 200 80 200
KR <950 | <780 80 180 80 180 80 180
fiTe= 700050 | 200-280 80 60 | 80 160 80 160
Hasy 950-1200  280-355 80 125 80 125 80 125
1200-1400 | 355415 15 100 15 100 15 100
BEATRN 5 200 120 240 120 200 120 200
TRARTFEEN T78 230 100 160 100 160 100 160
TR 1013 300 80 150 80 150 80 150
EOHES 700 | 220 180 240 180 240 180 240
BBHG 880 260 160 200 | 160 200 | 160 200
AR 800 250 - - - - - -
HEsE BEsE 1100 320-250 45 90 45 90 45 90
Y 1260 370 40 80 40 80 40 80
=) 260 5
fEEE 447 | 130
R - 50-60HRC 30 45 30 45 30 45
RS - S5HRC 30 40 30 40 30 40

se call W checkinventory before ordeing AHNO E!
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GBA &R

Series IC S D
GBA43 12.7 476 55

GBA43L075-020 0.75 0.2 2 127 4,76 55 @
’!“ .GBA43L100—020 1 0.2 2 127 4,76 5.5 @ T
‘y GBA43L120-020 1.2 0.2 2 127 476 5.5 (i ?
GBA43L125-020 1.25 0.2 2 127 4,76 55 I | ] i
GBA43L130-020 L3 0.2 3.5 1.7 476 5.5 @
’. : GBA43L140-020 14 0.2 3.5 12.7 4.76 5.5 &)
k y GBA43L145-020 1.45 0.2 3.5 12,7 4,76 55 @
GBA43L150-020 L5 0.2 3.5 12.7 4,76 55 @
GBA43L160-020 16 0.2 3.5 12.7 476 5.5 @
e :* GBA43R/L170-020 L7 0.2 3.5 12.7 4.76 5.5 o
Y j GBA43L175-020 175 0.2 3.5 T 476 5.5 . © ]
GBA43L180-020 L8 0.2 3.5 12.7 4,76 L @
GBA43L185-020 1.85 0.2 3.5 127 4,76 85 (=]
:'- GBA43L195-020 1.95 0.2 3.5 12.7 476 5 @
?r GBA43L200-020 2 0.2 3.5 127 4.76 55 @
GBA43L210-020 21 0.2 3.5 12.7 476 55 ]
GBA43L220-020 22 0.2 3.5 12.7 476 55 @
; GBA43L225-020 2.25 0.2 3.5 12.7 4.76 55 @
?y GBA43L230-020 23 0.2 35 12.7 4,76 55 | - @ _
GBA431240-020 2.4 0.2 3.5 12.7 476 55 @

@ BEEF O EEEF

HIHIZ & Ve(m/min.)

- Hia FHERE  AEEE APM30D ‘ APU20D APU30D
{N/mm?) (HB) Min Max Min Max Min Max
<600 <180 80 200 80 200 80 200
i <950 < 280 80 180 80 180 80 180
e 700-950 200-280 80 160 80 160 80 160
Saam 9501200 | 280-355 80 125 80 125 80 125
1200-1400 355-415 75 100 75 100 75 100
HEETEN S5 SR Een0 120 26 10 400 120 00
] BT 778 230 100 160 100 160 100 160
TERL TS 1013 300 80 150 80 150 80 150
RO 700 220 180 240 180 240 180 240
REEE 880 260 160 200 | 160 200 160 200
REEES 800 250 - - 2 : s :
wEAE, HEAR 1100 320-250 45 90 45 90 45 90
HES 1260 | 370 40 80 40 a0 40 80
i 260 75
BaE 447 130
EE - | 50-60HRC 30 45 30 45 30 5
T - | B5HRC 30 40 30 40 30 40

Cutting Tool Technelogy



Series
GBA43

Ic
12.7

4.76 5.5

ISO

GBA43R075-020 0.75 0.2 2 12.7 4.76 5.5 [ ]

3 :‘ GBA43R100-020 1 0.2 2 12.7 4.76 5.5 ®
‘7 GBA43R120-020 12 0.2 2 12.7 4.76 5.5 e T
GBA43R125-020 125 0.2 2 12.7 4.76 5.5 [ Il

GBA43R130-020 13 0.2 35 12.7 4.76 5.5 [ ]

’ :‘ GBA43R140-020 1.4 0.2 3.5 12.7 4.76 5.5 L

L , GBA43R145-020 145 0.2 35 12.7 4.76 5.5 | [ ]

GBA43R150-020 15 0.2 35 12.7 4.76 i) [

GBA43R160-020 16 0.2 3.5 12.7 4.76 55 ®

3 "t GBA43R170-020 1.7 0.2 3.5 12.7 4.76 5.5 | L]
_f GBA43R175-020 L75 0.2 35 12T 4.76 5.5 l L |

GBA43R180-020 1.8 0.2 3.5 12.7 4.76 5.5 | ®

GBA43R185-020 185 0.2 35 12.7 4.76 5.5 | [ ]

’ :- GBA43R195-020 195 0.2 35 127 4.76 5.5 ‘ ®

[ , GBA43R200-020 2 0.2 35 12.7 4.76 5.5 | [

GBA43R210-020 21 0.2 3.5 12.7 4.76 5.5 l °

GBA43R220-020 22 0.2 35 12.7 4.76 5.5 | @

““; GBA43R225-020 225 0.2 35 12.7 4.76 5.5 | ®

?’ GBA43R230-020 23 0.2 35 12.7 4.76 5.5 | [

GBA43R240-020 24 0.2 35 12.7 4.76 5.5 | [

YIRS

Ve(m/min.)

@ BEEEF O FEEE

e FUIBE  GEEE ~ APM30D ~ APU20D ~ APU30D
(N/mm? (HB) Min Max Min Max Min Max
< 600 < 180 80 200 80 200 80 200
KR <950 < 780 80 180 80 180 80 180
= 700050 | 200-280 80 160 80 160 80 160
Eaew | 950-1200 | 280356 | 80 125 8 125 g 125
1200-1400 355.415 75 100 b 100 75 100
ARET RN 675 200 120 240 120 200 120 200
TARFER 18 230 100 160 100 160 100 160
TURE LA TR 1013 300 80 150 80 150 80 150
ROFS 700 220 180 240 180 240 180 240
BB 880 260 160 200 160 200 160 200
ARG 80D 250 - - - : = =
_ HEaR, BEAS 1100 320-250 45 9 15 90 5 90
I Gas 1260 370 40 80 40 80 40 80
] 260 5
e 447 130
e 5 50-60HRC 20 45 20 45 20 45
RS - 55HRC 30 40 0 40 0 )

AHNO L2k
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GBAENK

Series Ic S D
GBA43 12.7 476 5.5

i

GBA43L250-030 2.5 0.3 5 127 476 5.5 )
: GBA43L265-030 2.65 0.3 5 12.7 476 5.5 ©
‘r GBA43L270-030 2.7 0.3 5 12.7 476 55 o
B GBA431280-030 2.8 0.3 5 12.7 476 55 @
GBA43L300-030 3 0.3 5 127 476 55 (e}
GBA43L320-030 32 0.3 5 12.7 476 5.5 ©
{ GBA43L325-030 3.25 0.3 5 12.7 476 5.5 e
’Y GBA431.330-030 33 0.3 5 12.7 4.76 55 ©
= GBA43L350-030 3.5 0.3 5 12.7 4.76 55 ©
GBA43L400-040 4 0.4 5 12.7 476 5.5 e}
GBA43L100-050R 1 0.5 5 127 476 55 ©
GBA43L150-075R 1.5 0.75 3.5 12.7 4,76 55 | o}
{ GBA43L200-100R 2 1 35 12.7 476 55 | &
| ’y GBA43L250-125R 2.5 1.25 4 12.7 476 55 | e
3 GBA43L300-125R 2.5 1.5 4 127 476 55 o
GBA43L350-175R 35 175 4 12.7 476 55 | ®
GBA43L400-200R 4 2 5 12.7 476 55 o
® EWEF O w%Es
RS Ve(m/min.)
HiltRE HREE APM30D APU20D APU30D
=0 e ~ (N/mm?) (HB) Min Max Min Max Min Max
< 600 < 180 80 200 80 200 80 200
bl <50 <280 80 180 80 180 80 180
EEEH 700-950 200-280 80 160 80 160 80 160
950-1200 280-355 80 125 80 125 80 125
ol 1200-1400 355-415 75 100 75 100 75 100
HRETHN 675 200 120 240 120 200 120 200
M WAETHES 78 230 100 160 100 160 100 160
MRS 1013 300 80 150 80 150 80 150
ROBE 700 220 180 240 180 240 180 240
HESSR 880 260 160 200 | 160 200 160 200
PR B0O 250 = = = “ - =
HESE, BESE 1100 320-250 45 ap 45 90 45 90
Has 1260 70 40 80 40 80 40 80
8 260 75
mes 447 130
R - 50-60HRC 20 45 30 45 30 45
a2 55HRC 30 40 0 40 30 40

auNO BB
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GBA 1871/

Series Ic S D
) CW=x0.025 GBA43 12.7 476 5.5
&
N

QoENdY

GBA43R250-020 25 03 5 127 4.76 5.5 I ®
:" GBA43R265-030 2.65 03 5 127 4.76 5.5 ®
a GBA43R270-030 27 03 5 12.7 4.76 5.5 o T
*, GBA43R280-020 2.8 03 ) 127 4.76 5.5 - & 1
GBA43R300-030 3 0.3 5 12.7 4.76 5.5 ®
GBA43R320-030 3.2 03 5 12.7 4.76 5.5 L]
:‘ GBA43R325-030 325 0.3 5 127 4.76 5.5 L4
’ ! GBA43R330-030 33 0.3 5 12.7 4.76 i) [ ]
"’ GBA43R350-030 35 03 5 12.7 4.76 5:5 1 o |
GBA43R400-040 4 0.4 5 127 4.76 5.5 @
GBA43R100-050R 1 0.5 2 127 4.76 5.5 : [ ]
GBA43R150-075R 1.5 0.75 3.5 127 4.76 5.5 L]
e_ z GBA43R200-100R 2 1 3.5 127 4,76 5.5 .' ® i
I "_y GBA43R250-125R 25 1.25 4 12.7 4.76 5.5 E @
GBA43R300-125R 25 1.5 4 12.7 4.76 5.5 . [
GBA43R350-175R 3.5 175 4 127 4.76 5.5 ®
GBA43R400-200R 4 2 8 127 4.76 5.5 . L] .

@ BRETF O FiEEE

HIH =% Ve(m/min.)

o K@ APM30D APU20D APU30D
50 las {meﬁ% *E{HB)H Min Max Min Max Min Max
< 600 < 180 80 200 80 200 80 200
A <950 < 280 80 180 80 180 80 180
BE2H 700950 | 200-280 80 160 80 160 80 160
?"l éﬁn 950-1200 = 280-355 80 125 80 15 80 125
1200-1400 355415 5 100 75 100 75 100
BRETHER 675 . 200 120 240 . 120 200 120 200
THABFEN 778 230 100 160 100 160 100 160
TEELTER 1013 300 80 150 80 150 80 150
ROHS 700 220 180 240 180 240 180 240
BB | e | 260 160 00 | 160 200 160 200
AT 800 | 250 5 = = : - =
BEAS BEEE 1100 | 320250 45 90 45 ap 45 90
e 1260 370 40 80 40 80 40 80
i 60 5
mas 447 | 130
R 5 50-60HRC 30 45 30 45 30 45
RS - 55HRC 30 40 30 40 30 40

T e ——— AHNO L2k

Cutting Teol Technology
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TGF {715

Series Ic S D
TGF32 9.525 3.18 46

TGF32L033-005 0.32 0.05 0.8 9.525
. TGF32L050-005 0.5 0.05 1.2 9.525
TGF32L075-010 0.75 0.1 2 9.525 3.18 4.6 ©
TGF32L095-010 0.95 0.1 2 9.525 3.18 4.6 i ©
TGF32L100-010 1 0.1 2 9.525 3.18 4.6 ©
TGF32L120-010 12 0.1 2 9.525 3.18 4.6 ©
TGF32L125-010 125 0.1 2 9.525 3.18 4.6 S
TGF32L140-010 14 0.1 2 9.525 3.18 4.6 @
TGF32L145-010 1.45 0.1 2 9.525 3.18 4.6 ©
TGF32L150-010 L5 0.1 2 9.525 3.18 4.6 ©
TGF32L175-010 1.75 0.1 2 9.525 3.18 4.6 | © |
TGF32L200-010 2 0.1 2.5 9.525 3.18 4.6 © .
TGF32L250-010 25 0.1 25 9.525 3.18 4.6 i © -'
TGF32L100-050R 1 0.5 2 9.525 3.18 4.6 ©
i TGF32L120-R0O60R 12 0.6 2 9.525 3.18 4.6 ©
- TGF32L150-RO75R L5 0.75 2 9.525 3.18 4.6 © |
TGF32L180-ROS0R L8 0.9 2.5 9.525 3.18 4.6 © .
TGF32L200-R100R 2 1 2.5 9.525 3.18 4.6 =]
TGF32L250-R125R 25 125 25 9.525 3.18 4.6 [ @
TGF32L300-R150R 3 15 2.5 9.525 3.18 4.6 @
® FEEF O mEEE

YIRS Ve(m/min.)

HHERE 15 EEEE APM30D APU20D APU30D |
150 HEa [N/mm?) (HB}IE Min Max Min Max Min Max
| <600 < 180 80 200 80 200 80 200
it e | <950 < 280 20 180 80 180 80 180
EaEn | 700-950 200-280 80 160 80 160 80 160
ﬂiéﬁ | 950-1200 |  280-355 80 125 80 125 80 125
1200-1400 355-415 75 100 75 100 75 100
ERETFED | 675 200 120 240 120 200 120 200
TR 178 230 100 160 100 160 100 160
TR AR 1013 300 80 150 80 150 80 150
ROGEE | 700 220 180 240 180 240 180 240
HESS | 880 0 | 160 200 160 200 _ 160 200
A | 800 250 - - 5 : : =
BEAE, REAS C 1100 320-250 45 90 45 90 45 90
HEE | 1260 370 40 80 40 £0 40 20
[ | 260 75
mas 447 130
R | - 50-60HRC 30 45 30 45 30 45
EEB . - 55HRC 30 40 30 40 30 40

MefEG R | TR SR Stock cutting tools. -'k_'._.

Cutting Tool Technelogy




TGF {71~

Series ic S
TGF32 9.525 3.18 46
M
:
g.

TGF32R033-005 0.33 0.05 0.8 9.525 3.18 4.6 ®
TGF32R050-005 0.5 0.05 12 9.525 3.18 46 )
TGF32R075-010 0.75 0.1 2 9.525 3.18 46 ®

TGF32R095-010 0.95 0.1 2 9.525 3.18 46 @
TGF32R100-010 1 0.1 2 9.525 3.18 4.6 @
TGF32R120-010 12 0.1 g 9.525 3.18 46 ]
TGF32R125-010 125 0.1 2 9.525 3.18 4.6 ®
TGF32R140-010 1.4 0.1 3 9.525 3.18 46 ®
TGF32R145-010 145 0.1 2 9.525 3.18 46 ®
TGF32R150-010 15 0.1 2 9.525 3.18 46 @
| TGF32R175-010 175 0.1 2 9.525 3.18 4.6 ®
TGF32R200-010 2 0.1 25 9.525 3.18 46 @
TGF32R250-010 25 0.1 25 9.525 3.18 46 °
TGF32R100-050R 1 0.5 2 9.525 3.18 46 ®
TGF32R120-ROGOR 12 0.6 2 9.525 3.18 46 ®

H TGF32R150-ROT5R 15 0.75 2 9.525 3.18 4.6 o
TGF32R180-RO90R 1.8 0.9 2.5 9.525 3.18 4.6 ®

TGF32R200-R100R 2 1 2.5 9.525 3.18 46 @
TGF32R250-R125R 25 125 25 9.525 3.18 4.6 ®

= TGF32R300-R150R 3 15 25 9.525 3.18 a5 e

@ HEEE O FkEE

IHI S Ve(m/min.)

it K@ APM30D APU20D APU30D |
=0 lac (meﬁ% {HBIH Min Max Min Max Min Max
< 600 <180 80 200 80 200 80 200
T o <950 | <280 80 180 80 180 80 180
Basa 700050 | 200-280 80 160 80 160 80 160
aew | 9501200 | 280355 | 80 125 8 125 80 125
12001400 = 355415 75 100 75 100 75 100
REFTHN 65 | 200 120 240 120 200 120 200
AT 778 230 100 160 100 160 100 160
TRELARER 1013 300 80 150 80 150 80 150
HOHE 700 220 180 240 180 240 180 240
BEHG | s | 260 | 160 200 | 160 200 160 200
AR 800 250 - - - - - -
HEAS, BEAS 1100 320-250 45 90 45 90 45 90
‘‘‘‘ Y 1260 370 40 80 40 80 40 80
B 260 75
A 447 130
HRE - 50-60HRC 30 45 30 45 30 45
T - 55HRC 30 2 30 40 30 40

Plisase call b checkliiventory befote ofdeing AHNO L2k
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TKF &5

Series S D1 wi
TKF12 87 5 3
TKF16 9.5 5 4
e
=
Fl
3
:.U_::
TKF12L050-NB 0.50 8.7 5 0 3 5 0 -0.03  +0.03 e}
TKF12L070-NB 0.70 8.7 5 0 3 8 0 -0.03  +0.03 (e]
TKF12L100-NB 1.00 87 5 0 3 12 0 0,03 +0.03 @
TKF12L150-NB 1.50 87 5 0 3 12 0 0.03  +0.03 (o]
& ! TKF12L200-NB 2.00 8.7 5 0 3 12 0 -0.03  +0.03 o
y TKF16L100-NB 1.00 9.5 5 0 4 16 0 -0.03 003 (o]
TKF16L150-NB 1.50 9.5 5 0 4 16 0 -0.03  0.03 O
TKF16L200-NB 2.00 9.5 5 0 4 16 0 -0.03  0.03 @
TKF16L250-NB 2.50 9.5 5 0 4 16 0 0,03 003 @
TKF16L300-NB 3.00 9.5 5 0 4 16 0 -0.03  0.03 o
TKF12L0T0-T 0.70 87 5 0.08 3 8 0 -0.03  +0.03 (@}
TKF12L100-T 1.00 8.7 5 0.08 3 12 0 -0.03  +0.03 o]
& TKF12L150-T L.50 8.7 5 0.08 3 12 0 -0.03 +0.03 o
y TKF12L200-T 2.00 8.7 5 0.08 3 12 0 -0.03  +0.03 8
TKF16L150-T 1.50 9.5 5 0.08 4 16 0 -0.03 003 (o]
TKF16L200-T 2.00 9.5 5 0.08 4 16 0 -0.03  0.03 (o]
TKF12L050-S 0.50 8.7 5 0.03 3 5 0 -0.03  0.03 o
? TKF12L070-S 0.70 8.7 5 0.03 3 8 0 -0.03  0.03 e}
9 TKF12L100-5 1.00 8.7 5 0.03 3 12 0 -0.03 0.03 @
TKF12L125-S 1.25 87 5 0.03 3 12 0 -0.03  0.03 (o}
TKF12L150-S 1.50 87 5 0.03 3 12 0 003 003 @
® REEF O WAES
RS Ve(m/min.)
Fibne HREE APM30D APU20D APU30D
=0 e ~ (N/mm?) (HB) Min Max Min Max Min Max
: < 600 <180 80 200 | &0 200 | a0 200
it < 850 <280 | 80 180 80 180 80 180
Ea=a T00-950 | 200280 | 80 160 [ 80 160 | 80 160
s 950-1200 280-355 | 80 125 | 80 125 | 80 125
®e 1200-1400 355415 | 75 100 75 100 75 100
REEFHRTA 615 200 | 120 20 120 200 120 200
M TS 78 230 100 160 100 160 100 160
SRR 1013 300 80 150 80 150 80 150
ROBE 700 220 | 180 240 180 240 | 180 240
HESSR 880 %0 160 200 160 200 | 160 200
AR 800 250 - - | - - | . -
WESE, REAS 1100 320-250 45 ap | 45 ap 45 90
HeEs 1260 370 40 80 40 80 40 80
8 260 75
mas 447 130 | |
fets ] - 50-60HRC 30 45 a0 45 30 45
HEES | - 55HRC 30 40 30 40 30 40
\} |\|{_| - MFETR ST RS S Stock cutting lools. _.I“.'.-. ")__l‘.-ﬂ
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TKF {8715

TKF12 a.7 5 3
TKF16 95 5 4
o PSR D1
S & L
&/ )
i
z
g
TKF12R050-NB 0.50 8.7 -] 0 3 5 0 -0.03 +0.03 [ ]
TKF12ROT0-NB 0.70 8.7 5 0 3 8 0 0.03  +0.03 ( ]
TKF12R100-NB 1.00 8.7 5 0 3 12 0 -0.03  +0.03 [ ]
TKF12R150-NB 1.50 8.7 5 0 3 12 0 -0.03 +0.03 : [ ] .
‘_ TKF12R200-NB 2.00 a7 5 0 g 12 0 -0.03 +0.03 —._ [ ] |
y TKF16R100-NB 1.00 9.5 5 0 4 16 0 -0.03 0.03 { ]
TKF16R150-NB 1.50 8.5 ] 0 4 16 0 -0.03 0.03 [ ]
TKF16R200-NB 2.00 9.5 5 0 4 16 0 -0.03 0.03 [ ]
TKF16R250-NB 2.50 9.5 5 0 4 16 0 -0.03 0.03 . [ ]
TKF16R300-NB 3.00 9.5 ] 0 4 16 0 -0.03 0.03 ‘ [ ] .
TKF12RO70-T 0.70 a7 5 0.08 3 8 0 0.03 +0.03 [ ]
: TKF12R100-T 1.00 8.7 5 0.08 3 12 0 -0.03  +0.03 _T
P ‘_ TKF12R150-T 1.50 8.7 5 0.08 3 12 0 -0.03 +0.03 [ ]
y TKF12R200-T 2.00 8.7 5 0.08 3 12 0 -0.03  +0.03 ®
TKF16R150-T 1.50 9.5 5 0.08 4 16 0 -0.03 0.03 [ ]
TKF16R200-T 2.00 9.5 5 0.08 4 16 0 -0.03 0.03 [ ]
TKF12R050-5 0.50 a.7 5 0.03 3 5 0 -0.03 0.03 [ ]
H TKF12ROT70-5 0.70 8.7 -] 0.03 3 8 0 -0.03 0.03 [ ]
' ] TKF12R100-5 1.00 8.7 5 0.03 3 12 0 -0.03 0.03 [ ]
y TKF12R125-S 175 8.7 5 0.03 3 12 0 -0.03 0.03 T [ ] [
TKF12R150-5 1.50 8.7 5 0.03 3 12 0 -0.03 0.03 [ ]

@ BEEF O AEEF

IHI S Ve(m/min.)

b B APM30D APU20D APU30D |
=0 lac (meﬁ% l{HBIIm Min Max Min Max Min Max
< 500 < 180 80 200 80 200 80 200
P AR <950 | <280 80 180 80 180 80 180
= 700950 | 200280 80 160 80 160 80 160
m éﬁ 9501200 | 280-355 80 125 & 125 80 125
1200-1400 = 355415 75 100 75 100 75 100
REAETHEN 615 | 200 120 240 120 200 120 200
AR 78 230 100 160 100 160 100 160
TR ARR 1013 300 80 150 80 150 80 150
RO 00 | 20 180 240 180 240 180 240
RBEG _ 880 260 | 160 200 | 160 200 160 200
AR 800 250 - - - - - -
wELE, WEAE 1100 320-250 45 90 45 90 45 90
$as 1260 370 40 80 40 80 40 80
B 260 s
fEEE 447 130
=i - 50-60HRC 30 45 30 45 30 45
R - 55HRC 30 0 30 40 30 40

T a—— AHNO Rzk=
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TKF &5

Series S D1 Wi
TKF12 87 5 3
TKF16 95 5 4

CW=0.03
R
il
3
51
w1

&/

TKF121L200-5 2.00 8.7 5 0.03 3 12 0 -0.03 0.03 &)

. TKF16L100-5 1.00 9.5 5 0.05 4 16 0 -0.03 0.03 . ¢]

& ‘. TKF16L150-5 L50 9.5 5 0.05 4 16 0 -0.03 0.03 (@]

y TKF16L200-5 2.00 9.5 5 0.05 4 16 0 -0.03 0.03 &}

TKF16L250-5 2.50 9.5 5 0.05 4 16 0 -0.03 0.03 o]

TKF16L300-5 3.00 9.5 5 0.05 4 16 0 -0.03 0.03 (@]

TKF12L050-NB-20DR 0.50 8.7 5 0 3 5 20 -0.03  +0.03 ]

TKF12L070-NB-20DR 0.70 8.7 5 0 3 8 20 -0.03  +0.03 - - ¢]

TKF12L100-NB-20DR 1.00 8.7 5 0 3 12 20 -0.03  +0.03 2]

TKF12L150-NB-20DR 1.50 8.7 5 0 3 12 20 -0.03  +0.03 &}

P L TKF12L200-NB-20DR 2.00 8.7 5 0 3 12 20 -0.03 +0.03 Q

y TKF16L100-NB-20DR L00 9.5 5 0 4 16 20 -0.03 0.03 =]

TKF16L150-NB-20DR L50 9:5 5 0 4 16 20 -0.03 0.03 | (¢]

TKF16L200-NB-20DR 2.00 9.5 5 0 4 16 20 -0.03 0.03 =]
TKF16L250-NB-20DR 2.50 9.5 5 0 4 16 20 -0.03 0.03 —?

TKF16L300-NB-20DR 2.00 9.5 5 0 4 16 20 -0.03 0.03 e}

@ ERET O fEEE

HIHIZ & Ve(m/min.)

- M FHERE EEE ~ APM30D ~ APU20D ~ APU30D
{N/mm?) (HB) Min Max Min Max Min Max
< 600 < 180 80 200 B0 200 80 200
BULE . <950 < 280 80 180 80 180 80 180
BESW 700-950 200-280 80 160 80 160 80 160
meﬁm 950-1200 | 280-355 80 125 80 125 80 125
1200-1400 355415 75 100 75 100 75 100
RRETHN 675 | 200 120 240 120 200 120 200
M BTN 78 230 100 160 100 160 100 160
MERLFER 1013 300 80 150 80 150 B0 150
ROES 700 220 180 240 180 240 180 240
HES 880 60 160 200 160 200 10 200
TR 800 250 - - = : = 2
GEaE HEAS 1100 320-250 45 90 45 90 45 90
ﬁ e 1260 370 40 80 40 80 40 0
B 260 | 75
e - o
- EER = | 50.60HRC 30 45 20 15 30 5
EE £ | BSHRC 30 40 30 40 30 40

AHNO - MEETIR TR RS AR Stock cutting lwols. Please
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TKF {8715

Series S D1 Wi
TKF12 8.7 5 3
TKF16 9.5 5 4
w PSIRR DL
Il
7% i B
z o
&/
M
j-§
TKF12R200-S 200 87 5 0.03 3 12 0 003 003 [ ]
TKF16R100-S 1.00 9.5 5 0.05 4 16 0 003 003 ®
TKF16R150-S 1.50 9.5 5 0.05 4 16 0 003 003 ®
9 TKF16R200-5 2.00 9.5 5 0.05 4 16 0 -0.03 0.03 [ ]
TKF16R250-S 2.50 9.5 5 0.05 4 16 0 003 003 ®
TKF16R300-S 3.00 9.5 5 0.05 4 16 0 003 003 [
TKF12R050-NB-20DR 050 87 5 0 3 5 20 003 +0.03 ®
TKF12R070-NB-20DR 070 87 5 0 3 8 20 0,03 +0.03 [ ]
TKF12R100-NB-20DR 1.00 8.7 5 0 3 12 20 -0.03  +0.03 [ ]
TKF12R150-NB-20DR 1.50 8.7 5 0 3 12 20 -0.03  +0.03 ®
e TKF12R200-NB-20DR 200 87 5 0 3 12 20 -0.03  +0.03 ®
y TKF16R100-NB-20DR 1.00 9.5 5 0 4 16 20 003 003 ®
TKF16R150-NB-20DR 1.50 9.5 5 0 4 16 20 0.03 003 ®
TKF16R200-NB-20DR 2.00 9.5 5 0 4 16 20 003 003 ®
TKF16R250-NB-20DR 2.50 9.5 5 0 4 16 20 -0.03 0.03 @
TKF16R300-NB-20DR 2.00 9.5 5 0 4 16 20 -0.03 0.03 ®
@ LEFEE O UHEE
IHI S Ve(m/min.)
Hea HHEE  GREE APM30D APU20D APU30D
(N/mm?) (HE) Min Max | Min Max Min Max
< 600 < 180 80 200 80 200 80 200
K, Do <950 = <280 80 180 80 180 80 180
BEEE 700950 | 200-280 80 160 _ 80 160 80 160
Hass 950-1200 |  280-355 80 125 80 125 80 125
2 1200-1400 |  355-415 5 100 75 100 5 100
RERHTHEA 675 . 200 120 240 120 200 120 200
TABTFERN 78 230 100 160 100 160 100 160
TR AR 1013 300 80 150 80 150 80 150
OIS 700 ' 220 180 240 180 240 180 240
HBHEE . 880 20 | 160 200 | 160 200 160 200
b 800 250 5 = = 5 = =
HEAS, BEAD 1100 320-250 45 C) 45 L) 5 90
HEE 1260 270 40 a0 40 80 40 80
i 260 5
BeE 47 130
g 5 50-60HRC 30 45 30 45 30 45
beas gt - 55HRC 30 40 30 40 30 40

dease call tp checkiventary besoco ordring AHNO JZi
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TKF &5

Series S D1 wi
TKF12 87 5 3
TKF16 9.5 5 4
e
=
Fl
3
=
.:E:
TKF12L100-T-16DR 1.00 a7 5 0.08 3 12 16 -0.03  +0.03 (]
TKF12L150-T-16DR 1.50 87 5 0.08 3 12 16 -0.03  +0.03 (=]
TKF12L200-T-16DR 2.00 87 5 0.08 3 12 16 -0.03  +0.03 8]
TKF16L150-T-16DR L.50 9.5 5 0.08 4 16 16 -0.03 0.03 (o]
TKF16L200-T-16DR 2.00 9.5 5 0.08 4 16 16 -0.03  0.03 =]
TKF12L050-5-16DR 0.50 87 5 0.03 3 5 16 -0.03  +0.03 s
TKF12L070-S-16DR 0.70 8.7 5 0.03 3 8 16 -0.03  +0.03 [¢]

P TKF12L100-S-16DR 1.00 87 5 0.03 3 12 16 -0.03  +0.03 (5]

y TKF12L125-5-16DR 125 8.7 5 0.03 3 12 16 -0.03  +0.03 @]
TKF12L150-5-16DR L.50 8.7 5 0.03 3 12 16 -0.03  +0.03 (=]
TKF12L200-S-16DR 2.00 8.7 5 0.03 3 12 16 -0.03  +0.03 ]
TKF16L100-S-16DR 1.00 9.5 5 0.05 4 16 16 003 0.03 o]
TKF16L150-S-16DR 1.50 9.5 5 0.05 4 16 16 -0.03  0.03 o
TKF16L200-S-16DR 2.00 9.5 5 0.05 4 16 16 -0.03  0.03 &)
TKF16L250-5-16DR 2.50 9.5 5 0.05 & 16 16 -0.03 0.03 ¢]
TKF16L300-5-16DR 3.00 9.5 5 0.05 4 16 16 -0.03 0.03

