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ZhRsw, RESRERESETNNAENRHA. 5. BEMRATHS—SERE, AfFREERASHL. TEMIA.
MEET]. PCD IR, fUNMETIR. BEFTIA. JARE. JAERZE. JASE. 2URENTHEREESER.

ATHEE T BEE TUVSUD IAIERY 1IS09001 EREIMEEZRF 1S013485 mEINEGRE, FiRTIHE LREWRDL, “hEIDHE
BEREN, EBRFESHEETINEAN,

202457 B, MEENMALSSHETER,

Founded by the returnee Dr. Ke Yashi, Suzhou AHNO Precision Cutting Tool Technology Co., Ltd. was established in January
2002, which headquarter is located in Suzhou Industrial Park. As an overall solution provider of metal cutting, AHNO provides a
one package service including the design, R&D, manufacturing, regrinding and technical support of high-quality precision metal
cutting tools. The products include solid carbide drills, indexable inserts, end mills, PCD tools, micro tools, medical tools, coatings,
regrinding, tool management, and overall solutions for project processing.

AHNO has passed the 1SO9001 quality certification system and 1SO13485 quality certification system certified by German
TUVSUD and established Jiangsu Provincial Engineering Research Center, which is also the Vice director unit of CMCTEA and
National Specialty Super New Giant.

In July 2024, AHNO officially joined the Sandvik Group.




2EHH

National.layout

=BT

National Factories

SEEE, RERS PO

National Grinding and Coating
Service Center

w S5
Headquarter

I X6
Factory

EREPL X 12
Regrinding Center

B REPL X5
Coating Center

Singapore

|
*
|
——————————— o
Hong Kong

b=
Beijing

TS ER

Suzhou Headquarter
s

Shanghai



Cutting Tool Technology

CONTENTS

E3® Contents ts Page

ZFHIZ5! Turning Series 5
FFSIRIE - 1S0 EMITI A &
Name Code System-I1SO Turning Insert
W3 - Loong BEZBI - FHIHE— -
AHNO Loong Series-Turning Materials Overview
A 1% - Loong ER5I - AR .
AHNO Loong Series-Turning Chipbreaker Overview
faiE - Loong BE&FI - ISO ZEHIT A - Al 16
AHNO Loong Series-ISO Indexable Inserts-Negative
& - Loong BEZZI - ISO FHITI /- [ERY 57
AHNO Loong Series-ISO Indexable Inserts-Positive
§EHI 25 Milling Series 39
RSB - HEHIT 40
Name Code System-Milling Inserts
Henl D ke
Milling Body Names 44
W - Loong BRI - SEHIME—% s
AHNO Loong Series-Milling Materials Overview
F1%& - Loong BERZI - Sk DB =R 48
B AHNO Loong Series-Milling Catalog
FaJi& - Loong RERF! - E#%/ 50
AHNO Loong Series-Face Millings
% - Loong BEZRFI - HEH#ET] 56
AHNO Loong Series-Square Millings
& - Loong BERZI - (FHZE%ETD 63
AHNO Loong Series-Profiling Millings
B - Loong BEZBI - ]HIS 30 -
AHNO Loong Series-Cutting Parameter
& AR(=2 Technical Information 83
DR EEFAS o 84
Insert Fallure Forms and Analysis
HEAT
Calculation Formula 85
C MRS "
Milling Application Information
W3 - Loong BEZ3I - HETIMIE o
AHNO Loong Series-Milling Attachment
HEEEER o

Material Hardness Information







“AJl o EEd

Cutting Tool Technology

ISO ZHl Insert 1SO Code System

ISO Turning
ZFHIFATT 7] R 1288 1SO 1832 R/ S5t 8A

Turning Inserts according to ISO 1832 Standard Code System

=~
E Example 1:
Hl
£
L7l
4 C NM G 1204 08 P M A
(= =
-
=
§ 1 2 3 4 5 6 7 12 13 14
1. ZIRFER 3. 8%
1. Insert shape 3. Tolerance
x5 RS E RHFLE (mm) d m s
Symbol Shape Symbol Tolerance

A ‘ M A +0,025 + 0,005 +0,025
ﬂ Z@l% C  +0025 +0,013 +0,025
B o O el E  +0025 0,025 0,025
F +0,013 +0,005 +0,025
c P Q G  £0,025 £0,025 £0,130
H +0,013 +0,013 +0,025
D <E/? R O J! $0,05-0,152 | +0,005 0,025
‘ K' +0,05-0,15° +0,013 +0,025
e & s |
ﬂ <dmm< L' +0,05-0,15° +0,025 +0,025
H O T A M +0,05-0,15° +0,08-0,20° +0,130
’H N +0,05-0,15° +0,08-0,20° +0,025
K ﬁ v o <GS = U 008025 | :013-038° 0,130
L w b D = )
Cl k The insert has finishing minor cutting edge. Tolerance is different by insert size. Please see ISO 1832.
2, [5f 4, TIR I TAERAHE
2. Relief Angle 4. Insert Machining and Figure
s 3 B ER
Symbol Shape Shape Shape
M
. 1T " T - T
(R Y
g =70-90°
B B
B BEa J Eﬁﬂ T e
o S Uy
B =70-90° B =40-60°
B B
C = M C1 u RO=0x
g =70-90° U:D? B = 40-60°

F N D w %

. FEYEMTI A NEYR
¢ I o OHO o x | meess

- o Indexable insert drawing or
B =40-60 detailed description is needed




Insert ISO Code System

Cutting Tool Technology

ISO ZEH|

ISO Turning
5l 2:
Example 2:
1 2 3 4 5 6 7 8 9
5. VIHIZIE 6. JREE
5. Cutting Edge Length ! EAIAHE (00) Inch 6. Insert Thickness
TIERZAR Insert Shape B EE; i(mm)
Figure Thickness
WINEEEd /: ] 1:7 (:} : (5}
IC Diameter d ‘ 01 1,59
<1 1> < d I -~ - -1 <> i
mm | BT AU | AR | Mg | AU I s | g | MG | T1 1,98
Inch Size Size Size Size Size Size Size B —
3,97 5/32 06 6,9 02 2,38
5 0197 05 03 | 33 \:D:B ! |
556 | 7/32 09 9 T2 278
6 0,236 06 |
6,35 2/8 06 6,4 07 T 06’ 11 11 11 11 04 4,3 m 03 318
8 | 0315 08 05 5.2 Y !
9,525 3/8 0o 9,6 1" 11,6 09’ 09 9.5 16 16,5 16 16,5 06 6,5 T3 397
10 | 0,394 10 . !
12,7 4/8 12 129 15 15,5 12 12 12,7 22 22! 22 22,1 08 8,7 !
15,875 | 5/8 16 16,1 15 15,8 27 27 10 10,8
17,46 | 11/16 12 11,6
19,05 6/8 19 193 19’ 19 19,0 06 6'35
20 0,787 20
25 | 0984 25 07 794
254 8/8 25 25,8 25! 25 254
32 | 126 32 09 952
7. BfA¥E 8. TIHIZDRZAR 9. tNHIFAm
7. Corner Radius 8. Cutting Shape 9. Cutting Direction
Bz #42 r(mm) s B B
Shape Radius Symbol Shape Figure
01 0,1
I / T
02 0,2 F R @
04 0,4
08 08 ) E H,
12 1:2
16 1,6
— B
T
24 2,4 N
(E’éﬁfﬂmg@ﬁ)
Mo ’ Metric
(Diameter unitis mm)
@ HHIME S I ;
(ZHIR TR mm
00 Y

Inch
(Inch converts to mm)

E
Hl
£
7
-
(=
x
=
=z
(1}
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Cutting Tool Technology

ISO ZHl Insert 1SO Code System

ISO Turning
EREEEIT BMRFFSREA

Carbide Cutting Tool Material Name Code

1R &S|
E Chipbreaker Index
Hl
#
7]
4 C NMG 12 04 08 PMA
cC =
b
Z
E 1 2 3 4 5 6 7 12 13 14
12, EE#H 13, BB X 14, MA#EF
12. Main Materials 13. Chip Area 14. Application
= 1 Ez= = Big = #E
Symbol Material Material Symbol Application Symbol Recommendation
P 2 . mmI A i
L Finishing 1% choice
M FER
Stainless Steel #*%BU.I EHE
Y = Semi B 2" choice
K Cast Iron Finishing
hEmMT _
sesRE . EoHE
N Nonferrous Metals M Med|u_m £ 3" choice
Roughing
XM
S Hard-to-machine R FEANT
Materials Roughing
TEiA ;
H Hard Materials E4TH BB 55
H Heavy X Chio First
Roughing g TS
) f
u EA w Wiper

General




Insert ISO Code System
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Cutting Tool Technology

ISO ZEH|

il
Example :

ISO Turning

iy
Bl
S
5
-
C
~
=
=
(1)

MEEFS B #1E
Function No. Description Details
1 AHNO [Ti&
WHEEE +CVD EREWE +PVD
Carbide +CVD Cermet +PVD
EEES +PVD EIEMRE
Hitr & Carbide + PVD Sialon Ceramics
2 RERE BN RIARE
Basic Materials & Whisker Ceramics
Coating Code EERaS
PED Carbide
EREEE
Cermet
b aRERE
Steel Nonferrous Metals
s BRI BN M
FIrsg Recqmmended Stainless Steel Hard-to-machine Materials
Application
B @
Cast Iron Hard Materials
01 10 20 30 40
N el
4 ISO Nz AT Wear Resistance R
ISO Application Range 7 I I
Toughness -
5 XL

Generation Code
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Cutting Tool Technology

ISO ZHl Insert 1SO Code System

ISO Turning
Fi - Loong REZRF - FHIME—E

AHNO Loong Series-Turning Materials Overview

%= FHIPHR

ﬁu Turning Materials Application

S - g = Ti4+AR4£R 3] MAER

§U EEMZE 1SO 485l "%EIZ' Workpliece Material Group Application Range AR

| J:{::ggls 1SO Group Tei?l?}t(;rl]f Technology Description

= gy 05 10 15 20 25 30 35 40

-

2 i EER M IR R, ERTRINT
= P05-P20 ® * RIEHBINT, 2 RasIELsT 00152 3608
o) NAETREMETENT, S5, tHERTE

| DB AT T,

The high wear resistance of steel turning
materials, suitable for finishing and semi-
finishing, can be used for slight intermittent
machining in the case of goaod rigidity. In
addition, it is also suitable for the processing

of some cast iron and quenched materials.

ACPO5A | K10-K20 cvD q )
\

S
N q
G

WEEHINEE, HEemEERIIFN
i, EMAFEEEaBER.

The first choice for steel turning, with
excellent wear resistance and good
toughness, which is a highly balanced
general material.

P10~P25 o
ACP10A o |
K15-K25 D b

B EENAFBMIEG, KREBRS
BUTTERME, FEMHBOEELE B S S H
M, 9REsIREMDL,

It has a high level of reliability even in the
face of unfavorable machining conditions,

P15~P30 ()

ACP20A cvD

|
and can achieve stable machining in
K20-K30 O - both continuous and intermittent turning
applications of steel.

HXESMIRGOEEMR, RERY
P25-p40 WERE ERRTEN AN SN
. - HI, AEEMEES R ST,
The first choice for harsh machining
ACP30A cvD conditions. With good matrix toughness, it is

s widely used for strong intermittent or heavy-
M20~-M30 4] ( ) duty turning, especially in the machining of
steel or martensite stainless steel.

$05~515 @ q BATERSBRE, EH99A%
|

BHETEYIRRE, ST IRBHOREE,
RIEMTAIBIEM R, FaBEEAE
WAIEEAAR, ARS SR EEEI L.
The matrix with a low cobalt content of
very fine particles and an ultra-thin physical
APS05A PVD coating that Is uniform and smooth achieves
KO5~K15 O extreme wear resistance, which is the
preferred material for difficult-to-machine
materials, as well as covering the finishing of

stainless steel, quenched materials, and cast
HO5~H15 O iron materials.

M15-M25 o @

MO05~M15 q )

TENRNTERME, LEESXEE
BOTNBINFE, &R TIEaat B R a0
BN T,

A general meterial for stainless steel
machining, especially for high linear speed
cutting applications, and for semi-finishing
to roughing in continuous or intermittent
conditions.

