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Ordering Process

REHE

Solution Improving

FEEHA

Solution Confirm

by
E?jgﬁst and manufacturing whole set of cutting tools.
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Constant optimization and improvement
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On-site Technical Service
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Advantages of Customized Special Tool Service
AHNO's experts provide special tool designing, manufacturing and
systematic technical application support strictly according to customer's
machining requirements, which is called AHNO's customized special tool

service.
ERVHINHEEES = =TS
Available for all kinds of metal cutting tools
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Requirements Our customized special tool service covers all ranges of metal cutting tools

Communication

such as drilling, milling, turning. Therefore in this service, customers come up
with machining requirements and we are responsible for the ideal results.
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Provide total machining solutions

BAMREZFINILIR. #RFMARE, SWigitsEREHeNmIMRmE
BRERGE. RELENR, HEP—UERMIES.
Based on customer's machining conditions, workpiece materials and specific
needs, we solve machining problems by one-stop service from providing total
machining solutions made to achieve excellent machining effect to designing

BIMHFSEENEFRRASERNIIR, BEMIAR, BEMIASE,
MBS PIRAE =S RAE PRSI,
We do our best to constantly help customers improving and optimizing
machining process, reducing costs, raising productivity and competitiveness.
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Meet Requirements In order to provide customized solution, we require some more detailed information as follows:
SERGER SEpFE ERIER
Drawing of the Workpiece Material of the Workpiece Clamping Situation
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Crankshaft machining total solution Connecting rod machining total solution
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Technical Questionnaire

Technical Questionnaire: Solid Carbide Drills

O 387 inquiry 1T order
NE] Company A customer code
BXZ&R A Contact E3}E Phone EBHR E-mail
H4IE Address HAEBAZHY A HA Expected delivery date

T {44miR Workpiece Description
I{L'FVJ*SJ- Workpiece material
INTAPIRIR condition during work

FERE Hardness (HRC/HB)

IZER Processing Description

ﬁjﬂ, Preformed hole

}LUUIﬁﬂ Hole Type (is#EssmaozLinT 45 HEAR Y Please enter dimensional specifications)

{}:Machining direction

AFLESHAER

&R | Technical Questionnaire

Technical Questionnaire: Deep Hole Drills

Cutting Tool Technology

E@,mﬂ E-mail

1187 inquiry [ 1TER Order
/L}E‘ Company 55'7)'—“'{‘%65 Customer code
BXZ& A Contact E51E Phone
iﬂ’,tﬂ: Address EI‘EEE_“&:'E,HB Expected delivery date

T {4HiR Workpiece Description
I’ﬁﬂpjﬂ— Workpiece material
INITAPIRIR condition during work

FERE Hardness (HRC/HB)

IZER Processing Description

7/
O &5154L Drilled ///

3|54L Pilot hole:
O i&%& Without
O %% Cast

FLESAR Hole diameter FLANZE Hole tolerance FEHERE Roughness
O:igBno O&ves
| § § § § § ¥
~ ! ! ! ! ! !
»
/ / O ‘ | ‘ | O O O
| |
WMPA ET SRR, SIRENTISHEL. Please provide workpiece drawing for more detailed description.
R Machine
ERRE Manufacturer S Type THER Power Kw
O 3Z=0NT AL vertical O BN AL Horizontal
[ 445K Drilling 0 E# special
HUPREH S T4HREHEXILE Relative position between spindle and workpiece surface :
1 7KE Parallel O ZE& vertical O 478} inclined
JeL B shank Type {SHIZES Cooling System
[ #&JE Hydraulic pressure O #4K Heat 328 spring P LS Internal cooling supply BNo ORyes FEST Pressure Bar
JesLifitshankdesign  [1Din6535 OHA O HE IQEDREREY Medium
3L R<J shank diameter mm O g o O FLAH Emutsion % O MEEEvar O EFEZES Pressurised air
{NEIZ%] cutting Data
HIHIERE Cutting speed Ve m/min PHA Feed mm/rev BHERE 7 mm/min
PHETTH Meansoffeed I Bacne [1FEFN By hand

EEE)JE‘I%;R Present Situation

ﬁ%mﬁ Present supplier

AIE Tool type

BRI7IEZEA Tool life

(No. of drilled holes)

EETERNEISEET Used to take AHNO regrinding service? O B No O Evse

TIEE(E Tool Quality

/ E Per Year

F2 AEZRAT (8] signature/Date

FLINT 2B Hole Type (BEXRIMOFLINT .Y HE AR Please enter dimensional specifications)

#LE4R Hole diameter:

FL22Z Hole tolerance:

#ERERE Roughness:

<=

WAL THERFREFMIER, ERENTAMELR,

Please provide workpiece drawing for more detailed description.