0 BEEEF O REF
IR S8 Ve(m/min.)
Fibne HREE APM30D APU20D APU30D
=0 e ~ (N/mm?) (HB) Min Max Min Max Min Max
< 600 <180 80 200 | &0 200 | a0 200
funs, ova < 850 <280 | 80 180 80 180 80 180
Ea=a 700950 | 200-280 80 160 [ 80 160 | 80 160
950-1200 280-355 | 80 125 | 80 125 | 80 125
We el 1200-1400 355415 | 75 100 75 100 75 100
REEFHRTA 615 200 | 120 240 | 120 200 | 120 200
M TS 78 230 100 160 100 160 100 160
SRR 1013 300 80 150 80 150 80 150
ROBE 700 220 | 180 240 180 240 | 180 240
HESSR 880 L 260 I 160 200 | 160 200 ] 160 200
AR 800 250 - - | - - | . -
WEeE, BEAE 1100 320-250 45 ap | 45 ap 45 90
HeEs 1260 70 40 80 40 80 40 80
8 260 75
mas 447 130 | |

fets ] - 50-60HRC 30 45 a0 45 30 45
HEES | - 55HRC 30 40 30 40 30 40

Cutting Tool Technology



TKF {8715

Series S D1 W1

TKF12 87 5 3

TKF16 95 5 4
M

TKF12R100-T-16DR 1.00 a7 5 0.08 3 12 16 -0.03  +0.03 @
TKF12R150-T-16DR 1.50 8.7 5 0.08 3 12 16 -0.03 +0.03 &
TKF12R200-T-16DR 2.00 8.7 ] 0.08 3 12 16 -0.03 +0.03 &
TKF16R150-T-16DR 1.50 9.5 5 0.08 4 16 16 -0.03  0.03 [ ]
TKF16R200-T-16DR 2.00 8.5 5 0.08 4 16 16 -0.03 0.03 [ ]
TKF12R050-5-16DR 0.50 8.7 5 0.03 3 5 16 -0.03 +0.03 [ ]
TKF12R0OT0-5-16DR 0.70 87 5 0.03 3 8 16 -0.03  +0.03 [ ]
t TKF12R100-5-16DR 1.00 8.7 5 0.03 3 12 16 -0.03 +0.03 o
9 TKF12R125-5-16DR 125 8.7 5 0.03 3 12 16 -0.03  +0.03 ®
TKF12R150-5-16DR 1.50 8.7 5 0.03 3 12 16 -0.03  +0.03 ®
TKF12R200-5-16DR 2.00 8.7 5 0.03 3 12 16 -0.03 +0.03 o
TKF16R100-5-16DR 1.00 5.5 5 0.05 4 16 16 -0.03 0.03 [ ]
TKF16R150-5-16DR 1.50 9.5 5 0.05 4 16 16 -0.03 0.03 ®
TKF16R200-5-16DR 2.00 9.5 ] 0.05 4 16 16 -0.03 0.03 [ ]
TKF16R250-5-16DR 2.50 9.5 5 0.05 4 16 16 -0.03  0.03 @
TKF16R300-5-16DR 3.00 9.5 5 0.05 4 16 16 -0.03  0.03 ®
@ REFE O FSEF
YIS Ve(m/min.)
M HiEE  AEEE APM30D APU20D APU30D
(N/mm?) (HB) Min Max | Min Max Min Max
ERR, BES << 600 < 180 80 200 80 200 80 200
! << 950 < 280 80 180 80 180 80 180
EAZH 700050 200280 80 160 | 80 160 | 80 160
. 950-1200  280-355 80 135 80 125 80 125
ket 1200-1400 355-415 7] 100 15 100 15 100
RRHFHR 875 . 200 120 240 120 200 120 200
WAETER 778 230 100 160 100 160 100 160
STUERR AR 1013 300 80 150 80 150 80 150
ROHS: T00 220 180 240 180 240 180 240
g_ﬂ-ﬁ;ﬁ__ l _3_30 | 260 ] 160 200 I 160 200 160 200
IS 800 250 - . = 5 = =
HESE BESE 1100 320-250 45 90 45 a0 45 90
EE 1260 3?0 40 80 40 80 40 80
B 260 75
(EEES 447 130
R - 50-60HRC 30 45 30 45 30 45
B - 55HRC 30 40 30 40 30 40

dease call tp checkiventary besoco ordring AHNO JZi

Cutting Teol Technology




ABS/ABW 715

7 ABS15 42 15.4

ABS15R4005M <0.05

' :
9 ABS15R4015M <0.15 4.2 L]
I’

@ HEEEF O FmkEs

Series AP(MAX) L

ABWL15 4.2 15.4

M
S
ABW15R4005M < 0.05
ABW15R4015M <0.15 42 [ ]
@ HEEE O WkEs
L= g Ve(m/min.)
Fibne HREE APM30D APU20D APU30D

=0 e (N/mm?) (HB) Min Max Min Max Min Max
, : < 600 < 180 80 200 | 80 200 80 200
! < 950 < 280 80 180 80 180 80 180
[ 700-950 | 200-280 80 160 [ 80 160 ] 80 160
s 950-1200 280-355 80 125 | 80 125 80 125
e 1200-1400 355-415 75 100 75 100 75 100
HREFHN 1 675 200 L 1o 240 | 120 200 | 120 200
M THETHH 78 230 100 160 100 160 100 160
SRR ARSE M 1013 300 80 150 80 150 80 150
ROB% 700 220 180 240 | 180 240 180 240
HEBHS 880 260 160 200 | 160 200 160 200

AR 800 250 - - | - - . -
WESE, BEAE 1100 320-250 45 ap 45 ap 45 90
Has 1260 70 40 80 40 a0 40 80

8 260 75
mes 447 130 | |
PERE . 50-60HRC 30 45 30 45 | 30 45
TR - 55HRC 30 40 30 40 a0 40
7 W S Stockic L 3[\};’

Cutting Tool Technology



ABS/ABW 5715

7
1.7
15" .
]
L
= i
ol
|
=
357

&

ABS23

Series AP(MAX) L

8.2 234

. ABW23R5005M < 0.05
Q/ ABW23R5015M <0.15 8.2
I
® HEFE O mitEE
HIHIS % Ve(m/min.)
HiRE HEREE APM30D APU20D APU30D

a5 e (N/mm?) (HB) Min Max Min Max Min Max
< 600 < 180 80 200 80 200 B0 200

Ko, WO < 950 < 280 80 180 80 180 80 180
EEEM 700-950  200-280 80 160 80 160 80 160

950-1200 = 280-355 80 125 80 125 80 125

Ejf _ﬁf 1200-1400 | 355-415 75 100 75 100 75 100
REHFER 675 200 120 240 120 200 120 200
TRIEFER 778 230 100 160 100 160 100 160

B EER 1013 300 80 150 80 150 80 150
ROHS 700 220 180 240 180 240 130 240
B 880 260 160 200 160 200 160 200

TR 800 250 - - = - = S

REAS, BEe% 1100 320-250 45 90 45 90 45 90
Has 1260 370 40 80 40 80 40 80

260 (L3

a7 130 — — — .

= 50-60HRC 30 45 30 45 a0 45

- 55HRC 30 40 30 40 30 40

AHNO B2k

Cutting Tool Technology



TKFB BH715

Series S D1
TKF12 8.7 52
TKF16 35 5.2

M
5
g
TKFB12R15005M 1.5 26 8.7 5.2 < 0.05 0.25 e
TKFB12R15010M 1.5 26 8.7 5.2 <0.10 0.3 ®
TKFB12R28005M 2.8 4.6 8.7 5.2 < 0.05 0.3 ®
TKFB12R28010M 2.8 4.6 8.7 5.2 <0.10 0.3 )
TKFB16R38005M 3.8 6.3 D5 5.2 < 0.05 0.3 ®
TKFB16R28010M 3.8 63 9.5 5.2 < 0.10 0.3 ®
TKFB12L28005MR 2.8 4.6 8.7 5.2 < 0.05 0.3 L ]
TKFB12L28010MR 2.8 4.6 8.7 5.2 <0.10 0.3 L ]
TKFB16L38005MR 3.8 6.3 2.5 5.2 < 0.05 0.3 [ ]
TKFB16L38010MR 3.8 6.3 9.5 5.2 <0.10 0.3 ®
® HEFEFE O TuEEFE
HIHI S8 Ve(m/min.)
Hibene HREE APM30D APU20D APU30D
i HHid (N/mm?) (HB) Min Max Min Max Min Max
: < 600 <180 | 80 200 | 80 200 ] 80 200
i < 850 <280 | 80 180 80 180 | 80 180
BEs=® _ 700-950 | 200-280 80 160 | 80 160 L 80 160
aa 950-1200 280-355 | 80 125 80 125 | 80 125
En - 1200-1400 355415 75 100 s 100 | s 100
REHTHEN 675 200 ! 120 240 ! 120 200 ! 120 200
M TAEFHED 18 230 100 160 100 160 100 160
SRR 1013 300 80 150 80 150 80 150
ROWE 700 220 | 180 240 | 180 240 180 240
HBET 880 260 160 200 160 200 160 200
AR 800 250 | - - | = < | - -
Eﬂ. HEEE, BEAE 1100 320-250 45 ap | 45 90 45 90
[ was 1260 | 30 | 40 80 | 40 80 40 80
k] 260 I 75 | .i
|aE a7 | 10 — R _
W ‘ - 50-60HRC 30 45 | a0 45 | 30 45
i ey | . 55HRC 30 40 30 40 30 40
\} |\|{-| um MEFET R, TR R Stock cutting lools. Ple 2RO
o ] 7

Cutting Tool Technology



TKFT 485071 H

Series cw S Wi
TKFT 25 8.7 3

TKFT12RAG000 2.5 8.7 532 0 3 0.4 21 ®
TKFT12RBG000 2.5 8.7 52 0 3 21 0.4 ( ]
TKFT12LA6000 25 8.7 ) 0 3 21 0.4 e
TKFT12LB600O 25 8.7 5.2 0 3 0.4 2.1 ®
TKFT12RA60005 25 8.7 B 0.05 3 0.8 LT [ ]
TKFT12RB6000S 25 8.7 52 0.05 3 1B 0.8 [ ]
TKFT12LAG0005 25 8.7 52 0.05 3 1.7 0.8 [ ]
TKFT12LB6000S 25 8.7 5.2 0.05 3 0.8 I El
TKFT12RNG001 25 8.7 5.2 0.1 32 3 Bl 125 [ ]
TKFT12LNG001 2.5 8.7 5.2 0.1 3 125 1.25 [ ]
TKFT12RA55005 25 8.7 5.2 0.05 3 0.8 7 ®
TKFT12RB55005 25 8.7 5.2 0.05 3 1.7 0.8 [
TKFT12LA55005 2.5 8.7 532 0.05 3 i 0.8 [ ]
TKFT12LB55005 25 B.7 92 0.05 3 08 L7 [ ]
HS Ve(m/min.)
A FITERE  WREE APM30D APU20D APU30D
{M/mm?} {HB) Min Max Min Max Min Max
< 600 < 180 80 200 80 200 80 200
A , B < 950 < 280 80 180 80 180 80 180
AN e 80 160 80 160 8l i
i | 9501200 | 280355 | 80 125 80 125 & 125
= 1200-1400 355-415 e 100 s 100 75 100
REHTREN 675 —] 120 240 120 200 120 200
_ WHEFED T 230 | 100 160 100 0 100 160
SRR TR 1013 300 80 150 80 150 80 150
RO T00 220 180 240 180 240 180 240
BRmheE 880 260 160 200 160 200 160 200
A 800 250 - - - 5 = =
HEAE BES® 1100 320-250 45 90 45 90 45 90
e 1260 | 370 40 80 40 80 40 80
=8 260 (L)
EEES a1 130 - = = = . -
s _ = | 50-60HRC 30 45 30 45 30 45
AT - 55HRC 30 40 30 40 30 40

Cutting Tool Technology



Swiss Tool Series 'J \@ﬁ:ﬂﬂ L 5‘3’5']

'\l H N(-:] ﬂﬁ MEFETEL | TTIR 5 8 Stockl cutting to -I‘;:‘_I : .- ~II|“L 3'C|

Citting Teol Technelogy



'.l \EFFDDI%\W Swiss Tool Series

Lools Pleass call W checkinventory before ordedng \I’lNC] Eiﬁ
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MILLING

i IER




HHIZI /s RN

Milling-Code System

BrH AR {UT] 1R R
ISO 1832 1R /EMFF SR

bans 11

X

3. 0%
AWFAE( mm )

%

L}

09 06 ANSN

5 7
d m s
A +0,025 + 0,005 + 0,025
C  :00% © £0,013 £0,025 :
E +0,025 +0,025 + 0,025
F +0,013 +0,005 +0,025
G +0,025 +0,025 +0,130
H 0013 +0,013 + 0,025
J +0,05-0,15% + 0,005 + 0,025
K' +0,05-0,15° +0,013 +0,025
L' +0,05-0,15° +0,025 +0,025
M +0,05-0,15° +0,08-0,20° £0,130
N +0,05-0,15° + 0,08-0,20° +0,025
u +0,08-0,25° +0,13-0,38* +0,130

! nEEREsETE I

2 M RTTE (1150 1832 #74k )

2, laH 4, 71K M IFEEFE
®e 51 ®e 51 e 2
A
A M em =
1 | 1 B=70-90° | |
e fea o
e — 5 L | s - =
c | | @ B =70-90 | =
| - ;_';,w g=70-90 B = 40-60"
i i s Ao Boay
D . c M % U EE:]
o b @ =70-90° = 40-60°
e = [
-~ =
—— =~ S F [ N w
F - | B=40-60°
I—‘ .42'5“
= B s mEAA
e 6 bl B Q =1 X T 0
G I_‘,}/ 50 B = 40-60° o T35
364 | A AHNO B3

Cutting Tool Technology



Milling-Code System %ﬁHUJJH' R

- M5

5. HIHI7IKE 6. NREE

B s(mm)

vomee | Y H A & @
TRE AR CAINE ARNE Tk ARNE  ANNE A i 15
e = e i B
- T I ¥
Y e B KL
I I 1
Y i i i B 3
. A EE IE NEIY A EE IR B BE AL 3 B D BN foa s
| | |
131,?:5 05.;83 1 | 161 - | ise | 27 | 7 . . ‘.'.’. j.‘”-g 5 05 556
o e | || - Bl
i = o o
2:: F,;i %5 | 58 i isz [ = | ong | i | | . . 09 952

*EFFE (00)

i #F4Z r(mm) e RE s falE e B s 3
01 01
" P 90° N 0
S |
el .- W N

02 0,2
N A 45° P 11° —
04 0.4 /|

? 0.8 D 60° D 150 E :j
E 750 E 20° r D
4

or
12 1,2
16 1,6
| F 85° F 25° —T
24 2.4

AFLH Z Hitt =B Z =)=

| ’
Mo HERT
)
00 mmiENE
ERT

AHNO B3 TR g Pt

Citting Teol Technelogy




BEITI /a2 Milling-Code System
EENE

bantlil

-F2

NI THEEL -Mé

- AS e
-F5 \\ HREE R -R5
™.
P

5 Bl R

iBAEREN TR

BERAPENT -M7 BERREEENT

{RFEAHE -R6 i TOHEEER

8-1, RIS 8-2. e S
% g e
fshnT 2
" BRI/ tDHIA S 4
T 5
M REMT 6
HHmT 7
R . :
FFenfLot
H BHI
w Wiper {&3¢7]

;f\'tlf:i T T, TR RS A Slock cutting Lovls. Pleass call ty checkinventary befoce oideing

—328 {97 R Avallable forspeclaltonlords Cutting Taal Technology



Milling-Code System %ﬁﬁ“ﬂ H' ﬁﬂ'g F ol

il
1 2 3 4 5
e 199 18
1 AHNO FiE
c HEAS 10D v SIRIE +PVD
P BRAS +PVD o Bz
HELHER | 2
2 S 53 | B CBN | w S MPEE
D PCD N BARASTAR
T SEME
P i s SEITAE
M R H wik
3 B |
K e u i
N 582E
05 15 yils) 35 45
o —————
5 RIS

'\lHN(-—-] mﬁ MFETHE | TR RS S Stock Cutling Lo Please call to checkinveriury before arderdng

Citting Teol Technelogy




BRI a2 A Milling-Code System

bans 11

M1 1 45 F - HNO9 N - D100 - B40 L - Z9 - L70 - C

1 2 3 4 5 b 7 8 9 10 11 12
FmRIIS
1. 77EA=RET 2. K% 3. E®A (Kr) 4, I7ER
#£8 UHAX RIE AT 5 1| BE ®E R D)
ME ek M1 90 90 F AT
MS AB#%7] M2 88 88
_ 5. 71k
g = W 7 7
MP {57 M 60 60
. 6. J1@%R
MD = M5 K= BN
MT B T] Mé . . N SRR
MC 5 M7 15 15
_ 7. Ei#
= v
8. &0 9. IHIAM 10. 5%
fE s 2 A
B T R BF (HE)
w M E = L EF
1. KE
A et P
M itz
— — 12, Hith
K= S
Cc %W:“"

ool Please call to checkiivertory bifore oidsstng AHNO 2k

Cutting Tool Technology




Milling-Code System R S|

AHNO JZE3 M7 7B, TTOATHY 655 S Stock cutting tools. Please callto checkiriver iwry befora piderng

Citting Teol Technelogy



Milling Grades %ﬁﬁ“ﬂﬁ
BEREIF B —5%

THrHEER] R
! 5
Pl somsl | mEIE - . B
i | 3 K ! S0 | LB 05 | 15 | 25 | 35 | 45
S EEUHIAE, RETENEE, BT
APK1SE/B KI5 PVD ® e BtEHER) PVD R, [EAT SAFHEIM
| I,
WIS BUHME, RETEENEE, #Y
ACKASE i fad ® L MT-CVD AR, ERFRESEENTE,
- HHDS WA R, EELF—RHRGH
ACK25E K25 cvD o (o] MT-CVD A2, BREE T REMERNTE
ML,
FEMBAE, EEEBERITINE R AR MT-
ACK3SE KI5 ovD ® T CVD#E, ARG, RUASST
AR,
525 &
' ' | ‘ ‘ g = BITHESEHE, TASH A8 PV 7%
APS25C M25 PVD [ ) o R, BARFOMBEIMREE, M
_ ! L _ L= AT T A S T
» )
S ® M THES BHE, FASH—RH PID A
APS35C | D ERA, AERFHTMAREESE, At
M35 Y E2 En

@ = ke (P E_HE

Citting Teol Technelogy




PREM R Milling Grades
PEIMERE—R

W THEIR TIRHE #REER

[Edpiv= =]

BEAaE PVD

M THER BHEa: PV

WhRaE PVD

WREE | PWD )

BhnaE PVD

EHEes cvD

K
WHeE cvD
WHEEE CvD
BhaE | PVD
S Hmas | PVD

WHeE

ting lools Pleass call b checkinventary el ordesing \HNC] Eﬁ

altoolonder
Cutting Tool Technology




Milling Grades §REIH B

'\HNC‘ ﬂﬁ METR TR R S8 Stock cutting to '-'I‘.-__,.:_.._;_.‘- Ly .:: o l.l-.-.-..--_:-..u. g

Citting Teol Technelogy



HEHIM B
UM%

Milling Grades

FEHU R A

; TR | REEE
| . "
E}EEE’ ISOES  BREIE — - sAmE
= P n K S ] H 05 15 25 35 45
# =
P o BRI ERMIAR, SER s
APU25C M25 PVD D B PVD RERA, BRI TMSEGE, 28
| _ E R e
> e
@ -
- O HOEEY, BEN VD RELNT
APU2SE/B M2 VD D C REERAREE, BATA. TEALNE
» —
P35 ® @ EHIEI B THAE B, 0 AT (RS VT
ACP35E VD ‘ S — VD HE. BIBERSNE AT TRARRT
K35 o O TN, EAT RIBRRATEN T
P45 ] @ i crovnesERTaee
APP45E PVD - - BERXELOMTEM, BN SRENNFHE
M45 @ C ) REVLEE R iFI R R
M25 @ ( )
|| — ﬁﬂm@giﬂﬁ,aggﬁaggﬁgmm
PVD mEHA, BESHMREY, TEED
APM25C K25 FVD D - TAREMAMI, LURaRs Tt B pha 2
e P TR AL
» —
% -
. : PVD FE, B HHIH g, KHIS
APM25E/B P o (D ap AT ARG ASONT. WRSH AN
- — —— B,
525 » @
M35 & { D
7 S — BEFFENNT, SEBTHHRELRS
APM35C P35 o (D ] £ PVD RS, THTRENARE, B
_ | S w— YR 2 2043 SORINE A T A 0.
» -
M35 @ c
i . I — EETRERNT, SREMENEELTE
APM3SE/B P25 o (D @  rosERs, SUTREGERE, [
. [ I PRI T 2 20 ORI N TR RO,
» —

Cutting Tool Technology



HAEIER

Milling Contents

EEVLES

M1145-0D05 M1145-ONO5 M1145-SN12 M1188-SN12 M2190-LNO9 M9190-LNO9 M2190-LN13 M9190-LN13

L B

a4

%

TR P.376 P.378 P380 P.382 P.384 P.386 P.388 P.390
i 43° 42° 45° 8g° a0® 90° 90° 90°
BAUIE 3.0 3.0 6.0 10.0 8.0 32~48 12.0 32~54
HREE 42~125 50~125 50~160 50~160 25~63 25~40 40~125 40~80
B A oo o e e
. S 8 B v e o
0oD0504 OND504 SN12T5 SN12T5 LND904 LND904 LN1306 LN1306
: j
L 4 vV v v v N N, v v
v v \ v v
v v v y
.
W | v vV v
B | sneiEsh ' / A/
B # % A N V
i
% @
N
2y v
Bipaw: V \ \

AHNO L2k

Cutting Teol Technology



Milling Contents

HREIER

CEVLES

#5 M2290-WNO8 M2290-S009 M2290-5012 M3215-5009 M3215-5012 MT145-5009 M7145-5012

H

*e

&

it} P.392 P.394 P.396 P.398 P.400 P.402 P.404
i 90° 9g° 90° 12.5° 12.5° 45° 45
= AR 7.5 7.5 10.0 1.0 1.5 5.0 7.5
HEEE 50~160 32~80 40~125 32-63 32~80 12~32 25~40
" FST ST ST S S
WN0B06 SO09T3 501204 S009T3 S01204 S009T3 S01204
T
m | \ y v v \
/
HRE% @ y \ N
/
EE3 @ N \ N
g ﬁ&ﬁﬁ% \ v
ek @ \f \f
whm | (O N J
B \ V
sty \.’ \f

Cutting Tool Technelogy




43°F (R AmE Bt 7]

M1145-0D05 Series

DDRI‘
0504

<B=iTm

M1145-0D05-D050-B16-74-C 42 50 16 40 3.0 =] 4
M1145-0D05-D058-B16-24-C 50 58 16 40 3.0 = L
M1145-0D05-D063-B22-Z5-C 55 63 22 40 3.0 a| 5
M1145-0D05-D071-B22-Z6-C 63 71 22 40 3.0 a 6
M1145-0D05-D080-B27-Z6-C 72 80 27 50 3.0 A 6
M1145-0D05-D088-B27-Z7-C 80 88 a7 50 3.0 =] T
M1145-0D05-D100-B32-28-C 92 100 32 50 3.0 5 8
M1145-0D05-D108-B32-Z8-C 100 108 32 50 3.0 | 8
M1145-0D05-D125-B40-Z10-C 117 125 40 63 3.0 f 10
M1145-0D05-D133-B40-210-C 125 133 40 63 3.0 a 10

AHNO L2k

Cutting Teol Technology



M1145-0D05 Series 43°F(RAEBET]

IC L S
OD**0504** 127 526 476

L, &
—
[
#
BS S
™
ZEE e
EEOEE
ODET050408-M5 0.8 - & ® O
-M5 ODETO504ZZN-M5 0.8 1.3 [ ] : [ J [ J & @

@ F#EF O WEET

Aot

%B it AF1071

——— TIKBLT) AF2031

AHNO RoE - MifEG R, STROHN ISR Stock cuttlng tools. B

Cutting Tool Technology




42°F (RAMEEET]

M1145-0N05 Series

<B=H

dl

|

Dc

427

Da

+
apmax

24 mm

M1145-ON05-D050-B22-725-C | 50 56.2 22 40 3.0 =] 5
M1145-0OMN05-D050-B22-76-C 50 56.2 22 40 3.0 5 6
M1145-ON05-D063-B22-76-C 63 69.2 22 40 3.0 5 6
M1145-ON05-D063-B22-Z8-C 63 69.2 22 40 3.0 a 8
ON** M1145-ON05-D080-B27-Z6-C 80 86.2 27 50 3.0 -} 6
0504 M1145-ON05-D080-B27-29-C 80 86.2 a7 50 3.0 a 9
M1145-0ON05-D100-B32-28-C 100 106.2 32 50 3.0 E=] 8
M1145-ON05-D100-B32-Z10-C 100 106.2 32 50 3.0 | 10
M1145-ON05-D125-B40-Z9-C 125 131.2 40 63 3.0 -] 9
M1145-ON05-D125-B40-212-C 125 131.2 40 63 3.0 A 12

AHNO B2k

Cutting Tool Technology



42°F(RAEELT]

M1145-0N05 Series
IC L S
ON**0504** 12.7 5.26 4.76
L, <

i

|

==

Py
S

STy =
ISEWDY

ONMUO50408-M5 0.8 - ® ©

-M5 @ ONEU050408ZNN-M5 08 16 ® © | ‘ ] ' © ® O
‘ B

® REEF O WEEF

gEfF
% TIE Ry AF1032
(E— TIH@LT] AF2062

AHNO um MEFET R, TR R Stock cutting lools. Ploa

Cutting Tool Technology




45°3£1ﬁﬁﬁﬁﬂ M1145-5N12 Series

< B =T

M1145-SN12-D050-B22-204-C 50 | 639 2 40 6.0 & 4
M1145-SN12-D050-B22-206-C ‘ 50 63.9 22 40 6.0 £ 6
M1145-SN12-D063-B22-205-C 63 76.9 2 40 6.0 & 5
M1145-SN12-D063-B22-Z07-C ‘ 63 76.9 22 40 6.0 ' | 71
M1145-SN12-D080-B27-206-C 80 93.9 27 50 6.0 H 6
SN** M1145-SN12-D080-B27-Z08-C ‘ 80 93.9 27 50 6.0 £ ‘ 8
1275 M1145-SN12-D100-B32-Z08-C 100 1139 2 50 6.0 5 8
M1145-SN12-D100-B32-210-C 100 1139 2 50 6.0 A | 10
M1145-SN12-D125-B40-Z10-C 15 138.9 40 63 6.0 = 10
M1145-SN12-D125-B40-212-C 125 1389 40 63 6.0 Ll ‘ 12
M1145-SN12-D160-B40-Z12 160 173.9 40 63 6.0 - i
M1145-SN12-D160-B40-715 ‘ 160 ‘ 173.9 40 63 6.0 % ‘ 15

615 Pidasa call o checkiiventry bifoce odefing AHNO L2k

Cutting Teol Technology




M1145-SN12 Series 45°F (RAEBET]

IC S
SN**12T75** 127 595

® odgTWdy
® 3sTndv
SEWdY
3Svddy

SNMX12T512-M5 1.2 - 9 e

SNMX12T5ANN-MS5 .15 @ e o © e o &

® EEEF O WEkEF

A
== T RR AF1021

ceee—r- TIE@LT) AF2072

"\} |\|‘_| um MFETR TN RS S Stock cutting tools. Plos:

Cutting Tool Technelogy



88°iﬁﬁﬁﬁﬂ M1188-5N12 Series

=B =

24 mm

apmax b

M1188-SN12-D050-B22-204-C | 50 22 40 10.0 =] 4
M1188-SN12-D063-B22-Z05-C 63 22 40 10,0 5 5
M1188-SN12-D063-B22-Z06-C 63 2 40 10.0 & 6
M1188-SN12-D080-B27-Z06-C 80 27 50 10.0 - 6
M1188-5N12-D080-B27-207-C 80 . 27 50 10.0 -1 T
f;;; M1188-SN12-D100-B32-Z08-C 00 32 50 10,0 | 8
M1188-SN12-D100-B32-210-C 100 32 50 10.0 =] 10
M1188-SN12-D125-B40-Z10-C 125 40 63 10.0 4 10
M1188-SN12-D125-B40-Z12-C 125 40 63 10.0 5 12
M1188-5N12-D160-B40-212 160 40 63 10.0 I 12
M1188-SN12-D160-B40-Z14 160 40 63 10.0 x 14

dease call tp checkiventary besoco ordring AHNO JZi

Cutting Teol Technology

glely)
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M1188-5N12 Series 88°$‘fﬁﬁﬁ¥ﬁﬂ

IC S
SN**12T75** 127 595

® oszidv
® 3sTwdv
SENdY
35pddy

) SNMX12T512-M5 2 - @ @
-Ms g
SNMX12T5ZNN-M5 08 12 | @ e o © e e o
-M5
® REFETF O mERE
43
== T RR AF1021
ceee—r- TIE@LT) AF2072
Al |\|‘_| u MrER TR RS Slock cutting | o S ok
\ E TR TSRS SlockeutUng ool 383

Cutting Tool Technelogy



Val=k: 9] M2190-LN09 Series

<B= i <A=EHE =W=HE
dl _d1
= J" =
= | '_ S
| Bl
-[Egiapmax Iii: | apmax

M2190-LN09-D025-A25-23-C 25 25 150 40 8 " 3
LN** M2190-LNOS-D025-A25-24-C 25 ‘ 25 | 150 ‘ 40 [ 8 E=] 4
s M2180-LN0S-D032-A32-Z4-C 32 32 200 50 8 " 4
M2180-LN0S-D032-A32-75-C 32 | 32 I 200 ‘ 50 ‘ 8 £ = 5

--

M2190-LN09-D025-W25-Z3-C
LN** M2190-LN09-D025-W25-Z4-C 25 ‘ 25 | 100 ‘ 43 ‘ 8 =1 4
0904 M2190-LN09-D032-W32-Z4-C 32 32 110 50 8 E=] 4

M2190-LN09-D032-W32-Z5-C 22 ‘ 32 | 110 ‘ 50 ‘ 8 5 5

Series B Dc di E apmax | Wi -
M2190-LN09-D040-B16-Z4-C 40 16 40 I 4
M2190-LN09-D040-B16-26-C 40 ‘ 16 | 40 ‘ 8 " 6
. M2190-LN09-D050-B22-25-C 50 22 40 8 =] 5
0904 M2180-LN09-D050-B22-27-C 50 ‘ 22 | 40 ‘ 8 ‘ 5 7
M2190-LN09-D063-B22-27-C 63 22 40 8 =1 7
M2190-LN09-D063-B22-210-C 63 ‘ 22 | 40 ‘ 8 ‘ =] 10
;}8 / e call b checkinventary before ardering AHNO L2k

Cutting Tool Technology



M2190-LNO9 Series FRB§k7]
L W S
LN**0904** 9 8.5 45
L O
‘p_
L L BS W
S
M
[ 5
Seri ;
- EEEG
LNHU090408R-M5 08 1.0 @ © ®| 0 ©
M5 *
-mﬂz# © A
B
% TIE Ry AF1082
e TIRBLT) AF2082

AHNO L2k
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EX8E7] M9190-LNO9 Series

<W> i@

De

—_

apmax |

M9190-LN09-D25-W25-Z2-1.32-C 25 25 100 ‘ 45 32 7 | 2 8
Iﬁg&; M9190-LN09-D32-W32-Z2-L40-C 32 32 110 [ 50 . 40 - =] | 2 10

M9190-LN0S-D40-W40-Z3-L48-C 40 40 130 | 60 48 =] 3 18
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M9190-LNO9 Series

Series

-M5 *
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Val=k: 9] M2190-LN13 Series

<B>H < A= B =W=Mm=E

M2190-LN13-D040-A32-2Z5-C

Series W 11 apmax

40 32 120 50 12 ‘ -] ‘ 5

M2190-LN13-D040-B16-Z4-C A
M2190-LN13-D040-B16-Z5-C 40 ‘ 16 40 12 | ‘ 5
M2190-LN13-D050-B22-Z5-C 50 22 40 | 12 =1 5
M2190-LN13-D050-B22-76-C 50 ‘ 22 40 12 " 6
M2190-LN13-D063-B22-Z6-C 63 22 40 12 A 6
LN** M2190-LN13-D063-B22-Z8-C 63 ‘ 22 40 ‘ 12 = ‘ 8
1306 M2190-LN13-D080-B27-Z7-C 80 27 50 | 12 A" 7
M2190-LN13-D080-B27-Z10-C 80 ‘ 27 50 ‘ 12 = ‘ 10
M2190-LN13-D100-B32-Z9-C 100 32 50 | 12 a 9
M2190-LN13-D100-B32-713-C 100 ‘ 32 50 12 a l 13
M2190-LN13-D125-B40-Z11-C 125 40 63 12 a 11
M2190-LN13-D125-B40-Z16-C 125 ‘ 40 63 12 | l 16

se call o checkiiiventory bekore ordiring AHNO uﬁ
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M2190-LN13 Series
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EX8E7] M9190-LN13 Series

<B= &4 <W> {fIE

M9190-LN13-D040-W40-Z2-134-C 40 40 120 54 32 =] 2 6

LN*"
1306 M9190-LN13-D040-W40-Z2-145-C 40 40 135 64 45 | | 2 | 8

- 7k

M9190-LN13-D040-B16-Z2-L34-C

M9190-LN13-D040-B16-Z2-L45-C 40 | 16 65 - 45 E=] ‘ 2 ‘ 8

M9190-LN13-D050-B22-Z3-1.34-C 50 22 55 # 3z Eo] 2 9
ig;; M9190-LN13-D050-B22-Z3-L45-C 50 23, 65 - | 45 a5 ‘ 3 | 12

M9190-LN13-D063-B27-24-L45-C 63 27 70 - 45 =] 4 16

M9190-LN13-D063-B27-Z4-L56-C 63 I T 80 = 54 E=1 ‘ 4 ‘ 20

M9190-LN13-D080-B32-Z5-L56-C ) 80 32 . 85 - 54 £=) 5 i 25

o b W
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M9190-LN13 Series

ERK#%T]

L '} S
LN**1306** 13 12 6.8

L O
£
|l BS .
S,
Series
LNHU130608PER-M5 08 225 @ @

-M5 a

@ F#EF O ST

e
=

Palage 3t

AF1101

TIRELT)

AF2062

AHNO RoE 5

Cutting Tool Technology

-
39




Val=ki 9] M2290-WNO8 Series

= B>t

24 mm

M2290-WN08-D050-B22-74-C : 50 22 50 7.5 =] 4
M2290-WN08-D050-B22-75-C ‘ 50 22 50 1.5 a 3
M2290-WN08-D063-B22-Z5-C 63 22 50 1.5 = 5
M2290-WN08-D063-B22-Z6-C ‘ 63 22 50 7.5 " 6
M2290-WN08-D080-B27-Z7-C i 80 | 27 | 50 i 5 =1 7