ACM20A  P20-P30 ap D

$10~520 q ) _
M20~M30 @ ( ) AEWEUBINTHE, EERFOTEE,
|

FEF BT E R B R zn
Iz

Stainless steel roughing material, with good
reliability, has a wide range of applications

in the fleld of severe intermittent or heavy-
S$15~5825 O ﬁ duty turning.

ACM30A | P25-P35 cao (D

10



Insert ISO Code System

Cutting Tool Technology

ISO ZEH|

P& - Loong BERF! - FHIME—

AHNO Loong Series-Turning Materials Overview

BN

Stainless Steel

ISO Turning
= 05 10 20 30 40
EEAE D
Carbide
BEAS
wmes | ST
Carbide !
et | C aceson
Carbide
EEAS
Carbide S APS@
BEAS
il cvo (_ ACM20A
BEEAEE g
i cvp ( ACM30A )
BEAS -
Carhide
EEAS D
Carbide
BEaE
Carbide S
BEAS .
Carbide
EERAS
Carbide
BEES oD
Carbide
BEAS
Carbide v
EEAS oD
Carbide
EEAS s
Carbide

11

=
Hl
#
7l
-
=
)
<
Z
)
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Cutting Tool Technology

ISO Eﬁu Insert ISO Code System

ISO Turning
Fi& - Loong REARF! - AELZEHIT] R EE —¥E

AHNO Loong Series-Negative Turning Insert Chipbreaker Overview

GREERD R
Negative Inserts
M 18R BREE KB EERE EEiEsE CN
Application Type Chipbreaker Chipbreaker Range Diagram Chipbreaker Section
& [mm] CNMG-PFA | DNMG-PFA | SNMG-PFA | TNMG-PFA | VNMG-PFA | WNMG-PFA
6.0
L 25 015
-
40 —
-PFA
. 12
20
%‘g 02 o4 06 'ImmM P.16 P.18 P.21 P.23 P.24 P.25
e T
g g ap [mml CNMG-MFA | DNMG-MFA | SNMG-MFA | TNMG-MFA | VNMG-MFA | WNMG-MFA
&8 1.9
40 %F ;
20 -
! L
0
0z 04 06 [Immm P.A7 P.20 P.22 P.23 P.24 P.26
ap [mm] CNMG-PSA | DNMG-PSA | SNMG-PSA | TNMG-PSA | VNMG-PSA | WNMG-PSA
|
F. 60 02
3 ¥ -
= I8 10° 20°
£ . a0 AR
E. I [y ~
= g 20 S
=
o
02 o4 o0 'mmr P.16 P.18 P.21 P.23 P.24 P.25
ap [mm CNMG-PMA | DNMG-PMA | SNMG-PMA | TNMG-PMA | VNMG-PMA | WNMG-PMA
60
03
>
0 0.1 16
-PMA ’ 10@]%
“
= 20
m
E
c
3 & 02 04 o0s MM P.16 P.19 P.21 p.23 P.24 P.25
'é'_ ] ap [mm] CNMG-MMA | DNMG-MMA | SNMG-MMA | TNMG-MMA | VNMG-MMA | WNMG-MMA
S m
3 60
= o
oa 1w, 02
40
-MMA
| i
20—
J
02 04 06 'Lmmr P17 P.20 p.22 P.23 P.24 P.26

12
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Cutting Tool Technology

Insert I1SO Code System ISO Eﬁ']

ISO Turning

FIi& - Loong BERY - RELEHITI R 1EE—IE

AHNO Loong Series-Negative Turning Insert Chipbreaker Overview

ABEHIT A
Negative Inserts ﬁ
MR EE BB BB EETE BB ERIE CN #
Application Type Chipbreaker Chipbreaker Range Diagram Chipbreaker Section ;IJ
ap [mm] CNMG-PRA | DNMG-PRA | SNMG-PRA | TNMG-PRA WNMG-PRA E
60 g
L =
40 LA e g
-PRA 5%
20
-
gﬁ 02 04 o0 'Imma P.16 P.19 P.21 P.23 P.25
® . T
= & ap [mm]
ER CNMG-MRA | DNMG-MRA | SNMG-MRA WNMG-MRA
60
032
-
40 24°
" ‘ i ‘ ' ' ‘
20
.
0z 04 o0e M1 P17 P.20 P22 P.26

13
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Cutting Tool Technology

ISO Z=Hl

Insert ISO Code System

ISO Turning

FIi& -Loong RERF! - IERVZEHIT] AR —IE

AHNO Loong Series-Positive Turning Insert Chipbreaker Overview

IEREFIT] A
Positive Inserts

MR 18E  BR/EE B EERE BiBfESIE cc TC VB/VC RC
Application Type Chipbreaker Chipbreaker Range Diagram Chipbreaker Section
ap [mm] CCMT-PFA | DCMT-PFA | SCMT-PFA | TCMT-PFA | VBMT-PFA
60
- 053
40 7
-PFA
20
“02 04 0 f(ImmAl P.27 P.29 P.32 P.33 P.35
ap [mml] CCMT-UFA | DCMT-UFA | SCMT-UFA | TCMT-UFA VB’L\;S\MT'
60
nH 1.0 30°
EN | 7o )
@ T  -UFA 315 /
58 T
Ga Hd 20 ‘
1NN
92 04 Do Lmmil P.28 P.30 P.32 P.34 P.35/P.36
ap [mm]
RCMT-UFA
6.0 —T—
155
01
4.0
-UFA 17
(RCMT)
20 11°
|
02 04 06 08 10 P.31
f[mmi/r]
ap [mm] CCMT-USA | DCMT-USA | SCMT-USA | TcmT-usa ¥ B/ L‘J’SFAMT'
60
40 -
-USA 15V
20
o
s
3 ¥ ‘
;ﬁ 02 04 06 'mmM P.28 P.30 P.32 P.34 P.35/P.36
2 T ap [mm]
b iE RCMT-USA
5B 60
o N 1.09
_USA 4.0 021 : 29°
(RCMT) 9
2.0
02 04 06 08 10 P.31
f[mmi/r]

14



Insert ISO Code System

Cutting Tool Technology

ISO ZHl

FIi& -Loong RERF! - IEBLZFHIT] R 18R —1

AHNO Loong Series-Positive Turning Insert Chipbreaker Overview

ISO Turning

ERESITIR
Positive Inserts
MR EE BB EEERETE ErEtESIE
Application Type Chipbreaker Chipbreaker Range Diagram Chipbreaker Section
z ap [mml CCMT-PMA | DCMT-PMA | SCMT-PMA | TCMT-PMA | VBMT-PMA
a h &0 | 075
c —— 01
3 % o - L
§ T | -PMA Mw.
s 20 J
= 7] . ‘
3 |
= 1
o 02 04 o6 (MMM P.27 P.29 P.32 P.33 P.35
|
ap [mm]
CCMT-PRA | DCMT-PRA | SCMT-PRA | TCMT-PRA | VBMT-PRA
60
0.27 Ed Y
L
40 17,y
-PRA \
y 7
Ed
o ﬁ 02 04 06 |lmmi P.27 P.29 P.32 P.33 P.35
o I
E g ap [mm] CCMT-URA | DCMT-URA | SCMT-URA | TCMT-URA | VBMT-URA
60
027 ﬁ
(=]
17,
-URA 48 \/1 =
20
02 04 0 'Imma P.28 P.30 P.32 P.34 P.35

15
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Cutting Tool Technology

s =

fJiE - Loong BRI - RELCN JI R CNMG (80° Negative)

AHNO Loong Series-Negative Insert CN Series Series L IC S
CN**1204 12.9 12.7 476

# CN**1606 161 15875  6.35

%,
f F CN**1906 193  19.05  6.35
IC
| dL
L S

’._

> b3 > T
| EEEh
> > > :
CNMG120404-PFA 0.4 0.15-030 0.4-30 L ] [ ] [ ] [ ] [ ] ]
-PFA CNMG120408-PFA 08 015-030 08-35 e o e o o o
CNMG120412-PFA 12 015-035 12-40 e o e o o o
CNMG120404-PSA 04 015-030 05-30 e o e | o
=kSa CNMG120408-PSA 08 015-045 08-30 o o o | o
CNMG120412-PSA 12 015-045 12-40 e o .
CNMG120404-PMA 04  015-026 05-60 e o o
CNMG120408-PMA 0.8 0.17-052 08-60 ° [ ] ®
CNMG120412-PMA 12 015-056 1.2-60 e o o
CNMG120416-PMA 16 017-080 1.6-60 e o
o CNMG160608-PMA 08 017-052 08-70 e o
CNMG160612-PMA 12 017-060 12-7.0 e o
CNMG160616-PMA 16  017-060 1.6-7.0 o o
CNMG190608-PMA 08 017-052 08-80 e o o
CNMG190612-PMA 1.2 017-0.70 1.2-80 ° L4 L] [ ]
CNMG190616-PMA 16 017-080 16-80 e | & e e
CNMG120408-PRA 08 025-060 20-60 ® | ® o e
CNMG120412-PRA 12 025-068 20-60 ® | ® e @
CNMG120416-PRA 16 030-080 20-60 .
-PRA CNMG160608-PRA 08  025-060 30-70 e o
CNMG160612-PRA 1.2 025-070 3.0-70 [ ] [ ] [ ] ®
CNMG190612-PRA 12 025-070 30-80 PO
CNMG190616-PRA 16 025-070 20-90 ® | ® |

16



Cutting Tool Technology

CNMG (80° Negative) fi& - Loong fER%I - RAECN T/

Series L IC S AHNO Loong Series-Negative Insert CN Series
CN**1204 129 127 476
CN**1606 161 15.875  6.35 f]/ @,
CN**1906 193 1905 635 [ A

4
T

M s
3 >
E z § a
& S 8
> > > 30|
CNMG120404-MFA 0.4 018-030 0.4-40 [ ) . e ° ° ° °
-MFA CNMG120408-MFA 08 020-045 08-40 ) ° ° ° °
CNMG120412-MFA 1.2 022-045 12-45 L] L] L]
CNMG120404-MMA 0.4 018-030 04-40 ] [ ] [ ] [ ] L] ]
CNMG120408-MMA 0.8 020-045 08-40 [ ] ([ ] [ ] ° L) ®
-MMA CNMG120412-MMA 1.2 022-045 12-45 LJ [ ] [ ] ° L (]
CNMG160608-MMA 0.8 022-050 08-50 [ ] ) [ ]
CNMG160612-MMA 1.2 025-055 12-55 ° ° ° ° ° °
CNMG120408-MRA 0.8 025-047 08-70 ° ° °
CNMG120412-MRA 12 028-063 12-70 L] [ ] L
CNMG120416-MRA 1.6 033-068 16-70 ] L] L]
-MRA
CNMG160608-MRA 0.8 030-047 08-80 ] L] [ ]
CNMG160612-MRA 12 031-063 12-80 [ ° [ ]
CNMG160616-MRA 1.6 033-0.72 16-80 ° [ ] ]
{1412 Cutting Parameters Ve(m/min.)
ACPO5A ACP10A ACP20A ACP30A | APSO5A ACM20A ACM30A
ISO HHE T ﬁIﬁsgc:EE h fREE |
Material Group e“’(',flmn':f)“gt (HB) | Min Max | Min Max Min Max | Min Max | Min Max | Min Max Min Max
{EBSR , BRI <600 <180 250 500 | 200 450 | 180 400 | 160 360
e emtideliat o et <tectl <950 <280 225 360 | 200 320 | 150 300 | 100 240
=3
oo el 700-950 200-280 @ 120 320 | 90 300 | 75 270 | 60 200
BAEM 950-1200 280-355 120 240 | 100 225 @75 180 | 50 150 | 80 125 | 60 100 & 50 80
LU=t oyed steel 1200-1400 355-415 60 80 55 75 40 60 = = 75 100 | 40 75 - ~
ﬁst:fiﬁc 675 200 120 240 | 150 240 | 125 225
M Dup,i‘i Eﬁ,ﬁiﬂsmﬂ 778 230 100 160 | 125 160 | 105 150
STURE R EN
PH Stainless Steel 1013 300 80 150 | 120 150 | 100 125
G,Eyz Efj?fm 700 220 270 500 | 240 450 | 225 400 | 200 360 | 180 240
Nnﬁfg? - 880 260 240 500 | 200 450 | 180 400 | 160 360 | 160 200
Ma,.fffﬁﬁ - 800 250 225 360 | 200 320 | 150 300 | 100 240 - -
HELE BEASE
'~ Cobalt Base?ﬂluy, Nickeﬁl}ase Alloy 1100 250-320 45 90 40 75 - -
2 #as 1260 370 40 80 | 30 6 - -
Titanium Alloy
]
Alumli:num 260 75
iﬂA
Alum‘i::':m Alloy 447 130
Hardened Steel - 50-60HRC 30 45
Hardened Cast Iron - 55HRC 30 40