{} =Machining direction

*ﬂ,ﬁ Machine

ﬁq#ﬂ Manufacturer

BUS Type

O 3Z=0I0T 0 vertical
[ £4FK orilling

O EpLANT AL Horizontal
D 4§7fJ'I, Special

I}J$ Power Kw

tIHEIZ#] cutting Data
tJJE'UJEJE Cutting speed Vc

ﬂgﬁffﬁ Means of feed

O 8z onc

m/min i&éﬁ Feed f mm/rev

D ?E}J By hand

BHATRRE v mm/min

JesL#EBY shank Type
[ #4K Heat
[ Din6535

D f&E Hydraulic pressure
;%%‘I&kﬁ'shank design
2L R~ shank diameter

;giﬂgfﬁ Cooling System
[ 382, spring
OHA O HE

PSS Internal cooling supply

SHEIRZEEY Medium

D 7|:r1: No D ,—%yes Ejj Pressure Bar

mm O € o O ZUH Emulsion

% D ?ﬂiﬂﬂ;‘% MQL D Eﬁ?‘% Pressurised air

Bai7JE{EIR Present Situation

{‘t‘:ﬂﬁ Present supplier

FIES Tool type

BaiJIE S Tool life

(No. of drilled holes)

%é&ﬂﬂiﬁ{%@ﬁ Used to take Ahno regrinding service? O & No

O 2 vse

J1E% Q'E'i Tool Quality

/ E Per Year

2 AEZRATE] signature/Date
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Technical Questionnaire: Solid Carbide Drills Technical questionnaire: Solid carbide reamers

38 inquiry 03T order I8 nquiry OJ3TER order
NG| Company g):"fﬁﬁg Customer code - NG| Company g)ﬁlfﬁﬁg Customer code
EXZE A Contact EB1E Phone EBHP E-mail BXZR A Contact E3iE Phone
Ik Address HAEEAZ R HA Expected delivery date itk Address BREEAZETHER Expected delivery date

TR Workpiece Description

Iﬁ-*ﬁ *—I' Workpiece material

HEIBT_HK;R Condition during work

TEJE Hardness (HRC/HB)

T Z1ER Processing Description

O | i
BRIR (Ap)
#EREE Roughness

AHTRIR
PETIZEE il type

D 3@&%%7] End mills Dﬂ@kﬁ%ﬂ Ball nose end mills

D :‘Z%IEEE%J] Tapped end mills

S ® 7 ™

BIRIIE (Ae)

D ISJ@:%’EJE%%B Tapped ball nose end mills D D;‘e%%)} Torus end mills

hIiBe Type of Operations

[0 #8%k Roughing O 3#5%% Semi-finishing

WPAE THERFEEF MR, SREINTAMELR,

[ #5%E Finishing [ i@ Roughing and finishing

Please provide workpiece drawing for more detailed description.

*ﬂ,ﬁ Machine

ARk& Manufacturer

Bs Type DJ}‘_,-‘ Power

O Sz T vertcal O ENSEANT AR Horizontal
D fﬁﬂf Drilling D "5*”, Special
NHEIZ#] cutting Data
HJEEEE Cutting speed Ve TS Feed f mm/rev HESTEE v
ﬁgﬁﬁiﬁ Means of feed D EZ_JJ CNC D 351_;7] By hand
ﬁ%ﬁg Shank Type ;Siﬂﬁiﬁ Cooling System
OO 7RI Hydraulic pressure [ #8K Heat 1 3#28 spring PIIRAHELS Internal cooling supply A No
Jz3Lig it shank design [Din6535 O HE IR Medium

%%Rvshank diameter

D ;Hﬂ;/‘q\ Oil D ?M{,‘Z&_ Emulsion

D %&%ﬂﬂ;g MQL D Eéﬁ'?i/—:\, Pressurised air

BEiJ7JE{EBR Present Situation

f#&ﬁﬁ Present supplier

Eﬁﬁn E_ﬁﬁ Tool life

IS Tool type

(No. of drilled holes)

T {4HHA Workpiece Description
I{%a‘*# Workpiece material

FEE Hardness (HRC/HB)

JJEIIETH)&}R Condition during work

T 21ER Processing Description

FiFL Preformed hole:
O &8 no O & yes

v

FLINTI 2B Hole Type (BIEWRIAGFLINT 25 HE AR Please enter dimensional specifications)

FLE%2 Hole diameter:

FLZ22Z Hole tolerance:

#EFERE Roughness:

=

WAL THERAEFMEAER, SR TR B,

{} =Machining direction

<=
—) <=

Please provide workpiece drawing for more detailed description.

HE Machine

nclljﬁg.a. Manufacturer

D S‘ZEUJIJIEPID Vertical
[ $5FK orilling

1NHEIZ%] cutting Data

tﬂﬁﬂiﬁ}% Cutting speed Vc

i&gﬁfiit Means of feed D EZ_KD CNC

FeLEBY shank Type

[ & Hydraulic pressure [ #93 Heat
23138t shank design [ODin6535
J2SL R ~J shank diameter

i5

o

S Type
D EI‘I_EUJDIEP/L\) Horizontal
D jq:m,. Special
m/min ﬁgﬁ Feed f mm/rev
D $iﬂ By hand
;@ﬁ]ﬁﬁ Cooling System
D gi% Spring P\]Yv\ﬁi\éﬁ Internal cooling supply
OHA O HE REITRZEE Medium
mm D 393}”—;) Oil D ZLALHR Emulsion

BEi7JBER Present Situation

{#mﬁ Present supplier

FIE Tool type

BRITIEEHS Tool life

(No. of drilled holes)

D ?r“&%lﬂ;% MQL D Eiﬁ?ﬁ% Pressurised air

Eﬁ&ﬂﬂiﬁﬂ%@ﬁ Used to take Ahno regrinding service? O& No ORvse EBTEREIEEET Used to take Ahno regrinding service? OF& No ORvYse
BE?&% Tool Quality / -'EE Per Year E%/iﬁiﬂﬁl’ﬂ Signature/Date DE?&E Tool Quality / ﬂf Per Year Eg/ﬁiﬁ‘jlﬂ Signature/Date
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