WN*X M2290-WN08-D080-B27-28-C ‘ 80 27 50 > =] 8
0806 M2290-WN08-D100-B32-Z8-C 100 32 50 7.5 a 8
M2290-WN08-D100-B32-Z10-C ‘ 100 | 32 ‘ 50 . 1.5 B 10
M2290-WNO08-D125-B40-Z210-C 125 40 63 7.5 &l 10
M2290-WN08-D125-B40-Z12-C ‘ 125 | 40 | 63 7.5 el 12
M2290-WNO08-D160-B40-Z12 . 160 40 63 1.5 x 12
M2290-WNO08-D160-B40-Z15 J 160 40 63 7.5 x 15

AHNO L2k
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M2290-WNO0S8 Series Val=ki A
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Val=k: 9] M2290-5009 Series

<B = = W= iE

apmax 11
L
24 mm
Series W Dc dl ‘ L 11 apmax -
M2290-5009-D032-W32-Z3-C 32 32 110 49 7.5 £ 3
SO** M2290-S008-D032-W32-Z4-C 32 ‘ 32 ‘ 110 l 49 7.5 | 4
0913 M2290-5009-D040-W40-Z4-C 40 40 125 49 7.5 £l 4
M2290-5S00S-D040-W40-Z5-C 40 ‘ 40 ‘ 135 l 49 1.5 " 5

M2290-5009-D040-B16-Z4-C
M2290-5009-D040-B16-Z5-C 40 ‘ 16 l 40 [ = £ Sl 5
: M2290-5009-D050-B22-Z5-C 50 i 22 " o | - 7.5 =] 5
SO** M2290-S009-D050-B22-76-C 50 ‘ 22 ! 40 ‘ - . 1.5 k=] 6
09T3 M2290-5009-D063-B22-Z6-C 63 22 40 = 7.5 o] 6
M2290-5009-D063-B22-78-C 63 ‘ 22 ‘ 40 ‘ - 15 £ =] 8
M2290-5009-D080-B27-Z6-C 80 27 50 - 1.5 " 6
M2290-5009-D080-B27-Z9-C 80 ‘ 27 ‘ 50 [ = | 1.5 =l 9
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1=k 90

SO**09T3 9.52 3.97

M2290-S009 Series

M
3 3 3 3
Series =l i
EEEG
SOMT09T308-M5 08 - | @ e e @ © (
-M5 e SOMT09T320-M5 20 - |®© @ e e 6 © @
SOMT09T308-M7 08 - @ © © e
w &

® HERE O mERE

== T RR AF1071

Ce— TIKEET) AF2031
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Val=k: 9] M2290-5012 Series

< B =i =W=ME

apmax 11

SO** M2290-S012-D040-W40-Z3-C 40 40 125 49 10.0 =] | 3

1204 M2290-S012-D040-W40-Z4-C ‘ 40 ‘ 40 ‘ 125 [ 49 10.0 l o) ‘ 4

-

M2290-S012-D050-B22-Z4-C
M2290-S012-D050-B22-Z5-C 50 ‘ 237 ‘ 40 - 10.0 k=1 5
M2290-S012-D063-B22-75-C 63 22 40 - 10.0 E=) 5
M2290-S012-D063-B22-Z6-C 63 ! 22 ‘ 40 [ - . 10.0 E] 6
SO** M2290-S012-D080-B27-Z6-C 80 27 50 - 10.0 £ 6
1204 M2290-5012-D080-B27-28-C 80 ‘ 27 \ 50 , - 100 S 8
M2290-S012-D100-B32-Z8-C 100 32 50 - 10.0 k=) 8
M2290-S012-D100-B32-210-C 100 ‘ a2 | 50 [ - | 10.0 E=} 10
M2290-S012-D125-B40-Z9-C 125 40 63 - 10.0 E=) 9
M2290-S012-D125-B40-Z12-C 125 ‘ 40 i 63 [ - . 10.0 E-} 12

Cutting Tool Technology



M2290-5012 Series HE%’EH

S0**1204 127 476
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Pty WA M3215-S009 Series

<B > img <A> E

M3215-5009-D032-A32-74-C 32 32 200 90 1.0 =] 4

Li g T
g&?ﬂ M3215-5009-D035-A32-Z4-C 35 J 32 ‘ 200 | = 10 B 4
M3215-5009-D040-A32-Z5-C 40 32 200 100 1.0 a 5

' 40 - 10 5 5

M3215-S009-D040-B16-Z5-C 40 16
SO‘*
0973 M3215-5009-D050-B22-Z6-C 50 ‘ 22 ‘ 40 | - 1.0 =] b
M3215-S009-D063-B22-Z7-C 63 22 50 - 1.0 " ‘ T
200 all o eheckitiventary bifore " AHNO BZE-
L7 Cutting Tool Technology




M3215-5009 Series Tﬂiﬁ?ﬁﬁﬂ
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Pty WA M3215-5012 Series

<B > img <A> B

M3215-5012-D032-A32-Z3-C 32 . 32 . 150 . 89 L5 =] ‘ 3

SO**
1204 M3215-5012-D040-A32-Z4-C ‘ 40 J 32 ‘ 175 I 14 15 l B ‘ 4

Series B Dc ‘ dl ‘ L 11 apmax

M3215-5012-D050-B22-Z5-C 50 22 40 = 15 =] 5
ok T
SO M3215-S012-D063-B22-Z6-C 63 ‘ 22 ‘ 50 I - 15 k=) 6
1204 !
M3215-5012-D080-B27-Z8-C 80 27 50 - 15 E=] 8
AN Blase call to checkinventary bakore ordering AHNO gk
"I'UU Cutting Tool Technology




M3215-5012 Series fRIBLGERT]

S0**1204 127 476

M
IR
BEE E G
SOMT120408-M5 0.8 - | @ [ A ©
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45°TER Bt 7] M7145-5009 Series

<A> B

apmax

B mm

Series A Dc ‘ Da dl L 1 apmax| W% z
M7145-S009-D012-A16-Z1-C 12 248 16 160 40 5.0 =) 1
MT7145-S009-D016-A16-22-C 16 288 16 160 40 | s0 ‘ =] ‘ 2

o
g!?TS M7145-S009-D020-A20-22-C 20 328 20 200 40 5.0 A g
MT145-5009-D025-A25-Z3-C 25 . 37.8 25 200 40 I 5.0 ‘ =1 ‘ 3
M7145-S009-D032-A32-Z3-C 32 448 32 250 40 5.0 =] 3
400 . AHNO B3
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M7145-5009 Series 45°IF R Rt 7]
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45°TE Rt 7]

M7145-5012 Series

<A> B

24 mm

Series A

Dc ‘ Da dl L 1 |apmax| A% i
M7145-S012-D025-A25-202-C 25 416 25 200 40 75 =] 2
* % T 1
i;?o 4 M7145-5012-D032-A32-Z03-C 32 486 32 25 | 40 75 ‘ =] ‘ 3
M7145-5012-D040-A32-Z03-C 40 56.6 32 250 40 75 =] 3
/A \_Jd_ Dloasa call o | f cordiing "\H \i{_] uﬁ
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M7145-5012 Series 45°TE R Bt 7]
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tJJHIJ gﬁ Cutting Parameter

M1145-0D05 Series

fz(mm/z)

S

MABEE
(N/mm?) Min Max Min Max
430 125 05 3.0 0.12 0.32
wAEk 640-1010 190-300 05 3.0 0.1 03
iEa 700-950 200-280 0.5 30 0.1 02
950-1200 280-355 05 3.0 0.08 0.24
Bas# — . .
1200-1400 355-415 05 3.0 0.08 0.24
TAETE54 780 230 05 3.0 0.08 0.24
™ BEETEN 680 200 05 30 0.08 0.24
SRR LR 1010 300 ' 05 3.0 0.06 02
mOES 200-350 180-245 05 3.0 0.15 0.32
BT 400-700 155-265 05 1.0 .12 03
IREES 400 230 05 10 0.1 0.24
BE (HEAR 840-1180 250-350° 05 3.0 0.05 0.15
- as 1260-1400 375-410 05 3.0 0.05 0.15
aas 260-450 75-130 |
A - HRC50-60
FREEG z HRC55

M1145-0N05 Series

BB fz(mm/z)

Hﬂiﬂ %{%ﬂﬁ? Min Max Min Max
i 430 . 05 30 _ 0.15 0.36
640-1010 190-300 05 30 0.12 032
Easn 700-950 200-280 05 30 012 032
_ 950-1200 280-355 05 30 0.1 03
mEEY .
1200-1400 355.415 0.5 30 0.1 03
T S5 780 230 0.5 30 0.1 03
1 R R | 680 200 0.5 30 0.1 03
TRRATER 1010 300 0.5 3.0 0.08 0.5
RO ' 200-350 ' 180-245 ' 05 30 0.16 0.4
IBBER 400700 155.265 0.5 3.0 | 0.15 0.36
FRER ' 400 [ 230 I 0.5 30 012 01
BE/wEAE 840-1180 250.350 05 30 0.06 02
Hed 1260-1400 275.410 0.5 3.0 | 0.06 02
mas 260-450 75-130
#E - HRC50-60
e des - HRC55

wlordar Cutting Tool Technology




Cutting Parameter

PILIES

M1145-SN12 Series
bliz g a4 fz(mm/z)
HiiaE
(N/mm?} |
430 125 | 05 6.0 0.16 0.4
e 640-1010 190-300 | 0.5 60 0.15 0.36
HEeEw 700-850 200-280 | 0.5 60 0.15 0.36
_ 950-1200 280-355 I 0.5 60 0.12 032
mo R -
1200-1400 355-415 I 0.5 6.0 0.12 032
WIATED 780 230 |
M AT 680 200 |
i TR TS 1010 300 i
s 200-350 180-245 ' 05 6.0 0.18 045
B 400-700 155265 0.5 60 0.16 04
TR 400 230 0.5 60 0.15 0.36
RE | EEAS 840-1180 250-350
- e 1260-1400 375-410
mEE 260-450 75-130
FR = HRC50-60
AP - HRC55

M1188-SN12 Series

fz{mm/z)

G 430 125 0.5 100 0.16 0.36
640-1010 190-300 0.5 100 0.15 0.32
EES T 700-950 200280 05 100 015 032
o 950-1200 280-255 0.5 100 0.12 03
1200-1400 355415 0.5 100 0.12 03
WHEREN 780 230 0.12 0.24
M = AR 680 200 0.12 0.24
ARBLTER 1010 300 0.1 0.2
| RO 200350 180245 ' 05 100 0.8 04
HES | 400-700 155-265 G 100 0.16 036
. EEE 400 230 ' 0.5 100 0.15 032
REBEAS 840-1180 250350 - -
Hee 1260-1400 375-410
meE 260-450 75-130
T : HRC50-60
R . HRCS5

AHNO

Citting Teol Technelogy




tJJHIJ gﬁ Cutting Parameter

M2190-LNO09 Series

#Hin S

fz(mm/z)

ETR T |
(N/mm?) Min Max Min Max
. 430 125 05 120 0.16 0.32
640-1010 190-300 05 120 0.12 0.24
iEa 700-950 200-280 0.5 12.0 0.12 0.24
950-1200 280-355 05 120 0.1 02
Bas# — . .
1200-1400 355-415 05 12.0 0.1 0.2
TAETE54 780 230 05 12,0 0.08 0.16
™M B AR 580 200 0.5 120 0.08 0.18
SRR LR 1010 300 ' 05 120 0.06 012
mOES 200-250 180-245 05 120 0.18 0.36
BT 400-700 155-265 05 12.0 0.16 0.32
mEES 400 230 05 12.0 0.12 0.24
BE (HEAR 840-1180 250-350° 05 12.0 0.05 0.1
- as 1260-1400 375-410 05 12.0 0.05 0.1
Cieen 260-450 75-130 05 12.0 | 0.05 0.2
A - HRC50-60
FREEG z HRC55

M9190-LNO9 Series

fzlmm/z)

ap M5
Min Max Min Max
i 430 . 0.5 s | 0.12 02
640-1010 190-300 05 32-54 0.1 0.16
BasH 700-950 200-280 05 32-54 01 016
950-1200 280-255 05 32-54 0.08 015
EaEW -
1200-1400 355415 0.5 32-54 0.08 015
AT 57 780 230 0.5 32-54 0.05 012
AN ' 680 200 05 32-54 0.06 015
TRRTESN 1010 300 05 37-54 0.04 01
RO ' 200-350 ' 180-245 ' 05 32-54 0.15 025
B 400-T00 155-265 05 32-54 | 012 02
FRET ' 400 ' 230 ' 0.5 32-54 0.1 016
BE (HEAS 840-1180 250-350 0.5 32-54 0.03 0.08
- ted 1260-1400 275410 05 254 | 0.03 0.08
Bas 260-450 75-130
) : HRC50-60
SRR : HRC55

g nol: Plasscalo checkirvertiry bice oideing AHNO J2E
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Cutting Parameter tJJH'J %#

M2190-LN13 Series

S fz(mm/z)
miEaE
(N/mm?} } Ma)
430 125 0.5 12.0 0.16 0.32
L 640-1010 180-300 0.5 12.0 0.12 0.24
EEEW | 700-950 200-280 | 05 12.0 0.12 0.24
950-1200 280-355 | 05 120 ' 01 02
HEEW —
1200-1400 355415 05 12.0 0.1 02
TAETEGR ' 780 230 0.5 12,0 0.08 0.16
M AR 680 200 0.5 12,0 0.08 0.18
SURE T [ 1010 300 05 12,0 0.06 012
RO | 200350 180-245 05 120 0.8 0.36
B 400-700 155265 ' 0.5 12.0 ' 0.16 0.32
T3 400 230 ' 05 12.0 0.12 0.24
BE /HEAR - 840-1180 250-350 05 12.0 0.05 01
- Has 1260-1400 375-410 0.5 120 0.05 01
ga% 260-450 75-130 [ 0.5 120 T oo 0.2
FERRE - HRC50-60 '
HEE S - HRC55

M9190-LN13 Series

B fz(mm/z)

R UL R EHEE
(N/mm?) (HB)
e .4;'0 .. 125 | 0.5 32-54 | 0.12 02
| 640-1010 190-300 05 32-54 0l 0.16
BEeEm | 700-950 200-280 05 3254 01 0.16
_ 950-1200 280-255 05 32-54 0.08 0.15
maE ——
1200-1400 355415 05 32-54 0.08 0.15
e 780 230 05 32-54 0.05 012
M = RARER 680 200 05 32~54 0.06 015
TR 1010 300 0.5 32-54 0.04 0l
KOS i 200-350 ] 180-245 0.5 32-54 0.15 0.25
B | 400700 155265 [ 05 32-54 12 02
BB i 400 | 230 05 32-54 01 0.16
BE/RELAS 840-1180 250-350 ' 0.5 32-54 0.03 0.08
nae 1260-1400 375410 05 54 003 0.08
Bes 260-450 75-130
Ea=t) : HRC50-60
HH | . HRCS5

Citting Teol Technelogy




tJJHIJ %ﬁ Cutting Parameter

M2290-WNO8 Series

b g fz(mm/z)
(N/mm?) | | L
430 125 05 15 0.15 03 012 024 | 015 03 016 032
EE=H 7 1 1 T
640-1010 190-300 05 15 012 024 01 02 012 024 | o015 03
Baed 700-950 200-280 05 75 012 024 01 0.2 012 024 | 0I5 03
iy 9501200 280-355 05 75 01 02 | o008 o018 | 01 02 | 012 024
1200-1400 355415 05 75 01 0.2 008 018 01 02 012 024
WIEFHR 780 220 05 75 008 015 | 006 012 | 008 015 |
M BEEREE 680 200 05 75 008 018 006 0I5 | 008 018
AR 1010 300 05 75 006 012 | 005 0l | 006 o012
ROHE 200-250 180-245 05 75 016 032 | 015 03 | 016 032 | 02 04
HEH 400-700 155-265 05 75 015 03 012 024 | 0I5 03 | 018 03
R 400 230 05 75 0.12 024 | 01 02 | ol 024 | 015 03
BE  HEaE 840-1180 250-350 05 15 0.05 0.1 0.04 0.08 0.05 0.1
- has 1260-1400 375410 05 75 0.05 0l 004 008 | 005 0.1
BEs 260450 75-130 [
i) - HRC50-60
R = HRess | | 7

M2290-S009 Series

ey fz{mm/z)

ﬂm %‘?ﬂi&;}g Min Max Min Max Min Max
Sy 430_‘ . _ 0.5 75 ool 0z | o q,24
640-1010 190-300 0.5 75 0.08 0.18 0.1 0.2
HEER 700-050 200-280 0.5 75 0.08 018 | 0.1 0.2
< e 950-1200 280-355 0.5 75 0.06 0.15 0.08 0.16
1200-1400 355415 0.5 75 0.06 0.15 0.08 0.16
FARFHET 780 230 0.5 75 0.06 012
B REFRT 680 200 0.5 15 0.06 0.12
TSR EEE 1010 300 0.5 75 0.05 0.1
podmEs £23 200-350 180-245 0.5 15 0.12 024 | 015 0.3
HBEG 400-700 155-265 05 75 01 02 | o012 0.24
IEBEE ' 400 230 0.5 15 0.08 018 0.1 0.2
BE/HEEE 840-1180 250-350 0.5 15 0.04 0.08
iha® 12601400 375410 Y 75 | o004 008
EaE 260-450 75-130
R - HRC50-60
R - HRC55

Cutting Tool Technology
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Cutting Parameter tJJH'J %#

M2290-S012 Series

HESH

fz(mmj/z)

HEE 15 KiEE
(N/mm?) (HB)
Fazm - -
640-1010 190-300 0.5 10.0 0.08 018 0.1 02
BaT | 700950 200-280 0.5 00 0.08 018 0l 0.2
assy 950-1200 2sa~355 0.5 10.0 0.06 015 0.08 0.16
| 1200-1400 355-415 0.5 10.0 0.06 0.15 0.08 0.16
Wi 780 230 0.5 10.0 0.06 02 |
M BT 680 200 0.5 10.0 0.06 0.12
AREFER 1010 [ 300 T s 10.0 0.05 0.1
RO 200-350 180-245 0.5 10.0 0.12 024 | 015 03
HREBHY 400-700 155-265 0.5 10.0 0.1 0.2 012 0.24
B 400 230 0.5 10.0 0.08 018 | 01 0.2
RE | EEEE 840-1180 250-350 0.5 10.0 0.04 0.08
- $as 1260-1400 275-410 0.5 100 | 004 0.08
o 260-450 75130
R - HRC50-60
REES . HRCS5

M3215-S009 Series

bii 3¢
HHEEE
{N/mm?) |
430 125 0.4 1.0 0.75 1.2 08 15
e — : J |
640-1010 190-300 0.4 1.0 056 1.0 0.75 12
i 700-950 200-280 0.4 1.0 06 1.0 0.75 12
e 950-1200 280-355 0.4 1.0 0.5 0.9 06 10
maa - i
1200-1400 355-415 0.4 1.0 05 0.9 06 1.0
T T 780 230 | 0.4 1.0 0.5 0.9
BT 680 200 0.4 1.0 0.5 0.9
TR LT 1010 300 0.4 1.0 0.45 0.8
| 200-350 180-245 0.4 1.0 0.75 15 0.8 16
400-700 155-265 0.4 10 05 0.75 15
400 230 0.4 10 05 06 12

8401180 250-250 04 10 0.4 015
c 1260-1400 375410 0.4 10 | o4 0.75
Bas 260-450 75-130
TR - | HRC50-60
e Ty s HRCS5

"N L
L
dHHEE

AHNO MeFET R, TR R B Stock cutting tools, #
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HIHIZ4

Cutting Parameter

M3215-S012 Series

0.75

fz(mm/z)

08

M7145-S009 Series

; 0.5 15 12 15
i £40-1010 190-300 0.5 15 0.6 10 0.75 12
HaEH 700-950 200-280 0.5 15 0.6 1.0 0.75 1.2
arem '95:}-1'2'0'0: 280-355 05 15 05 0.9 0.6 1.0

1200-1400 355415 0.5 15 0.5 09 0.6 10
TR 780 230 0.5 15 0.5 0.9
AR 680 200 0.5 15 0.5 0.9

TR ER 1010 300 0.5 15 0.45 0.8
EOBE 200-350 180-245 0.5 15 075 15 (¥} 16
HEEE 400-700 155-265 0.5 15 0.6 12 0.75 15
MEES 400 230 0.5 15 0.5 1.0 0.6 12

BE/#HEa® 840-1180 250-350 0.5 15 0.4 0.75

S 1260-1400 375410 0.5 15 0.4 0.75
BEE 260-450 75-130

HER - HRC50-60
RS - HRC55

W8
HHREE

(N/mm?)

Min

fz{mm/z)

M

Sy 430_‘ . _125 0.5 5.0 0.15 0.25 0.15 0.3
640-1010 190-300 0.5 50 0.12 0.2 0.12 0.25
HEER 700-950 200-280 0.5 5.0 0.12 0.2 0.12 0.25
950-1200 280-355 0.5 5.0 0.1 0.16 0.1 0.2
BEEW -
1200-1400 355415 0.5 5.0 0.1 0.16 0.1 0.2
FARFHET 780 230 0.5 5.0 0.08 0.15
B REFRT 680 200 0.5 5.0 0.08 0.15
TSR EEE 1010 300 0.5 5.0 0.06 0.12
podmEs £23 200-350 180-245 0.5 5.0 0.2 0.3 0.2 0.4
ﬂ!&ﬁa 400-700 155-265 05 50 0.15 0.25 0.15 0.3
400 230 0.5 5.0 0.12 02 012 0.25
ﬂmﬁ‘*ﬁ 840-1180 250-350 0.5 5.0 0.05 0.1
1260-1400 375410 0.5 50 0.05 0.1
ia"érﬁ 260-450 75-130
R s HRC50-60
il s - HRC55

Cutting Tool Technology



Cutting Parameter tJJH'J %#

M7145-5012 Series

S fz(mm/z)

GEE
(N/mm?) Min Max Min Max . Min Max
s aals .430 0.5 75 0.15 025 | 015 03
640-1010 190-300 0.5 75 0.12 0.2 0.12 0.25
BaT | 700950 200-280 0.5 s 0.12 02 | o012 0.25
oA 950-1200 230-355 0.5 75 0.1 0.16 0.1 02
_ 1200-1400 355-415 0.5 15 0.1 0.16 01 02
TS 780 230 0.5 75 0.08 015 |
M BT 680 200 0.5 75 0.08 0.15
 AREAFER 1010 [ 300 T 75 0.06 012
OIS 200-350 180-245 0.5 15 02 03 | 02 04
HEBHG 400-700 155-265 0.5 15 0.15 0.25 0.15 03
mEET 400 230 05 15 0.12 02 012 0.25
RE | EEEE 840-1180 250-350 0.5 75 0.05 01
- HEdE 1260-1400 375-410 0.5 75 0.05 0.1
wes 260-450 75-130 i
i ol - | HRC50-60
S = HRCS5

Citting Teol Technelogy




tﬂﬁﬂ’?ﬁ Cutting Parameter

e Vee(m/min)

APU25 ACP35 APP45 APM25 APM35
Iso  #AEA i i — - |
s | 12 |11 | 15 |12 | 41| ys | 1 ‘ Y1 ys =12 15 =12
€< 0.25% 270 | 240 | 225 | 270 | 240 | 225 250 | 225 | 200
0250 < C < 0.5506 i 640 190 250 | 200 | 180 | 250 | 200 | 180 225 | 180 | 160
ah 0.25% < C < 0.55% e 710 210 240 | 180 | 160 | 240 | 180 | 160 | 200 | 160 | 150
C><055% | Bk 640 190 250 | 200 | 180 | 250 | 200 | 180 225 | 180 | 160
€ >< 0.55% EE 1010 300 160 | 125 | 100 | 160 | 125 | 100 | 125 | 100 | 90
SAIHIE | K2R ) Bk 750 220 225 | 180 | 160 | 225 | 180 | 160 | 200 | 160 | 150
BN 590 175 250 | 225 | 200 | 250 | 225 | 200 | 225 | 200 | 180
B 980 285 180 | 160 | 150 | 180 | 160 | 150 | 125 | 100 | 90
5]
AR 1280 380 125 | 100 | 90 | 125 | 100 | 90 100 | 90 | 75
biils 1480 430 120 0 | 75 | 120| 90 | 75 | 75 | &0 | 50
B 680 200 150 | 125 | 100 | 150 | 125 | 100 125 | 100 | 90
a2 e | | I [
TTR® T FEIL 1010 300 80 | 75 | 60 | 8O | 75 | 60 | 75 | 60 | 50 |
MBI 280 60 50 45 60 | 50 | 45 50 | 45 | 40 |
. PRtk iRk 680 200 150 | 125 | 100 | 150 | 125 | 100 125 | 100 | 90 | 160 | 150 | 150 | 125
x ' ! i - - - - -
HER | DRE A 1110 330 75 | 60 | 50 | 75 | 60 | 50 60 | 50 | 45 | 09 | 75 | 75 | 60
HFEE ok 680 | 200 100 | 90 | 75 | 150 | 125 | 125 | 100
M FEW SIFE(E (PH) TR 1010 300 75 | 60 | 50 100 | 80 | 80 | 75
B - Bl i 780 230 9 | 75 | 60 125|100 100 | 80
(R 200 180 |
RO =
SEE 350 245 |
BRE 400 155 |
B
R 700 265 |
ERE GGV (CGl) 230 |
: Bk 630 200 |
R =
B 940 280 |
BReE Bk 840 250 |
BEHE B 1180 350 |
e 1080 220 | |
- TARS)/TCHS| | afd/aid+pig 1260 75 |
g5% -
TB &7 B 1400 410 |
Si< 1% FarRE = 2 |
HiEEa® i -
Si< 1% B2 418 340 100 | |
si<i | dEwLE 0 | T |
mEEat i< 12% BT 0 | 90 |
Si>12%  pwnE 450 | 120 ‘
T HEL 50HRC |
T I 55 HRC |
FEdHEN 60 HRC |
R FEMFEIL 55 HRC |

g Loels: Pleass call W cheddnventary befoo ordedng \HNC] Eﬁ

e laltoolordar Cutting Tool Technology




Cutting Parameter *-'JJH'J %ﬁ

APK15 ACK15 ACK25 ACK35 AP525 APS35 | APN1S ANNLS APH25 AWKDS

s |12 o (s 2l s 2l us |2l it us m12 15 m1p uys m12) s [B1p 1;5]1;2 Cu1 | s man
|
|

270 | 240 | 225 | 300 250 | 240 270 | 240 225 | 250 | 225 | 200 | 1200 1000
240 | 200 | 180 | 250 | 225 | 200 | 240 200 180 | 225 | 180 160 | 1000 900
250 | 225 | 200 | 270 | 240 | 225 | 250 | 225 200 | 240 | 200 | 180 | 900 750
180 | 150 | 125 | 200 | 160 150 | 180 150 | 125 | 160 | 125 100 i 750 600
200 | 160 | 150 | 225 | 180 160 | 200 @ 160 150 | 180 | 150 & 125 750 | 600
80 60 | 75 | 50
50 45 | 45 | 40 |
60 | 50 | 50 | 45 |
1 40 | 36 | 3% | 2 07 I_‘_
50 40 | 45 | 36 |
50 | 40 | 45 | 36 40 | 32 |
i s | 40 | 32 | IE |
' 2400 2250 2000 | 1800 |
1800 1600 | 1500 | 1250 i
720 600 | 540 | 500 |
| [ | 500 450 | 400 360 |_
300 240 | 240 | 200 |
- 5 | 60 45
60 45 32
_. - 50 | 0 2
50 45]40 60 | 50 | 45 ' ' ' ' 75|50:35

Cutting Tool Technology




fﬂﬁuﬁﬂ Cutting Parameter

“BFETIR, , TR B S Slock cutting lools. Bhease call b checkinventory before ardexing \HNO
TR HREM fallabiE orsper aioslors Cutting Tool Tachnology
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TNREBHEAS 3R

Blade Failure Forms and Analysis

e eSS

FIHZ0

EREMEMR (A2035

VIBSTIRETIENER | = .
—— SEsEs | SERTRER; ;zzgg?)ﬂﬁ’
MEEREEIR TIE FRIT; .
e ERE R ;
i - A H;
e | PP ﬁigg’mm
AL s = ’
I EENER iﬂgﬁf#m’ mEaLE
- ’ HAkS4;
TIE R ERMIMEETNTIN;
- TR | #aEAk WA
VIS WCCln TIE R ) O SRR, ERERERNIEE;
THF. TIFRRIERE; IERTIFFER, LB,
RS
TEENER | HRRER, SR ENER AR
FEE FIEMAE I TENOF BT ; SR IO\ T B 5
MEREER | adyssERes; | #E
S HD;
TIE MR EEEREMENTIR;
o TRWETY | UHEEEE; BRI ;
TIRBER UIMIREE, BEAAK; HNTEIREE, HAR;
PN THRALSHD;
] t [5)
_— 2;2%2; g%@g?ﬂﬁ%ﬂ&% ig;?ﬂ%jﬁﬁﬁﬁﬁ
TIEMEEE; EEM T FNTIEME;
- B NERA;
EEBAE;
TIA I ITEEddR
BRI e EREIMEE TN TIEME;
- ERREER :
- THREEELE; s e
TRALSHD;
418
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Turning Formulas

EHIHELR

A%t
tHEE Vc=(Dc X 1 X n) < 1000
¥ n=(Vc X 1000) = (Dc X 1)
prai g oS Vi=n X Fn
SHHNE Fn=Vf+n
ERERE Q=Vc X Vf X Ap
hnTedia T=L+Vf
EX
n THEE rpm
Ve TIHIEE m/min
Vi HEEEE mm/min
Fn e gtic oy mm
Dc EHMIER mm
ap FHIH mm
Q EEERE cm?® /min
L BT KE mm
T MLETE min
T EF%3.14

AHNO LoE-]

Cutting Tool Technelogy




BB AR

Milling Formulas

2
IR Ve=(Dc X i X n) = 1000
i n=(Vc X 1000) + (Dc X m)
HERERE Vi=fzXnXZ
FUHAS fz=Vf+ (n X Z)
ERERE Q=(ap X ae X Vf) + 1000
| s )| T=L+Vf
n TR rpm
Ve TIHEE m,/min
Vi HHEEE mm/min
fz [=Tesptiz oy mm
Dc HIIERE mm
z FIIEE
ap IF mm
ae 215 mm
Q SEXRE cm? /min
L Sl E mm
T T8 min
114 EREZE3.14

Cutting Tool Technology



Milling Formulas %ﬁﬁ“i‘l’%ﬁfﬁ

Vfa I fy
Dv
ShEHE#EEEIRUEL
i . _ Dc .
SMERIEIE LA R A Vfa=(1+ s ) xVf  [mm/min]
Trev Dmx Tt THhIA] T ( Dw + Da) Da x i2x 60 [s]
= rev= S
B A £ TR ) nxfzxz g Ve x fz x z x 1000
(D2 -Dw) [ |
ae= ————— mm
BRI E 4(Dw+Da)
ShEREE BB

Vfa TR e s E mm/min

Da PIIIME m/min
Dm FIGETEEE mm/min

Dv THERERF mm
Dw T mER mm

ae TIEIEE mm

n i mm

fz =2es i oy rpm

Z LER mm

AHNO [ZE3 R TR N Skt sl sy | 4D

Citting Teol Technelogy




HELTE AR

Milling Formulas

HE#MEEFLEYETIRUEL I
& " . Dc .
PIERIRERH LA TR Vfi = ( 1- “Dw )xvf [mm/min]
Dmx Tt : (Dw - Da) Daxmx 60
B &4 00 T8 Trev=——= [min] Trev= s
nxfzxz Ve xfzxzx 1000 [s]
D?w - D?v
ERE SIYI R E ae= Q [mm]
4 (Dw-Da)
RERFC R

vi WA ERE mm/min

Vfi TIE N e R mm/min

Da BI1aME mm
Dm R ENEE R mm

Dv THEAER mm
Dw IHmSERE mm

ae nTsE mm

n YR rpm

fz FiEifHE mm

z e

Trev B BiEsh st al 5

Cutting Tool Technology



M1145-0D05 AHNO #t71H: AR

2 hER4b Tk
SBRESEE
E
@50 | 5.4 _ |
| 100 45
94 4.5
@58 45 - _ -
116 45
104 45
963 36 '-
125 45
120 4.5
271 33
140 45
| 138 45
280 27 . 1
| 160 45
154 45
288 24
175 45
178 ' 45
@100 20
200 45
194 45
@108 20
215 45
228 45
@125 15
250 45
245 45
@133 15
266 45

Citting Teol Technelogy




AHNO $t71H AR A

3]
S009T308
50097320

M3215-5009
{HIEEM R
R2.4
R3.2

ap max

WRhEIR
R#&Eﬁﬁﬁ
@32 45 1.0
64
54
@35 4.0 1.0
T2
64
@40 2.7 1.0
80
_ _ 84
50 18 1.0
100
110
@63 15 1.0
125

Cutting Tool Technology



M3215-5012 AHNO #t71E: AR

Valoy ‘RIZEIRM R
50120408 R3.4
50120425 R4.2

ap max/2

ap max

D
STER E&IRH BEEH
D

BAHGREE ®BRIMER BXEE
E Dmin Dmax
48
@32 3.2 15
| | 64
63
@40 3.0 15 5
80
80
@50 o 15
100
106
@63 1.8 § ]
125
| 140
@80 15 15
‘ 160