17
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Cutting Tool Technology

fIi& - Loong FER%I - GiB! DN J1F DNMG (55° Negative)

Series L IC S
DN**1104 11.6 9.525 476
DN**1504 15.5 12.7 476
DN**1506 15.5 12.7 6.35

AHNO Loong Series-Negative Insert DN Series

S
L s
NS
> £ 8 .
DNMG110404-PFA 0.4 010-0.24 04-30 L ® [ ] ° [ ] [ ]
DNMG110408-PFA 0.8 0.15-030 08-3.0 L (] ° [ ] [ ] (]
DNMG150404-PFA 0.4 015-0.24 0.4-30 [ ] ® ° [ ] ® [}
-PFA DNMG150408-PFA 0.8 0.15-0.30 0.8-3.0 L] (] ] L] [ ] ®
DNMG150604-PFA 0.4 0.15-0.24 0.4-3.0 L] ® L] [ ] L] ®
DNMG150608-PFA 0.8 0.15-0.30 0.8-3.0 ° L ® ] ° ® (]
DNMG150612-PFA 12 015-035 12-35 ® [ ] [ ]
DNMG110404-PSA 0.4 015-0.24 05-3.0 [ ] ® [ ]
DNMG110408-PSA 0.8 0.15-0.35 0.8-30 [ ] ® [ ]
DNMG150404-PSA 0.4 0.15-0.25 0.5-3.0 L4 L] L4
DNMG150408-PSA 0.8 0.15-0.45 0.8-3.0 L L] L4
"PSA DNMG150604-PSA 0.4 015-025 05-3.0 L ® L4
DNMG150608-PSA 08 0.15-0.45 0.8-30 L ® ® L
DNMG150612-PSA 1.2 015-0.45 1.2-30 L ® o
DNMG150616-PSA 1.6 017-050 1.6-35 L] L]
{HIZ% Cutting Parameters Ve(m/min.)
5o pE Tenﬁeﬁsﬁﬁm e -ACPDSA fuCP10A fCPZOA .f\cpaoA ..APSOSA ):«CMZOA I.\CM30A
Material Group (N/mm?) (HB) Min Max | Min Max Min Max Min Max Min Max | Min Max | Min Max
{EBRIN , RN <600 <180 250 500 | 200 450 | 180 400 | 160 360
Low Carbon i“'-cﬂ'b“" S <950 <280 225 360 | 200 320 | 150 300 | 100 240
Luwﬁlﬁﬁiﬂ;teel 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 | 80 125 | 60 100 | 50 80
il 1200-1400 | 355-415 = 60 80 | 55 75 | 40 60 - - 75 100 | 40 75 - -
ARBREN 675 200 120 240 | 150 240 | 125 225
M Dummsme, 778 230 100 160 | 125 160 | 105 150
ﬁfﬂ,‘gﬁfjﬁ 1013 300 80 150 | 120 150 | 100 125
Gmn 700 220 270 500 | 240 450 | 225 400 | 200 360 & 180 240
Nnﬁfﬁ_ﬁ i 880 260 240 500 | 200 450 @ 180 400 | 160 360 | 160 200
Ma,,::ﬁﬁm 800 250 225 360 | 200 320 150 300 | 100 240 | - -
V zc:;bmﬁiﬁl% lﬁiie Alloy 1100 250-320 45 90 40 75 - =
s AR 1260 370 40 80 | 30 60 - -
| Titanium Alloy
. Alun'i\igrlum 260 75
Alurﬁ\?rﬁlluy 447 130
. Ha,iffme] - 50-60HRC 30 45
Dl - 55HRC 0 40
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Cutting Tool Technology

DNMG (55° Negative) fii& - Loong BERYI - GiE! DN 71/

Series L IC S
DN**1104 11.6 9.525 476
DN**1504 155 12.7 4.76
DN**1506 155 12.7 6.35

AHNO Loong Series-Negative Insert DN Series

VS0SdY
vozwov X
YOEWIV

e

DNMG110404-PMA 0.4 0.15-026 05-30 L] [ ] [ ]
DNMG110408-PMA 0.8 0.17-052 08-3.0 L] ] [ ]
DNMG110412-PMA 12 015-0.56 1.2-30 L] [ ] [ ]
DNMG150404-PMA 0.4 0.15-026 05-3.0 L] e ®

-PMA DNMG150408-PMA 0.8 017-052 08-45 L] ® ®
DNMG150412-PMA 1.2 015-056 1.2-45 L L
DNMG150604-PMA 0.4 0.15-026 05-30 ° L
DNMG150608-PMA 0.8 017-052 08-45 ° ° °
DNMG150612-PMA 1.2 015-0.56 1.2-45 ] L] [ ]
DNMG150608-PRA 0.8 025-048 20-45 ] L] [ ]

-PRA DNMG150612-PRA 1.2 025-0.70 20-45 L ° L
DNMG150616-PRA 1.6 030-080 20-45 ®

{1412 Cutting Parameters Ve(m/min.)

ACPO5A ACP10A ACP20A ACP30A | APSO5A ACM20A ACM30A
1SO v T ﬁ|ir‘is;:EE n MEEE |
Material Group e“’('N‘f,m"':E)“gt (HB) Min  Max | Min Max Min Max | Min Max | Min Max | Min Max Min Max
RSN, BER <600 <180 250 500 | 200 450 @ 180 400 | 160 360
e emtideliat o et <tectl <950 <280 225 360 | 200 320 150 300 | 100 240
[FE=F=
e 700-950 200-280 | 120 320 | 90 300 | 75 270 | 60 200
BAEM 950-1200 280-355 | 120 240 | 100 225 | 75 180 | 50 150 | 80 126 | 60 100 | 50 80
High-alloyed Steel 1200-1400 355-415 | 60 80 55 75 40 60 = = 75 100 | 40 75 - -
AR
e 675 200 120 240 | 150 240 | 125 225
M Dupﬁgﬁfiﬂsme, 778 230 100 160 | 125 160 | 105 150
TR BN
PH Stainless Stael 1013 300 80 150 | 120 150 @ 100 125
RO
s Gaion 700 220 270 500 | 240 450 | 225 400 | 200 360 | 180 240
N e 880 260 240 500 | 200 450 @ 180 400 | 160 360 | 160 200
TR
Il e e 800 250 225 360 | 200 320 150 300 | 100 240 = =
HEES BESE
Cobalt Base?ﬂluy, Nickel Base Alloy 1100 250-320 45 90 40 75 - -
e 1260 370 40 80 30 60 - -
Titanium Alloy
S
Alumli:num 260 75
==
Alum‘i::':m Alloy 447 130
Hardened Steel - 50-60HRC 30 45
PRHE B ok
Hardened Cast Iron - 55HRC 30 40
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“A o 53

Cutting Tool Technology

fIi& - Loong FER%I - GiB! DN J1F DNMG (55° Negative)

AHNO Loong Series-Negative Insert DN Series Sefies E i 2
DN**1104 11.6 9.525 476

DN**1504 15.5 12.7 476
DN**1506 15.5 12.7 6.35

S
M s
> b »
> > > :
DNMG110404-MFA 0.4 0.10-0.24 04-20 L ] L] ® L[] [}
DNMG110408-MFA 0.8 0.15-0.27 08-20 L] ® L ] ® [}
DNMG150404-MFA 0.4 0.15-024 04-25 ® L] ]
-MFA DNMG150408-MFA 0.8 0.15-030 08-3.0 ® L L4 L
DNMG150604-MFA 0.4 0.15-024 04-25 L ® L] L4 ®
DNMG150608-MFA 0.8 0.15-030 08-3.0 ® L] L L L]
DNMG150612-MFA 12 0.15-030 1.2-3.0 L ] @ [ ] [}
DNMG110404-MMA 0.4 0.15-024 04-30 L] L] [ ] [}
DNMG110408-MMA 0.8 0.18-035 0.8-33 L] L] [ ]
DNMG150404-MMA 0.4 0.15-024 04-35 ° L
-MMA DNMG150408-MMA 0.8 020-040 08-4.0 L4 L4
DNMG150604-MMA 0.4 0.18-0.24 0.4-35 L L] L [ ] ®
B DNM—G150608—MMA 0.8 0.20- 0.40 _ 0.8-4.0 ® ° L L4 L4
DNMG150612-MMA 1.2 022-040 12-40 L ] ® [ ] [ [}
DNMG150408-MRA 0.8 025-036 08-40 L ] L[] [ ]
DNMG150604-MRA 0.4 0.17-0.18 0.4-4.0 ® L L
"MRA DNMG150608-MRA 0.8 025-036 08-4.0 Ld L L
DNMG150612-MRA 1.2 026-054 12-40 L L4 ®
{HIZ% Cutting Parameters Ve(m/min.)
o pE Tenﬁeﬁsﬁﬁyh e f\cpos.c\ tACPwA fCPZOA .f\cpauA ..APSOSA .D:«CMZOA l.\CMzoA
Material Group (N/mm?) (HB) Min Max | Min Max Min Max Min Max Min Max | Min Max | Min Max
RN , RN <600 <180 250 500 | 200 450 @ 180 400 | 160 360
e <950 <280 | 225 360 | 200 320 & 150 300 | 100 240
Luw{_'f,ﬁﬁ?;m, 700-950 200-280 | 120 320 | 90 300 75 270 | 60 200
EAeM 950-1200 280-355 | 120 240 | 100 225 | 75 180 | 50 150 | 80 125 | 60 100 | 50 80
High-alloyed Steel 1200-1400 | 355-415 = 60 80 | 55 75 | 40 60 - - 75 100 | 40 75 - -
ARATER 675 200 120 240 | 150 240 | 125 225
M Duplmsteel 778 230 100 160 | 125 160 | 105 150
ﬁfgjﬁf?ﬂ 1013 300 80 150 | 120 150 | 100 125
Gmn 700 220 270 500 | 240 450 | 225 400 | 200 360 @ 180 240
Nnﬁfﬁ_ﬁ - 880 260 240 500 | 200 450 | 180 400 | 160 360 | 160 200
Ma,,::ﬁi%,m 800 250 225 360 | 200 320 | 150 300 | 100 240 | - -
. ic:;balt%iﬁll%y.’ ﬁ%ﬁ;i Alloy 1100 250-320 45 90 | 40 75 - -
s B 1260 370 40 80 | 30 60 - -
| Titanium Alloy
. Aluni\ignum 260 75
Alurﬁ\?rﬁlluy 447 130
. Ha,igﬁee] - 50-60HRC | 30 4
Hal rdigi%iﬁ ron - 55HRC | 30 40
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o CEIRA
SNMG (90° Negative) fIi& - Loong FERSI - AEU SN T/