Cutting Tool Technology




A (U EE 7] M

$RFTHIMRL2T]

e e
1 AF1081 M1.8%4.3 T06 1 AF2081 T06
2 AF1051 ‘ M2.577.3 | T08 2 AF2021 - T08
3 AF1011 M3*6.5 | T08 3 AF2082 | TOSIP
4 AF1082 M3*7.7 | TOSIP 4 AF2091 - T10IR
5 AF1061 M3.5*12 T151P 5 AF2031 T15
6 AF1091 M3.5%8.6 | T10IP - 6 | AF2062 “ T15IP
7 AF1071 M3.5™9 | T15 7 AF2072 - T20
8 AF1022 M3.5"9 | T15 '

9 AF1201 M3.5%9 | T15
10 AF1052 M4*10 T15
11 AF1031 M4*10 T15
12 AF1012 M4*10.1 | T15
13 AF1092 M4*11 T15
14 AF1062 M4*12 | T15IP
15 AF1101 M4*12 | T151P
16 il AF1032 M4*9.5 T15IP [ [ ]
17 AF1072 M5*11 | 120
18 AF1021 M5*12 T20
19 AF1102 M5*12.2 T20

Cutting Tool Technology




Application Information F.‘.ZFE 1%.@

71k R 5t X R ALARIRNREEKEE

JIERAISO

Ra/Rz pm

0.4/1.6 0.05 0.07 0.1 0.12 0.14 0.18
1.6/6.3 0.1 0.14 0.2 0.25 0.28 0.35
3:2/125 0.14 0.2 0.28 0.35 0.4 0.49
6.3/25 - 0.28 0.4 0.49 0.57 0.69

8/32 & = 0.45 0.55 0.64 0.78

MEFETE |, TR S S Stock cuttingt toals. #

Cutting Tool Technology
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IEFH EE- Application Information

IEERE N ER
Galii hisaE
150kg EMEH 100kg $JER (N/mm?)
(HRC) [HRB)
208 198 - 93 667
212 201 - 94 680
217 206 {16.0) 95 696
220 209 (17.5) 95 1086
222 211 (18.7) 96 716
235 223 {19.1) a7 755
242 230 20.2 97 : 775
248 236 22.1 99 794
257 244 : 23.1 : 100 824
262 249 24.1 100 838
266 253 24.8 101 853
272 258 25.7 101 870
275 261 26.4 102 880
277 263 27.0 103 892
291 276 29.1 104 941
302 287 29.9 105 971
308 293 30.9 106 930
315 299 32.1 107 1020
322 306 32.3 107 1035
325 309 32.4 107 1049
338 321 336 107 1089
343 326 354 108 1118
361 343 36.6 109 1157
369 351 37.6 110 1187
383 364 39.4 - 1236
392 372 40.3 = 1265
408 388 41.7 - 1314
425 404 429 - 1363
433 411 43.6 - 1390
441 419 446 - 1422
447 425 45.0 - 1447
455 432 45.8 - 1471
470 447 46.9 - 1520
485 461 48.1 - 1569

Cutting Tool Technology




Application Information FZF '%-E.a

'\HNC‘ ﬂﬁ MefETE |, TR S S Stock cutting tools. Please
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lﬁﬁ EE\ Application Information

1m0t Pleass call ' checkitiveiiey bikke oideig AHNO 2k

Cutting Tool Technology
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ISO ZEHl Insert ISO Code System

ISO Turning
FHIFTT#1I7] F #%E8 1SO 1832 #REANfF SRR

Turning Inserts according to ISO 1832 Standard Code System

w1

Example 1:
CNMG120408 - P M A
1 2 3 4 5 6 7 12 13 14

1. ARER 3. 4%

1. Insert shape 3. Tolerance

Symbol Talerance

0,025 10,005 . £0,025
_ C +0,025 +0,013 | 40,025
B o O E 30025 | £0,025 | £0,025
F +0,013 + 0,005 +0,025
C P Q G  :0025 £0,025 £0,130
H +£0,013 +0,013 | £0,025
D R O J! +0,05-0,15° | +0,005 10,025
K' +0,05-0,15° | +0,013 +0,025
| L +0,05-0,15 +0,025 - 0,025
2 Z |
H <:> T A M £0,05-0,15° = £0,08-020° | +0,130
N +0,05-0,15° +0,08-0,20° +0,025
K ﬁ v <z T U  £008-025  :0,13-038 0,130
L I:l W L DB EREREE T LM RIWE (0 1S0 1832 17 )
| L The insert has finishing minor cutting edge. Tolerance i= different by insert swe. Please see 150 1832,
2. M 4, JIR N IFE E S
2. Relief Angle 4. Insert Machining and Figure
s B £S Bl
symbol Shapa Symbal Shape

A

i
a
2
I

w
J’L »'[ 1
o oy
-l
+
iy
i3
™
3
1
-0
q

y | oy
L . B | 5 . =
c | | & | B=70-90° ﬁ
— B =70-90" 8= 40-60°
R — % By
D | ; c = M W] U E0N
it _ B = 70-50° B=40-60"
E l: 20° [ ] EM
— F N w
— = = |5
F :—-—. 250 B =40-60"
L 8 FEE T A RE
| G m Q ‘E X n exa%&fﬁa:wn ar
G :jﬂ' B= 40-60° dl?t:iledhdleshc.':pl‘fodn is rlleided

Cutting Tool Technology




Insert 1SO Code System ISO Eﬁ']

iSO Turning

il 2:
Example 2:
1 2 3 4 5 6 7 8 9
5, IHIZIKE 6. NREE
5. Cutting Edge Length | RIEIFLE (00) Inch 6. Insert Thickness

TIRTEIR Insert Shape Bz Ef i(mm)
Figure ickness

pomnss | [ 5] v W
IC Diameter d . p ! 01 149
e - | = - d = - |- | - |- -
ES | g | g | R | ki | faikicd | g | T 1,98
i Inch Size Size Size Size Size Size Size
3,97 | 52 06 | 69 | 02 238
5 | 0197 05 _ 03 | 38 I:D:E Scasl -
556 | 732 | | m,\ |8 T2 278
B | 0236 06 _ e =
635 | 28 | 06 | 64 | 07 | 77 | 06 1 [ 11 11 1| 04 | 43 03 318
~8 fess| | [ | e[ | — [ T o5z _ 0B
9525 | /8 | 09 | 96 | 11 | 115 | 09" | 09 | 95 | 16 | 165 16 165 | 06 | 65 T3 397
10 | 0394 10 : = '
12 |02 £ | - U:IZB 04 476
147 4/8 12 12,9 15 155 12 12 12,7 22 22 22 22,1 o8 87
15875 | 5/8 16 16,1 15 158 27 27 10 10,8
16 | 063 16 . ‘i’ﬁ i £y 5%
e [ne | 12| 116 — 06 635
1905 &8 | 19 [1e3 | | [ 19" | 18 [ 490 | :
20 0,787 20
25 | 0984 25 07 794
254 | 8@ | 25 | 258 | 25" | 25 | 254 _ |
32 1,26 32 09 9,52
7. BR¥E 8. tIEIZIRZ AR 9. tIHIG@E
7. Corner Radius 8. Cutting Shape 9. Cutting Direction
Bl 382 r(mm) s B B
Shape Radius Symbol Shape Figure
01 0,1
aii | <
: 4
02 0,2 R
04 0,4
08 0,8 | ; -
E
L
12 1,2
16 1,6 _ --
|. - A
T 7 .
24 24 N
[lfﬁlﬂamﬂm
MO te
etric
(Diameter unit is mm) -
HEE S ! ;
(SR TIEFLL mm
00 i)
Inch
{Inch converts to mm)
AHNO MEFETE TR R T A ’33
St

Citting Teol Technelogy



ISO ZEHl Insert ISO Code System

ISO Turning
BRESEVIHITERTS IR

Carbide Cutting Tool Material Name Code

]
Chipbreaker Index

CNMG120408 - PMA

1 2 3 5 6 7 12 13 14
12, EEMH 13, ERFfE X 14, NAHEFE
12. Main Materials 13. Chip Area 14. Application
s i E HKs Fiig s HE
Symbal Material Matarial Symbol Application Symhal Recommendation
M =
P Steel F ,SBD,I A ﬁi ?E#
Finishing 1** choice
M AW = =
Stainless Steel AT EHE
- - S Semi B 2™ choi
Hik el ™ choice
K East Itoh Finishing
. g _
N BBSRE o c 2w
Nonferrous Metals ' 3" choice
Roughing
MM T
S Hard-to-machine R #HmLT
Materials Roughing
EH 5
H Hard Materials EH BRELSE
g Hedvy 5 Chip First
Roughing P
pf
U A W Wiper
General
434 g tools: Please call 1 checkirivertary ke videing AHNO Jzk::
o Cutting Tool Technology




Insert ISO Code System

ISO ZEHl

iSO Turning
Al
Example :
1 2 3 4 5
RS 1] #E
Function No. Description Datails
1 AHNO [
c EESE +CVD v £EMEE +PVD
Carbide +CVD _ Cermet +PVD
p EEREEE +PVD | EEEE
Huiad = - Carbide + PVD . Sialon Ceramics
> RERT RAIE
Basic Materials & 8 BN w Whisker Ceramics
Coating Code WESE
D nan N ~ Carbide
T EEME
_ Cermet |
P W N BEERE
| Steel _ Nonferrous Metals
5 BiEENA v | : M THH
First Recgmmended Stainless Steel Hard-to-machine Materials
Application | - )
K 2223 H [EEzE
Castlron | Hard Materials
01 10 20 30 40
it EE
4 ISO [ FEE Wear Resistance | = e -
ISO Application Range g o = - - —
Toughness :
5 IR A: [ -Loong BERFIHE

Generation Cade A: AHNO-Loong series grade

Citting Teol Technelogy




ISO ZHil Insert ISO Code System

ISO Turning
P& - Loong BERF! - EHIME—E

AHNO Loong Series-Turning Materials Overview

RPN A
Turning Materials Application

ik TR RS N ESEE
H?fiﬁéﬁ 1SO 485 %ifﬁgz' Workpiece Material Group . . kpp!icatipn Range . _ | ?i*iﬁ.ﬂﬁ
Materials I1SO Group Technology n " m - T = ‘ - : 20125 | 20 ; - T - Techriology Description
- | | i | L | ! | = .

SRR, BEFEMT
PO5~P20 L 2 - FEENT, FRENEFIOHE e
- | | EEFEAEENT. B4, EATFE

[ e IlE A BTN,
The high wear resistance of steel turning

I. materials, suitable for finishing and semi-

E—— i i finishing, can be used for slight Intermittent
| | machining In the case of good rigidity. In

H10-H20 » P addition, It s 2ls0 suitable for the processing

of same cast Iran and guenched materials,

ACPOSA  K10-kK20 cvD ] ]

I I I i I I I I I .
LIS, HENREEER TN

P10~P25 ® ' - | i, BRETATEIERHE,
| | | The first choice for steel turning, with
ACP10A Lvp | | excellent wear resistance and good
toughness, which 1s a highly balanced

K15-K25 '
O - general material.

‘ | DEENFRONIRE, AREERE

H9ETSEYE, TERTONIES 2R T 2 A

P15~P30
® | - Rife, H9aESRIEREMT.

| - = | | It has a high level of reliability even in the
ACP20A CvD [ face of unfaverable machining conditions,

and can achieve stable machining in
both continuous and Intermittent turning
applications of steel,

K20-K30 »

| | A MIREOEEME, SEREF

P25~P40 A9RAIIME, MR T R =
. - Hl, AR RARENEINT.

| i i —_ | | | | | | | The first choice for harsh machining

ACP30A | D | | conditions, With good matrix toughness, it is

= - widely sed for strong Intermittent or heawvy-

(:) duty turning, especially In the machining of

M20-M30 q ]
| steel or martensite stainless steel.

|
amD | mEmeES S ERG, ER0TEK
: AUBESE AL, T TR
' ' N I O = B
- . AR LR EIT,
D
|
|

505-515 &

MO5~-M15

APSISA i = [ === ' | coating that Is uniform and smooth achieves
K05~K15 D - extreme wear resistance, which is the

pr— preferrad materlal for difficult-to-machine

e e { {1 materlals, as well as covering the finishing of

The matrix with a low cobalt content of
| | wvery fine particies and an ultra-thin physical

I stalniess stesl, quenched materlals, and cast
HO5-H15 O - Iron materials.

EMTEEMT.

- A general material for stalnless steel

| machining, especially far high linear speed

A . .. . THERMIEDERME, LTERERRERE
M15~M25
| ‘ 7 HOTIEIR A, SR TEE sl ah

ACM20A  P20-P30  op (D ‘

| o [ | ] [ [ : cutting applications, and for semi-finishing
510~520 C' to raughing in continuous of Intermittent
! conditions,
M20~M30 ‘ i i TEPOTENTIM A, BEEFOT RN,
| I . [ \ | ‘ | @ || ETERNEdERFEAIREE L I
| i I =y A,

ACM30A P25~-P35 VD q ] ‘ ‘ - Stainless steel roughing materlal, with good
| | rellabllity, has a wide range of applications
| = | In the field of severe INTErMITTENt or heawy-

515-525 ‘ O ‘ - duty turning.

Cutting Tool Technology




Insert 1SO Code System ISO EﬁU

iSO Turning
FJiE - Loong RERZ! - ZEHIME—XK

AHNO Loong Series-Turning Materials Overview

ivdz:E

Application Category

IHHRE TRHE b=l

Workpiece Material Group Tool Material Coating Class
20 30 40
TES®
Carblide
BREE —_—
P Carbide
BEES
Carbide =
BEAS .
Carbide
FEES® PVD
Carbide
REHN BEAS
M Bk o’ 50 cvo
EEaE VD
Carbide
b d i
Carbide
WEEE VD
K Carbide
HREE i
Carbide
BESS nE
Carbide
5 BEES _
Carbide
BESS -
Carbide
s TES® —
Carbide
BESE
Carbide N
BESE
H Carbide k¥

AHNO JZE3 PegE T TTOTHY 35 S B Stock cutling tools. Hladsie

Citting Teol Technelogy
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ISO ZHil

Insert ISO Code System

ISO Turning

FIIi% - Loong RERZ! - AR EHIT] H 18R —%

AHNO Loong Series-Negative Turning Insert Chipbreaker Overview

SEEFT R
Negative Inserts

M R EEE EfEEETE B EiESIE cN
Application  Type  Chipbreaker Chipbreaker Range Diagram Chipbrezker Section
ap fmml CNMG-PFA | DNMG-PFA | SNMG-PFA | TNMG-PFA | VNMG-PFA | WNMG-PFA
o -
i 25" (15 1
40 T
-PFA |
\ 1
20
n & L f{mmir] [
5 0z 04 08 P.442 P.444 P.447 P.449 P.450 P.451
e
4 frm]
] g ap CNMG-MFA | DNMG-MFA | SNMG-MFA | TNMG-MFA | VNMG-MFA | WNMG-MFA
a0 1946
40
20 i
! f
B2 04 o i p.443 P.446 P.448 P.449 P.450 P.451
ap [mm] CNMG-PSA | DNMG-PSA | SNMG-PSA | TNMG-PSA | VNMG-PSA | WNMG-PSA
wn 6.0
]
3 %
n ﬂ 40 3 ;
3 % -PSA 1 |
2 || Jis ]
= & 20 —— [ |
S I |
o B i
82 04 o mmil P.442 P.444 P.447 P.449 P.450 P.451
ap [mm] CNMG-PMA | DNMG-PMA | SNMG-PMA | TNMG-PMA | VNMG-PMA | WNMG-PMA
80
o3
01% o
18
40 BT
-PMA | 10 %_/ ] o a 4 ' A
T = ’
= 20
a
c ¥ I~
3 ﬁ 0z 04 o0g Imm P.442 P.445 P.447 P.449 P.450 P.451
= T i
oE ap [mm] CNMG-MMA | DNMG-MMA | SNMG-MMA | TNMG-MMA | VNMG-MMA | WNMG-MMA
z8 | |
5 60 S —
u’-j" ______ 13 025
4 =
Y ‘ . 4 ' ‘
5
20
0z 04 e 'lmmA P.443 P.446 P.448 P.449 P.450 P.452
I i AHNO Kz

Cutting Tool Technology



ISO ZHll

ISO Turning

Insert ISO Code System

P& - Loong REFRFI - B EHITI &R —1E

AHNO Loong Series-Negative Turning Insert Chipbreaker Overview

ABREHTD A
Negative Inserts
T BREERE GER o onl s TN vN WR
Application  Type  Chipbreaker Chipbreaker Range Diagram Chipbreaker Section
ap [mm] CNMG-FRA | DNMG-PRA = SNMG-PRA | TNMG-PRA WNMG-PRA
60 ) S |
| - 04
40 QL5 s
-PRA 5-%_ |
20
E g 0z o0& o0g 'mmA P.442 P.445 P.447 P.449 P.451
L]
= % ap [mm]
g ) CNMG-MRA | DNMG-MRA | SNMG-MRA WNMG-MRA
&0 = T
| 032
L LY s
40 = 24 |
-MRA %
T &
20 I
3 ha- op e P.443 P.446 P.448 P.452
AHNO uiﬂ MeFEI R | ST R Stock cutting lools. Please call to A20

Cutting Tool Technology




ISO ZEHl Insert ISO Code System

ISO Turning
P& -Loong RERY - ERVEHIT) R1EE—IT

AHNO Loong Series-Positive Turning Insert Chipbreaker Overview

ERESITD R
Positive Inserts
M R EEE EfEEETE B EiESIE cc
Application  Type  Chipbreaker Chipbreaker Range Diagram Chipbrezker Section
ap [mm] CCMT-PFA | DCMT-PFA | SCMT-PFA | TCMT-PFA | VBMT-PFA
60
0.53
&0  HE - : 7
20 Jj - il
- _ i |
0z 04 06 (mmir] P.453 P.455 P.458 P.459 P.461
ap [mm] CCMT-UFA | DCMT-UFA | SCMT-UFA | TCMT-UFA “'B"S&MT'
&0 et |
-
2 10 30"
=, ﬁ 40 || 4
ET | ura Ly 15 A
B 20 ! :
62 04 06 mmn P.454 P.456 P.458 P.460 | P.461/P.462
ap [mm]
i RCMT-UFA
60 |—
1.55
o1
ik e ] 1 .
RCMT) S [ | _
20 + k -t 11"
| I .._,_,-....f
D2 04 D& 08 1.0 P.457
f [mmJr]
op [l CCMT-USA | DCMT-USA | scmT-usa | Temr-usa | VEBY ESCAMT‘
&0
s 2l CEIE T
_USA il _ 15‘#‘-_-_/-
i 1
20 ————H1——1
w | |
3 ¥ I o s PR i ' - ' I
= ﬁ 63 04 as P.454 P.456 P.458 P.460  P.461/P.462
- ap [mm]
“ s RCMT-USA
s 60 —.
Lo 1.09
_USA 40— O 021 29°
(RCMT) f Tt t——t ¥
20 1 1
02 04 06 0B 10 P.AST7
f[mmir]
A40 3 115 vt bk G AHNO BZE-

Cutting Tool Technology



Insert I1SO Code System ISO Eﬁ“

ISO Turning

P -Loong RERF! - IERVFHIT] 18R —IE

AHNO Loong Series-Positive Turning Insert Chipbreaker Overview

EREHTDR
Positive Inserts
A R HEE B EERE BrEEAE
Application  Type  Chipbreaker Chipbreaker Range Diagram Chipbreaker Section
- ap [mm] _ CCMT-PMA | DCMT-PMA |~ SCMT-PMA | TCMT-PMA | VBMT-PMA
3 60 0.75
= [T =
3 ﬁ 40 i
§ T Pma M\'w
n /
I A 20 | Syl | L
ks I
3 o -
0z 04 o fmmd p.4s3 P.455 P.458 P.459 P.461
ap [mm] CCMT-PRA | DCMT-PRA  SCMT-PRA | TCMT-PRA | VBMT-PRA
80
4.0
- ’ a
201 i
= [ i ]
8 E 62 04 o0& mmm p.453 P.455 P.458 P.459 P.461
w I
gg ap [mm] CCMT-URA | DCMT-URA = SCMT-URA | TCMT-URA | VBMT-URA
&40 B
Uﬂm
40 17, =
-URA =
20

“a2 o4 06 rimmm P.A54 P.456 P.458 P.460 P.461

MEGR TR

Cutting Tool Technology



fIi& - Loong RERFI - REICN I/ CNMG (80° Negative)

AHNO Loong Series-Negative Insert CN Series Series L < S
CN**1204 12.9 12.7 476
’7’ % CN**1606 16.1 15875 635

X / CN**1906 19.3 19.05 6.35
Ic

M
(mm/rev.) LA .
CNMG120404-PFA 04  015-030 04-30 e o o | o | @
-PFA ‘ CNMG120408-PFA 08 015-030 08-35 e o e | o | o | o
CNMG120412-PFA 12 015-035 12-40 e e o o
CNMG120404-PSA 04 015-030 05-30 e o e o
-PSA ‘ CNMG120408-PSA 08 015-045 08-30 e o e o
CNMG120412-PSA 12 015-045 12-40 e o . I
CNMG120404-PMA 04  015-026 05-60 e o o
CNMG120408-PMA 08 017-052 08-60 e | & | «
CNMG120412-PMA 12 015-056 12-60 e o o
CNMG120416-PMA 16 017-080 16-60 S -
 CNMG160608-PMA 08 017-052 08-7.0 e o
h CNMG160612-PMA 12 017-060 12-70 ¢« o D
CNMG160616-PMA 16 017-0.60 16-7.0 e o
CNMG190608-PMA 08 017-052 08-80 e o o T
CNMG190612-PMA 12 017-070 12-80 ® ® e e
CNMG190616-PMA 16 017-080 16-80 ® © o @ B
CNMG120408-PRA 08 025-060 20-60 ® ® e ®
CNMG120412-PRA 12 025-068 20-60 ® o e
CNMG120416-PRA 16 030-080 20-60 s
-PRA CNMG160608-PRA 08 025-0.60 3.0-7.0 e o
CNMG160612-PRA 12 025-070 30-70 ® ® e e
CNMG190612-PRA 12 025-070 30-80 e o
CNMG190616-PRA 16 025-070 20-90 ® e ®

Cutting Tool Technology



CNMG (80° Negative)

faiE - Loong BER%I - RECN TI R

Series = IC 3 AHNO Loong Series-Negative Insert CN Series
CN**1204 12.9 12.7 4,76
CN**1606 16.1 15.875  6.35 ,—/ @
CN**1906 19.3 19.05 6.35 x [ T

M _
o Ap § § g
(mm/frev.) (mm) e
CNMG120404-MFA 04  018-030 04-40 . ° . o e o
-MFA CNMG120408-MFA 08 020-045 08-40 | ° ° ° ° °
CNMG120412-MFA 12 022-045 12-45 : . ° .
CNMG120404-MMA 04  0718-030 04-40 ' ° ° ° ° °
CNMG120408-MMA 08  020-045 08-40 e N ° ° °
-MMA o CNMG120412-MMA 1.2 022-045 12-45 I [ ] L[] L[] ] [ ]
CNMG160608-MMA 08 022-050 08-50 e ° °
CNMG160612-MMA 1.2 025-055 12-55 L] | ® [ ] [ ] ] L[]
CNMG120408-MRA 08 025-047 0B8-70 L [ ] ]
CNMG120412-MRA 12 028-063 12-70 * ® °«
 CNMG120416-MRA 16  033-068 16-70 * ° ®
R CNMG160608-MRA 08  030-047 08-80 . o | o |
CNMG160612-MRA 12 031-063 12-80 ° . ° ®
CNMG160616-MRA 16  033-072 16-80 ° ) o [N
HIHIE# Cutting Parameters Ve(m/min.)
o st Tgn:?l?s?r;!ngth P ACP10A ACP20A ACP30A APS05A ACM20A | ACM30A
Material Group (N/mm?) (HB) Min Max Min Max | Min Max Min Max @ Min Max | Min Max | Min Max
ES, BN <600 <180 | 250 500 | 200 450 | 180 400 | 160 360
Low Carbon Steel Carbon Steel <950 <380 | 225 360 | 200 320 | 150 300 100 240
m‘%ﬁm 700-950 200280 | 120 320 90 300 | 75 20 60 200
. _ 950-1200 | 280-355 | 120 240 100 225 | 75 180 50 150 | 80 125 | 60 100 | 50 80
pigh=ayed atec) 1200-1400  355-415 | 60 80 | 85 75 | 40 &0 | - - | 75 100 | 40 76 | - =
EEREH e 200 | | 120 240 | 150 240 | 125 225
M e ki 778 230 | 100 160 | 125 160 | 105 150
SRR 1013 300 80 150 | 120 150 | 100 125
G%n 700 | 220 | 270 500 | 240 450 | 225 400 200 360 | 180 240
Gt 880 260 | 240 500 | 200 450 | 180 400 160 360 | 160 200
i 2 800 250 | 225 360 200 320 | 150 300 | 100 240 | - -
Eﬁﬁﬁm iy 1100 250-320 45 90 | 40 78 | - -
b 1260 370 % 8 | 30 60 | - -
@ 260 75 |
mu,ﬁfﬁ,w 447 130
Hardened Steel i | 50-60HRC 30 45
Hardened Cast Iron - | 55HRC 40
auNO BB - 443

Cutting Tool Technelogy




fIi& - Loong RERFI - REI DN J1 R DNMG (55° Negative)

AHNO Loong Series-Negative Insert DN Series Series L < S
DN**1104 11.6 9.525 476
DN**1504 15.5 12.7 476
DN**1506 15.5 12.7 6.35

Fn Ap § 8
(mm/rev.) (mm) S 8
DNMG110404-PFA 04  010-024 04-30 e o o | o | o | @
DNMG110408-PFA 08 015-030 08-30 e o e o o o
DNMG150404-PFA 04  015-024 04-30 e o e o o o
-PFA DNMG150408-PFA 08  015-030 08-30 e o o | o | o | @
DNMG150604-PFA 04  015-024 04-30 e o e o o o
DNMG150608-PFA 08 015-030 08-30 ® ® @ e o o
DNMG150612-PFA 12 015-035 12-35 » .
DNMG110404-PSA 04 015-024 05-30 e o °
DNMG110408-PSA 08 015-035 08-30 e o .
DNMG150404-PSA 04 015-025 05-30 « o . -
DNMG150408-PSA 08  015-045 08-30 e o ®
b DNMG150604-PSA 04  015-025 05-30 e o . D
DNMG150608-PSA 08  0.15-045 08-30 e o o e o
DNMG150612-PSA 12 015-045 12-30 e o ® T
DNMG150616-PSA 16  017-050 16-35 e o

tI8IE# Cutting Parameters Ve(m/min.)

ACPO5A ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
6 e MIBE
Material Group T‘“’(Im.::“r?]"m {HB) Min Max | Min Max Min Max | Min Max Min Max | Min Max Min Max
B, W | <600 . <180 250 500 | 200 450 | 180 400 | 160 360
R <950 | <280 | 225 360 | 200 320 | 150 300 | 100 240
] | : . [
Rowe jﬁmﬂm | 700-950 200-280 120 320 | 90 300 75 270 | 60 200
Beem ~ 950-1200 280-355 120 240 | 100 225 75 180 | 50 150 80 125 & &0 100 | 50 80
SeheRoved desl | 1200-1400 | 355-415 40 80 | 55 75 | 40 60 | - - | 75 100 | 40 75 | - -
REATIFR 475 200 | 120 240 | 150 240 | 125 225
M Mg_ﬁffm, 778 | 230 | 100 160 | 125 160 | 105 150
ﬁﬁmgﬂ 1013 300 | 80 150 | 120 150 | 100 125
RO | [ |
v | 700 220 | 270 500 | 240 450 | 225 400 | 200 360 180 240
AT o 880 260 240 500 | 200 450 180 400 | 160 380 160 200
- “ i 800 250 225 360 | 200 320 150 300 @ 100 240 - -
| @pEAS BELS -
obalt Base N&yA Iﬁ:ké;: Base Alloy 1100 250-320 4 90 | 4 75 | - -
= 3
Titanium Alloy 1260 70 _ 40 80 | 30 60 | - -
e 260 75 [
&
wﬁfﬁm a1 130
|
ey - 50-60HRC 30 45
Hardened Cast Iron - 55HRC 30 40

se calltp checkinventary before ordering AHNO L2RC]

Cutting Tool Technology




DNMG (55° Negative) fi& - Loong BERFI - REY DN J1 R/

Series = IC 3 AHNO Loong Series-Negative Insert DN Series
DN**1104 11.6 9.525 4,76
DN**1504 15.5 127 476
DN**1506 15.5 12.7 6.35

Fn

B3 Type BE (mm/rev.)

DNMG110404-PMA 0.4 015-026 05-3.0 L ] [ ] L
DNMG110408-PMA 08 017-052 08-30 [ ] [ ] [ ]
DNMG110412-PMA 1.2 0.15-056 12-30 L ] [ ] [ ] I
DNMG150404-PMA 0.4 015-026 05-3.0 [ ] [ ] L ]
-PMA DNMG150408-PMA 0.8 0.17-052 08-45 L] [ ] L ] el
DNMG150412-PMA 12 015-056 12-45 ° o |
DNMG150604-PMA 0.4 015-026 05-30 ® [ ]
DNMG150608-PMA 08 017-052 08-45 ® ® ®
DNMG150612-PMA 1.2 0.15-056 12-45 * ® [ ]
DNMG150608-PRA 0.8 025-048 20-45 * L ] [ ]
-PRA DNMG150612-PRA 1.2 025-070 20-45 L L [ ]
DNMG150616-PRA 16  030-080 20-45 . | ]

HIHIE# Cutting Parameters Ve(m/min.)