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

./ %
o/ =
¥ — IC —— ‘l S ‘—— ?ﬁ
=
X
o 2
a 4 Z
=
SNMG120404-PFA 04  015-030 04-30 ] . ° °
-PFA SNMG120408-PFA 08 015-035 08-35 o ° L] °
SNMG120404-PSA 0.4 015-025 05-3.0 e °
SNMG120408-PSA 08 0.15-045 08-3.0 L] ®
PSA SNMG120412-PSA 12 015-045 1.2-30 (]
SNMG120416-PSA 16  015-045 1.6-50 °
SNMG120408-PMA 08 017-052 08-60 ® (]
SNMG120412-PMA 12 015-056 1.2-60 °
-PMA SNMG120416-PMA 16  017-080 1.6-60 (]
SNMG190612-PMA 12 015-080 1.2-80 L] (]
SNMG190616-PMA 1.6 0.17-080 1.6-8.0 ® ]
SNMG120408-PRA 08 0.25-060 20-6.0 ® (]
SNMG120412-PRA 12 025-068 20-60 . °
-PRA SNMG120416-PRA 16  030-080 20-60 °
SNMG190612-PRA 12 025-070 20-90 @ (]
SNMG190616-PRA 16 030-080 20-90 e (] ]
1IHIB¥ Cutting Parameters Ve(m/min.)
o o Tenf;‘;iisgizgth — f\CPOSA fcm 0A ‘ACPZOA .lQCP30A [ :t\Pso5A I.\CMZOA .:\cmoA
Material Group (N/mm?) (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
B <950 <280 225 360 | 200 320 | 150 300 | 100 240
Luwﬁfiﬁ;tee, 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 | 60 100 50 80
High-alloyed Steel 1200-1400 | 355-415 = 60 80 | 55 75 | 40 60 B - 75 100 | 40 75 - =
ﬁst:ﬁﬁc 675 200 120 240 | 150 240 | 125 225
M Dup;‘i E,ﬁfjsﬂsme, 778 230 100 160 | 125 160 | 105 150
ﬁfﬁ:ﬁﬁfﬂ 1013 300 80 150 | 120 150 | 100 125
G%" 700 220 270 500 | 240 450 | 225 400 | 200 360 | 180 240
Nnﬁfj‘;ﬁ'ﬁmn 880 260 240 500 | 200 450 | 180 400 | 160 360 | 160 200
Ma,,fﬁﬁ,m 800 250 225 360 | 200 320 @150 300 | 100 240 | - -
o ;c(,bah‘é‘?iﬁgé e e b o | oo e wlo Wl -
| Titanium Alloy
l Alurﬁnum 260 75
Alunilig:!?m Alloy 447 130
. Ha,_f_;f?;tee, - 50-60HRC 30 45
et - S5HRC 0 o
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Cutting Tool Technology

fai& - Loong FEZRTI -

FUSN ]JJ;I'-

SNMG (90° Negative)

AHNO Loong Series-Negative Insert SN Series Series e IC S
SN**1204 12.7 12.7 476
/ 5 SN**1906 19.05 19.05 6.35
v/
Q‘f/
—1C —= IS
M s
g B
S 8
> > |
SNMG120404-MFA 0.4 015-030 04-30 °
-MFA SNMG120408-MFA 08 015-030 08-30 ° °
SNMG120412-MFA 1.2 015-035 1.2-30 L ]
SNMG120408-MMA 0.8 020-045 08-45 L4
-MMA SNMG120412-MMA 1.2 022-050 1.2-50 L
SNMG120408-MRA 0.8 025-040 08-70
-MRA SNMG120412-MRA 12 028-059 12-70
1148 Cutting Parameters Ve(m/min.)
ACPO5A ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
1SO i T miﬁs?ﬁ n MEEE
Material Group e"s('N‘jm“':e)“gt (HB) Min  Max | Min Max | Min Max | Min Max | Min Max | Min Max | Min Max
BB , BEW <600 <180 250 500 | 200 450 | 180 400 | 160 360
LA G T K1 T oTR S <950 <280 225 360 | 200 320 | 150 300 | 100 240
BEEW
e e e 700-950 200-280 | 120 320 | 90 300 @75 270 | 60 200
Ea4W 950-1200 280-355 | 120 240 | 100 225 | 75 180 | 50 150 | 80 125 | 60 100 | 50 80
High-alloyed Steel 1200-1400 355-415 = 60 80 55 75 | 40 60 - = 75 100 | 40 75 B -
BEBTER 675 200 120 240 | 150 240 | 125 225
M Dupg stimssisme. 778 230 100 160 | 125 160 | 105 150
ﬁffgﬁffﬂ 1013 300 80 150 | 120 150 | 100 125
Gm" 700 220 270 500 | 240 450 | 225 400 | 200 360 @ 180 240
Nnﬁfcﬁas%m 880 260 240 500 | 200 450 | 180 400 | 160 360 & 160 200
Ma,,:'aj,ﬁﬁcft - 800 250 226 360 | 200 320 | 150 300 | 100 240 & - -
HEe BHEES
: .“‘ ‘Cobalt Base Alluy NICkE!|=BaSE Alloy 1100 250-320 45 90 40 75 - -
Tmmm Al,oy 1260 370 40 80 | 30 60 - -
Alummum 260 75
BEs
Alumlnum Alluy 447 130
Hardened Steel - 50-60HRC 30 45
Hardened Cast Iron - 55HRC 30 40

22



o LA

Cutting Tool Technology

TNMG (60° Negative) FIiE - Loong BERY - REU TN 71/

Series L IC S
TN**1604 16.5 9.525 4.76

AHNO Loong Series-Negative Insert TN Series

A

¢ E sl

rx
gl
S
%
_|
T z
== z
i 2 z
I g 8 =
TNMG160404-PFA 0.4 015-024 0.4-30 ° o ° °
g TNMG160408-PFA 08 015-030 08-30 ° [ °
TNMG160404-PSA 0.4 015-025 05-30 ® ° ® L] ®
-PSA TNMG160408-PSA 0.8 015-045 08-30 ] L [ ] ®
TNMG160412-PSA 1.2 0.15-045 12-30 ° e )
TNMG160404-PMA 0.4 0.15-024 05-30 L ] L] (]
-PMA TNMG160408-PMA 0.8 017-052 08-50 ° ° ° [}
TNMG160412-PMA 1.2 015-056 12-50 [ ® ([ ]
TNMG160408-PRA 0.8 025-048 08-53 ° ® [ ]
-PRA TNMG160412-PRA 1.2 0.25-070 20-6.0 ° L] L]
TNMG160404-MFA 0.4 018-024 04-25 L L] [ ] L] [ ]
-MFA TNMG160408-MFA 0.8 012-0.28 08-30 ° [ ° (]
TNMG160412-MFA 12 015-028 12-30 [ ] [ ] ° [ ]
TNMG160404-MMA 0.4 018-024 04-40 L ([ ] [ ° [ ]
-MMA TNMG160408-MMA 0.8 0.20-040 08-4.0 L ] ® L] L] L]
TNMG160412-MMA 12 020-040 1.2-40 (] [ ] L] ] ®
1IHIB¥ Cutting Parameters Ve(m/min.)
ACPO5A ACP10A ACP20A ACP30A | APSO5A ACM20A ACM30A
S0 i ipel o
Material Group Te“’(;l‘*l':‘rzf)"gt (HB) | Min Max Min Max Min Max | Min Max  Min Max | Min Max Min Max
{EBSR , BRI <600 <180 250 500 | 200 450 | 180 400 | 160 360
Rt et e e aera Stict <950 <280 225 360 | 200 320 | 150 300 | 100 240
=3
oo el 700-950 200-280 @ 120 320 | 90 300 | 75 270 | 60 200
BAEM 950-1200 280-355 120 240 | 100 225 @75 180 | 50 150 | 80 125 | 60 100 & 50 80
High-alloyed Steel 1200-1400 355-415 60 80 55 75 40 60 = = 75 100 | 40 75 - ~
ﬁst:fiﬁc 675 200 120 240 | 150 240 | 125 225
M Dup?e‘i Eﬁ,ﬁiﬂsmﬂ 778 230 100 160 | 125 160 | 105 150
STURE R EN
PH Stainless Steel 1013 300 80 150 | 120 150 | 100 125
Gfeyz':c'f( &,m“ 700 220 270 500 | 240 450 | 225 400 | 200 360 | 180 240
Nmﬁ}f?j,mn 880 260 240 500 | 200 450 | 180 400 | 160 360 | 160 200
Mau:'[b?ﬁcﬁ.m 800 250 225 360 | 200 320 | 150 300 | 100 240 - -
HEES BESE
- Cobalt Base?\lluy, Nickeﬁl}ase Alloy, 1100 250-320 45 90 40 75 - -
2 #EE 1260 370 40 80 | 30 6 - -
| Titanium Alloy
]
Alumli:num 260 75
iﬂA
Alun%;nﬁAlloy 447 130
4]
Ha;en; %S;EI - 50-60HRC 30 45
L i ‘ | L ‘ | ‘
Hardened Cast Iron - 55HRC 30 40

23



Cutting Tool Technology

fIi& - Loong BER%I - RBY VN T/

VNMG (35° Negative)

AHNO Loong Series-Negative Insert VN Series Series L IC S
VN**1604 16.5 9.525 476
M
> >
i 2 8
& S 8
> > >
VNMG160404-PFA 0.4 015-020 04-25 @ ° ° °
-PFA VNMG160408-PFA 08 015-030 08-30 ° ° ° °
VNMG160404-PSA 0.4 015-020 05-30 L] L]
-PSA VNMG160408-PSA 0.8 015-035 08-30 L [ ]
VNMG160412-PSA 12 015-045 12-30 L ] L]
VNMG160404-PMA 0.4 0.05-020 08-3.0 L] L]
-PMA VNMG160408-PMA 08 015-040 08-30 @ ° °
VNMG160412-PMA 1.2 0.15-056 1.2-30 [ ]
VNMG160404-MFA 0.4 015-020 04-20 [ ] [ ] [ 2 [
-MFA VNMG160408-MFA 0.8 012-025 08-25 L] L] ®
VNMG160412-MFA 1.2 015-028 1.2-30 ® L]
VNMG160404-MMA 0.4 015-020 04-30 L] L] L] LJ
-MMA VNMG160408-MMA 0.8 0.20-030 08-35 LJ [ ]
VNMG160412-MMA 12 022-040 12-35 ° °
11H| ¥ Cutting Parameters Ve(m/min.)
ACPO5A ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
s0 e MIEE e
Material Group Te"s('N‘j':f;E)“gt (HB) | Min Max | Min Max Min Max Min Max | Min Max | Min Max | Min Max
BB , BEW <600 <180 250 500 | 200 450 | 180 400 | 160 360
LA G T K1 T oTR S <950 <280 225 360 | 200 320 | 150 300 | 100 240
BEEW
e e e 700-950 200-280 | 120 320 | 90 300 @75 270 | 60 200
Ea4W 950-1200 280-355 | 120 240 | 100 225 | 75 180 | 50 150 | 80 125 | 60 100 | 50 80
High-alloyed Steel 1200-1400 355-415 = 60 80 55 75 | 40 60 - = 75 100 | 40 75 B -
BEBTER 675 200 120 240 | 150 240 | 125 225
M Dupg sti,mssisme, 778 230 100 160 | 125 160 | 105 150
ﬁfﬁﬁf?ﬁﬂ 1013 300 80 150 | 120 150 | 100 125
Gm“ 700 220 270 500 | 240 450 | 225 400 | 200 360 @ 180 240
Nnﬁfﬁ_ﬁ - 880 260 240 500 | 200 450 | 180 400 | 160 360 & 160 200
Ma,,faj,ﬁgcft - 800 250 226 360 | 200 320 | 150 300 | 100 240 & - -
[ HEAS BESS
~ Cobalt Base':lluy. NickelnBase Alloy| 1100 250-320 45 90 40 75 B -
s e 1260 370 40 80 | 30 60
I Titanium Alloy - -
8
Aluminum 260 75
BaE
Alum'i:::m Alloy 447 130
N
Hagﬂ% S&me} - 50-60HRC 30 45
L3
Hardened Cast Iron - 55HRC 30 40
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Cutting Tool Technology

WNMG (80° Negative) fIi& - Loong FER%I - RE WN 71/

Series L IC S
WN**06T3 6.5 9.525 3.97
WN**0604 6.5 9.525 476

%
WN**0804 8.69 12.7 476 ®
) B

AHNO Loong Series-Negative Insert WN Series

T
=
i
_ E
I M s H
e DS ]|
> S 5 1|
WNMGO060404-PFA 0.4 0.15-030 04-30 L [ ] [ ] L] [ ] [ ]
WNMGO060408-PFA 0.8 0.15-030 08-30 ° [ ] [ ] ° °
-PFA ‘ WNMG080404-PFA 0.4 0.15-0.30 0.4-3.0 [ ) [ ] [ ] [ ] [ ] ° [ ]
WNMG080408-PFA 0.8 0.15-035 08-35 L ® ] ] ]
WNMGO080412-PFA 12 015-035 08-35 L] ® L] L] L]
WNMG06T304-PSA 0.4 0.15-030 05-3.0 ® ]
WNMG06T308-PSA 08 015-045 08-3.0 ®
WNMG060404-PSA 0.4 0.15-030 05-30 [ ] ([ ] °
WNMG060408-PSA 08 0.15-0.35 08-3.0 [ ] [ ]
R WNMG060412-PSA 1.2 015-045 1.2-30 L4
WNMG080404-PSA 0.4 0.15-0.30 05-3.0 L] LJ ® L]
WNMG080408-PSA 08 0.15-045 08-3.0 L ®
WNMG080412-PSA 12 015-045 12-30 L] L4 ®
WNMG060404-PMA 0.4 0.15-026 08-3.0 ° L] L
WNMG060408-PMA 0.8 0.17-052 08-40 [ ] ° [ ] [ ]
-PMA d WNMG080404-PMA 0.4 0.15-0.26 08-3.0 L4 [ ] [ ]
WNMG080408-PMA 0.8 0.17-052 08-56 L] L ® ®
WNMG080412-PMA 1.2 0.15-056 1.2-56 L] L ® [ ]
\ WNMGO080408-PRA 08 025-060 20-56 L] Ld ® ®
-PRA d WNMG080412-PRA 12 025-068 20-56 L] L4 ® L]
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Cutting Tool Technology

fIi& - Loong BER%I - RECWN T/

WNMG (80° Negative)

AHNO Loong Series-Negative Insert WN Series Series L IC S
WN**06T3 6.5 9.525 3.97
WN**0604 6.5 9.525 476
WN**0804 8.69 12.7 476
M
5 3 3
> > >
WNMG060404-MFA 0.4 015-028 04-25 ° ° ° °
WNMG060408-MFA 08 015-028 08-30 ° ° °
-MFA WNMG080404-MFA 0.4 010-030 04-27 ® [ ) [ ] [ ]
WNMG080408-MFA 0.8 0.12-030 08-30 [ ] L] L [ ]
WNMG080412-MFA 1.2 015-030 1.2-30 L]
WNMG060404-MMA 0.4 018-030 04-30 L ] (] [ ] L]
WNMG060408-MMA 0.8 0.18-035 08-35 (] LJ L [ [ ]
WNMG060412-MMA 12 020-040 12-40 ° °
-MMA
WNMG080404-MMA 0.4 0.18-030 0.4-40 [ ] [ ] [ ) [ ]
WNMG080408-MMA 0.8 020-045 08-4.0 L] L] L L]
WNMG080412-MMA 12 022-045 12-45 L (] L] L [ ]
WNMGO080404-MRA 0.4 017-023 04-40 L L [ ]
-MRA WNMG080408-MRA 0.8 0.25-047 08-5.0 L] L4 ®
WNMGO080412-MRA 1.2 0.28-063 12-50 L] L4 L]
11H| ¥ Cutting Parameters Ve(m/min.)
ACPO5A ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
s0 e MIEE e
Material Group Te"s('N‘j':f;E)“gt (HB) | Min Max | Min Max Min Max Min Max | Min Max | Min Max | Min Max
BB , BEW <600 <180 250 500 | 200 450 | 180 400 | 160 360
B A G StEE'-;'bO" L] <950 <280 225 360 | 200 320 | 150 300 | 100 240
BasE
e e e 700-950 200-280 | 120 320 | 90 300 @75 270 | 60 200
Ea4W 950-1200 280-355 | 120 240 | 100 225 | 75 180 | 50 150 | 80 125 | 60 100 | 50 80
High-alloyed Steel 1200-1400 355-415 = 60 80 55 75 40 60 - = 75 100 | 40 75 B -
BEBTER 675 200 120 240 | 150 240 | 125 225
M Dupg sti,mssisme, 778 230 100 160 | 125 160 | 105 150
ﬁfﬁﬁf?ﬁﬂ 1013 300 80 150 | 120 150 | 100 125
Gm“ 700 220 270 500 | 240 450 | 225 400 | 200 360 @ 180 240
Nnﬁfﬁ_ﬁ - 880 260 240 500 | 200 450 | 180 400 | 160 360 & 160 200
Ma,,faj,ﬁgcft - 800 250 226 360 | 200 320 | 150 300 | 100 240 - -
[ HEAS BESS
~ Cobalt Base':lluy. NickelnBase Alloy| 1100 250-320 45 90 40 75 B -
s e 1260 370 40 80 30 60 - -
I Titanium Alloy
8
Aluminum 260 75
BaE
Alumfﬁnﬁl\lluy 447 130
et
Hagﬂ, % S&me} - 50-60HRC 30 45
L3
Hardened Cast Iron - 55HRC 30 40
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CCGT/CCMT (80° Positive)

o LA

Cutting Tool Technology

fIi& - Loong BER% - IER¥ CC TI R

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

I,
&
e

1.

*
Hl
£
%
—'
c
X
<
Z2
o)

M
5 3 3 3
g £ 3z 2
> 8 g ;
CCGT09T302-PFA 0.2 0.04-0.15 02-25 (] [ ]
CCMT060202-PFA 0.2 002-0.12 02-15 L ] L] [ ]
-PFA CCMT060204-PFA 0.4 0.05-020 03-25 ° (] (] [ ]
CCMT09T304-PFA 0.4 0.06-024 03-30 ° L] L]
CCMT09T308-PFA 08 0.08-0.28 0.6-30 L] ® L]
CCMTO09T304-PMA 0.4 0.04-025 04-30 L ] ® [ ] ®
-PMA CCMT09T308-PMA 08 010-0.35 08-40 ° ® ® (] ® ®
CCMT120408-PMA 0.8 015-035 08-45 ° (] [}
CCMT09T304-PRA 0.4 0.15-030 1.0-40 ° L4
CCMT09T308-PRA 08 020-040 15-40 L] e ®
-PRA
CCMT120408-PRA 08 020-040 15-45 L] L]
CCMT120412-PRA 1.2 020-050 15-45 [ ] L ®
1142 Cutting Parameters Ve(m/min.)
ACPO5A ACP10A ACP20A ACP30A APSO05A ACM20A ACM30A
IS0 i T ﬁ-nmsgiEE p TEEE
Material Group e“s('Ne,mr:?{‘g‘ (HB) Min  Max | Min Max Min Max | Min Max Min Max | Min Max | Min Max
TR | RN <600 <180 | 250 500 | 200 450 | 180 400 | 160 360
Low Carbonstee) CarbonStee! <950 <280 | 225 360 200 320 | 150 300 | 100 240
e 700-950 200-280 | 120 320 90 300 75 270 | 60 200
BAEW 950-1200 280-355 | 120 240 | 100 225 | 75 180 | 50 150 80 126 | 60 100 & 50 80
High-alloyed Steel 1200-1400 355-415 | 60 80 55 75 40 60 - - 75 100 | 40 75 - =
- ERAFER
E’Jsﬁm 675 200 120 240 | 150 240 | 125 225
M Dupi’ffﬁ,ffm, 778 230 100 160 | 125 160 | 105 150
Effﬁiiﬂ 1013 300 80 150 | 120 150 | 100 125
Gfﬁft & 700 220 | 270 500 240 450 | 225 400 | 200 360 180 240
Nodﬁjfcif?t i 880 260 240 500 | 200 450 | 180 400 | 160 360 & 160 200
Ma"zjiﬁffl - 800 250 225 360 | 200 320 @ 150 300 | 100 240 - -
#EAE BESS
. Cobalt Base?‘\lloy, Nicke;ase Alloy 1100 250-320 45 90 40 75 B -
s Had 1260 370 40 80 30 60
Titanium Alloy - -
' ]
Aluminum 260 75
BEe
Aluminl:m Alloy 447 130
R
Hardened Steel - 50-60HRC 30 45
TERE B
Hardened Cast Iron - 55HRC 30 40
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Cutting Tool Technology

[Ii& - Loong EER%I - IERY CC 7]/

AHNO Loong Series-Positive Insert CC Series

CCGT/CCMT (80° Positive)

Series L IC S
CC**0602 6.45 6.35 2.38
CC**+09T3 9.67 9.525 3.97
CC**1204 12.9 12.7 476

M
>
> > >
CCMT060202-UFA 0.2 010-0.15 02-20 [ ] [ ] [ ] [ ]
CCMT060204-UFA 04  015-026 04-20 . [ . °
CCMT060208-UFA 0.8 0.15-0.50 0.8-2.0 L[] [ ] L[]
_UFA CCMTO09T304-UFA 0.4 0.15-026 04-20 L] e L4 ®
CCMTO09T308-UFA 0.8 0.15-0.50 0.8-3.0 ° ® L
CCMT120404-UFA 0.4 0.15-0.26 0.4-3.0 L e L
CCMT120408-UFA 0.8 0.15-0.50 0.8-40 ® e L] L
CCMT120412-UFA 12 015-050 1.2-40 ° ] L4
CCMT060202-USA 0.2 010-0.15 02-1.0 L L] L
CCMT060204-USA 0.4 0.12-0.18 03-15 L4 ® L4 ®
CCMT060208-USA 0.8 0.15-0.30 05-20 L ® ® L4
CCMTO09T302-USA 0.2 0.10-0.15 0.2-3.0 L] ® L [ ]
-USA CCMTO09T304-USA 0.4 0.15-026 03-3.0 L e L4 ®
CCMTO09T308-USA 0.8 0.156-035 05-30 [ ] [ ] [ ] [ ]
CCMT120404-USA 04  015-026 04-40 L] L] o L]
CCMT120408-USA 0.8 0.15-035 0.5-4.0 L4 ® L L
CCMT120412-USA 1.2 0.15-045 0.8-40 ®
CCMTO09T304-URA 0.4 0.15-030 1.0-40 ®
-URA CCMTO09T308-URA 0.8 020-040 15-40
CCMT120408-URA 0.8 020-040 15-45 e
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Cutting Tool Technology

DCGT/DCMT (55° Positive) fIi& - Loong BERYI - IER¥ DC IR/

Series L IC S
DC**0702 7.75 6.35 238
DC*11T3 11.63  9.525 3.97

AHNO Loong Series-Positive Insert DC Series

Vm

! /
IC
f \ ‘Q
Q‘g
L S
M S
> > > »
DCGT11T302-PFA 0.2 002-015 02-25 [ ] [ ]
DCMT070202-PFA 0.2 0.02-012 02-15 [ ] [ ]
DCMT070204-PFA 0.4 0.05-020 03-20 ] ® e
S DCMT070208-PFA 0.8 0.06-025 0.6-20 L L] L
DCMT11T304-PFA 0.4 0.05-024 03-25 [ ] ® ® [ )
DCMT11T308-PFA 0.8 0.08-025 06-30 L [ °
DCMT070204-PMA 0.4 0.04-024 02-21 [ ] (] o
DCMT11T304-PMA 0.4 0.04-028 02-28 ° [ ] o
-PMA DCMT11T308-PMA 08 0.10-0.30 0.6-28 ° [ ] ®
DCMT11T312-PMA 1.2 012-030 1.0-28 ®
DCMT150408-PMA 0.8 0.10-0.30 06-35 L
DCMT11T304-PRA 0.4 015-024 1.0-33 ] [ ]
-PRA DCMT11T308-PRA 0.8 015-040 1.0-33 L L
DCMT11T312-PRA 1.2 015-045 15-33 L] L]
11412# Cutting Parameters Ve(m/min.)
5o ta‘ﬁ @ Tenﬁfisﬁ ggth FREE l-\CPOSA f\cm 0A f\cpzoA .‘l\CPaoA A-APSOSA I.\CMZDA 1.\CM30A
Material Group (N/mm?) (HB) Min Max | Min Max Min Max | Min Max | Min Max | Min Max Min Max
BN , B3N <600 <180 250 500 | 200 450 | 180 400 | 160 360
RE S ettt e sl St <950 <280 225 360 | 200 320 150 300 | 100 240
Luvﬁ"égfdﬁ;teel 700-950 200-280 & 120 320 | 90 300 75 270 | 60 200
BAaeR 950-1200 280-355 | 120 240 | 100 225 75 180 | 50 150 | 80 125 | 60 100 | 50 80
High-alloyed Steel 1200-1400 355-415 | 60 80 55 75 40 60 - - 75 100 | 40 75 - -
f\istﬁﬁc 675 200 120 240 | 150 240 @ 125 225
M Duplg Stji:,jf Stast 778 230 100 160 | 125 160 | 105 150
’,ﬁffiﬁiiﬁ 1013 300 80 150 | 120 150 | 100 125
Gmn 700 220 270 500 | 240 450 | 225 400 | 200 360 180 240
NG e 880 260 240 500 | 200 450 180 400 | 160 360 | 160 200
Ma,.fﬁii‘f fon 800 250 225 360 @ 200 320 150 300 | 100 240 - -
;Cl)hall?;i?lﬁ: Ec%ﬁfe Alloy 1100 250-320 4 9 | 40 75 - -
Thﬁlloy 1260 370 40 80 30 60 - -
At 260 75
Alulﬁlﬁrﬁlloy 447 130
Hardened steel - 50-60HRC 30 45
Hardﬁie% Castlron - 55HRC 30 40
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Cutting Tool Technology

fIi& - Loong BEZR% - IEBY DC 7] R/

DCGT/DCMT (55° Positive)