ACPOSA ACP10A ACP20A ACP30A APS05A ACM20A ACM30A
o e el -
Material Group an (N';‘mfnrﬁ}m (HB) Min Max Min Max Min Max Min Max | Min Max | Min Max | Min Max
] | B2 <600 <180 | 250 500 | 200 450 | 180 400 160 360
e <950 <280 | 225 360 | 200 320 150 300 100 240
 LowslloydSieel 700950 200-280 | 120 820 | 90 300 | 75 270 60 200
| 950-1200 280-355 | 120 240 | 100 225 | 75 180 50 150 | 80 125 | &0 100 | 50 &0
pigh=ayed atec) 1200-1400 | 355-415 | 40 80 | 55 75 | 40 &0 | - - 75 100 | 40 75 - -
HEAAEH 675 200 | 120 240 | 150 240 | 125 225
M Dup,if*f;fn’;fs?m 778 | 230 | 100 160 | 125 160 | 105 150
i s ot 1013 300 80 150 | 120 150 | 100 125
Gn;,ﬁgi,, 700 220 270 500 | 240 450 | 225 400 | 200 340 | 180 240
ot B o 880 260 240 500 @ 200 450 | 180 400 | 160 360 | 160 200
Sk s i 800 250 | 225 360 | 200 320 | 150 300 100 240 @ - -
| @EAS B
Cobalt Base Alloy, Nickel Base Alloy 1100 250-320 45 90 | 40 75 - -
Tianium Alloy e | I| | | |l -
sl 260 75
BaR
Afinnm oy 447 130
Hardenad Steel i 50-60HRC 30 45
Hardened Cast Iron - 55HRC 0 40

445

Cutting Tool Technology




fIi& - Loong RERFI - "B DN J1 R/ DNMG (55° Negative)

AHNO Loong Series-Negative Insert DN Series Series L < S
DN**1104 11.6 9.525 476
DN**1504 15.5 12.7 476
DN**1506 15.5 12.7 6.35

(mm/rev.) g E
.
DNMG110404-MFA 0.4 010-024 04-20 L] L] L] L] L]
DNMG110408-MFA 0.8 015-027 08-20 L] ] [ ] [} L]
DNMG150404-MFA 04  015-024 04-25 ® ° ®
-MFA DNMG150408-MFA 08 015-030 08-30 e ® ° °
DNMG150604-MFA 04 015-024 04-25 . ° ° ° °
DNMG150608-MFA 08 015-030 08-30 ° e ° ° .
DNMG150612-MFA 1.2 015-030 1.2-30 L] ] ] ®
DNMG110404-MMA 0.4 015-024 04-30 L] L] L]
DNMG110408-MMA 08 018-035 08-33 ° ° ° 'y
DNMG150404-MMA 04 015-024 04-35 [ ° ®
-MMA DNMG150408-MMA 08 020-040 08-40 ° °
DNMG150604-MMA 04 018-024 04-35 . e o . °
DNMG150608-MMA 08  020-040 0.8-40 ° ° ° ° °
DNMG150612-MMA 1.2 022-040 1.2-40 L L] L] L] L] [ ]
DNMG150408-MRA 0.8 025-036 08-40 L] ® 3
DNMG150604-MRA 04  017-018 04-40 ° ° e |
“MRA DNMG150608-MRA 08 025-036 08-40 . ° .
DNMG150612-MRA 12 026-054 12-40 . ° .
o - . nﬁiifis?rﬁgm s PO ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
Material Group otk (HB) | Min Max | Min Max Min Max | Min Max Min Max | Min Max Min Max
FER, wER | <600 | <180 | 250 500 | 200 450 | 180 400 | 160 360
Low Carbon SteelCarbon Steel | <950 <280 225 360 | 200 320 150 300 | 100 240
mfﬁfﬁm - 700-950 200-280 120 320 | 90 300 | 75 270 | 60 200
BasW 950-1200 | 280-355 120 240 | 100 225 | 75 180 | 50 150 B8O 125 | 60 100 | 50 80
High-alloyed stee| | 1200-1400  355-415 &0 80 | 55 75 | 40 &0 = - 75 100 | 40 75 = =
Austenitic 675 | 200 120 240 | 150 240 | 125 225
M szﬁ;ﬁﬁﬁeﬂ 778 | 230 100 160 | 125 160 | 105 150
"ﬁﬁ@;};x?ﬁ""' 1013 w0 | - 80 150 | 120 150 | 100 125
&mn _= 700 | 220 270 500 | 240 450 | 225 400 | 200 360 180 240
womms 880 260 ' 240 500 | 200 450 180 400 | 160 360 160 200
s o [R5 250 | 225 360 | 200 320 150 300 | 100 240 - -
Nt e W0 |z (s % |0 |- -
Titaniim Alloy 1260 370 (40 80 | 30 0 | - -
e 260 75
Tocivi 447 130 |
Hm;d i) - 50-60HRC 30 45
Hardened Cast Iron = S5HRC | 30 40

AHNO B2k
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SNMG (90° Negative) fIi& - Loong BERFI - RBUISN 1/~

Series = IC 3 AHNO Loong Series-Negative Insert SN Series
SN**1204 12.7 12.7 4,76

SN**1906 19.06  19.05 6.35

Fn
(mm/rev.)
SNMG120404-PFA : 0.15-0.30
' SNMG120408-PFA . 0.15-0.35
SNMG120404-PSA 04  035-025 05-30 L] L]
SNMG120408-PSA 08 015-045 08-30 ® ]
“PeA SNMG120412-PSA 12 015-045 12-30 .
SNMG120416-PSA 1.6 015-045 1.6-50 °
SNMG120408-PMA 08 017-052 08-60 L] L]
SNMG120412-PMA 12 015-056 12-60 ]
-PMA a SNMG120416-PMA 16  017-080 1.6-60 L] i i
SNMG190612-PMA 1.2 015-080 12-80 ® [ ]
SNMG190616-PMA 16 017-080 16-80 . ') [
SNMG120408-PRA 08 025-040 20-60 ® ° ()
SNMG120412-PRA 12 025-068 20-60 ® ¢« o ]
-PRA . SNMG120416-PRA 16  030-080 20-60 @
SNMG190612-PRA 1.2 025-070 20-9.0 L] | =
SNMG190616-PRA 14  030-080 20-90 L] L]
o — -renﬁtﬁs?{;‘ngth P ACPO5A ACP10A ACP20A ACP30A iwsos.q ,Tcr-:zoa ACM30A
Material Group (N /o) (HB) | Min Max Min Max Min Max Min Max | Min Max Min Max | Min Max
{3, BEWR <600 <180 250 500 200 450 | 180 400 140 340
$9w ERchan Stal Carbo stael <950 <280 | 225 360 | 200 320 | 150 300 100 240
meﬁw 700-950 | 200280 | 120 320 | 90 300 75 270 60 200
950-1200  280-355 | 120 240 100 225 | 75 180 50 150 80 125 | &0 100 | 50 80
Micnsaliopd tedl 1200-1400  355-415 | &0 80 | 55 75 | 40 &0 - - 75 100 | 40 75 - -
Mmmcﬁ 675 200 _ 120 240 | 150 240 | 125 225
M mﬂﬁﬁfﬁm 778 230 [ 100 160 | 125 160 | 105 150
Zﬁ?ﬁf& " 1013 300 - 80 150 | 120 150 | 100 125
G%n 700 220 270 500 | 240 450 | 225 400 @ 200 360 | 180 240
Nmﬁ?ﬁfﬁm 880 20 240 500 | 200 450 | 180 400 | 160 360 160 200
prenialatiiia 800 250 225 380 200 320 | 150 300 @100 240 @ - -
2 omﬁﬁﬁ;,ﬁﬁ oy 1100 250-320 ' 5 90 |4 wm | - =
it Ao 1260 370 4 80 | 30 6D - -
260 75
Alurrinum Allog Y 30 |
Hardened Stesl - | 50-60HRC 30 45
Hardened Cast Iron = | 55HRC 30 40

Cutting Tool Technology




fIi& - Loong RERFI - REISN 7]/ SNMG (90° Negative)

Series L IC S
SN**1204 12.7 12.7 476
SN**1906 19.05 19.05 6.35

AHNO Loong Series-Negative Insert SN Series

Fn Ap
(mm/rev) (mm)

SNMG120404-MFA 0.4 015-030 04-3.0 L]

-MFA SNMG120408-MFA 0.8 0.15-030 0.8-30 L] [ ]
SNMG120412-MFA 12 015-035 12-30 @
SNMG120408-MMA 08 020-045 08-45 e o L[] [ [

-MMA SNMG120412-MMA 1.2 022-050 12-50 L]
SNMG120408-MRA 0.8 025-040 08-7.0

-MRA SNMG120412-MRA 1.2 028-059 12-70

124 Cutting Parameters Ve(m/min.)

| ACPOSA ACP10A ACP20A ACP30A APS05A ACM20A ACM30A
150 HRd Tenﬁfis?rﬁgth @R
Material Group (N/mm?) (HB) Min  Max | Min Max Min Max Min Max Min Max | Min Max @ Min Max
R , RN | <600 <180 | 250 500 | 200 450 | 180 400 | 160 360
Loy Carbtin Steek Carhon 3teel B <950 <280 | 225 360 | 200 320 | 150 300 | 100 240
awealoyed Steel 700-950 200280 120 320 | 90 300 75 270 | 60 200
Basd 950-1200 280-355 120 240 | 100 225 75 180 | 50 150  BO 125 | 60 100 | 50 8O
i raloved ateet | 1200-1400 | 355415 &0 80 | 55 75 40 &0 = - | 75 100 | 40 5 | - =
Austenitic 675 200 120 240 | 150 240 | 125 225
M D,,p,ﬂmi,;lmsw 778 | 230 | 100 160 | 125 160 | 105 150
?Hm!-fhx?ﬁ 1013 300 | 80 150 | 120 150 @ 100 125
Jj'?gﬁ,, | 700 220 270 500 | 240 450 | 225 400 | 200 360 180 240
AR 880 260 240 500 | 200 450 | 180 400 | 160 340 160 200
Malleable Cast Iron 800 250 225 340 | 200 320 150 300 | 100 240 = =
Base Alloy, Nickel Base Alloy 1100 250-320 45 90 40 75 = =
YAy 1260 870 | 40 BO | 30 &0 o =
3 260 75
Tocivi 447 130
i |
Hardened Steel = 50-60HRC 30 45
Hardened Cast Iron = 55HRC 30 40

s Ploase call  checkiventory before odesig AHNO L2RC]

Cutting Tool Technology



TNMG (60° Negative) fIi& - Loong BERFI - RE TN 71/

Series L IC S AHNO Loong Series-Negative Insert TN Series
TN**1604 16.5 9.525 476

Fn Ap ¥
(mm/rev.) g
TNMG160404-PFA 0.4 015-024 04-30 ®
=PEA ‘ TNMG160408-PFA 08 0.15-030 08-30 ° .
TNMG160404-PSA 0.4 015-025 05-3.0 L] L] [ ]
-PSA ‘ TNMG160408-PSA 08 015-045 08-30 ° .
TNMG160412-PSA 12 015-045 12-30 ° .
TNMG160404-PMA 04  015-024 05-30 ° . ®
-PMA A TNMG160408-PMA 0.8 017-052 08-50 I L ® | L] L] |
TNMG160412-PMA 12 015-056 12-50 ° . °
TNMG160408-PRA 08 025-048 08-53 ° ° .
-PRA ﬂ TNMG160412-PRA 12 025-070 20-60 ® ° .
TNMG160404-MFA 04  018-024 04-25 . ° ° e .
-MFA 4 TNMG160408-MFA 08 012-028 08-30 . e | o | o | @
TNMG160412-MFA 12 015-028 12-30 e ® ° .
TNMG160404-MMA 04  0.18-024 04-40 e o ® ° *
-MMA TNMG160408-MMA 08 020-040 08-40 L] L] L] [ ] ®
TNMG160412-MMA 12 020-040 12-40 . e . '
1}|£% Cutting Parameters Ve(m/min.)
o —_ -ren’::l;tﬁs?fmh —— ACP10A ACP20A ACP30A iwsos.q ,Tcmon ACM30A
Material Group iy (HB) | Min Max Min Max | Min Max Min Max Min Max | Min Max | Min Max
FRE , EEW <600 <180 | 250 500 | 200 450 | 180 400 | 160 360
Lo Cerbnn S el Carbaly 1ol <950 <280 | 225 360 | 200 320 150 300 100 240
meﬁm 700-950 | 200-280 | 120 320 | %0 300 | 75 270 | 60 200
950-1200 | 280-355 | 120 240 100 225 | 75 180 50 150 80 125 | &0 100 | 50 80
High-alloyed Steel 1200-1400 | 355415 | 60 80 55 75 | 40 60 | - - | 75 100 | 40 75 | - -
g 675 200 | 120 240 | 150 240 | 125 225
M mﬁﬁﬁ?};ﬁsm 778 230 | 100 160 | 125 160 | 105 150
- MEELTER 1013 300 | - 80 150 | 120 150 | 100 125
G%n 700 . 220 270 500 | 240 450 | 225 400 @ 200 360 | 180 240
i T 880 260 | 240 500 | 200 450 | 180 400 160 360 160 200
TRER 800 | 250 | 225 360 200 320 | 150 300 100 240 | - -
mﬁﬁﬁ;,ﬁﬁ iy 1100 250-320 45 90 | 40 75 | - -
e Ko 1260 370 4 80 | 30 0 | - -
260 Ie7s |
Alurrinum Allog Y 130 |
Hardened Stesl - | 50-60HRC | 30 45
Hardened Cast Iron = | 55HRC i 30 40

449

Cutting Tool T




fIi& - Loong RERFI - RE VN T/ VNMG (35° Negative)

Series L IC S
VN**1604 16.5 9525 476

AHNO Loong Series-Negative Insert VN Series

M
Fn Ap é g ]
(mm/rev.) o . g
VNMG160404-PFA 0.4 0.15-020 04-25 L] ® L] L]
-PFA ' VNMG160408-PFA 08 015-030 08-30 [ ] L] [ ]
VNMG160404-PSA 0.4 015-020 05-30 ® L] L]
-PSA ' VNMG160408-PSA 0.8 0.15-035 08-30 ® L] L] T
VNMG160412-PSA 12 0.15-045 12-30 [ ] [ ] T
VNMG160404-PMA 0.4 005-0.20 08-3.0 [ ] ]
-PMA ' VNMG160408-PMA 0.8 0.15-040 08-30 L] L L
VNMG1604712-PMA 1.2 0.15-056 12-30 L]
VNMG160404-MFA 0.4 0.15-020 04-20 L] [ ] L] [ ] [ ]
-MFA ’ T _VNMG‘EG(]!;DB-MFA 0.8 0.12-025 08B-25 L] ®
VNMG160412-MFA 1.2 015-028 12-30 L L]
VNMG160404-MMA 0.4 015-020 04-30 L4 L L]
-MMA VNMG160408-MMA 0.8 020-030 08-35 L] L
VNMG160412-MMA 12 022-040 12-35 [ ] [ ]

124 Cutting Parameters Ve(m/min.)

IS0 ki TR el momm| 2P0 | serion | pcenk || Acesea | APSOSA | ACMIDA | mchBOR
Material Group (N/mm?) (HB) Min  Max | Min Max Min Max Min Max Min Max | Min Max @ Min Max
BRI |, TRER <600 | <180 250 500 | 200 450 @ 180 400 | 160 360
fowaban o Carban Seetl) <950 <280 225 360 | 200 320 150 300 | 100 240
mfﬁszm 700-950 200-280 120 320 | 90 300 | 75 270 | 60 200
Basl 950-1200 280-355 120 240 | 100 225 75 180 | 50 150 80 125 | 60 100 @ 50 80
High-alloyed Steel | 1200-1400 355415 60 80 | 55 75 40 60 - - 75 100 | 40 75 - E
Austenitic 675 | 200 120 240 | 150 240 | 125 225
M szﬁ;ﬁﬁﬁeﬂ 778 | 230 100 160 | 125 160 | 105 150
"ﬁﬁ@;};x?ﬁ""' - 1013 T - 80 150 | 120 150 | 100 125
amn | 700 220 270 500 | 240 450 @ 225 400 | 200 360 _ 180 240
Na,m%mn ' 880 260 ' 240 500 | 200 450 @ 180 400 | 160 360 160 200
Ma,mm [ 800 260 | 225 360 | 200 320 @ 150 300 | 100 240 - N
_ﬁ%ﬁ_ﬁzﬁﬁﬁ; 1100 250-320 | 45 90 | 0 75 | - S
mﬁ%m 1260 370 | 4 B0 | 30 60 | - =
P 260 75
EQ%M 447 130 |
Harrde;dSteel = 50-60HRC 30 45
Hardened Cast Iron = 55HRC 30 40

se call 1 checkiiveotary before ordering AHNO L2k

Cutting Tool Technology




WNMG (80° Negative) fii& - Loong BER%I - RE WN 1 R/

Series L IC S AHNO Loong Series-Negative Insert WN Series
WN**06T3 65 9.525 3.97
WN**0604 6.5 9.525 476

WN**0804 8.69 12.7 476

e (mn::;‘rev.) (;:;) g g
WNMGO060404-PFA 0.4 0.15-030 04-30 e L ] . . [ ] L]
WNMGOA0408-PFA 08 015-030 08-30 e e [ ] [ ] [ ]
-PFA WNMG080404-PFA 0.4 0.15-030 04-30 [ ] e e [ ] [ ] [ ]
WNMGO080408-PFA 0.8 0.16-035 08-35 L [ ] [ ] [ ] [ ]
WNMG080412-PFA 12 015-035 08-35 e o e o .
WNMGO6T304-PSA 04  015-030 05-30 . .
WNMGD6T308-PSA 0.8 0.15-045 08-3.0 [ ]
WNMG060404-PSA 04 015-030 05-30 ° o
WNMGD60408-PSA 0.8 0.156-035 08-30 ® [ ]
e WNMGD60412-PSA 1.2 0.15-0450 12-30 L] [
) V\:’NMGGBG&-O#-PSA 0.4 B 0.18 ——_0.30 05- 3:0_ L] L] L L]
WNMG080408-PSA 08 015-045 08-30 « o I
WNMG080412-PSA T2 0.15-045 12-30 L ] L] L ]
WNMGD60404-PMA 0.4 015-026 08-3.0 [ ] [ ] L ]
WNMG060408-PMA 08 0.17-052 08-40 I [ ] i [ ] | [ ] . [ ] |
-PMA WNMGO80404-PMA 0.4 0.15-026 08-3.0 ® [ ] L ]
WNMG080408-PMA 08 0.17-052 08-5.46 [ ] L ] 1 [ ] [ ]
WNMG0B0412-PMA 12 015-056 12-56 ® @ ® e e
WNMGO080408-PRA 08 025-060 20-56 ® | © e | e
-PRA WNMG080412-PRA T2 025-048 20-546 [ ] ® L L

Cutting Tool Technology



fIiE - Loong RER%I - RE WN 71/ WNMG (80° Negative)

AHNO Loong Series-Negative Insert WN Series Series L < S
WN**06T3 65 9.525 3.97
WN**0604 6.5 9.525 476

WN**0804 8.69 12.7 476

M s
Fn Ap é g ]
(mm/rev.) (mm) ’ | g
WNMGO60404-MFA 04 015-028 04-25 . e | o | o [Ne
WNMGOS0408-MFA 08 015-028 08-30 e o . o | o
-MFA WNMGOB0404-MFA 04  010-030 04-27 . o | o | o |
WNMGOB0408-MFA 08 012-030 08-30 . s | o | o BS
WNMGO80412-MFA 12 015-030 12-30 .
WNMGO60404-MMA 04 018-030 04-30 e o . | ®
WNMGO60408-MMA 08 018-035 08-35 . o | o | o | o
WNMG060412-MMA 12 020-040 12-40 o o
“HMA WNMGOB0404-MMA 04  018-030 04-40 e o e o
WNMGOB0408-MMA 08  020-045 08-40 e o e o o
© WNMG0B0412-MMA 12 022-045 12-45 e o e o o
WNMG0B0404-MRA 04 017-023 04-40 . e o
“MRA WNMG0B0408-MRA 08 025-047 08-50 . e o
WNMG080412-MRA 12 028-0463 12-50 . e o

tI8IE# Cutting Parameters Ve(m/min.)

ACPO5A ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A

6 e o HIBR
Material Group ‘“'(N‘m:n“,']"m (HB) | Min Max | Min Max Min Max | Min Max Min Max | Min Max Min Max
BB, BEN | <600 | <180 | 250 500 | 200 450 | 180 400 | 160 360

e <950 | <280 | 225 360 | 200 320 | 150 300 | 100 240
wﬁﬁ@gf_m, | 700950 | 200280 120 320 | 90 300 75 270 | 60 200
e | 950-1200 | 280-355 120 240 | 100 225 75 180 | 50 150 B0 125 | 60 100 | 50 80
SeheRoved desl | 1200-1400 | 355-415 40 80 | 85 75 | 40 60 | - - | 75 100 | 40 75 | - -
REATER 675 200 120 240 | 150 240 | 125 225
WHEAER [

M Displet Stmnicas el 778 230 100 160 | 125 160 | 105 150
ﬁﬁmgﬂ 1013 300 80 150 | 120 150 @ 100 125
bl . 700 220 270 500 | 240 450 | 225 400 | 200 360 180 240
Mo o 880 2600 240 500 | 200 450 180 400 | 160 360 160 200
Mol hu g 800 250 225 360 | 200 320 150 300 | 100 240 - =

. HiEd% BEEE 7
m"“"’“”ﬁ’; &mﬁmww 1100 250-320 45 90 | 40 75 o =
S :
Titanium Alloy 1260 70 _ 40 80 | 30 60 | - -
e 260 75 [
BEE
Nu,%m oy 447 130
|
Hardened Steel = 50-80HRC | 30 45
T
Hardened Cast Iron - 55HRC | 30 40

AHNO B2k

Cutting Tool Technology




CCGT/CCMT (80° Positive) fIi& - Loong BERFI - IEBY CC I/~

Series L IC S
CC**0602 6.45 6.35 2.38
CC**09T3 9.67 9.525 3.97
CC**1204 129 12.7 476

AHNO Loong Series-Positive insert CC Series

RE  (mmirev) (min) § g g

CCGTO09T302-PFA 0.2 004-015 02-25 [ ] | .
CCMT060202-PFA 02 002-012 02-15 [ ] [ ] [ ]

-PFA CCMTO060204-PFA 0.4 005-020 03-25 L ] [ ] [ ]
CCMTO09T304-PFA 0.4 006-024 03-30 [ ] [ ] [ ]
CCMTO09T308-PFA 08 008-028 06-30 e o . [l
CCMTO9T304-PMA 04  004-025 04-30 e o

-PMA CCMTO09T308-PMA 0.8 0.10-035 08-40 [ ] [ ] L ] [ ]
CCMT120408-PMA 0.8 015-035 0B8-45 L [ ] L
CCMTO9T304-PRA 04 015-030 1.0-40 e o _
CCMTO9T308-PRA 0.8 0.20-040 15-40 ® L ] L 1

B CCMT120408-PRA 0.8 020-040 15-45 L [ ]
CCMT120412-PRA 12 020-050 15-45 e o o |

1IHIZ# Cutting Parameters Ve(m/min.)

ACPOSA ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
S0 HEE o IR
Material Group m'(Nafmm;{'g‘ (HB) Min Max | Min Max Min Max Min Max Min Max | Min Max Min Max
S | BN <600 <180 | 250 500 | 200 450 | 180 400 | 160 340
U R R T <950 <280 225 360 200 320 150 300 | 100 240
Lo&m 700-950 200-280 | 120 320 | 90 300 75 270 | 60 200
- EaEW 950-1200 | 280-355 | 120 240 | 100 225 | 75 180 | 50 150 | 80 125 | é0 100 | 50 80
digh-alioyed Stes) | 1200-1400 | 355-415 | 40 80 | 55 75 | 40 0 | - - | 75 100 | 40 75 | - =
HEAEREH 475 200 | 120 240 | 150 240 @ 125 225
M ,,,,F,E‘?;fn?jfm, 778 230 | | 100 160 | 125 160 | 105 150
_ﬁfﬂﬁﬁﬁ 1013 300 | 8 150 | 120 150 | 100 125
Edsled 700 220 | 270 500 | 240 450 | 225 400 | 200 360 180 240
Modaih e i 880 260 240 500 | 200 450 180 400 | 160 360 | 160 200
SIS :
Maduletias s 800 250 225 360 200 320 150 300 | 100 240 @ - -
HESE BESE
Cobalt Base AIII::%. Nickel Base Alloy| 1100 250-320 45 90 | 40 75 - -
e iy 1260 370 40 B0 | 30 &0 = =
Aluminum 260 75
EeE
Mumin?m Alloy 447 130
Hardened Stesl e 50-60HRC 30 45
Hardened Cast lron - §5HRC 30 40

Cutting Tool Technology




fIi& - Loong RERFI - IE®¥ CC 7] v CCGT/CCMT (80° Positive)

AHNO Loong Series-Positive Insert CC Series Series L < S
CC**D602 6.45 6.35 2.38
CC**09T3 9.67 9.525 3.97
CC**1204 12.9 12.7 476

Fn Ap g g
(mm/rev.) . 8

CCMT060202-UFA 0.2 0.10-015 02-20 L L . [ ]
CCMTOD60204-UFA 0.4 015-0256 04-20 ® [ ] [ ] ®
CCMTO60208-UFA 0.8 0.15-050 08-20 ® ® [ ]
CCMTO9T304-UFA 0.4 015-026 04-20 [ ] [ ] [ ] [ ] [ ]

HEA CCMTO9T308-UFA 0.8 0.15-050 08-30 [ ] L L L] [ ] T
CCMT120404-UFA 04  015-026 04-30 e o B T
CCMT120408-UFA 0.8 0.15-050 08-4.0 [ ] L ] [ ] [ ]
CCMT120412-UFA 1.2 0.15-050 1.2-40 ® [ [ ]
CCMT060202-USA 02  010-015 02-10 e o s
CCMTOD60204-USA 0.4 0.12-018 03-15 L] ® L ] [ ] I
CCMT060208-USA 08 0.15-030 05-20 L L L] L]
CCMTO9T302-USA 02  010-015 02-30 e o e | o |

-USA CCMTO092T304-USA 0.4 0.15-026 03-30 [ ] [ ] [ ] [ ]
CCMT09T308-USA 08 015-035 05-30 e o s | o N
CCMT120404-USA 04 015-026 04-40 L ] L ] [ ] [ ]
CCMT120408-USA 0.8 0.15-035 05-40 ® ® [ ] [ ] Dl
CCMT120412-USA 1.2 015-045 08-40 L]
CCMTO9T304-URA 0.4 0.15-030 1.0-40 [ ]

-URA CCMT09T308-URA 08  020-040 15-40
CCMT120408-URA 0.8 020-040 15-45

Cutting Tool Technology



DCGT/DCMT (55° Positive) BIiE - Loong RERFI - IER* DC 1 /v

Series L IC S
DC**0702 7.75 6.35 2.38

AHNO Loong Series-Positive Insert DC Series

DC**11T3 11.63  9.525 3.97

M
(mm/rev.) B
DCGT11T302-PFA 02 002-015 02-25 . .
DCMT070202-PFA 02  002-012 02-15 e o
DCMT070204-PFA 04 005-020 03-20 o o .
A DCMT070208-PFA 08  006-025 0.6-20 o o .
DCMT11T304-PFA 04  005-024 03-25 e e o . [l
DCMT11T308-PFA 08 008-025 06-30 e o . Dl
DCMT070204-PMA 04  004-024 02-21 o o .
DCMT11T304-PMA 04 004-028 02-28 e o “
-PMA DCMT11T308-PMA 08 010-030 06-28 o o .
DCMT11T312-PMA 12 012-030 1.0-28 . [
DCMT150408-PMA 08  0.10-030 06-35 °
DCMT11T304-PRA 04  015-024 10-33 e o
-PRA DCMT11T308-PRA 08 015-040 10-33 o 1
DCMT11T312-PRA 12 015-045 15-33 ®

1HIE & Cutting Parameters Ve(m/min.)

ACPOSA ACP10A | ACP20A | ACP30A APSO5A ACM20A ACM30A
50 e o IR mpm
Material Group - (N‘mf;?}"ﬂ‘ (HB) | Min Max Min Max Min Max Min Max Min Max | Min Max Min Max
B, BER <600 <180 | 250 500 | 200 450 180 400 160 360
Low Carbon Steel,Carbon Steel <950 <280 | 225 360 | 200 320 150 300 | 100 240
me 700-950 200-280 | 120 320 90 300 75 270 60 200
- EaeW 950-1200 | 280-355 | 120 240 100 225 | 75 180 50 150 80 125 | 60 100 50 80
dignalinyed sieel. | 1200-1400 | 355-415 | &0 80 | S5 75 | 40 60 - - | 75 100 | 40 75 | - -
HEHRES 475 200 120 240 | 150 240 | 125 225
M Dumfﬁmﬁ?js‘&, 778 230 | 100 160 | 125 160 | 105 150
Eﬁmﬁiﬁ 1013 200 80 150 | 120 150 | 100 125
G,E;{ﬁﬂ 700 220 | 270 500 | 240 450 225 400 200 360 | 180 240
e 880 260 240 500 200 450 180 400 140 360 160 200
il 800 250 225 360 200 320 150 300 100 240 - -
Cobalt Base Alloy. Nickel Base Alloy 1100 250-320 45 90 | 40 75 - -
mﬁm 1260 a7 4 80 | 30 & | - =
i 260 75
ez
Aluminfllm Alloy 447 130 |
150] [
Hardened Steef = 50-60HRC | 30 45
Hardened Castlron - 55HRC | 30 40

Cutting Tool Technology




fIi& - Loong RERFI - IE®¥ DC 1R/ DCGT/DCMT (55° Positive)

Series | 52 IC S
DC**0702 7.75 6.35 2.38
DC*11T3 11.63  9.525 3.97

AHNO Loong Series-Positive Insert DC Series

Fn Ap g
(mm/rev.) (mm) ;
DCMT070202-UFA 02  008-012 02-10 e o .
DCMT070204-UFA 04  015-024 04-20 e o .
DCMT11T302-UFA 02  008-012 02-20 e o o
“UFA DCMT11T304-UFA 04 015-024 04-20 e s | s | o« BB
DCMT11T308-UFA 08 015-030 08-20 e o e o
DCMT11T312-UFA 12 015-030 12-20 e o —
DCMT070202-USA 02 008-012 02-10 e o o
DCMT070204-USA 04 015-024 02-20 e o e o
DCMT11T302-USA 02  008-012 02-20 e o o
- DCMT11T304-USA 04 015-024 03-30 ® ® ® o | o |
DCMT11T308-USA 08 015-030 05-30 ® e @ e o
DCMT11T312-USA 12 020-040 09-33 e o T
DCMT117304-URA 04 015-024 10-33
-URA DCMT11T308-URA 08 015-040 10-33 e
DCMT11T312-URA 12 015-045 15-33 .

124 Cutting Parameters Ve(m/min.)

s — N nﬁfis?rﬁgm HE “' ACPO5A ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
Material Group (N/mm?) (HB) Min  Max | Min Max Min Max Min Max Min Max | Min Max @ Min Max
ERR  RER | <600 <180 | 250 500 | 200 450 @ 180 400 | 160 360
Loy Carbtin Steek Carhon 3teel B <950 <280 225 360 | 200 320 150 300 @ 100 240
mfﬁfﬁeﬂ 700-950 200-280 120 320 | 90 300 | 75 270 | 60 200
Basl 950-1200 280-355 120 240 | 100 225 75 180 | 50 150 80 125 | 60 100 @ 50 80
Rigiraloyedatagt | 1200-1400 | 355415 &0 80 | 55 75 40 &0 = - 75 100 | 40 75 | - =
Austenitic 675 | 200 120 240 | 150 240 | 125 225
M Dwﬂﬁ;ﬁfﬁw 778 | 20 | 100 160 | 125 160 | 105 150
ﬁﬁu&:ﬁ%ﬁ - 1013 | 200 | - 80 150 | 120 150 | 100 125
&mn | 700 220 270 500 | 240 450 @ 225 400 | 200 360 180 240
Nadula,cﬂm ? 880 260 | 240 500 | 200 450 180 400 | 160 360 160 200
Albie s tean [ 800 250 225 360 | 200 320 150 300 | 100 240 - =
_Efﬁfy}:ﬁﬁ;ﬁea 1100 250-320 | 4 90 | 40 78 | - -
:immlay 1260 870 | 40 BO | 30 &0 < =
; 260 75
Tocivi 447 130 |
Harde;dSteel = 50-60HRC 30 45
Hardened Cast Iron E 55HRC 30 40

AHNO Jzk-

Cutting Tool Technology
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fii& - Loong RER%! - ERY RC 7]/

RCMT (Positive)

Series IC S
RC**0602 6.0 2.38
RC**0803 8.0 3.18
RC**10T3 10.0 3.97
RC**1204 12.0 476

AHNO Loong Series-Positive Insert RC Series

M
Fn  Ap g 2
(mm/rev.) (mm) i i
RCMT0602M0-UFA = 0.15-040 02-15 (] ] L] ]
RCMTO803MO-UFA - 0.15-050 03-30 O ® ° ™
-UFA :
RCMT10T3MO-UFA - 0.15-060 04-40 ° ] ° @
RCMT1204M0-UFA - 0.17-100 05-48 . ] ° .
RCMT0602M0-USA - 0.15-0.60 03-24 . ° .
- RCMT0803M0-USA - 0.15-080 05-3.0 ® L] L]
RCMT10T3M0-USA - 030-1.00 07-40 ° . °
RCMT1204M0-USA - 030-100 07-48 L] ° L]
t1KIE & Cutting Parameters Ve(m/min.)
ACPOSA ACP10A ACP20A ACP30A APS05A ACM20A ACM30A
- #HE W THAR g
Material Group E“’('N‘}m:?)"st (HB) Min  Max = Min Max Min Max Min Max | Min Max Min Max | Min Max
RS, B <600 <180 | 250 500 | 200 450 | 180 400 160 360
Sl B B <950 <280 | 225 380 | 200 320 | 150 300 100 240
oo Sl ?ou-egn 200-280 | 120 320 90 300 | 75 270 60 200
Baen 950-1200 280-355 | 120 240 100 225 75 180 50 150 | B8O 125 | 60 100 | 50 80
High-alloyed Steel 1200-1400 | 355-415 | 60 80 | 55 75 | 40 60 - - 75 100 | 40 75 - -
i 675 200 120 240 150 240 | 125 225
M Dupﬁ Ll 778 230 100 160 125 160 | 105 150
Eﬁﬂk*iﬁ 1013 300 80 150 120 150 | 100 125
ey Gletlon 700 220 270 500 | 240 450 | 225 400 200 360 | 180 240
Wit 880 260 240 500 | 200 450 | 180 400 160 360 | 160 200
it Gu: I B0O 250 225 360 | 200 320 150 300 100 240 | - =
- HiESE BEES
Cohalt Basé?l!b_y. Nickel Hase Alioy] 1100 250-320 45 20 40 75 = =
il 1260 370 40 80 30 60 = .
s 260 75
wEs '
stk 447 | 130
Hardened Steal = | 50-60HRC 30 45
Hardened Cast Iron = | 55HRC 30 40

Cutting Tool T




fIi& - Loong RERYI - IER! SC T/ SCMT (90° Positive)

AHNO Loong Series-Positive Insert SC Series Series L < S

- SC**09T3 9525 9525 397
SC**1204 12.7 12.7 476

x\
xO/ il

e sk

vozwov X

Fn Ap
(mm/rev.) (mm)
SCMT09T304-PFA 04  006-024 03-30
-PFA SCMT09T308-PFA 08  008-028 06-30
SCMT09T304-PMA 04  006-025 04-30
-PMA SCMT09T308-PMA 08 010-035 08-35 e o o T
SCMT09T308-PRA 08  020-040 15-40
-PRA SCMT120408-PRA 08 020-040 15-45
SCMT09T304-UFA 04 015-030 04-30 * o
 SCMT09T308-UFA 08 015-050 08-30 N
L SCMT120408-UFA 08 015-050 08-40 e o B
SCMT120412-UFA 12 015-050 12-40 .
SCMTO9T304-USA 04 015-030 03-30 e o o
SCMT09T308-USA 08  015-035 05-30 e o °
-UsA SCMT120404-USA 04  015-030 04-40 e e . —
SCMT120408-USA 08 015-030 05-40 e o e o
SCMT120412-USA 12 015-045 08-40 e e . -
SCMT09T308-URA 08  020-040 15-40
-URA SCMT120408-URA 08  020-040 15-45

T e ——— AHNO L2k

Cutting Teol Technology



TCMT (60° Positive)

fai& - Loong BERFI - IER¥ TC 7]/~

Series L IC S
TC**06T1 6.87 3.97 1.98
TC**0902 9.62 5.56 2.38
TC**1102 11.0 6.35 2.38
TC**16T3 16.5 9.525 3.97

AHNO Loong Series-Positive Insert TC Series

A

BS Type

RE

Fn

(mm/rev.)