AHNO Loong Series-Positive Insert DC Series Series L IC S
DC**0702 1.75 6.35 2.38
DC**11T3 11.63 9.525 3.97
M
5 3 3
g § 3
> > >
DCMT070202-UFA 0.2 0.08-0.12 02-10 L ] (] [ ]
DCMTO070204-UFA 0.4 015-024 04-20 L ] [ ] L ]
ik DCMT11T302-UFA 0.2 0.08-012 02-20 L] [ ] °
DCMT11T304-UFA 0.4 015-024 04-20 L [ ] ® L ] L]
DCMT11T308-UFA 0.8 0.15-030 08-20 L] L] L]
DCMT11T312-UFA 12 015-030 1.2-20 L] (]
DCMT070202-USA 0.2 0.08-0.12 02-10 L] L] L
DCMT070204-USA 0.4 0.15-024 02-20 ° [ ] [ ] [ ]
DCMT11T302-USA 0.2 0.08-012 02-20 L] [ ] [ )
-USA
DCMT11T304-USA 0.4 015-024 03-30 L ® L4
DCMT11T308-USA 0.8 0.15-0.30 0.5-3.0 L] L] L
DCMT11T312-USA 1.2 020-040 09-33 L] L]
DCMT11T304-URA 0.4 015-024 1.0-33
-URA DCMT11T308-URA 0.8 0.15-040 1.0-33
DCMT11T312-URA 1.2 0.15-045 15-33
{HIZ% Cutting Parameters Ve(m/min.)
ACPO5A ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
s0 e MIEE e
Material Group Tens('N‘j:‘::E;' gt (HB) Min Max | Min Max Min Max Min Max Min Max | Min Max | Min Max
{EBRIN , RN <600 <180 250 500 | 200 450 180 400 160 360
e e <950 <280 225 360 | 200 320 | 150 300 | 100 240
B
Luwﬁlﬁﬁﬂ;me, 700-950 200-280 @ 120 320 | 90 300 | 75 270 | 40 200
BaeW 950-1200 280-355 120 240 | 100 225 | 75 180 | 50 150 | 80 125 | 60 100 | 50 80
High-alloyed Steel 1200-1400 355-415 | 60 80 55 75 40 60 - - 75 100 | 40 75 - -
BEBTER 675 200 120 240 | 150 240 | 125 225
M Dupfe"i fﬁfﬂme, 778 230 100 160 | 125 160 | 105 150
ﬁ%ﬁfjﬂgﬁ?jﬂ 1013 300 80 150 | 120 150 | 100 125
ny'(::'ft ?m" 700 220 270 500 | 240 450 | 225 400 | 200 360 | 180 240
Nnﬁfﬁ_ﬁ - 880 260 240 500 @ 200 450 | 180 400 | 160 360 & 160 200
Ma,,:';r,ﬁﬁcgff,mn 800 250 225 360 @ 200 320 | 150 300 | 100 240 - -
HEES RESE
~ Cobalt Base':lluy. NickelnBase Alloy, 1100 250-320 45 90 40 75 - -
s e 1260 370 40 80 30 60
| Titanium Alloy = .
B
Aluminum 260 75
BaE
Alum'i:::m Alloy 447 130
TR
H agﬁ." %% aee] = 50-60HRC 30 45
11
Hardened Cast Iron - 55HRC 30 40
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Cutting Tool Technology

fIi& - Loong FER% - IER¥ RC J] /v

RCMT (Positive)

Series IC S
RC**0602 6.0 2.38
RC**0803 8.0 3.18
RC**10T3 10.0 3.9/
RC**1204 12.0 476

AHNO Loong Series-Positive Insert RC Series

O

&L E
#l
ICc )‘ S L ’?ﬁ
=
M 2
> > >
RCMT0602M0-UFA - 0.15-040 02-15 e ) ° °
RCMT0803M0-UFA - 0.15-050 0.3-30 o ° ° °
S RCMT10T3M0-UFA - 0.15-0.60 0.4-40 ° ® ° °
RCMT1204M0-UFA - 017-1.00 05-48 L ® ® L]
RCMT0602M0-USA - 0.15-0.60 03-24 L[] [ ] °
RCMT0803M0-USA = 0.15-0.80 05-3.0 L e L]
“UsA RCMT10T3MO0-USA - 030-100 07-40 e o o
RCMT1204M0-USA - 030-1.00 0.7-48 ° ) )
1IHI|B¥ Cutting Parameters Ve(m/min.)
5o 1 Tenﬁfisg?;flgth T — f\CPOSA A.\cm 0A .f\CPZDA .'C\CPSOA ,.xpsosA I.\CMZDA f\CM30A
Material Group (N/mm?) (HB) Min Max | Min Max Min Max | Min Max | Min Max | Min Max | Min Max
1RGN, BER <600 <180 250 500 | 200 450 | 180 400 | 160 360
e <950 <280 225 360 | 200 320 | 150 300 | 100 240
Lol St 700-950 200-280 | 120 320 | 90 300 = 75 270 | 60 200
BEENW 950-1200 280-355 | 120 240 | 100 225 | 75 180 | 50 150 | 80 125 @ 60 100 | 50 80
High-alloyed Steel 1200-1400 355-415 | 60 80 55 75 40 60 - = 75 100 | 40 75 - =
ff,st:fmc 675 200 120 240 | 150 240 | 125 225
M Dupﬁ Eﬁfimel 778 230 100 160 | 125 160 | 105 150
;’E.?;‘E,fgifﬂ 1013 300 80 150 | 120 150 | 100 125
GZ,E,—E“;?”,“ 700 220 270 500 | 240 450 | 225 400 | 200 360 | 180 240
N[,ﬁ??ﬁm 880 260 240 500 | 200 450 | 180 400 | 160 360 | 160 200
Ma..iﬁ%ﬁ,m 800 250 225 360 | 200 320 | 150 300 | 100 240 | - =
;‘Cobalt%i?lfy,’ ﬁﬁﬁai Alloy 1100 250-320 45 90 40 75 - -
ﬁmﬁﬁ]w 1260 370 40 80 30 60 - -
Aluminum 260 75
Alurﬁfnﬁlloy Gl 130
Hardened Steel - 50-60HRC 30 45
Harﬁtiﬁg Iron - 55HRC 30 40
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Cutting Tool Technology

fIi& - Loong FE&R%I - IER! SC TR SCMT (90° Positive)

Series L IC S
SC**09T3 9.525 9.525 3.97
SC**1204 12.7 12.7 476

AHNO Loong Series-Positive Insert SC Series

M S
» >
> > >
SCMTO9T304-PFA 0.4 006-0.24 03-30
-PFA @ SCMTO9T308-PFA 0.8 0.08-028 06-3.0
SCMT09T304-PMA 0.4 006-025 0.4-3.0
-PMA @ SCMTO09T308-PMA 0.8 0.10-035 0.8-35 L ® L]
SCMTO09T308-PRA 08 020-040 15-40
-PRA 5 SCMT120408-PRA 0.8 020-040 15-45 [ ]
SCMTO09T304-UFA 0.4 0.15-0.30 0.4-3.0 ®
_UFA @ SCMTO09T308-UFA 0.8 0.15-0.50 0.8-3.0 ®
SCMT120408-UFA 038 0.15-0.50 0.8-4.0 ®
| ! SCF‘IZOM 2-UFA 12 0.15-0.50 _ 1.2-40 L]
SCMT09T304-USA 0.4 0.15-030 03-3.0 L4 L] L4
SCMTO09T308-USA 0.8 0.15-035 05-3.0 L] L] L
-USA SCMT120404-USA 0.4 0.15-030 0.4-4.0 L4 ® L4
SCMT120408-USA 0.8 0.15-0.30 05-40 L] e L4 ®
SCMT120412-USA 1.2 0.15-0.45 0.8-40 ° ® L
SCMTO09T308-URA 0.8 020-040 15-40
-URA SCMT120408-URA 0.8 020-040 15-45
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Cutting Tool Technology

TCMT (60° Positive) BIi& - Loong BERFI - IERE TC T/

Series L IC S AHNO Loong Series-Positive Insert TC Series
TC**06T1 6.87 3.97 1.98
TC**0902 962 556 238 ){D/g
TC**1102 11.0 6.35 2.38
TC**16T3 165 9.525 397 d
=S
= Al
ES
Ll
—|
C
X
= Z
2 2
8 o)
b=
TCMTO06T102-PFA 02 004-012 02-15 e
TCMT06T104-PFA 04  004-012 03-20 . [ ]
TCMT090204-PFA 04  006-023 03-25 ° ° °
-PFA TCMT110204-PFA 04  006-024 03-30 o [ ] .
TCMT110208-PFA 08  008-028 06-30 . (] L]
TCMT16T304-PFA 0.4 0.06-024 03-30 L] L] L] L
TCMT16T308-PFA 08  008-028 0.6-30 o ° . .
TCMT110204-PMA 04  004-024 03-25 °
-PMA TCMT110208-PMA 08 010-030 0.6-30 ° .
TCMT16T308-PMA 08 010-035 08-35 ° (] .
TCMT16T308-PRA 08  015-040 1.0-40 ° ® ]
-PRA TCMT16T312-PRA 1.2 015-045 15-45 . °
14| 2% Cutting Parameters Ve(m/min.)
ACPO5A ACP10A ACP20A ACP30A APSO05A ACM20A ACM30A
waE RHEER ppmm
IS0 Material Group Te"s('r'ﬁ':tn"?)'“g"h (HB) Min  Max | Min Max | Min Max | Min Max | Min Max Min Max | Min Max
EEH , BER <600 <180 | 250 500 @ 200 450 | 180 400 | 160 360
e iten P e et g Bt <950 <280 225 360 | 200 320 | 150 300 @ 100 240
s 700-950 200-280 | 120 320 | 90 300 | 75 270 & 60 200
Baem 950-1200 280-355 | 120 240 | 100 225 | 75 180 50 150 | 80 125 60 100 | 50 80
High-alloyed Steel 1200-1400 | 355-415 | 60 80 | 55 75 | 40 60 = = 75 100 40 75 = =
247 ¥
e 675 200 120 240 150 240 | 125 225
AR BN
M Duplex Stainless Steel 778 230 100 160 125 160 | 105 150
STURTE R EN
A 1013 300 80 150 120 150 | 100 125
G?SYE'E &,mn 700 220 270 500 | 240 450 | 225 400 | 200 360 | 180 240
KB
i 880 260 240 500 | 200 450 | 180 400 & 160 360 | 160 200
Ma,,fjﬁﬁ*;f,m 800 250 225 360 | 200 320 @ 150 300 | 100 240 | - =
wEEE , RESR
s, Cobalt Bas(:lAIIDy. NickelnBase Alloy| 1100 250-320 45 90 40 75 B B
o Aﬁ
Tt Aloy 1260 370 0 80 30 60 | - -
Aluminum 260 75
BEE
Alumin:m Alloy 447 130
Hardened Steel = 50-60HRC 0 45
Hardened Cast Iron - 55HRC 30 40
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Cutting Tool Technology

fIi& - Loong BER% - ERY TC 71/

TCMT (60° Positive)

AHNO Loong Series-Positive Insert TC Series Series L IC S
TC**06T1 6.87 3.97 1.98
){0 /4\ TC**0902 962 556 238
TC**1102 11.0 6.35 2.38
.S z TC**16T3 16.5 9.525 3.97
e
Q‘_o
L S
s v s
= a3 3 s
> > > >
TCMT110204-UFA 0.4 0.15-024 04-20 L ] ([ ] [ ]
-UFA TCMT16T304-UFA 0.4 015-0.24 0.4-30 L4 L] L 4
TCMT16T308-UFA 0.8 015-0.30 08-30 LJ L] Ld
TCMT110202-USA 0.2 0.08-0.12 02-20 L] ® L ]
TCMT110204-USA 0.4 015-0.24 02-20 L L] L]
-USA TCMT110208-USA 0.8 015-030 05-25 L ] L] L
TCMT16T304-USA 0.4 0.15-0.24 0.3-30 L] ® L
TCMT16T308-USA 0.8 0.15-030 05-30 L] L] L
TCMT16T308-URA 0.8 0.15-0.40 1.0-40
-URA
1148 Cutting Parameters Ve(m/min.)
ACPO5A ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
IS0 ko o oy TECHEEE
Material Group (N/mm?) gt (HB) Min  Max | Min Max @ Min Max | Min Max | Min Max | Min Max | Min Max
(B BEW <600 <180 | 250 500 | 200 450 | 180 400 | 160 360
LA G T K1 T oTR S <950 <280 225 360 | 200 320 | 150 300 | 100 240
B
Luwﬁlﬁﬁﬂ;me, 700-950 200-280 120 320 | 90 300 | 75 270 & 60 200
Ea4W 950-1200 280-355 | 120 240 | 100 225 | 75 180 | 50 150 | 80 125 | 60 100 | 50 80
High-alloyed Steel 1200-1400 355-415 | 60 80 | 55 75 | 40 60 - = 75 100 | 40 75 B -
BEBTER 675 200 120 240 | 150 240 | 125 225
M Dupfe‘% fﬁfjfisme, 778 230 100 160 | 125 160 | 105 150
ﬁ?f:ﬁzfﬂ 1013 300 80 150 | 120 150 | 100 125
Gmn 700 220 270 500 240 450 225 400 200 360 180 240
Nnﬁf?j o 880 260 240 500 | 200 450 | 180 400 | 160 360 | 160 200
Ma,,ij,ﬁgcft - 800 250 225 360 | 200 320 | 150 300 | 100 240 & - =
HESE WEESE
. Cobalt Base':lluy. NickelnBase Alloy| 1100 250-320 45 90 40 75 B -
s e 1260 370 40 80 | 30 60
Titanium Alloy - -
Aluminum 260 75
BEs
Alumin?m Alloy 447 130
- agen % Steel = 50-60HRC 30 45
Rk
Hardened Cast Iron - 55HRC 30 40
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Cutting Tool Technology

h IJ
VBMT/VCMT (35° Positive) fIiE - Loong FERYI - IER! VB 71/
Series L IC S AHNO Loong Series-Positive Insert VB Series
VB**1102 111 635 238
VB**1103 111 635 318
2%
VB**1604 16.6 9.525 476 I \ T“
Ic . O
] L=
& Hl
L ES
%l
=
P %
M s E
g 8 £ 2
VBMT160404-PFA 04  006-020 03-25 e o o o
-PFA
VBMT160404-PMA 0.4 004-020 02-28 ° [ ]
-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 | o
-PRA VBMT160408-PRA 08 015-035 10-36 o o
VBMT160412-PRA 1.2 015-040 12-36 ° [ ]
VBMT110204-UFA 0.4 015-020 04-20 °
VBMT160404-UFA 04  015-020 04-20 o o .
-UFA
VBMT160408-UFA 08 015-030 08-30 ® e ® e o .
VBMT160412-UFA 12 015-030 12-30 o o o
VBMT110302-USA 02  007-010 02-20 . °
VBMT110304-USA 0.4 015-020 04-20 L] [ ) [} [ ]
VBMT110308-USA 0.8 015-025 08-25 L ] [ ] [
-USA VBMT160402-USA 02  007-010 02-20 o o o
VBMT160404-USA 04  015-020 04-20 e o .
VBMT160408-USA 08 015-030 08-25 ® e o e e e .
VBMT160412-USA 12 020-040 12-30 o o °
VBMT160404-URA 0.4 0.15-0.20 08-3.6
-URA VBMT160408-URA 0.8 015-035 10-36
VBMT160412-URA 12 015-040 12-36
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[Ii& - Loong BER%I - IERU VC TI R/ VCMT (35° Positive)

Series L IC S
VC**1103 11.1 6.35 3.18
VC**1604 16.6 9.525 476

AHNO Loong Series-Positive Insert VC Series

&
H
F
Ll
-
(=
2 M
z I
@ s | B &
> >
VCMT110304-UFA 0.4 0.15-020 04-20 (] [ ] [ ]
VCMT110308-UFA 0.8 0.15-025 08-20 [ ] [ ] L ]
-UFA
VCMT160404-UFA 0.4 015-020 04-20 [ ] ° °
VCMT160408-UFA 0.8 0.15-0.30 0.8-3.0 e L ®
VCMT160404-USA 0.4 0.15-0.20 0.4-20 ° (] [
-USA VCMT160408-USA 0.8 0.15-0.30 08-25 o L] ®
1148 Cutting Parameters Ve(m/min.)
ACPO5A ACP10A ACP20A ACP30A APSO5A ACM20A ACM30A
150 i renste scrangen PR
Material Group (N/mm?) gt (HB) Min Max | Min Max Min Max Min Max Min Max | Min Max | Min Max
{EBRIN , RN <600 <180 250 500 | 200 450 180 400 160 360
e e <950 <280 225 360 | 200 320 | 150 300 | 100 240
BaeW
e e e 700-950 200-280 120 320 | 90 300 | 75 270 | 60 200
=AW 950-1200 280-355 120 240 100 225 75 180 50 150 80 125 60 100 50 80
High-alloyed Steel 1200-1400 355-415 60 80 55 75 40 60 - = 75 100 40 75 = -
R :F E J 675 200 120 240 150 240 125 225
M Dupg S(iﬂess Steel 778 230 100 160 125 160 105 150
STEE AR
rhymateli i 1013 300 80 150 | 120 150 | 100 125
RO%%
o 700 220 270 500 | 240 450 | 225 400 | 200 360 | 180 240
KRB
NGHaLE S an 880 260 240 500 | 200 450 @ 180 400 | 160 360 | 160 200
TR
el 800 250 225 360 | 200 320 | 150 300 | 100 240 & - =
&%
Cobalt Base Alluy NICkE!| Base Alloy 1100 250-320 45 90 40 75 - -
Tltanlum AIon 1260 370 40 80 30 60 = =
Alummum 260 75
HaE
Alumlnum AI]uy 447 130
Hardened Steel - 50-60HRC 30 45
Hardened Cast Iron - 55HRC 30 40
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Cutting Tool Technology

Positive) Izi.ﬁﬁ = LOOI‘Ig EE%?IJ = Eﬂﬂﬁ

AHNO Loong Series-Positive Inserts

*
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Cutting Tool Technology

fTi& - Loong EERFI - IERTI R Positive

AHNO Loong Series-Positive Inserts
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Cutting Tool Technology

kBT R an 2

Milling-Code System

Milling Insert Name Code

HEHIFATIRAIT] F 1R ER 1SO 1832 #R AR R S 52EA

Turning Inserts according to ISO 1832 Standard Code System

w1
Example 1:

H N

G X 09 06 ANSN

1 2 3 4 5 6 7
1. IR 3. A%
1. Insert shape 3. Tolerance
g #S RAFLE (mm) d " :
Shape Symbol Tolerance
+ + +
A v A +0,025 +0,005 +0,025
I : t c +0,025 +0,013 +0,025
B o O ; E  +0,025 +0,025 +0,025
- F +0,013 +0,005 +0,025
c P O X G +0,025 0,025 £0,130
T b, H +0,013 +0,013 +0,025
b <& r O 1 :
J +0,05-0,15 +0,005 +0,025
A\ 1 2
e @§ : K'  £0,05-0,15" | +0,013 +0,025
~<d>m L' +0,05-0,157 | +0,025 +0,025
H <:> T M +0,05-0,15* | +0,08-0,20° = +0,130
” I:' N +0,05-0,15° +0,08-0,20° +0,025
K ﬂ ¥ e e U +0,08-025 | +0,13-0,38° | 0,130
L w
R B k= (=1iti o L PR S R R (RSO 183247

The insert has finishing minor cutting edge

2. 5/ 4, J1R INTFOEEFHE
2. Relief Angle 4. Insert Machining and Figure

Tolerance is different by insert size. Please see 1SO 1832

\
\
s
F \ B = 40-60
T |
B FETRUTRNESR
E :j ; IR
G U 30° ¢ B = 40-60° X detmed deserpon o resaed
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Milling-Code System

ivo EEIES

Cutting Tool Technology

$RHEIT] a2

- M5

8
5. IHIZRE

5. Cutting Edge Length " EHIHAE (00) Inch

T ERAR Insert Shape

MEEEd
IC Diameter d
<1 1 < d | o> |- >
o | BT | A [ e | | | me s | [ me | | [ =@ | | | wE |
Inch Size Size Size Size Size Size Size
3,97 5/32 06 6,9
5 0,197 05 03 3,8
5,56 7/32 09 8
6 0,236 06
6_,35 2/8 06 6,_4 07 7:7 06' 1 11 11 11 04 4_,_3
8 0,315 08 05 5,2

9,525 | 3/8 09 9,6 1" 11,6 09' 09 9.5 16 16,5 16 16,5 06 6,5
10 0,394 10

12 0,472 12
12,7 4/8 12 12,9 15 15,5 12' 12 12,7 22 22 22 22,1 08 8,7
15,875 | 5/8 16 16,1 15 15,8 27 27 10 10,8
16 0,63 16
17,46 | 11/16 12 11,6
19,05 6/8 19 193 19' 19 19,0
20 0,787 20
25 0,984 25
254 8/8 25 258 25’ 25 254
32 1,26 32

7-1, NREBFE

7-1. Corner Radius

7-2, ¥R 7-3, BB G M@

7-4, Y1 TDRZAR

7-2. Cutting Edge Angle 7-3. Wiper Edge Relief Angle 7-4. Cutting Edge Shape 7-5.Feed Direction

Milling Insert Name Code

6, NREE

6. Insert Thickness

[EE s(mm)

Thickness

@ . <j E»
=)
@
w
®

T3 397
04 476
05 556
06 635
07 794
09 952

7-5, {IHIAE

Bl %42 r(mm) s B %5 Bl
Shape Radius Symbol Angle Symbol Angle Symbol Figure Symbol Figure
- W
02 0,2 R -~ R
A 45° P 11
04 0,4 :j
D 60° D 15° £ |
/O\ 08 0,8
W L L o
= 1.2 E 75° E 20° |
T
16 1,6
F 85° F 25°
24 2,4 D N - ﬁ ﬁb
AT AH o Besiee > R =
Mo HEZRY Otherg:]jétllensg Edge Relief Angle
For metric diameter
@ EFE&iEA mm
00 HEREZERY

For inch diameter
converted to mm




Cutting Tool Technology

%ﬁﬁﬂﬂﬁ'ﬁ%fﬂ‘.mu Milling-Code System

Milling Insert Name Code
ERNE

Chipbreaker Introduction

w1
Example 1:
8 8-1 8-2
8. ERIRS|
8. Type Index

SEHIER TAFRE & EYRER SRR TATRE &Y RER

Milling Chipbreaker Edge Geometry Chipbreaker Description Milling Chipbreaker Edge Geometry Chipbreaker Description
, I| [ ¥t 7Y
2 EYIMIM IR e ACERERE
Light Cutting Chipbreaker CuttlncghliE’;ﬂErianggrndlng
. FBES s
s \\ R s Y\ st
& . - niversal High Stren
Raiighiiess Ficst Machining Chipbreaker
& il
= : = utting Edge Negative
Law Resistance Chamfered Chipbreaker
BAPEMT BAPEEENT
-M5 General Medium -M7 General Medium & High
Machining Strength Machining
8-1, {EES 8-2, NS
8-1. Chipbreaker Code 8-2. Function Code
s Rig =
Symbol Application Symbol
FEINT
- 2
F Finishing
BE1H / TEI ARk 4
Light Cutting / Cutting Strength First
s ML 5
Semi Finishing
hEMT
M Medium Machining 6
BT
. 7
R Roughing
Fin st
Service Life First
H EL]
Heavy Machining
W Wiper {&¥£7)
Wiper Edge
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Cutting Tool Technology