A
(mre'-)

TCMTO&6T102-PFA 0.2 0.04-012 02-15 L
TCMTO6T104-PFA 0.4 004-012 03-20 L] [ ] (]
TCMTO90204-PFA 0.4 006-023 03-25 L] L] ®

-PFA 4 TCMT110204-PFA 0.4 006-024 03-30 ® L] L] L]
TCMT110208-PFA 0.8 0.08-028 0.6-30 L] L L —
TCMT16T304-PFA 0.4 0.06-024 03-30 L L L] e
TCMT16T308-PFA 0.8 0.08-028 06-3.0 L L L4
TCMT110204-PMA 0.4 0.04-024 03-25 L

-PMA 4 TCMT110208-PMA 0.8 0.10-030 0.6-3.0 L]
TCMT16T308-PMA 0.8 0.10-035 0.8-35 L] . .
TCMT16T308-PRA 0.8 0.15-0.40 1.0-4.0 L] ]

-PRA 4 TCMT16T312-PRA 1.2 015-045 15-45 L .

inElZ# Cutting Parameters Ve(m/min.)

ACPOSA ACP10A ACP20A ACP30A APSOSA ACM20A ACM30A
S0 e o ER e
Material Group ol (ijm%“gt (HB) Min  Max Min Max | Min Max Min Max Min Max Min Max | Min Max
BRD, BER <600 <180 250 500 | 200 450 | 180 400 | 160 360
Low Carbon Steel,Carbon Stesl =950 <280 225 360 200 320 150 300 100 240
Lowslloyed Steel 700-950 200-260 | 120 320 | 90 300 | 75 270 60 200
&  950-1200  280-355 | 120 240 | 100 225 | 75 180 50 150 | 80 125 = 60 100 | 50 80
B alioyed Stesl 1200-1400 | 355-415 | 40 80 | 55 75 | 40 40 - - 75 100 40 75 | - -
“Eﬁm 675 200 120 240 150 240 | 125 225
M Dmﬂﬁﬁffmel 778 230 100 160 | 125 160 | 105 150
Fﬁ@ﬁi? 1013 300 80 150 120 150 | 100 125
ﬁ 2 700 220 270 500 | 240 450 | 225 400 200 360 | 180 240
Ndilar cactian 880 260 240 500 | 200 450 | 180 400 | 160 360 | 140 200
“ i 800 | 250 225 360 | 200 320 150 300 | 100 240 | - -
.~ HEee BEcS
Cobalt Base alloy, Nickel Base allay] 1100 250-320 45 90 40 75 - -
Titanium Alloy 1260 370 4 80 30 60 - -
260 75 |
BEE
Alumir]:lmhloy 447 130 |
thrdercisie - 50-60HRC 30 45
Hardened Cast Iron - | 55HRC &l 40
M [ AT T LR Slock o pt

Cutting Tool Technology
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faIi& - Loong RER% - ER TC TR/

AHNO Loong Series-Positive Insert TC Series

AA

A

—

.
ia

TCMT (60° Positive)

Series L IC S
TC*06T1 6.87 3.97 1.98
TC**0902 9.62 5.56 2.38
TC**1102 11.0 6.35 2.38
TC**16T3 16.5 9.525 3.97

Fn Ap B
(mm/rev.) :
TCMT110204-UFA 04  015-024 04-20 L] L] L]
-UFA TCMT16T304-UFA 04  015-024 04-30 ° (] ]
TCMT16T308-UFA 08 015-030 08-30 ] L] L]
TCMT110202-USA 02 008-012 02-20 . L] L] °
TCMT110204-USA 04  015-024 02-20 L L] L] L]
-USA TCMT110208-USA 0.8 015-030 05-25 ® L] L]
TCMT16T304-USA 04  015-024 03-30 ° ] ° ]
TCMT16T308-USA 0.8 0.15-030 05-30 ® L] L[]
TCMT16T308-URA 0.8 0.15-040 1.0-40
-URA
tI8IE# Cutting Parameters Ve(m/min.)
ACPO5SA ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
50 e MIBE
Material Group T‘"?m.::;%"” {HB) Min Max | Min Max Min Max | Min Max Min Max | Min Max Min Max
R , BRI <600 | <180 | 250 500 | 200 450 | 180 400 | 160 360
e <950 | <280 225 360 | 200 320 150 300 | 100 240
EEEW . = .
Rowe j,;m‘_,_mﬁ, 700-950 200-260 120 320 | 0 300 75 270 | 60 200
Beem | 950-1200 280-355 120 240 | 100 225 75 180 | 50 150 80 125 & &0 100 | 50 80
SeheRoved desl 1200-1400  355-415 60 80 | 55 75 | 40 40 - - 75 100 | 40 75 - -
REARER 875 200 120 240 | 150 240 | 125 225
PUEEES
M Dupiex Stainiess steel 778 230 100 160 | 125 160 | 105 150
ﬁm Wﬁeel 1013 300 80 150 | 120 150 | 100 125
RO : I :
v 700 220 | 270 500 | 240 450 | 225 400 | 200 360 180 240
AT o 880 260 240 500 | 200 450 @ 180 400 | 160 380 160 200
- “ pledir s 800 250 225 360 | 200 320 150 300 | 100 240 - -
 #EA: HESE =
obalt Base Allog.gckél: Base Alloy 1100 250-320 4 90 | 4 75 | - -
Titanium Alloy 1260 370 40 80 | 30 60 | - -
e 260 75
e 447 130
s b
ey - 50-60HRC 30 45
Hardened Cast lron - S5HRC 30 40

AHNO R2k:-
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VBMT/VCMT (35° Positive)

fiiE - Loong RERYI - IERY VB TR

Series L IC 3
VB**1102 1.1 6.35 2.38
VB**1103 T2 6.35 3.18
VB**1604 16.6 9.525 476

AHNO Loong Series-Positive Insert VB Series

M
Fn p 8
(mm/rev.) (mm) | g
VBMT160404-PFA 04  006-020 03-25 e o o .
-PFA ﬂ '
VBMT160404-PMA 04  004-020 02-28 e o
-PMA ’ VBMT160408-PMA 08 010-025 06-30 e o
VBMT160412-PMA 12 020-040 10-30 o o |
VBMT160404-PRA 04 015-020 08-36 * o
-PRA é VBMT160408-PRA 08 015-035 10-36 ° o
VBMT160412-PRA 12 015-040 12-36 e o
VBMT110204-UFA 04  015-020 0.4-20 . .
ik '  VBMT160404-UFA 04 015-020 04-20 e . [
VBMT160408-UFA 08 015-030 08-30 . e o .
VBMT160412-UFA 12 015-030 12-30 ® e e .
VBMT110302-USA 02  007-010 02-20 B e
VBMT110304-USA 04 015-020 0.4-20 e o s |« IO
VBMT110308-USA 08 015-025 08-25 o o ' .
-USA ﬂ VBMT160402-USA 02 007-010 02-20 e o .
VBMT160404-USA 04  015-020 04-20 e o s | &
VBMT160408-USA 08 015-030 08-25 © ® ® e o ® o o
VBMT160412-USA 12 020-040 12-30 e e .
VBMT160404-URA 04 015-020 08-34 | .
-URA VBMT160408-URA 08 015-035 10-36 '
VBMT160412-URA 12 015-040 12-36
AHNO T —

Cutting Tool Technology
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fIi& - Loong RERFI - IER¥ VC 7]/ VCMT (35° Positive)

Series L IC S
VC**1103 111 6.35 3.18
VC**1604 16.6 9.525 476

AHNO Loong Series-Positive Insert VC Series

.34

M
Fn Ap 2
(mm/rev.) (mm) 8
VCMT110304-UFA 04  015-020 04-20 ° L] L]
VCMT110308-UFA 08 015-025 08-20 ° ] @
-UFA
VCMT160404-UFA 04  015-020 04-20 ° ] ]
VCMT160408-UFA 08 015-030 08-30 ° ] .
VCMT160404-USA 04  015-020 04-20 ° ] °
-USA VCMT160408-USA 0.8 0.15-030 08-25 L ] ®
tI8IE# Cutting Parameters Ve(m/min.)
ACPOSA ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
S0 e MIBE
Material Group T‘"%L?::;%"‘“’ {HB) Min Max | Min Max Min Max | Min Max Min Max | Min Max Min Max
EBR | BN <600 <180 | 250 500 | 200 450 @ 180 400 | 160 360
U LT R PR <950 <280 | 225 360 | 200 320 | 150 300 | 100 240
Low-alloyed Steel 700-950 | 200-280 120 320 | 90 300 75 270 | 60 200
Baen 950-1200 280-355 120 240 | 100 225 75 180 | 50 150 80 125 | &0 100 A 50 80
SeheRoved desl 1200-1400  355-415 60 80 | 55 75 | 40 40 - - | 75 100 | 40 75 - -
REATIAE 675 200 | 120 240 | 150 240 | 125 225
M Mg_.if,ﬁles_?m, 778 | 230 | 100 160 | 125 160 | 105 150
?,,Eﬁwgﬁ 1013 300 80 150 | 120 150 @ 100 125
ROFH - :
Sooselan 700 220 270 500 | 240 450 | 225 400 | 200 360 180 240
o 880 260 240 500 | 200 450 @ 180 400 | 160 380 160 200
Nkt e 800 250 225 360 | 200 320 150 300 | 100 240 - -
ko el Tom | ze0mm 5 0 | w0 5| - -
& : .
Yitariuim Alloy 1260 370 | | _ L4080 | 30 60 | - -
T [ 260 75
e 47 130
bt
ey - 50-40HRC 30 45
Hardened Cast lron - 55HRC 30 40

Cutting Tool Technology
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§EHI 7] R as 2N
Milling Insert Name Code

S FT 48U 7] %8R 1SO 1832 tRERTF SR

Turning Inserts according to ISO 1832 Standard Code System

Milling-Code System

Rl 1
Example 1:
1 2 3 4 5 6 7
1. AR 3. AE
1. Insert shape 3. Tolerance
®e mE K=  BE ARIFAM (shy) d m s
Symbaol Shaps Symbal shape ot v
. A + 0,025 + 0,005 + 0,025
A B 6 2 C + 0,025 0,013 +0,025
A A Ny
B o O e E + 0,025 0,025 +0,025
F +0,013 + 0,005 + 0,025
C P Q G  +0025 £0,025 £0,130
H + 0,013 +0,013 + 0,025
D R O ' £005-0,15°  +0,005 +0,025
E P K' +0,05-0,15° +0,013 10,025
_ L' + '[},05—0,’]5;2 +0,025 +0,025
H <:> T ﬁ M £005-0,15° | £0,08-0,20° 0,130
f— |:| N +0,05-0,1 5° +0,08-0, 20° + 0,025
K A il U  £008-025% | £0,13-038  £0,130
: w
I I:l b, ! DR ESENETAITIT ? WMIARYTAE (1150 1832 iRt )
The insert has finishing minor cutting edge Tolerance is different by insert size, Please see 150 1832
2. 5/ 4, JIR M IAE RIS
2. Relief Angle 4. Insert Machining and Figure
®£s B K= Ehe = B B s Rz
Symbol Shape Symbol Shape Symbal Shape Symbol Shape Syimbol Shape
o l—-l}, N AL A BN R 1
| B | & | ]
— B=70-90°
afla Jj ﬂf ] B, E Eﬁwj
O = !
B = 70-90°
B=70-90 = 40-60"
B B
c = T u =0
B = 70-90° ‘ﬂ]f? B =40-60"
o
] ]
B EETRUT KRB
c MM o B e
B = 40-60° Indexable ms_er[: dr.?wmg ar
detalled description is needed

Cutting Tool Technology
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Milling-Code System %ﬁﬁ“ﬂﬁﬁg iﬁ!lﬂ']

Milling Insert Name Code

- M5

8
5. IHITIKE 6. NREE
5. Cutting Edge Length ! SR (00) Inch 6. Insert Thickness

TEFEAR Insert Shape iﬁ lﬁEﬁ:g::T)

RUEERE d 5 ® [5] ﬁ 7 01 1,59
IC Diameter d @ . y S
== R ] - d = L | | L i ] -
= [mm |, mm| ,  ms ms| |, oms| | Amm| |, | AE| ihy 1.98
Inch Size Size Size Size Size Size Size ==
397 | 5732 06 69 | . 02 238
5 | 6197 | _ _ 05 | | | 03 38 DE S
556 | 7/32 09 9 T2 2,78
6 0,236 06 e
635 | 2/8 | 06 6,4 07 77 06' _ L] 1m 111 04 43 T : 03 318
“ s _loas] o8 N o5 |52 i E
9525 | 38 | 09 96 11 16 | 09 09 9,5 %6 | 165 16 165 | 06 65 T3 397
R || Ggne || 1 i I i ' y . 2 Y
12 | 0472 12 l | 5 04 476
12,7 418 12 12,9 15 155 12" 12 12,7 22 22 22 22,1 08 8.7
15,875| 5/8 16 | 16,1 15 | 158 | 27 27 | 10 108
% om [ || w1 T [ | - A e
17,46 | 11116 | 12 | 16 06 635
19,05 | &8 19 | 193 19" 19 | 190 | | ) '
20 | 0787 20 |
25 | 0984 — T ] g ™
254 | B/8 25 | 258 25 25 | 254
32 | 1,26 32 09 952
7-1. JIREfR¥R 7-2, £Rfa 7-3. BNEE & 7-4 ANEIZIRIR 7-5. DHIZG @
7-1 Corner Radius 7-2. Cutting Edge Angle 7-3. Wiper Edge Relief Angle 7-4. Cutting Edge Shape 7-5.Feed Direction
Bz %88 r(mm) *s BE s Al XS
Shapa Radius Symbal Angle Symbol Angle Symbol Figurs Symbal Figure
01 0.1 P 90° N 0° |: ij
02 o2 R < [OR
= A 45° P 11° -

04 0,4 | ] ] D

/{]\ 08 o8 D bes D 1
1 - . g
12 1,2
: E 75° E 20° ':7
T | o

16 1.6
e BB 85° F 25° :
24 2,4 D N - @ -
BT HinERA Ef S / N
MO  BEERT Z ot Sureing dee z Relief Angle

: For metric diamater =
: AFEERS mm
00 MERERERT

For inch diameter
converted tomm

Citting Teol Technelogy




PEI 7] Ran 2 Em Milling-Code System

Milling Insert Name Code
BRI

Chipbreaker Introduction

w1
Example 1:
8 81 82
8. HEI&RS|
8. Type Index
TRHIEE TNOTE {ERiRa SEHEE 0TE 2R
Milling Chipbreaker Edge Geamatry Chiphraaker Description Milling Chipbreaker Edge Geomatry Chipbraaker Description
= e
o > EYIHII TR e i
Light Cutting Chipbreaker \ Cum%%?:g;gﬁgrndmg
» = 1
-F5 Rr\\\ B RS -R5 ‘—\\\ Lﬁiiﬁiﬁiﬁﬁu
Rolghness Aest Machining Chipbreaker
. ' y
3 : s utting Edge Negative
M RN Chamfered Chipbreaker
BAPZEMT _ BRPEBENT
-M5 General Medium -M7 : . General Medium & High
Machining Strength Machining
8-1, HERS 8-2, EERS
8-1. Chipbreaker Code 8-2. Function Code
Symbal Application Symbol
FapnT
RGeS 2
- _ETlshmg
SA0HI 7 IR 4
Light Cutting / Cutting Strength First
AT
S Semi Finishing 5
l FEMT
M Medium Machining b
T -
- Roughing
Emiflk
Service Life First
; EIHEI
Hesvy Machining
" Wiper {£3£7)
Wiper Edge

l00ls: Plaasé call 1y checkirivetary bikice oidetng AHNO L2k

Cutting Tool Technology




Milling-Code System

#REIT] Fan 2

A P

Milling Insert Name Code

1 2 4 5
RS izl ] 15
Function Na, Description Details
1 AHNO [
C EREESE +CVD v BEME +PVD
Carbide +CVD Cermet +PVD
P EREE&S +PVD I EEIDE
HEAER _ Carbide + PVD _ Sialon Ceramics
2 REAE B CBN w Eﬁfﬂsﬁ ¥
Basic Materials & Whisker Ceramics
Coating Code BREETRE
D PCD N Cemented Carbide
Uncoated
. 2RI9E
Cermet
p i s HEAN T
Steel Hard-to-machine Materials
il w | T
3 Ftrstﬁ;;ﬁgg?oennded Stainless Steel Hard Materials
% ik i i 5
C_ast Iron General
" o
Nonferrous Metals
ISO M FESEE
I1SO Application Range FEE 05 15 25 35 45
4 Wear Resistance = B N
LIRALES Tou Tneg N : : : i
| Generation Code g
5 K A: [ -Loong BERFIHE

A: AHNO-Loong series grade

Citting Teol Technelogy




Bl oy = HE Milling-Code System

Milling Name Code

=l
Example 1:

M1 1 45 F-HNO9 N - D100 - B40 L - Z9 - L70 - C

1 2 3 4 5 6 7 8 9 10 11 12
: .
FRRSS
Product Series No.
1. NRAFREY 2, iR 3. E{RA (Kr) 4, J17)ZER
1. Product Series 2. Generation 3. Cutting Edge Angle 4. Cutting Edge Type
®e  uMssS 30 BE 13 #s HEHT
Symbol Cutting Method  Series Numbar Method Value Angle Symbol Micre Adjusting Edge
! [iks5 G yERp)|
ME e miing ™ L 20 F with Micro Adjusting
L] | Edge
MS  shoulder M2 88 88 5.7k
T Mllllrlg 5. Insert
i 75 75 :
- e = nsert Type
hre
MP™  profiing M4 60 60 6. IR
=E7 ' 6. Milling Cutter Type
MD  Three-side M5 i ' *s Bt
Edge Symhbol Wedge Milling Cuttar
REER T . . w0 &
MT Thread M6 N With Wedge Milling
! Milling ' Ctter
15 15 &
McC ey M7 7. BiE
Chamfer BE 7. Diameter

B S 00 Circul
PE . M9 IFCLEAr
Corn Mrflm_.g Insert rﬂ&ﬁﬁ.

8. &0 9. tIHIZG @ 10. &8
8. Interface 9, Cutting Direction 10. Number of Teeth
#®e R we iEm  DBEN
Symbol Connection Mathod Symbaol Rotation Direction Milling Cutter Number of Teath
B Py R LF(8E)
Arbar Right-hand (Default) 11 ==
=: 11. Length
| [
W ME= L EF
Weldon Left-hand YR
Special Length
A Bt
Cylindrical 12. Hfh
10. Number of Teeth
TR _
Threading Interface &5 =R
Symbal Type
wAE
C With internal
coolant
)
Uhimarked Wlth:)rt‘.lrl;.llnn::ernal
A48 P SR S SR ' AHNO [BE3

Cutting Tool Technology



_Milling—Code System ﬁﬁ“ﬁg Fimy

Milling Name Code

- . - L - - ST T N S S U S N . S SO . . I - - S I
............................................... 3 - seisdnsniiBrtprssroibinssoresibiese iiimmssaeidristeriihosssossdifsssersrntrorsseatiioareric
1 a : s
1 e i i
............................ i i T A : E
1 T

~MEFETEL | TTOETRY SR SR Stock cutling Wwols. Please call by checkinvertury befire ordering
- IEBIAFER Avallabile fompscialivolorder
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PfIiE - Loong EER %I - §XEI#1 &

Milling Grades

AHNO Loong Series-Milling Materials

HEIME—S

Milling Materials Overview

VEHIPE A
Turning Materials Application

PEIME | 1SO A5l

Milling Materials 15O Group

REIZ

Coating
Technology

TAHHRHER]

Waorkplece Material Group

P15~P25

ACP25A

K20-K30

P25~P35

APP25A M20~M30

K25-K35

P30~P40

APU35A M25~M35

S20~530

cvD

PVD

PVD

RIFEsEE

Application Range

m05 15 | 25 35 45

AR

Technology Description

EIEANE, SREECESTREFEE, &
RTINS, ERF TR
HiH, ARRERREENNERS.

Milling general materials and high-strength
matrix with medlum-temperature chemical
coatings achieve 3 halanced combination of wear
resistance and roughness, which are used in the
machining of steel and cast iron, especially far
high linear speeds cutting applications.

FIMENREIVE, BERFNMEEYE 2K
HFE£M. BgLRFEwWAEE, 2EEmRE e
R,

The multifunctional milling material with geod
thermal stability is widely used in all kinds of steel,
ductile iron and stainless steel materials, the best
choice for general milling,

ZIREMIREIME, BESMENERLIRMEN
S ERR, EMEER RGN THE, e
FRFRIFOTEYE, FRESTHN. FTERNUR
B0 T aTDEL,

The multifunctional milling material, with high-
toughness matrix and leading physical coating
technology, can maintain good reliability even
in the face of adverse processing conditions,
covering the cutting of steel, stainless steel and
some difficult-to-machine materials.

@ % 1Wchoice (P E—E#E 2™ choice

Cutting Tool Technology



Milling Grades faiE - Loong BERT - BEIM R

AHNO Loong Series-Milling Materials

BEHI# 18

Milling Materials Overview

FZFE 251
I THEE NA#NE mERD Application Category

Work Material Group Tool Material Coating Class

05

EHEEE
Carbide e
EHEEE
P Carbide PeR
EEass
Carbide PR
EEEE
i Carbide PVD
EHEs ey
Carbide
EREES
Carbide “E
K ERes
[=]
Carbide Fvo
EREE
= Carbide D

Citting Teol Technelogy




PaliE - Loong BERY - KEHIER Milling Contents

AHNO Loong Series-Milling Catalog
a®JIR%

Alloy Insert Series

sﬁﬁi M1345-HNO&E M1345-HN0O9 M1345-0N06 M2390-TN11  M2390-SX09 M2390-5X12

ey
Sy S

it

Page

FiRf A = R = - -
Approach Angle g 45 43 90 90 90

= !Xfﬂ?;ﬁ 3.0 5.0 40/7.0 5.0 8.0 10.0
Maximum Cutting Depth

HizoHE

Diameter Range

s ©-

Insert

P.474 P.476 P.478 P.480 P.484 P.486

25~125 50~315 50~250 18~63 20~125 50~160

© 9 9 9 @

i
HNOE04 HNO906 ONO0605 ‘ SN1705 TN1104 SX09T3 SX1205

Hif
Face Milling

HFsk
Shoulder Milling

1Rk
Slot Milling

gk
Slope Milling

SRS
Spiral
Interpolation
Milling

uopesyddy iz

faE
Plunge Milling

{hfEiE
Profiling Milling

IR
Chamfer Milling

i 2o
Cavity Milling

AHNO B2k

Cutting Tool Technology

2 lools Please call W checkinventory before ordiring
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Milling Contents faiE - Loong HERY - BEHIBER

AHNO Loong Series-Milling Catalog

agIkR%E

Alloy Insert Series

S’?;'I;;Js M2390-X010 M2390-X016 M1300-RC10 M1300-RC12 M1300-RC16 M1300-RC20

]
Page
e 5 s |
Approach Angle o % l . ) ) )
AR
Maximum Cutting Depth

BEREE
Diameter Range

. & g 0 © © ©

Insert

P.488 P.490 P.492 P.494 P.496 P.498

2.0 15.0 5.0 6.0 8.0 10.0

16~50 25~160 25~66 40~100 63~160 80~160

X01003 X01606 RC10T3 RC1204 RC1606 RC2006

mi — ;
Face Milling #9?‘ Vl N \( A \|" N

TRk
Shoulder Milling

1tk
Slot Milling

g5k
Slope Milling

SRREIEHEE
Spiral
Interpolation
Milling

uoneaddy

@k
Plunge Milling

iRz 5%
Profiling Milling

Bt r—

Chamfer Milling | [T

BlfSek
Cavity Milling

AHNO

Cutting Tool Technelogy




PIi& - Loong RERFI - 45°F{(RAEBET] M1345-HNO6 Series

AHNO Loong Series-45°Approach Angle Face Milling

< B > i Arbor < W > ME Weldon

: :.ﬂ

OF
A

1P

AT Unit: mm
] EH | Ao
Series W apmax | number of Internal
Teath Coalant
M1345-HN06-D025-W25-Z2-C 25 . 322 25 42 99 30 2 B Yes
HNO0604 M1345-HN06-D032-W32-Z3-C 32 [ 393 32 42 103 30 | 3 E Yes

! e | A%
Series B apmax Numbarof Intarnal
| Teeth Coolant
M1345-HN04-D040-B16-25-C 40 473 16 40 30 5 A Yes
M1345-HN06-D050-B22-Z4-C 50 57.3 22 ‘ 40 30 4 A Yes
M1345-HMN06-D050-B22-Z6-C 50 b7.3 22 40 3.0 -] A Yes
M1345-HN06-D063-B22-Z6-C 63 70.3 22 | 40 3.0 6 A Yes
M1345-HNO06-D063-B22-Z8-C 63 703 22 40 3.0 8 A Yes
HNO0604 T
M1345-HN06-D080-B27-27-C 80 86.8 27 50 30 7 ‘ % Yes
M1345-HNO6-D080-B27-Z10-C 80 86.8 27 | 50 3.0 10 | B Yes
M1345-HND6-D100-B32-28-C 100 107.1 32 ‘ 50 3.0 8 l A Yes
M1345-HN06-D100-B32-212-C 100 1071 32 50 3.0 12 B Yes
M1345-HNO06-D125-B40-Z10-C 125 1322 40 ‘ [-X] 3.0 10 ‘ A Yes
4';4 @ Lools. Please call W chedkinventory bofore ordedng "\} i\i{—) u”

Cutting Tool Technology



M1345-HNOG Series

476

HN0604 105 37

fii& - Loong RERYI - 45°E{RAME %]

XNO0604

Series

N=N

® vsendv

AHNO Loong Series-45°Approach Angle Face Milling

HNGX0604ANSN-F5 = 11 ° ® ‘
-F5 S
HNGX0604ANSN-M5 - 08 ° ° ° ° ° ° °
-M5
HNGX0604ANSN-R5 - 08 e ° ® °
—Rs e |
XNGX0604ANSN-W5 = 415 ° ‘ e ° °
-W5 |
ok
Number of D25~D32 D40~D125
@ niﬁf AF9021 (Torx 09IP) - 2.0 Nm AF9021 (Torx 09IP) - 2.0 Nm
B RE 1
A  Flag-shaped Wrench HFa01GTONE
w2 AR F
Key-shaped Wrench | | AF8020-TO9IP
=i
Spare Part D40 D50~Dé3 D80 D100 D125
AR REE
& Hexagon Socket Bolt AEBTL AF5112
P iR AF5201 AF5202 AF5203
Cross Bolt
+RIgRIRFE
/ Cross Bolt Wrench AF6201 AF&202 AF6203

Cutting Tool Technology




PIi& - Loong RERFI - 45°F{(RAEBET] M1345-HNO9 Series

AHNO Loong Series-45°Approach Angle Face Milling

< B > Arbor < B > il Arbor
di
di
— -
i 77 i
i~ »
=1 =
(A :
Y ._ ﬁ"s
De
Da
50mm - 125mm B 160 mm - 315mm =
{7 Unit: mm
_ wH | s
Series B apmax Number of Internal
| | Testh Coolant
M1345-HNO?-D050-B22-Z4-C 50 61.7 22 40 50 4 B Yes
M1345-HNO9-D063-B22-Z6-C 63 74.7 72 ‘ 40 50 & ‘ £ Yes
M1345-HN09-D080-B27-246-C 80 1.7 27 50 5.0 6 . A Yes
M1345-HNO9-D080-B27-Z8-C B0 9.7 27 | 50 50 8 ‘ A Yes
M1345-HN09-D100-B32-26-C 100 M7 32 50 50 6 | EHYes
M1345-HNO9-D100-B32-Z8-C 100 1M11.7 32 ‘ 50 50 8 ‘ B Yes
M1345-HN09-D100-B32-Z10-C 100 111.7 32 50 50 10 A Yes
M1345-HN09-D125-B40-Z6-C 125 136.7 40 | 63 5.0 6 A Yes
HNO0206 M1345-HN09-D125-B40-28-C 125 136.7 40 63 5.0 8 A Yes
M1345-HNO9-D125-B40-Z10-C 125 136.7 40 | 63 5.0 10 ‘ A Yes
M1345-HN09-D125-B40-212-C 125 136.7 40 43 5.0 12 A Yes
M1345-HN09-D160-B40-Z8-C 160 1717 40 ‘ 63 50 8 | B Yes
M1345-HN09-D160-B40-Z12-C 160 177 40 63 5.0 12 A Yes
M1345-HN09-D160-B40-214-C 160 1717 40 ‘ 63 5.0 14 [ A Yes
M1345-HN0?-D200-B60-Z10-C 200 2117 60 63 50 10 A Yes
M1345-HN09-D250-B60-214-C 250 261.7 60 ‘ 63 50 14 A Yes
M1345-HN09-D315-B60-Z16-C 315 3267 &0 . B0 5.0 16 . B Yes

s call b checkinventory bofore ardeding AHNO u”
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M1345-HNO09 Series

fii& - Loong RERYI - 45°E{RAME %]

IC d S

HNO906 165 49 635

XN0906

AHNO Loong Series-45°Approach Angle Face Milling

o
Series ? g
HNGX0906ANEN-F1 - 15 @ . ‘ ° °
-F1
HNGX0906ANSN-F5 - 12 ° ° ° ° ° ® e e
-F5
HNGX0906ANSN-M5 - 12 L] @ ] | ] L] ° ® ®
-M5 |
HNGX0906ANSN-RS . 12 ™ ° ° ‘ ™ ° ° ™ ™
-R5
XNGX0906ANSN-W5 = 75 ™ ° ° ® ®
-W5 |
H ¢
sy D50~D160 D200~D315
yalotind sy 3
& s eyl AF9022 (Torx 151P) - 5.0 Nm AF9022 (Torx 151P) - 5.0 Nm
AR E
= v ol AF8020-T15IP
1R#7]
/59 o AF8030-T15IP
&t D50~Dé63 D80 D100 D125 D160 D200 D250 D315
Spare Part
AR
& Sibiagn Sockde il | ATEIE AF5114 AF§115 AF5115 AF5115
<P L i AF5201 | AF5202 | AF5203
Cross Bolt
+RIRRIRF
e/ P ol AF6201 AF6202 AF6203
RAlR=
(s Internal Coolant End AF5311 AF5312 AF5313 AF5314
Cover
IR E R RS
Lock the End Cover
e Lesktoe Fod S AF5121 AF5122 AF5122 AF5123
Screw
WEMEANERFE
Lock the End
/ caiament AF6100-05 | AF6100-07 | AF6100-07 | AF6100-07
Wrench
¥ &L
) By AF5501

Cutting Tool Technelogy

MEFETR TR RS RS Stock culting lools. Ples:
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Palig - LOO“Q BEERY - 43°E(RAE KT M1345-ON06 Series

AHNO Loong Series-43°Approach Angle Face Milling

<B > 5# Arbor < B > i5# Arbor
d1
d1 ——
o o A //
I [T 7
A i =i /;:// / /
= | f4 ) s / .
v 0ol e@) : ) ﬂaa‘
Dc Dc
Da Da
50mm - 125mm o 160 mm - 250mm
l
{7 Unit: mm
_ wH | g
Series B apmax Number of internal
Testh Caolant
M1345-0N06-D050-B22-Z4-C 50 60.8 22 40 40 4 B Yes
M1345-0ON0&-D050-B22-Z5-C 50 60.8 22 ‘ 40 4.0 5 ‘ £ Yes
M1345-0N06-D063-B22-25-C 63 738 22 40 40 5 . A Yes
M1345-0OM06-D063-B22-Z6-C 63 738 22 | 40 4.0 & ‘ A Yes
M1345-ON06-D080-B27-26-C 80 90.8 27 50 40 6 EYes
M1345-0ON06-D0B0-B27-Z8-C 80 ?0.8 27 ‘ 50 40 8 ‘ B Yes
M1345-0M06-D100-B32-Z8-C 100 110.8 32 50 4.0 8 A Yes
M1345-0ON06-D100-B32-210-C 100 1108 32 | 50 40 10 | A Yes
M1345-0N06-D125-B40-28-C 125 1358 40 63 40 8 A Yes
ONO0605 i
M1345-0ON06-D125-B40-Z10-C 125 1358 40 | 63 40 10 ‘ A Yes
M1345-0N06-D125-B40-212-C 125 135.8 40 63 40 12 A Yes
M1345-0N06-D160-B40-Z8-C 160 170.8 40 ‘ 63 40 8 | B Yes
M1345-0N06-D160-B40-Z12-C 160 170.8 40 63 4.0 12 A Yes
M1345-0ON06-D160-B40-214-C 160 1708 40 ‘ 63 40 14 ‘ A Yes
M1345-0N06-D200-B60-Z12-C 200 2108 60 63 40 12 A Yes
M1345-0ON06-D200-B60-216-C 200 2108 60 ‘ 63 4.0 16 A Yes
M1345-0N06-D250-B60-Z14-C 250 2608 60 63 40 14 . B Yes
M1345-0N06-D250-B60-Z18-C 250 2608 60 ‘ 63 4.0 18 A Yes
4_;9‘ e call b checkinventary before ardering AHNO L2k
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M1345-ON06 Series

fi& - Loong RERY - 43°E{RAE K]

IC d S

ONO605 17 57 556

SN1705

AHNO Loong Series-43°Approach Angle Face Milling

Series

® vscnav

ONMX0605085R-F5 0.8 0.75 [ ] [ ] [ ] ‘ [ ]
-F5
- ONMX060508SR-M5 0.8 0.75 [ ] [ ] [ ] | [ ] [ ] ® [ ] [ ]
-M5 |
ONMX060508SR-R5 08 075 ° @ ° | ™ ° ™ ™ °
-R5 |
ONMX060508SR-W5 0.8 4.3 [ ] [ ] ‘ [ ] [ ] [ ]
W5 ‘ﬁh'
’ SNMX170508SR-M5 0.8 0.7 { ] [ ] [ ] [ ] [ ] @ ® [ ]
-M5 |
@ SNMX1705085R-R5 0.8 0.7 [ ] [ ] [ ] | [ ] [ ] [ ] ® [ ]
-R5 h — ‘

B3 €

D50~D160

Number of

D200~D250

TR BiRET
. InsereLoBng Screw: |,
SARETARTF
Key-shaped Wrench |

AF9031 (Torx 20IP) - 5.0 Nm

AFBD20-T20IP

AF9031 (Torx 20IP) - 5.0 Nm

7750
Screwdriver

AFB030-T201P

-1

D50~D63

D8o

Spare Part

MR RiRE

Hexagon Socket Bolt

AF5112

AF5113

AF5114 AF5115 AF5115

+Fige

Cross Bolt

AF5202

AF5203

+RIREIRF
Cross Bolt Wrench
MRS
Internal Coolant End
Cover

Laock the End Cover
with the Hex Socket
Screw

Lock the End
Cover with the Hex
Wrench

RESERARET

REMEAARERT

AF6202

AF6203

AF5311 AF5312 AF5313

AF5121 AF5122 AF5122

AF6100-05 AF6100-07 AF6100-07

AHNO RoE 5

Cutting Tool Technology
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PIi& - Loong BERYI - 90° = (RAH BHET]

M2320-TN11 Series

AHNO Loong Series
90°Approach Angle Shoulder Millings

< A > [EiE Cylinder

Lp

< W > fllE Welden

P

4T Unit: mm
- - S
Series A apmax | yumberof internal
Teath | Coolant
M2390-TN11-D020-A20-Z2-C 20 20 29 150 5.0 2 I B Yes
M2390-TN11-D022-A25-Z3-C 22 25 50 180 5.0 3 A Yes
M2390-TN11-D025-A25-Z3-C 25 25 34 170 5.0 3 A Yes
M2390-TN11-D025-A25-Z4-C 25 25 34 170 5.0 3 A Yes
M2390-TN11-D030-A32-Z4-C 30 32 50 200 50 4 | A Yes :
M2390-TN11-D032-A32-Z4-C 32 32 37 195 5.0 4 . A Yes
M2390-TN11-D032-A32-Z5-C 32 a7 37 195 5.0 5 A Yes
M2390-TN11-D035-A32-Z5-C 35 32 80 200 5.0 5 A Yes
Series W HE Type Dc d1 ‘ b L apmax N:fbiirnf |£Ei|
Teath Coslant
M2390-TN11-D020-W20-Z2-C 20 20 32 ?0 5.0 2 B Yes
M2390-TN11-D025-W25-Z3-C 25 25 42 100 5.0 3 I A Yes
TN1104 M2390-TN11-D025-W25-24-C 25 25 42 100 50 4 A Yes
M2390-TN11-D032-W32-Z4-C 32 32 42 110 5.0 4 A Yes
M2390-TN11-D032-W32-25-C 32 32 42 110 50 5 A Yes

Cutting Tool Technology



M2390-TN11 Series

TN1104

IC d L
6.35 2.8 "

fi& - Loong BERYI - 90°E{RAABHET]

4.69

AHNO Loong Series
90°Approach Angle Shoulder Millings

. (O)
\ 5 f’
Y SR )
L s

M
Series g ‘ g
TNEX110404SR-F5 0.4 13 ® ® & @ [
-F5 Q
TNEX110408SR-F5 0.8 09 ® ® & @ ® ® ° ®
-F5 Q
TNEX110404SR-M5 0.4 13 [ @ ® ® [ ® ® )
k)
TNEX1104085R-M5 0.8 09 ° @ ® s ® ® @ &
-M5 Q
[ogas
Number of D20~D35 D40~D63
T RHERET
@ msreLockng Seriei AF9041 (Torx 07IP) - 0.8 Nm AF9041 (Torx 07IP) - 0.8 Nm
ERRF
‘/6-  Fagshaped el AFB010-TO7IP
2 AR F
Key-shaped Wrench i B
&%
Spare Part D40 D50~Dé63
AR REE
v Hexagon Socket Bolt AR AL

Cutting Tool Technelogy
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Palig - Loong BEERY - 90°E WAL BHET] M2390-TN11 Series

AHNO Loong Series
90°Approach Angle Shoulder Millings

< B > ¥ Arbor <M > SR Thread

di

A =, 90°

4 Unit: mm
M2390-TN11-D020-M10-22-C 20 M0 2 50 2 % Yes
M2390-TN11-D025-M12-23-C 25 M12 3 50 3 # Yes
TN1104 M2390-TN11-D025-M12-Z4-C 25 M2 33 50 4 7 Yes
M2390-TN11-D032-M16-Z4-C 22 M6 43 50 4 £ Yes
M2390-TN11-D032-M16-25-C T a2 | ws | 4@ | so | 5 | fYes
Series B BE Type Dc d1 L ‘ apmax Nm;"l':&fmm Imwﬁ}iulm
M2390-TN11-D040-B16-24-C w 18 40 50 4 % Yes
M2390-TN11-D040-B16-Z6-C 4 [ 16 40 50 | 6 # Yes
M2390-TN11-D050-B22-25-C s 22 40 50 5 7 Yes
TN1104
M2390-TN11-D050-B22-27-C 50 ‘ 2 40 50 7 5 Yes
M2390-TN11-D063-B22-26-C 8 2 40 50 6 % Yes
M2390-TN11-D063-B22-29-C 8 | o2 40 50 9 % Yes

Cutting Tool Technology



M2390-TN11 Series fIi& - Loong RERFI - 90°E(RAHBE#KT]

IC d L S AHNO Loong Series
TN1104 635 2.8 " 4.69 90°Approach Angle Shoulder Millings

. (O)
\ 5 f’
Y SR )
L s

M
Series g ‘ g
TNEX110404SR-F5 0.4 13 ® ® & @ [
-F5 Q
TNEX110408SR-F5 0.8 09 ® ® & @ ® ® ° ®
-F5 Q
TNEX1104045R-M5 0.4 13 L] @ ] ] L] ° ® ]
)
TNEX1104085R-M5 0.8 09 ° @ ® s ® ] @ [}
-M5 Q
[ogas
Number of D20~D35 D40~D63
T RHERET
@ msreLockng Seriei AF9041 (Torx 07IP) - 0.8 Nm AF9041 (Torx 07IP) - 0.8 Nm
ERRF
‘/6-  Fagshaped el AFB010-TO7IP
2 AR F
Key-shaped Wrench i B
&%
Spare Part D40 D50~Dé63
AR REE
v Hexagon Socket Bolt AR AL

——
AHNO e 7L, SIS Stock cutting ool Pleasa call o checkirivantory b

Cutting Tool Technelogy - llzhle forspes
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Palig - Loong BEERY - 90°E WAL BHET] M2390-5X09 Series

AHNO Loong Series
90°Approach Angle Shoulder Millings

< B > i Arbor < W > fQIE Weldon

2d
i
/|
[
o

{7 Unit: mm
_ wE | e
Series A Number of Internal
| | | Testh | Coolant
M2390-5X09-D020-W20-22-C 20 20 32 B2 8.0 2 B Yes
SX09T3 M2390-5X09-D025-W25-Z3-C 25 25 42 ‘ 98 8.0 3 B Yes
M2390-SX09-D032-W32-Z4-C 32 32 42 102 8.0 4 : A Yes

s
Series B ‘ ‘ apmax #jﬁ_ RS
Number of Teath | Internal Coalant
M2390-5X09-D040-B16-Z5-C 40 | 16 40 | 8.0 3 A Yes
M2390-SX09-D050-B22-Z6-C 50 [ 22 40 8.0 6 A Yes
M2390-5X09-D063-B22-Z7-C 63 | 22 40 8.0 7 #H Yes
SX09T3 -
M2390-5X09-D080-B27-29-C 80 [ 27 50 8.0 9 B Yes
M2390-SX09-D100-B32-Z10-C 100 | 32 50 8.0 10  Yes
M2390-SX09-D125-B40-212-C 125 [ 40 63 8.0 12 A Yes
484 AHNO B2k
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M2390-SX09 Series fIi& - Loong RERFI - 90°E(RAHBE#KT]
m AHNO Loong Series

S$X09T3 955 35 397 90°Approach Angle Shoulder Millings

15°

Series g ‘
E SXMT09T304SR-M3 0.4 13 [ ] [ ] [ ] ®
-M3

SXMT09T304SR-M4 04 13 e ° L] e ° ] e °
-Mé4 J‘E’
SXMTO09T308SR-M5 08 09 ° e [ ] e [ ° e °
-M5 5
B ¢4
N D20~D32 D40~D125
@ il AF9051 (Torx 09IP) - 2.0 Nm AF9051 (Torx 09IP) - 2.0 Nm
 Insert Locking Screw
.6 WEARF
Flag shaped Wrench i
o1 FARIRTF
Key-shaped Wrench AFB0D20-TO9IP
i
Spare Part D40 D50~D63 D80 D100 D125
[Shav=:t 1
o Hexagon Socket Bolt ARSI AF5112
+Fig2
@ Cross Bolt AF5201 ‘ AF5202 : AF5203
+RRRIEF
/ Cross Bolt Wrench | AF6201 ‘ AF6202 j AF6203

——
AHNO e 7L, SIS Stock cutting ool Pleasa call o checkirivantory b

Cutting Tool Technelogy - llzhle forspes
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Palig - Loong BEERY - 90°E WAL BHET] M2390-SX12 Series

AHNO Loong Series
90°Approach Angle Shoulder Millings

< B > 4l Arbor < B > il Arbor
di
d1i
1 i
| 4
T 7
\ | @
De
50mm - 125mm

{7 Unit: mm

= %
Series B L ‘ apmax & AR
Number of Teath | Intarnal Coalant
M2390-5X12-D050-B22-Z5-C 50 22 40 | 10 5 A Yes
M2390-5X12-D063-B22-Z6-C 63 l 22 40 ‘ 10 b A Yes
M2390-5X12-D080-B27-Z6-C 80 27 50 : 10 ] H Yes
S$X1205
M2390-5X12-D100-B32-Z8-C 100 { 32 50 _ 10 8 H Yes
M2390-5X12-D125-B40-Z29-C 125 40 63 : 10 9 & Yes
M2390-5X12-D160-B40-Z12 160 | 40 63 10 12 7 No

ols. Please call o checkiiiventory bekore ordiring AHNO u”

Cutting Tool Technology




M2390-5X12 Series

§X1205

12.7

fi& - Loong BERYI - 90°E{RAABHET]

Series

SXMT120508SR-F5

08 = L]

AHNO Loong Series
90°Approach Angle Shoulder Millings

15°

_Fs ﬂ

SXMT120508SR-M5 0.8 & ® ® ) @ ® ° ®
w (@

SXMT120508PR-R5 0.8 = [ ] @ ] ] L] ® ]
-R5 ﬂ

B

Number of

D50~D160

® 9

AN AR

T R HRARET

Insert Locking Screw: |

SARETZAR T

Key-shaped Wrench

=

Spare Part

M7 AR

_ Hexagon Socket Bolt

D50~Dé3

AF5112

+rige

Cross Bolt

D80

AF5201

AFB8020-T15

D100

AF5202

AF9052 (Torx15) - 3.0 Nm

D125

AF5203

D160

AF5114

+3ERIRE

Cross Bolt Wrench

AF6201

AF6202

AF6203

TR®E
Insert Gasket
BREANRET

Hex Socket Screw
for Gasket

AF5510-8X12

AF5401

AF5510-5X12

AF5401

AF5510-5X12

AF5401

AF5510-5X12

AF5401

BEARARE

Hex Wrench for
Gasket

AF6100-35

AF6100-3.5

AF6100-35

AF6100-3.5

o L3

Cutting Tool Technelogy




BaiE -

Loong BER%I - 90°E{RAH EHET]

M2390-X010 Series

AHNO Loong Series
90°Approach Angle Shoulder Millings

Series A

X01003
X010T3

Series W

X01003
X010T3

< B> i Arbor <A> B Cylinder  <W >{l|E Weldon <M > 4% Thread
_I .
d1
‘ 1
|
‘ — |
;
90° = 70°
ap
e | ]
AT Unit: mm
W A
apmax Number of Internal
| | | Teeth Coolant
M2390-X010-D016-A16-Z2-C 16 16 30 100 9.0 2 A Yes
M2390-X010-D020-A16-Z2-C 20 16 30 100 2.0 2 A Yes
M2390-X010-D020-A20-Z3-C 20 20 30 : 110 9.0 3 A Yes
M2390-X010-D025-A20-Z3-C 25 20 40 110 2.0 3 A Yes
M2390-X010-D025-A25-24-C 25 25 40 120 9.0 4 A Yes
M2390-X010-D032-A25-Z3-C 32 25 50 120 9.0 3 % Yes
M2390-X010-D032-A32-Z5-C 32 a7 50 130 9.0 5 B Yes
<k b
ﬂ% Type De d1 |1 L Ell:'r'ﬂax Number of Internal
Teeth Coolant
M2390-X010-D016-W16-Z2-C 16 16 30 79 9.0 2 A Yes
M2390-X010-D020-W20-Z3-C 20 20 30 ‘ 81 9.0 3 ‘ A Yes
M2390-X010-D025-W25-24-C 25 25 40 _ 97 2.0 4 A Yes
= i =S ot 1 L
M2390-X010-D032-W32-75-C 32 32 50 111 9.0 5 | A Yes

Series M

X01003
X010T3

A A%

Number of Teeth | Internal Coolant
M2390-X010-D016-M08-Z2 16 M8 25 9.0 2 % No
M2390-X010-D020-M10-Z3 20 M10 30 2.0 3 % No
M2390-X010-D025-M12-24 25 M12 35 9.0 4 7 No
M2390-X010-D032-M16-Z5 32 M16 43 9.0 5 & No

Series B

=t A2

Number of Teeth | Intarnal Coolant

%01003 M2390-X010-D040-B16-26-C 40 16 40 9.0 6
X010T3 M2390-X010-D050-B22-Z7-C 50 22 &0 9.0 7
il Plcaia cill checkiivertar bikia Griai AHNO B2k
488 @ lools. Bleass call o checkinventory before ordedng
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M2390-XO10 Series fIi& - Loong RERFI - 90°E(RAHBE#KT]
_ AHNO Loong Series

X01003 29 90°Approach Angle Shoulder Millings

R=146

Series
XOMT100304R-F5 91 34 04 18 e o
-F5 ﬁ i
XOGT1003PER-M&4 67 34 08 183 ® ®© ®© e e e e ®
M4 q
XOMT100302R-Mé 91 34 02 18 e o o o e o
XOMT100304R-Mé 91 34 04 18 e o o o o o
# XOMT100308R-Mé 91 34 08 18 ®© e e e e e e e
XOMT100310R-M4& 91 34 10 18 ® ®© e e e e e e
M XOMT100312R-Mé 91 34 12 18 ® ®© e e e e e e
XOMT100316R-M4* 78 332 16 - ®© © e e e e e e
a XOMT100320R-M4* 7T 828 @R = e o o o e o
 XOMT100330R-M4* 75 319 30 - e o o o e o
4 XOMT100304R-M5 91 34 04 16 ® ®© e e e e e e
e 0 XOMT100308R-M5 91 34 08 16 ®© ®© ®© e e e e e
/ XOMT100304R-R5 91 34 04 16 ®© @ ®© e e e e e
RS # XOMT100308R-R5 91 34 08 16 ® | e e e | e e e | e
XOMT100310-HF 83 338 10 22 ® © ® e e e e e
" Q sm=n, pom
* DEAEEIRE: ROTIE)=-R(TIH )-05
* The tool body must be modified: R (tool body) = R (insert) - 0.5
Nu:?fr o D16~D32 D40~D50
o> | Mzﬁ':fn?g = AF9011 (Torx 08IP) - 1.2 Nm AF9011 (Torx 08IP) - 1.2 Nm
/6 Ha&rfgimh AFB010-TOBIP
= Kw*f:fﬁin P AF8020-T08IP
Spaﬁ’;e‘fart D40 D50
& , Tﬁfﬁfwr AF5111 AF5112

AHNO Lok MR, TR Stock cutt

Cutting Tool Technelogy



Paligs - Loong BRI - 90°ERAELEHET] M2390-X016 Series

AHNO Loong Series
90°Approach Angle Shoulder Millings

Series A

< B > it Arbor < A > [E#F Cylinder < W > {liE] Weldan

di1

i

III
- |
[l

= N s o
[°18 = [B] |=
E_I ¥ [:;C [}
{7 Unit: mm

X01606

- S

Number of Internal

| | Teeth | Coolant

M2390-X016-D025-A25-Z2-C 25 25 40 120 15 2 A Yes
M2390-X016-D032-A25-Z2-C 32 25 50 120 15 2 A Yes
M2390-X016-D032-A32-Z3-C 32 32 50 : 130 15 3 A Yes
M2390-X016-D040-A25-Z3-C 40 25 50 120 15 3 A Yes
M2390-X016-D040-A32-Z4-C 40 32 50 130 15 4 A Yes

Series W

X01606

H® | A
Mumber of Internal
| Testh Coolant
M2390-X016-D025-W25-Z2-C 25 25 40 97 15 2 B Yes
M2390-X016-D032-W32-Z3-C 32 32 50 ‘ 111 15 3 B Yes
M2390-X016-D040-W32-Z4-C 40 32 50 m 15 4 7 Yes

Series B

f o A%

Number of Testh | Internal Coolant

‘ apmax

M2390-X016-D040-B16-24-C 40 : 16 40 15 4 & Yes
M2390-X016-D050-B22-Z5-C 50 ‘ 22 40 15 5 %A Yes
M2390-X016-D063-B22-Z6-C 63 | 22 40 15 <] & Yes
X01606 M2390-X016-D080-B27-Z7-C 80 ‘ 27 50 15 T # Yes
M2390-X016-D100-B32-Z8-C 100 32 50 15 8 A Yes
M2390-X016-D125-B40-Z9-C 125 40 63 15 2 A Yes
M2390-X016-D160-B40-210 160 40 63 15 10 75 No

Cutting Tool Technology



M2390-XO16 Series fIi& - Loong RERFI - 90°E{RAHBEKT]
_ AHNO Loong Series

X01606 4.7 90°Approach Angle Shoulder Millings

® yszddy
o«

Series
XOMT160608R-F5 18 6.42 08 33 { ] [ ] L ]
Fs a I
XOMT160604R-M4 18 6.48 0.4 30 ] [ ] [ ] [ ] L ] (] [ ] [ ]
XOMT160608R-M4 18 b6.44 08 3.0 [ ] ] L ] L] L] ] [ ] L]
: XOMT160612R-M4 18 6.40 1.2 30 L) (] L ] L] [ ] [ ] e [ ]
XOMT160616R-M4 18 6.36 1.6 3.0 [ ] [ ] @ [ ] ([ ] [ ] ([ ] [ ]
“Mé XOMT160630R-M4* 159 6.10 3.0 - ] @ [ ] (] [ B
XOMT160640R-M4&* 158 6.03 4.0 = [ ] ® [ ] ® [ ]
l XOMT160650R-M4* 157 596 5.0 - L] L [ ] L} [ ]
XOMT160660R-M4&* 156 589 6.0 = (] L ] [ ] L ] [ ]
XOMT160608R-R5 18 6.40 08 29 [ ] ] [ ] L] L ] [ ] L [ ]
-R5 : - = " !
o # XOMT160608R-R7 18 640 08 2.9 ] [ ] [ ] [ ] ® ] » [ ]

¢ DEpamEides: ROTE )=R(TIF )-0.5
* The tool body must be madified: R (tool body) = R (insert) - 0.5

B D25~D40 D40~D160

Number of

7 R BURRET AF9012 (Torx 15IP) - 3.0 Nm AF9012 (Torx 15IP) - 3.0 Nm
. Insert Locking Screwr. |

&
//‘6 il AFB0O10-T15IP
sz

 Flagshaped Wrench |
SRR F
Key-shaped Wrench

AFB0D20-T15IP

s D50~Dé63

Spare Part

55' [ehay-: Lt
Hexagon Socket Bolt ARSI AF5112 AF5113 AF5117 AF5114

A
\} |\|""'I um MefEG R | TR SR Stock cutting tools. Please call 1o

Cutting Tool Technelogy



fIi& - Loong RERFI - {Afz k7] M1300-RC10 Series

AHNO Loong Series-Profiling Millings

< B > i Arbor < A > BH Cylinder < M > 184 Thread
d1

il

. RN

LP

{7 Unit: mm

. wH | s

Series A apmax Number of internal
| | | Teeth | Coolant
M1300-RC10-D025-A20-Z2-C 25 20 34 170 5.0 2 A Yes
M1300-RC10-D025-A20-Z3-C 25 20 34 170 5.0 3 ‘ A Yes

RC10T3 - : - |
M1300-RC10-D032-A25-Z3-C 32 25 42 200 5.0 3 A Yes
M1300-RC10-D032-A25-Z4-C 32 25 42 200 5.0 4 ‘ A Yes

iy W
Series M 58 A%
Number of Teath | Internal Conlant
M1300-RC10-D025-M12-22-C 25 M12 32 5.0 2 A Yes
M1300-RC10-D025-M12-23-C 25 M12 32 5.0 3 A Yes
RC10T3 1
M1300-RC10-D032-M16-Z4-C 32 | M16 42 50 4 A Yes
M1300-RC10-D035-M16-Z4-C 35 [ M1é 42 5.0 4 # Yes

M1300-RC10-D040-816-25-C 0 1 40 5.0 5 £ Yes
M1300-RC10-D050-B22-Z5-C 50 ‘ 22 40 5.0 5 %A Yes
M1300-RC10-D050-B22-Z6-C 50 | 22 40 50 ] & Yes
M1300-RC10-D052-B22-25-C 22 2 40 50 5 # Yes
RC10T3 M1300-RC10-D052-B22-Z6-C 52 22 40 5.0 6 A Yes
M1300-RC10-D063-B22-26-C 63 22 40 50 6 # Yes
M1300-RC10-D063-B22-27-C 63 2 40 50 7 # Yes
M1300-RC10-D066-B27-Z6-C 66 27 . 50 5.0 6 A Yes
M1300-RC10-D066-B27-Z7-C 1) 27 50 5.0 7 & Yes

@ Lools. Please call W chedkinventory bofore ordedng "\} | \H—] u ”

Cutting Tool Technology
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M1300-RC10 Series

RC10T3

fIi& - Loong EERFI - {GHSERT]

10 39 3.97

Series

AHNO Loong Series-Profiling Millings

® ysendv

RCMT10T3MOSN-F5 L ® L L
_Fs @

RCMT10T3MOSN-M5 L ] ] [ ] [ ] (] [ ] L ] L]
-Ms e

RCMT10T3MOSN-R5 L] ] L L] ®
~ @

g

A
P

it D25~D35

Number of

T R HRARET

 Insert Locking Screw AF9061 (Torx 10IP) - 3.0 Nm

D40~Dé66

AF9061 (Torx 10IP) - 3.0 Nm

HEARF
Flag-shaped Wrench

ARART
Key-shaped Wrench

AFBD10-T10IP

AFB8020-T10IP

=

Spare Part

P7AiRE

Hexagon Socket Bolt o i

AF5112

AF5113

Cutting Tool Technelogy

MefEGR TR RS Stock cutting




fIi& - Loong RERFI - {Afz k7] M1300-RC12 Series

AHNO Loong Series-Profiling Millings

< B> Arbor

{7 Unit: mm

M1300-RC12-D040-B16-Z3-C 40 : 16 40 | 6.0 3 & Yes
M1300-RC12-D050-B22-Z4-C 50 22 40 J 6.0 4 A Yes
M1300-RC12-D052-B22-Z5-C 52 22 [ 40 | . 6.0 5 A Yes
RC1204 M1300-RC12-D063-B22-Z5-C 63 22 40 J 6.0 5 B Yes
M1300-RC12-D066-B27-Z6-C . b6 j 27 [ 50 ii 6.0 . -} i A Yes B
M1300-RC12-D080-B27-Z5-C 80 27 50 6.0 5 & Yes
M1300-RC12-D100-B32-Z6-C 100 32 50 6.0 [} A Yes

@ Lools. Please call W chedkinventory bofore ordedng "\} | \H—] u ”
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M1300-RC12 Series piﬁﬁ = Loong EE%?'J = ﬁﬁ:’«iﬁn
m AHNO Loong Series-Profiling Millings

RC1204 12 bk 476

Series é:;E
[

RCMT1204MOEN-F5 [ ] [ ] [ ] [ ] [ ] [ ]
_Fs o
RCMT1204M0SN-M5 [ ] L] ® @ [ ] [ ] L ] [ ]
- @
RCMT1204MOEN-R5 [ ] L L e [ ] [ ] [ ] ®
~ @
B4
Number of D40~D100
T RYRET
@ Insert Locking Screw AF9062 (Torx 15IP) - 3.0 Nm
SRR TF
ﬁ Key-shaped Wréndi AFB020-T15IP
=¥
S bt D40 D50~D63 D66~D80 D100
@’ R R AF5116 AF5112 AF5113
_ Hexagon Socket Bolt i - — L
+Fig
P BEdEs AF5202
+RIERIRF
/ Cross Bolt Wrench AF6202

=
AHNO MefE IR, STRTHN R Stock cutting tools. Ploss

Cutting Tool Technelogy
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fIi& - Loong RERFI - {Afz k7] M1300-RC16 Series

AHNO Loong Series-Profiling Millings

< B >i5 Arbor < B > if# Arbor
d1 d1
S e — - -
L[ T
=3 =] ! )
| | Al
; g
A
| B — = wy < g
Do Dec
63mm - 125mm 160mm

{7 Unit: mm

M1300-RC16-D063-B22-Z4-C 63 22 50 . 80 4 A Yes

M1300-RC16-D066-B27-Z5-C 66 l 27 50 J 8.0 5 H Yes

M1300-RC16-D0B0-B27-25-C g0 27 50 | 8.0 5 # Yes
RC1606

M1300-RC16-D100-B32-26-C 100 32 50 8.0 6 # Yes

M1300-RC16-D125-B40-27-C 125 40 63 80 7 # Yes

M1300-RC16-D160-B40-Z8-C 160 40 63 ‘ 8.0 8 # Yes

4(_)#‘ @ Lools. Please call W chedkinventory bofore ordedng "\} i\i{—) u”

% .

Cutting Tool Technology



M1300-RC16 Series FIi& - Loong RERFI - {AAzE%7]
m AHNO Loong Series-Profiling Millings

RC1606 16 55 6.35

Series é:;E
L

RCMT1606MOEN-F5 L] L ® L] L L
_Fs o

RCMT1606MOSN-M5 L ] ] (] [ ] (] [ ] L ] L]
-M5

RCMT1606MOSN-R5 L} ] ] ® L L] ] ®

it D&63~D160

Number of

TR BUREET
Insert Locking Screw

AF9063 (Torx 20IP) - 5.0 Nm

® S

SARETZAR T

Key-shaped Wrench AFB020-T20IP

=
Spare Part D&63 D66~D80 D100 D125 D160

& i AF5112 AF5113 AF5117 AF5114
_ Hexmguey Socket Boft K8 !

44 ke AF5202

Cross Bolt

B/ TRIERIRF AF6202

Cross Bolt Wrench

=
AHNO MefE IR, STRTHN R Stock cutting tools. Ploss

Cutting Tool Technelogy




fIi& - Loong RERFI - {Afz k7] M1300-RC20 Series

AHNO Loong Series-Profiling Millings

B0mm - 125mm 160mm

{7 Unit: mm

& oS
Series B L ‘ apmax & AR
Number of Teath | Intarnal Coalant
M1300-RC20-D080-B27-Z4-C 80 27 50 | 10 4 A Yes
M1300-RC20-D100-B32-Z5-C 100 l 32 50 ‘ 10 5 & Yes
RC2006 - T
M1300-RC20-D125-B40-Z6-C 125 40 63 10 ] H Yes
M1300-RC20-D160-B40-Z7-C 160 | 40 63 ‘ 10 7 A Yes
“198 ols. Ploass call o checkinventary before ordedng "\} J\i{—) u”

Cutting Tool Technology



M1300-RC20 Series

fIi& - Loong EERFI - {GHSERT]

RC2006 20 6.5 6.35

Series

AHNO Loong Series-Profiling Millings

RCMT2006MOSN-F5 ® ®
RCMT2006MOSN-M5 ® (] ] '3

-Ms 0
- RCMT2006MOSN-R5 [ ] ®

-Rs e

B

Number of

D80~D160

TR BIRIRET
@ Insert Locking Screw AF9064 (Torx 25IP) - 7.5 Nm
== T ARF
T-shaped Wrench | AFB040-T25IP
=%
Spare Part D80 D100 D125 D160
v R R AF5113 AF5117 AF5114
_ Hexagon Socket Bolt A= =
+PiER
P sty AF5202
+RIERIRF
/ Cross Bolt Wrench AF6202
AHNO P73, , TR W S Stock cutting tools. Pleas

Cutting Tool Technelogy




PaliE - Loong RERFI - tEI =% Cutting Parameter

AHNO Loong Series-Cutting Parameters

M1345-HNOG6 Series

108£# Cutting Parameters Ve (m/min) fz(mm/z)

IS0 M-mﬁg_fmp raa%?ﬂ%é’!ngm _mmx AR APENA AMOSK | W M5 RS w5

EEEM 430 125 225~270 180~270 160-240 024 0.27 0.32 012

Litclicyed st 640-1010 190-300 160~250 150~240 125~225 | 02 0.24 0.27 012

il 700-950 200-280 150~240 125-225 100~200 02 024 027 01z

s 950-1200 280-355 120~160 100~150 80~120 018 0.2 0.24 0.1

High-alloyed Steel 1200-1400 355-415 80~100 75-90 40-75 | 018 0.2 0.24 0.1

| 780 230 100~150 90~120 018 0.2 0.24 0.1

| &80 ' 200 120~160 100~125 1 oae 02 0.24 0.1

[ 1010 300 80~120 75~100 015 018 02 0.1

200-350 . 180-245 180~320 160~240 027 03 036 012

Nodular Castran 400-700 155-265 125~225 120~200 e 0w 0.32 0.12

Vermicular graphite cast 400 230 120-160 100~150 ' 02 024 027 012

mE/EeR - 0

i aé&m 840-1180 4060 . 012 015 018 0.1

i : 375-410 30~50 0.12 0.15 0.18 0.1
*Wm;?ﬁrﬁﬁ'ﬁ"%f 75-130

Hardened Steel i || B

Hardened Cast Iron | = HRC55

M1345-HNO9 Series

1181S¥ Cutting Parameters Ve (m/min) fz(mm/z)
EE“ ACP25A

(HB) APP25A

APU35A

Haa | iEE
Material Group  TenS{iE Strength

Eoam 430 125 225~270 180~270 160~240 024 0.27 032 0.36 0.12
Linalloyect steel 640-1010 190-300 160~250 150~240 125-225 02 0.24 0.27 0.3 012
mﬁﬁmm 700-950 200-280 150~240 125~225 100~200 0.2 0.24 0.27 0.3 012

Easm 950-1200 280-355 120~160 100~150 80~120 018 0.2 0.24 027 0.1
gt alioyed e 1200-1400 355-415 80~100 75-90 60~75 018 02 0.24 0.27 01

WA | 3 1

B e 780 20 | 100~150 90-120 018 02 024 0.27 01
5  ERETEN
M usterive Stainless Steel 680 00 120~160 100-125 018 02 0.24 0.27 0.1
T B ' '
Al 1010 300 80~120 75100 015 018 02 0.24 0.1
M I 1= —
e 200-350 180-245 180~320 160~240 027 03 036 0.4 012
Niider Gt i 400-700 155-265 125~225 120~200 o2 0.27 032 0.36 0.12
vermicular graphite cast 400 230 120~160 100~150 0.2 0.24 0.27 03 012
~ jron
840-1180 250-350 40~60 012 015 018 02 0.1
Aoy 1260-1400 | 375-410 30~50 012 0.15 018 0.2 01

o |
Almilurm Alloy 260-450 75-130
s < HRC50-60

BPEGE : i
Hardened Cast Iron = HRCES

Cutting Tool Technology

& Pleass call 1o chetkinventary busaes rdeding




Cutting Parameter FaJi - Loong RERS - tHIZE

AHNO Loong Series-Cutting Parameters

M1345-ON06 Series

1IHIZ# Cutting Parameters Ve (m/min) fz(mm/z)

IS0 Mal?,,ﬁ f,'wp Tm%i:s:fl;gth IEEEE)E ACP25A  APP25A  APU3SA
Eaem 430 125 225+270 180~270 160240 0.27 032 0.36 0.1
e 640-1010 190-300 | 160~250 150~240 125-225 024 0.27 03 0.1
v fon 700-950 200-260  150-240  125-225  100-200 024 027 03 04
: 950-1200 280-355  120-160  100~150 80~120 02 0.24 0.27 0.08
Highralloyed stee| 1200-1400 355-415  80~100 75~90 60~75 02 0.24 027 0.08
i e | 760 2 100150  90~120 02 024 027 008
1&‘! kﬁ?ﬁﬁ.tfgﬂmel ' 480 200 | 120~160 100-125 02 0.24 027 0.08
ﬁ Stg:lgs?s\geel 1010 300 ‘ 80~120 75~100 018 02 0.24 0.08
Girendl 200-350 180-245 | 180-320  160-240 03 036 04 01
N:%f%m 400-700 155-265 | 125-225 120~200 oz 032 0.36 01
‘Vermicular graphite cast 400 230 | 120160 100~150 0.24 027 03 01
N&m % 840-1180 250-350 _ 40~60 015 018 02 0.08
-' m&jﬁ%w 1260-1400 375-410 : 30~50 0.15 018 02 0.08
Aluminium Alloy 260-450 75130
H@.rds'ﬂsdg!eel - disit |
Hardened Cast Iron = HRC55

M2390-TN11 Series

fz(mm/z)

{1HI&¥ Cutting Parameters Ve (m/min)
] el 1
Material Group  Tensile Strength ﬁﬁs)

ACP25A APP25A APU35A

IS0

EaeH 430 125 225~270 180~270 160-240 | 024 027
. 640-1010 190-300 160~250 150~240 125225 | 02 0.24
flir=r=a)  wmaen | saasen | [
Pl 700-950 200-280 150-240 125-225 100~200 02 024
e 950-1200 280-3855 120~160 100~150 80~120 0.18 02
Hizb-alloyed Stesl 1200-1400 355-415 80~100 75490 60~75 018 02
SiEAEH - - .
Wi g 780 230 | 100-150 0120 | 08 02
PR 680 200 | 120160 100125 018 02
TR 1010 00 | 80120 75100 0.15 018
| RO#E y -
it 200-350 180-245 180~320 160240 0.27 03
ikl Cas 400-700 155-265 125~225 120~200 0.24 0.27
-venm_cuia_rgr'aphke €ast 400 230 120~160 100~150 02 024
iron :
840-1180 250-350 4060 012 015
1260-1400 375-410 30~50 012 015
260-450 75-130
Hardened Steel - ot
Hardened Cast tran & HRC5S

501
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PaliE - Loong RERFI - tEI =% Cutting Parameter

AHNO Loong Series-Cutting Parameters

M2390-SX09 Series

108£# Cutting Parameters Ve (m/min) fz(mm/z)

whaE MRER mEE
B0 1 it e Te""(‘ﬁ?rmﬂﬁ)"gm *B) ACP25A APP25A APU35A M3 Mé M5
o 430 125 225~270 180~270 160~240 02 0.24 027
paoredstect 640-1010 190-300 160~250 150~240 125~225 0.8 02 0.24
v 700-950 200-280 150-240 125-225 100~200 0.18 02 024
. 950-1200 280-355 120~160 100~150 80~120 016 0.18 0.2
High-alloyed Stee| 1200-1400 355-415 80~100 75~00 80~75 016 0.18 0.2
il ol B 780 230 100~150 90~120 016 018 02
e : | : |
J Ausionitic Sainloss Steol | 80 200 120140 100~125 D16 018 0.2
AR
mﬁiﬂﬁ b | 1010 300 80~120 75~100 0.a2 015 018
200-350 180-245 180~320 160~240 024 027 03
Nd&%mn 400-700 155-265 125~225 120~200 . o2 0.24 027
Vermicular graphite cast 400 230 120~160 100~150 0.18 02 0.24
Iran
840-1180 250-350 40~60 01 0.12 0.15
1260-1400 375-410 30~50 01 012 015
Eow
Ak Aoy 260-450 75-130
 Hardened steel g il
Hardened Cast Iron = HRC55.

M2390-SX12 Series

{IHIZ8 Cutting Parameters Ve (m/min) fz(mm/z)

ACP25A

APP25A APU35A

i 123 e
Material Group Tem(aﬁe’-:‘trrng)ngth (HB)

Eoam 430 225-270 180~270 160~240 02 0.24 027
Gnalloyed steet 640-1010 190-300 160~250 150~240 125-225 0.18 02 0.24
Lmlzfﬁ-%eq 700-950 200-280 150~240 125~225 100~200 0.8 02 0.24
EeeW 950-1200 280-355 120~160 100~150 80~120 016 018 02
Hichaloved e 1200-1400 355-415 BO~100 75~90 60~75 016 0.18 02
mp,ﬁ*ﬁ*@’ﬁm | 780 L 20 100150 90~120 0.16 0.18 02
| ERETHE "
B oo St s | 580 200 120~160 1004125 016 018 0.2
REMFER 0 39 80~120 75-100 012 015 018
SRR _ .
e 200-350 180-245 180~320 160~240 024 0.27 03
Nadaﬂhla, Ci. % i 400-700 155-265 125~225 120~200 _ 02 0.24 027
m 230 120~160 100~150 0.18 02 024
B40-1180 250-350 40~60 0.1 0.12 015
1260-1400 375-410 30~50 01 012 015
260-450 75-130
Hardened Steel - I HRC50-60
Hardened Cast fron = HRC55

5 Pleass call lo checkiriventary busaes rdeding
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Cutting Parameter FaJi - Loong RERS - tHIZE

AHNO Loong Series-Cutting Parameters

M2390-X010 Series

{141£# Cutting Parameters Ve (m/min)

HEE i ' ACP25A APP25A APU35A
& Tensile Str
Material Group HESIEneth (Hg) .
| 430 125 225~270 180~270 160~240 0.2 024 024 0.27 08
el 640-1010 190-300  160~250  150~240 125-225 0.18 02 0.2 024 0.75
wwﬁ;a.ﬁffmi U 700-950 200-260 150240 125~225 100+200 0.18 02 0.2 0.24 0.75
Basa 950-1200 280-355 120~160 100~150 80~120 016 018 018 0.2 0.6
ihifetalloyon St 1200-1400 355-415 80100 7590 80~75 016 018 018 02 0.6
Du,,g RS 780 230 | 100~150 90~120 016 018 0.18 02 0.6
Ausxfl?c?iﬁﬂfs?ﬂeel &80 200 | 120~140 100-~125 01& 018 0.18 02 0.é
ﬁ-ﬁ%{iﬁnlezﬁeel 1010 300 | 80~120 75~100 0.2 015 015 0.18 0.5
___KDW_ 200-350 180-245 180~320 160~240 024 027 027 03 1.0
Gray Cast Iren - M E 3 .
Noiar Eastivan 400-700 155-265 125~225 120~200 02 0.24 024 0.27 0.8
Vermiclar graphie cae 400 230 120160 100~150 0.18 02 0.2 0.24 0.75
840-1180 250-350 40~60 0.1 0.12 012 015 0.45
Tmﬁiﬁw 1260-1400 375-410 30~50 01 012 0.12 0.15 0.45
Hes
w’"ﬁ%& oy 260-450 75-130
Hardened Steel B R |
Hardened Cast Iran = HRC55
M2390-X0O16 Series

{1HI&¥ Cutting Parameters Ve (m/min) fz(mm/z)

Iso maﬁ?go o Teﬂffig :?;,;m ﬁfﬁg‘ ACP25A APP25A APU35A
Feem 430 1256 | 225-270 180270 160-240 02 0.24 0.27 027
Ul el 640-1010 150-300 160~250 150~240 125~225 018 02 0264 0.24
Lcw%%)%dﬁmel _?05—95_0 _I _200—2_843 | 150~240 125~225 100~200 a.18 02 0.24 0.24
HaEW 50-1200 280-355 120~160 100~150 60~120 | 036 0.18 02 02
Hizb-alloyed Stesl 1200-1400 355-415 80~100 75~90 60~75 016 0.18 02 0.2
Dw,?;ﬁ*‘.ﬁﬁstﬁl 780 230 | 100-150 90-120 0.16 018 02 0.2
M Ms‘iﬁ?ﬁfﬂmr 680 200 | 120160 100125 016 018 02 02
TR 1010 w0 | 80-120 75~100 012 015 0.18 0.18
_aﬁéﬁﬁm 200-350 180245 | 180-320  160~240 0.24 027 03 03
i s 400-700 155-265 | 125-225  120~200 02 0.24 0.27 027
-\I‘emﬂ:nﬂa;;gf:phké €ast ﬂﬂﬁ 230 120~160 100~150 018 0.2 024 0.24
840-1180 250-350 4060 0.1 012 0.15 0.15
1260-1400 375-410 30-50 0.1 0.12 015 0.15
260-450 75-130
Hardened Steel - ot
Hardened Cast ron 2 HRC5S5

Cutting Tool Technology




PaliE - Loong RERFI - tEI =% Cutting Parameter

AHNO Loong Series-Cutting Parameters

M1300-RC10 Series

Ve (m/min)

Y14I£# Cutting Parameters
D et S -7

Matariai Group  Tenglle ,f.tnﬁ"g‘h s ACP25A APP25A APU35A F5 M5 RS
*Qﬂ-ﬁ 430 125 225~270 180~270 160~240 | 02~0.75 0.24~D8 027~1.0
Sl e 640-1010 190-300 160~250 150~240 125~225 0.18~0.6 0.2~0.75 0.24~0.8
M’Eﬁfﬁml 700-950 200-280 150~240 125-225 100~200 0.18-0.6 0.2~0.75 0.24~0.8
Baem 950-1200 280-355 120~160 100~150 80120 0.16~0.5 0.180.6 02~0.75
fighealioyed Stes! 1200-1400 355-415 80~100 75~90 60~75 01405 0.18~0.6 0.2-0.75
Dupﬁﬁﬁsm 780 230 100~150 90~120 0.16~0.5 0.18~0.6 0.2~0.75
Hu.s(?;iﬁi%fs;ee, | 680 00 120~140 100125 01605 0.18~0.6 02-0.75
. ﬁﬁaﬁmﬁsﬁgjﬁ | 1010 300 80~120 75~100 0.12~0.45 0.15~0.5 0.18~0.6
Grﬁr?ﬁ?&n 200-350 180-245 180~320 160~240 . 024~0.8 027~10 03~12
Nwﬁiﬁm 400-700 155-265 125~225 120~200 I E]2~U.?5 0.24~D8 027~1.0
Yermicular graphite cast 400 230 120-160 100-150 0.18~0.6 0.2-0.75 0.24~08
e B
skm;w B40-1180 250-350 40~60 0.1-0.4 0.12~0.45 0.15~0.5
ma?itﬁ%q 1260-1400 375-410 ' 30~50 | 0104 ~ 012-045 0.15~0.5
Wi 260450 | 75130
Hardened Steel - |
Hardened Cast Iron ‘ = HRCS5

M1300-RC12 Series

1524 Cutting Parameters Ve (m/min) fz(mm/z)

#HE RUER g
et . : ACP25A APP25A APU35A F5 M5 RS
Material Group Te“’('msﬂ‘ (HB)
fasm 430 225~270 180~270 160~240 0.2~0.75 0.24~0.8 0.27~1.0
Unsllayed steel 640-1010 190-300 160~250 150~240 125~225 0.18~0.6 02-0.75 02408
memer 700-950 200-280 150~240 125~225 100~200 0.18~0.6 02-075 0.24~08
el 950-1200 280-355 120~160 100~150 80~120 0.16~05 0.18~0.6 02~0.75
High-alloyed Steel 1200-1400 355-415 80~100 7590 60~75 0.16~0.5 0.18~0.6 0.2~0.75
' Duplg?jnffm 780 230 | 100~150 90~120 01605 0.18~0.6 0.2-0.75
M Aus‘f,ﬂé’fﬁ?ﬁsw 880 200 120~160 100~125 016405 0.18~0.6 0.2~0.75
:fff,f{fffgf 1010 00 | 80~120 75~100 0.12~0,45 0.15~0.5 0.18~0.6
G,ﬁt_gﬁm 200-350 180-245 180~320 160~240 0.24~0.8 02710 0312
Nodi i = iren 400-700 155-265 125~225 120~200 0.2~0.75 0.24~0.8 0.27~1.0
'u'i!rml'cuta_lrg_raphité cast 400 230 120~160 100~150 0.18~0.6 0.2~0.75 0.24-0.8
840-1180 250-350 40~60 0.1~0.4 0.12~0.45 0.15~0.5
1260-1400 375-410 30~50 0.1~0.4 0.12~0.45 0.15-0.5
A!um[n:l'm-;\rlay 260—450- ?5_"130.
Hardened Steel B il
Hardened Cast Iron = HRCES |

Cutting Tool Technology
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Cutting Parameter FaJi - Loong RERS - tHIZE

AHNO Loong Series-Cutting Parameters

M1300-RC16 Series

$IHIZ# Cutting Parameters Ve (m/min)

fz(mm/z)

1s0 HE ' ACP25A APP25A APU35A F5 M5
Material Group T‘“‘}%}mﬁ"m (HB)
faem . 40 125 225~270 180~270 160~240 | 024-08 027+10 0.32+12
Doyt et 640-1010 190-300 160~250 150~240 125-225  0.2~0.75 0.24~08 0.27~10
Lw.aiz.ﬁmﬁmi " 700-950 200-260 150-240 125~225 100-200 | 02075 0.24~08 027-10
Haayl . 950-1200 280-355 120~160 100~150 80~120 0.18~0.6 0.2-0.75 0.24~0.8
High-alioyed Stesl 4750-1400 355-415 80~100 7590 60~75 0.18~0.6 02~0.75 0.24~0.8
e 780 230 100~150 90~120 0.18~0.6 0.2~0.75 0.24-0.8
M 80 200 120~140 100~125 0.18~0.6 02-0.75 0.24~0.8
. NREEARR
bH Stainiess Sceal 1010 300 80~120 75100 0.15~05 0.18~0.6 0.2~0.75
- ROME : [
G’F}Cﬂﬁt_&un 200-350 180-245 180~320 160~240 | 027410 03~12 0.36-15
Mﬁ% a Elren 4D0-700 155-265 125~225 120~200 | 024~08 027+10 0.32-12
B -
Vermicular graphie cst 400 230 120~160 100~150 0.2-0.75 0.24~08 0.27-1.0
s r | — —
R/ EEEE " '
 CobaltBase 840-1180 250-350 40~60 0,12~0.45 0.15~D.5 0.18~0.6
Nickel Base Alloy - -
i iy 1260-1400 375-410 30~50 | 0320045 - 01505 0.18~0.6
Ahreuntins Aoy 260-450  75-130
Hardened Steel - | HRCS0-60
Hardened Cast Iron = HRC55
M1300-RC20 Series

11HI&# Cutting Parameters Ve (m/min)

i AOEE mrmE
150 Material Group ““'{,'ﬁ,f};ﬁ“ﬁ"‘ EHgl! | R

fz(mm/z)

APP25A

APU35A F5 M5

ERE | 430 125 225-270 180~270 160~240 0.24~0.8 027~1.0 0.32-1.2
Una_l_r'»yed sbee' | 640-1010 1‘?0-.300_ 160~250 150~240 125-225 | 0.2-0.75 024~0.8 0.27-1.0
stﬁ%;%?sneel 700-950 200-280 150~240 125~225 100~200 0.2~0.75 0.24~0.8 0.27-1.0
:  95D-1200 280-355 120~160 100~150 B0~120 0.18~0.6 0.2~0.75 0.24~0.8
’ﬁg"“’iﬂ"‘_"_m' | 1200-1400 355-415 B0~100 75~90 60~75 0.18~0.6 0.2~0.75 0.24~0.8
Dupgﬁ*.*ﬁﬁmel 780 230 100-150 90120 01806 0.2+0.75 0.24-08
M m;";ﬁjﬁﬁ?mf 680 200 120~160 1004125 | 01806 02~0.75 024~08
ﬁ%&ﬁ?jﬁ ‘ 1010 ' 300 B0~120 75~100 ' 0.15~0.5 0.18~0.6 0.2~0.75
G,?é'ﬁn | 200-350 Il 180-245 180~320 140-240 0.27~1.0 03~12 0.36~15
NisHAlaF Castifon 400-700 155-265 125-225 120~200 0.24~0.8 027~1.0 0.32-1.2
Vemﬁ:uia:l?g:'pﬁhaéasr | 400 230 120-160 100~150 0.2~0.75 0.24~0.8 0.27-10
840-1180 250-350 40~60 012~0.45 0.15~0.5 0.18~0.6
Titarium Allay 1260-1400 375-410 30-50  012+045 0.15-05 018~0.6

N LT 260-450 75-130

“ﬁmm‘ - | HRC50-60
Hardened Cast Iran = | HRC55

Cutting Tool Technology
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TR ERBRRS D Hh

Blade Failure Forms and Analysis

Insert Failure Forms and Analysis

e e 8 2 [REASH B ERE
Failure Type Patterns Reasons Solutions
» EREMEME (A203 SEER
EBSDRENEINERSHE | (028 18,
_ ¥R BAREEE,
DRETIESME | DE#ELER; {ERE SR,
Crater Wear Oncavewear onthe | The contact between the chipand | Choose more wear-resistant
front edge of the the front edge of the insertleads | material (coating with higher AI203
Insert to diffuse wear. content) insert,
Insert material is too soft. Reduce the line speed.
The linear velocity is too high. Use more open grooves,
Optimized cooling.
EREMEY RN R,
NEHEIR; MRS,
[ — TBUFNAED | DUSEEDS, LR
mER #ARAN Rs;
Flank Face The wear is mainly on | Insert material is too soft. Chc_iose Inserts .With HIEEENCERE
Wear the back of the insert | Cutting line speed is too high. resistant materials.
The feed is too small. Reduce the line speed.
Increase the feed rate.
Optimized cooling.
e BRIMBEOTN
DRBENORSRE, IF, | Samaz. o
NEMNRNR | DEIERE; il o
W7 b0 i t" " - MENFFEE, BLBK;
e Insert material is excellent. L
Chipping E\eltmﬁ?g Ebdii ortipof | The feed is tao large. _ LRJ;.EEJE ?:;Z I?:;c:r toughness,
B i Thf gt.rancivve edge;_lf thiefnieets Use a more stable chipbreaker.
_':ﬁ St' ’ E:nmgh‘a di t Strengthen the tool bar structure to
".gfd gﬁoug[fn neEleare no reduce the overhang length.
T FardEaTEl
TDETHHBEE | s S THI G RE ,
R TR TIORBHER; ERRmSAGED,
BEE Oncavewearonthe | JJEMARIESREREE; ﬁ%gﬁfj\aqﬂiﬁﬁﬂ%ﬁi
frontedgeof the Low cutting line speed. -
Bl s e o | Thceipeoin et otshrp | S g secd
and deposited along ; Select tool material i ith
the cutting edge of ::r:}:;t)ﬁropriale Hool At oF |OEW afﬁﬁ?tyj.rna e
the front cutter face & Optimized cooling.
of the insert
T EELEE; {EEEMERENTIA;
) HLEEEE,; FARIHIERE,;
R TRIEVHTN | GHIRE, AKX, IDEIRE, e,
Pl faZshz IHRELTE, A&,
Def: o ":I Tip or cutting edge Tool material is too soft. Use more wear-resistant tools.
eformation collapse deformation | Cutting speed is too high. Reduce cutting speed.
}f Cutting depth, feed is too large. Reduce cutting depth and feed rate.
Cutting temperature is too high. Optimized cooling.
5 RETFAHRELERTSME
niowncan | DyRsEnSKRRED | F
s Inre s o e | DR Vi o pencheani
e e orecntngesge | gosnmdaniaton | Wicdicoon
of the insert " | Use tool materials with better
The tool material is excellent. toughness.
EERIERR,
ERTENIER,
EEOMEENIAHE;
DRATD AR | mIaE, LEds &ﬁ&{lﬁﬂ;
MR DRER IHREEELE; ffeies; _ o
Here is notched wear | Processing hard materials. select the smaller main declination
Groove Wear on the cutting edge | The workpiece surface has oxide | Angle.
of the insert skin. Use varying depth of cut.
Use tool materials with better
toughness.

Use a more stable chipbreaker,
Optimized coaling.
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Turning Formulas

EHIEAR

Turning Formulas

N
Formulas
HIHEE - .
Cutting Speed Ve = (Dc x 1t % n) + 1000
5%iE B .
Spindle Speed n = (Ve x 1000) + (Dc x 1)
AR E .
Feed Rate Vf=nxFn
SEHnE .
Feed per Revolution Fn=Vf+n
EBERE B
Metal Removal Rate Q=Vec x VfxAp
NI 6iE .
Cutting Time T=L+Vf
BX
Terms
n gz o
Spindle Speed P
Ve TIEEE N
Cutting Speed
HHRIEE .
" Feed Rate HaraTAIy
En SifnE -
Feed per Revolution
EHMIEE
s Work Diameter mm
a EHR -
P Depth of Cut
@ R cm’® /min
Metal Removal Rate
L BHMITEE -
Length of Cut
T DN T B8 I
Cutting Time
EIEZE 3.14
" mn3.14

Cutting Tool Technology




iﬁﬁ“i‘l’%ﬁﬁ Milling Formulas

Milling Formulas

A
Formulas
TIHIEE - )
Cutting Speed Ve = (Dc x 1t x n) + 1000
HiE B .
Spindle Speed n = (Ve x 1000) + (Dc = )
HREE B
Feed Rate VisfaxneZ
SE#EE e
Feed per Revolution fz=Vf+(nx2)
EEERE B _
Metal Removal Rate Q = (ap * ae x Vf) + 1000
InITEdiE e
Cutting Time T=L=+Vf
BX
Terms
n FihiEIE o
Spindle Speed P
IHIEE _
ve Cutting Speed m/min
LG _
i Feed Rate mm/min
FiS#gE
" Feed per Tooth mm
Dc #INERE o
Milling Diameter m
z I EE
Number of MiIﬁng_Teeth
IS
- Depth of Cut mm
ae T o
Width of Cut
EEEMRE oo
. Metal Removal Rate cm/min
L SHERERE —
Cutting Edge Length
nIetiE i
T Cutting Time min
EIFZE 3.14
b n3.14

ting lools Pleass call o checkinvenary bufooe ordeding \I’lNC] mﬁ
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Milling Formulas

AR AR

ShEERM R E ELB

Cylindrical Interpolation Milling Cutting Ratio

Milling Formulas

JMERIL AR LS AR _ Dc .
External Profile Feed Speed Via= ( L Dw +ae ] XVf [mm/min]
El A&+ kN0 TEdia ' — ) ( Dw + Da) Da x T2x 60
Circumferential Interpolation Trev= — [min] = [s]
Milling Time nxizxz Vex fz x zx 1000
El EiE M RTIHIEE (D - Dw)
Circumference Interpolation ae= [mm]
Milling Cutting Width 4(Dw+Da)
JMERELE
External Contour

Vfa PAR=Lesl VR IBUSE: e Y-S mm/min
Tool Center Path Feed Speed

Da mine m/min
Outside Diameter of Milling
PO ER 4

o Center Track Diameter mm/min
THEHZRERE

B The Blank Diameter of the Workpiece i

Dw THmmER i
Finished Diameter of Warkpiece
MR

B Cutting Width e
iR

. Rotational Speed G

f2 SiEites rom
Feed per Tooth P

7 =
Number of Teeth mm

Citting Teol Technelogy




iﬁﬁ”i‘l’%ﬁﬁ: Milling Formulas

Milling Formulas

iRkt R FLEY LD HI LS
Interpolation Cutting Ratio of the Milling Hole

PAEBE Bnis 40 R A

o e BE .
Internal Profile Feed Speed W= ( . Dw ) #% T

ElE B+ kN0 TeSiE Dm x Tt ) (Dw - Da) Da x T2 60
Circumferential Interpolation Trev = - [min] Trev= — [s]
Milling Time nxizxz Ve x fz x z x 1000
El A s HIZE ( D2w - D%)
Circumference Interpolation ae= [mm ]
Milling Cutting Width 4 (Dw - Da)
RER4EER
Internal Contour
Lo Feed Rate AT
i TIR POl an i mm/min
Tool Center Path Feed Speed
Ba $FOIMZE
Outside Diameter of Milling e
Dm fL R E R —
Center Track Diameter
Dv TITHEFER -
The Blank Diameter of the Workpiece i
i THmmER o
Finished Diameter of Workpiece
ae NIfRE mm
Machining Allowance
n s rpm
Rotational Speed P
f2 (=T oy "
Feed per Tooth
7 B
Number of Teeth
EEiEMEI e E
Trev 5

Circumferential Interpolation Milling Time
IETE T, TTRORS S S Es Stock cutting lools’ Pleass call o checkinvaniary be diesing \HNO E.E—
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M2390-TN11 AHNO 71 AR

AHNO Milling Technology Application

IREEER
Slope Milling

HEDNHIEE D RAIEEEAE E max BRI EERE ap max
Milling Diameter Maximum Slope Milling Angle Maximum Slope Milling Depth

18 18 3.05

20 1.6 27

22 12 20

25 1.0 1

30 09 1.45

32 0.8 13

35 0.65 1.0

40 0.6 09

50 05 0.7

63 0.4 05

IRBER I it (SLOFH)

Spiral Interpolation Milling (Solid material)

BHIOVRIER D R/\VGERIFLIE D min BAHRHIFLE D max RAIR ap max
Milling Diameter Minimum Milling Diameter Maximum Milling Diameter Maximum Depth of Cut
20 37 40 1.2
22 41 4t 1.0
25 47 50 1.0
30 57 60 1.0
32 61 b4 1.0
35 67 70 0.9
40 77 80 0.9
50 97 100 0.9
63 123 126 0.9
i e 7, TR R Stock cutting tools, #

Cutting Tool Technology



AHNO #2718 AN A M2390-XO

AHNO Milling Technology Application

REEER
Slope Milling

X010 (R=1.2) X016 (R=2.4)
#IIHIER Dc I : : ___ / : _ ___
Milling Diameter BARAE BARSRE BABGAE BARGRE
Maximum Slope Maximum Siope Maximum Slope Maximum Slope
Milling Angle Milling Depth Milling Angle Milling Depth
16 117 6
20 83 6
25 6.1° 6 12° 15
32 L4 b g 15
40 3.4° 6 5% 15
50 DS 6 4 15
63 3 15
80 2 15
100 1.5 15
125 i 15
160 T 15

18 lools Pleass call ly checkinvantary belore oidesing \l l N(—] m *

far
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M2390-X0 AHNO #2718 A RN A

AHNO Milling Technology Application

BONEEITLE ; BAKHIALE

IZhEEFME (SO#H) - X010 R
Spiral Interpolation Milling (Solid material) - XO10 Series

S TIINI B X010 X010-R0.2 X010-RO.4 X010-R0.8 X010-R1.0 X010-R1.2
Milling géarneter M:;f:ﬁm g BARAAE
el Maximum Milling Diameter
16 284 316 312 30.4 30 29.6
20 364 39.6 392 384 38 37.6
25 46.4 49.6 49.2 48.4 48 47.6
32 60.4 63.6 63.2 62.4 62 61.6
40 764 79.6 79.2 78.4 78 77.6
50 96.4 99.6 99.2 98.4 98 97.6

BnEiixh ek (SLOHE) - X016 &5
Spiral Interpolation Milling (Solid material) - XO16 Series

SETIIMI B X016 X016-R0.4 X016-R0.8 X016-R1.2 X016-R1.6 X016-R2.0
Milling Diameter [F e e e ' - :

D M'“L“;':r:em"“g Minimij;sﬁmll?imeter

25 436 492 48.4 47.6 46.8 46
32 57.6 632 62.4 61.6 608 60
40 73.6 79.2 78.4 77.6 76.8 . 76
50 93.6 99.2 98.4 97.6 968 96
63 119.6 125.2 124.4 123.6 122.8 . 122
80 163.6 159.2 158.4 157.6 156.8 156
100 193.6 199.2 198.4 197.6 196.8 196
125 243.6 2492 2484 247.6 246.8 246
160 3136 319.2 3184 3176 3168 | 316

AHNO M7 TR, TTIRTR R L Stock cutting tols. Plesse
SRR Av
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AHNO #2718 AN A M1300-RC

AHNO Milling Technology Application

ap max
]

REEER
Slope Milling

B 4
M%iﬁijifﬂ?iffer BABRAR | BARKRE BARRSE| BARKRE BARGAR| BARKRE | BARRER| BARERE
Da Maximum Maximum Maximum Maximum Maximum Maximum
Slope Milling | slope Milling | Slope Milling | Slope Milling | Slope Milling | Slope Milling | Siope Milling | Slope Milling
Angle Depth Angle Depth Angle Depth
25 | 132° | 50
32 12.6° 5.0
35 _ 12.3° _ 5.0
40 9.5” 5.0 9.0° 6.0
50 64 50 70° 60
52 6.1° 5.0 6.5° 6.0
63 _ 4.7° 5.0 5.0° 6.0 70° 8.0
66 4.4° 5.0 45° 6.0 6.5° 8.0
80 : 3.0° 5.1 5.0° 8.0 7.0° 10
100 2.0° 33 40° 68 5.0° 86

516 EETRLT r Ltting Lools: Pleass call Ly checkiivertary busdee uideding AHNO 2k
| R : silcrer
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M1300-RC AHNO #2718 A RN A

AHNO Milling Technology Application

BEALE d
IRHEfRAME (SEOHHD)

Spiral Interpolation Milling (Solid material)

RC10 RC20
HIHESR | e —— i | —
Milling Diameter B/VESIFLE BASLILE BGEATLE | BRABREAE | BAOGRHILE | BARNILE S0REILE BXREILE
Da Minimum Maximum Minimum Maximum Minimum Maximum Minimum Maximum
Milling Milling Milling Milling Milling Milling Milling Milling
Diameter Diameter Diameter Diameter Diameter Diameter Diameter Diameter
32 45 64
35 51 70
40 61 80 56 80
50 81 100 76 100
52 85 104 80 104
63 107 126 102 126 94 126
66 T3 132 108 132 100 132
80 136 160 128 160 120 160
100 176 200 168 200 160 200

AHNO et 7T, STORTR R s Stock cutting toals,

Cutting Tool Techrelogy




fi& - Loong BERY - TI4E{ k7] B4

AHNO Loong Series-Indexable Millings Attachment

Indexable Millings Attachment

7] R 8RR ET

Insert Locking Screw

Fs RETRIS Torx EEHE R
No. Screw Type Fastening Torque Diameter
1 7P

AF?041 0.8 Nm M2.5%6
2 I AF9011 8lp 1.2 Nm M2.5*7.3 I
3 AF9051 9IP 2.0 Nm M3*6
4 AF9021 9IP 2.0 Nm M3*7.3
5 AF?061 101P 3.0 Nm M3.5*9
(-] AF9062 151P 3.0 Nm M3.5%10
7 AF9052 15 3.0 Nm M3.5%11
8 AF9012 15IP 3.0 Nm M4*8.5
9 AF9042 151P 3.5Nm Mé4*10
10 AF2022 151P 5.0 Nm M4.5%11
11 AF9031 201P 5.0 Nm M5*13
12 AF9063 201P 50 Nm M5*14
13 AFR064 25IP 7.5 Nm Mé*15

518
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Indexable Millings Attachment faiE - Loong Re 51 - TISEIBETIMI{F

AHNO Loong Series-Indexable Millings Attachment

W& - Loong SERBIAE - HARE @  PUiE - Loong BRI R - HRVETF @
AHNO Loong Series-Flag-shaped Wrench AHNO Loong Series-Key-shaped Wrench

%!‘?J;E% FS RETBES Torx
Screwdriver Type No. Screwdriver Type

1 AF8010-TO7IP TO7IP 1 AF8020-TO7IP TO7IP

2 AF8010-TOBIP TO8IP 2 AF8020-T08IP TO8IP

3 AF8010-TO9IP TO9IP 3 AF8020-T0O9IP TO9IP

4 AF8010-T10IP T10IP 4 AF8020-T10IP T10IP
b AF8010-T151P T151P 5 AF8020-T15 T15

6 AF8020-T151P T15IP

MiE - Loong BERFIFR - 847] @  MiS-Loong MESIER-THRFE @

AHNO Loong Series-Screwdriver AHNO Loong Series-T-shaped Wrench

BeNEs FS Runns Torx
Screwdriver Type No. Screwdriver Type
1 AF8030-T15IP T151P 1 AF8040-T251P T25IP

2 ‘ AF8030-T20IP T201P

AHNO MEFE T, TTOETHY 635 SR Stock cutting tools. Hlease call o checkinivantury befra ordern
= ¥ W e fo
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NAER Application Information

EER AR

Hardness Conversion Table

& ECHERE (HR) —
'1-5°k3'$ﬂ65 '10“"‘_3 MR Tensile Strength
Diamond Cone Steel Ball (N/mm?)
(HRC) (HRB)
208 198 - 93 667
212 201 - 94 680
217 206 (16.0) 95 696
220 209 (17.5) 95 706
222 211 (18.7) 96 716
235 223 (19.1) 97 755
242 230 202 97 775
248 236 22.1 99 794
257 244 23.1 100 824
262 249 241 100 838
266 253 24,8 101 853
272 258 257 101 870
275 261 26.4 102 880
277 263 27.0 103 892
291 276 29.1 104 941
302 287 29.9 105 971
308 293 30.9 106 990
315 299 32.1 107 1020
322 306 323 107 1035
325 309 32.4 107 1049
338 321 33.6 107 1089
343 326 35.4 108 1118
361 343 36.6 109 1157
369 351 37.6 110 1187
383 364 39.4 - 1236
392 372 40.3 - 1265
408 388 417 - 1314
425 404 429 - 1363
433 411 43.6 - 1390
441 419 444 B 1422
447 425 45,0 - 1447
455 432 458 - 1471
470 447 469 - 1520
485 461 48.1 - 1569

cutting lools Pleass call 1o chedkinvenary belooe ordesing \H N{—] m *
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Application Information NMAER
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Application Information NMAER
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