Milling-Code System iﬁﬁ“ﬂﬁ'ﬂéﬁg iﬁl')"JJ

Milling Insert Name Code

HEEFS i8R #1E
Function No. Description Details
1 AHNO [Ti&
C BEES +CVD Vv SEME +PVD
Carbide +CVD Cermet +PVD
p BRAS +PVD | RIEBE
HER Carhide + PVD Zi;;;eramics
REAB B CBN w HEZ ,
2 Basi . Whisker Ceramics
asic Materials & — -
Coating Code EESETRE
D PCD N Cemented Carbide
Uncoated
- SmIE
Cermet
p %m " XM A1R
Steel Hard-to-machine Materials
i w | R g EuH
First Recqmn_’lended Stainless Steel Hard Materials
3 Application -
" e q B
Castlron General
N HESRE
Nonferrous Metals
ISO Rz 5B El
ISO Application Range it e - L 2 3 45
4 Wear Resistance { "‘"””-7777——77,_,,,,_7777_7777_77
7 [ —_—————
RIRILED 3 =
Generation Code oughness
5 RIS
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Cutting Tool Technology

%ﬁﬁ“ﬁg iﬁlm'l Milling-Code System

Milling Name Code

1
Example 1:

M1 1 45 F - HNO9 N - D100 - B40 L - 29 - L70 - C

1 2 3 4 5 6 7 8 9 10 11 12
[ I
FRERIS
Product Series No.
1. JRFm A5 2, X 3. R (Kr) 4, JI7I3EE
1. Product Series 2. Generation 3. Cutting Edge Angle 4. Cutting Edge Type
IHEIA R3S FEIUER 8E fAE Lo AT
Cutting Method  Series Number Method Value Angle Symbol Micro Adjusting Edge
EE HHRUATT)
MY Face Milling ol 20 %0 F  with Micro Adjusting
BRBHT — Edge
MS  shoulder M2 88 £3 5.71R
Mllllng 5. Insert
(RIS 75 75 '
nsert Type
1hf
ME Profiling b oY 60 6. TR
=& 6. Milling Cutter Type
MD  Three-side M5 ) ) ®= BRI
Edge Symbol Wedge Milling Cutter
BEHT] : : BRI R
MT Thread M6 N with Wedge Milling
Milling - Cutter
15 15
e g i 7. 5
Chamfer

BNk 7. Diameter

FKBE 00 Circular p
Corn Milling M3 Insert Tﬂﬁﬁi,

8. &0 9. tIHIAMm 10. 5%
8. Interface 9. Cutting Direction 10. Number of Teeth
Symbol Connection Method Symbol Rotation Direction Milling Cutter Number of Teeth
B fe b HF(RE)
Arbor Right-hand (Default) 1. ﬁg
1. L th
" B i EF o
Weldon Left-hand RRIRE
Special Length
A B
Cylindrical 12, Eith
" BN 10. Number of Teeth
Threading Interface i) £
Symbol Type
HRE
C With internal
coolant
= AERE
U %*'W'E d Without internal
AT coolant
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Cutting Tool Technology

Milling-Code System %ﬁﬁ“ﬁg iﬁ'.'J"JJ

Milling Name Code




ol o EE]

Cutting Tool Technology

fTi& - Loong REFRF! - $HIM & Milling Grades

AHNO Loong Series-Milling Materials
HEHIMR—E

Milling Materials Overview

HREIFEL R
Turning Materials Application

o T4 i FSE
HEEIM R 1SO 285 RELZ Workpiece Material Group Application Range AR

- . Coating —
Milling Materials| 1SO Grou Technology Description
] p e m * * il Bl s 3 p

HUERME, SREEEESTRNERE, =
P15-pas ® T REMAEIIEES, AT RS
ACP25A cvD

i, THERSZREENNALE.,

Milling general materials and high-strength
matrix with medium-temperature chemical
coatings achieve a balanced combination of wear
resistance and toughness, which are used in the
machining of steel and cast iron, especially for
high linear speeds cutting applications.

K20~K30 o

SN GEIMER, BERIFIMEENE, TIZN
BTSN, REURABERE, =REMSKEL
RENIE,

P25~P35 [ ]

APP25A M20~M30 PVD . The multifunctional milling material with good
thermal stability is widely used in all kinds of steel,
ductile iron and stainless steel materials, the best

K25~K35 O choice for general milling.

SINREMIFEIME, RESTMENERLIR AL
YEERERAR, RS RAIBIN LI, KA
BRI RIFIICIEN, BHESTH. FHENLR
B MENN TAR B9 HDE,

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.

P30~P40 o

APU35A  M25-M35 | pyp ®

O UL

$20~530 qd )

@ £—it% 19 choice (P E—#FEF 2™ choice
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Cutting Tool Technology

Milling Grades falig - Loong e Ry - BEHIH R

AHNO Loong Series-Milling Materials

HEIMER—R

Milling Materials Overview

vz E S

HEhn THtela JEHME REXR Application Category

Work Material Group Tool Material  Coating Class 15 25
|
|
L wms
s
\

- ?ﬁb‘:.'dﬁ PVD ( APP25A )
M *W arpidae }
Stainless Steel BEAS R
Carbide PVD ( ARUSBA )
BRERE®

Carbide cvb

|
|
iy o mesa
Carbide Vb
s L AeussA
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Cutting Tool Technology

quﬁ = Loong EE%?U = iﬁﬁﬂﬁi Milling Contents

AHNO Loong Series-Milling Catalog
CEVLES

Alloy Insert Series

Sﬁi;eus M1345-HN06 M1345-HNO09 M1345-ON06 M2390-TN11 M2390-SX09 M2390-SX12

e
Lt P.50 P.52 P.54 P.56 P.60 P.62
Page
4 =k 45° 45° 43° 90° 90° 90°
Cutting Edge Angle
=
, ﬁkm',* 3.0 5.0 40/7.0 5.0 8.0 10.0
Maximum Cutting Depth
5 BiEEE 25~125 50~-315 50~250 18-63 20~125 50~160
Diameter Range
o @ O © 9 § @
Insert ‘
HNO0604 HNO0906 ONO0605 SN1705 TN1104 SX09T3 S$X1205

e | =P | v v v v v v

Face Milling

Pl =ts ~Z
Shoulder Milling @ \ \ \
L

HH5E
Slot Milling

G
sk —
Slope Milling -?

=

SRHEHEA K
Spiral
Interpolation
Milling

uonedddy HiE

1@t
Plunge Milling

AR = B
Profiling Milling
r—

L :
Chamfer Milling | (1 1

BUSHR
Cavity Milling

48



o EEIEES

Cutting Tool Technology

Milling Contents falig - Loong BERY - SEHIBR

AHNO Loong Series-Milling Catalog

CEVANES

Alloy Insert Series

Sﬁiyeus M2390-X010 M2390-XO016 M1300-RC10 M1300-RC12 M1300-RC16 M1300-RC20
. P.64 P.66 P.68 P70 P72 P74
Page
i i _— . .
Cutting Edge Angle
=
‘ ﬂkﬂ]{* 9.0 15.0 5.0 6.0 8.0 10.0
Maximum Cutting Depth
ZEE
Lo 16~50 25-160 25~66 40~100 63~160 80~-160

Diameter Range

y ¥y g © © © @

Insert
X01003 X01606 RC10T3 RC1204 RC1606 RC2006
moIEp| v v v NN i
Face Milling .f %
51
B J J =
shoulder Milling | (=7 =
2
(A]
g
Slot Milling l.-{?’ \ v

b33

—
Slope Milling =
R
> YRR =
B Spiral —
g Intergolation ‘-‘fg \j \/ \j \/ \/ \/
S Milling
e
o
® b33
-
Plunge Milling ‘”i?

ARz

Profiling Milling \'ﬁw
=
(7

s
Chamfer Milling

BURBSE
Cavity Milling

49



Cutting Tool Technology

P& - Loong BERY - 45°E (RAEIHE7]

M1345-HNO6 Series

AHNO Loong Series-45°Cutting Edge Angle Face Milling

< B > it Arbor

< W > fliE Weldon

LP

47 Unit: mm
| " Y | me
Series W BsS Type 11 L Number of Internal
Teeth Coolant
M1345-HN06-D025-W25-22-C 42 99 3.0 2 B Yes
HN0604 M1345-HN06-D032-W32-Z3-C 32 39.3 32 42 103 3.0 3 B Yes
] 0 a8 | me
Series B &"‘5" Type Dc Da d1 L apmax Number of Internal
Teeth Coolant
M1345-HN06-D040-B16-Z5-C 40 473 16 40 30 5 E Yes
M1345-HN06-D050-B22-Z4-C 50 57.3 22 40 3.0 4 B Yes
M1345-HN06-D050-B22-Z6-C 50 57.3 22 40 3.0 6 B Yes
M1345-HN06-D063-B22-Z6-C 63 70.3 22 40 3.0 6 A Yes
M1345-HN06-D063-B22-728-C 63 703 22 40 3.0 8 B Yes
HNO0604
M1345-HN06-D080-B27-Z7-C 80 86.8 27 50 3.0 74 E Yes
M1345-HN06-D080-B27-Z10-C 80 86.8 27 50 3.0 10 B Yes
M1345-HN06-D100-B32-Z8-C 100 107.1 32 50 3.0 8 B Yes
M1345-HN06-D100-B32-Z12-C 100 107.1 32 50 3.0 12 B Yes
M1345-HN06-D125-B40-Z10-C 2% 132.2 40 63 30 10 B Yes
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Cutting Tool Technology

M1345-HNO6 Series fai& - Loong FERYI - 45°F{RAE %]

IC d S AHNO Loong Series-45°Cutting Edge Angle Face Milling

HNO604 105 37 476
/ 4
d
L
S

XN0604

M
Series 5 g
£ S
HNGX0604ANSN-F5 = 11 (] [ ] ® ([ ] ® [ ] [ ] @
-F5 .
HNGX0604ANSN-M5 # 0.8 ([ ] L [ ® [ [ ] [} L J
-M5 Ju
HNGX0604ANSN-R5 = 0.8 [ ] [ ] L] [ ]
-R5 2
XNGX0604ANSN-W5S 2 415 (] L] [ ] [ ] (]
-W5
s
Number of D25~D32 D40~D125
W nmﬁfﬁgﬂ AF9021 (Torx 09IP) - 2.0 Nm AF9021 (Torx 09IP) - 2.0 Nm
% HRF
Flag-shaped Wrench ArepI0-ToRIP
@ fHRLFARTF
Key-shaped Wrench AFa020-TORIP
=t
i D40 D50~D63 D80 D100 D125
& B AF5111 AF5112
Hexagon Socket Bolt
@ TR AF5201 AF5202 AF5203
Cross Bolt
+FIBRIRTF
/ Cross Bolt Wrench AF6201 AF6202 AF6203

=R

&
%
=
B
=
(9}
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Cutting Tool Technology

fli&E - Loong BERY - 45° = (mfAmEET] M1345-HNO09 Series

AHNO Loong Series-45°Cutting Edge Angle Face Milling

< B > it Arbor < B > &% Arbor

— = 50mm - 125mm | 160 mm - 315mm
@ @ 4 Unit: mm

Series B BE Type Dc Da d1 L apmax Nu‘lfti&;of |Eﬁ|
| Teeth Coolant

M1345-HN09-D050-B22-Z4-C 50 61.7 22 40 5.0 4 B Yes
M1345-HN09-D063-B22-Z6-C 63 747 22 40 5.0 6 B Yes
M1345-HN09-D080-B27-Z6-C 80 91.7 27 50 5.0 6 B Yes
M1345-HN09-D080-B27-Z8-C 80 91.7 27 50 5.0 8 B Yes
M1345-HN09-D100-B32-26-C 100 111.7 32 50 5.0 6 E Yes
M1345-HN09-D100-B32-Z8-C 100 111.7 32 50 5.0 8 B Yes
M1345-HN09-D100-B32-Z10-C 100 111.7 32 50 5.0 10 B Yes
M1345-HN09-D125-B40-Z6-C 125 136.7 40 63 5.0 6 A Yes

HNO0206 M1345-HN09-D125-B40-Z8-C 125 136.7 40 63 50 8 B Yes
M1345-HN09-D125-B40-Z10-C 125 136.7 40 63 5.0 10 E Yes
M1345-HN09-D125-B40-Z12-C 125 136.7 40 63 5.0 12 B Yes
M1345-HN09-D160-B40-Z8-C 160 171.7 40 63 5.0 8 B Yes
M1345-HN09-D160-B40-Z12-C 160 171.7 40 63 5.0 12 B Yes
M1345-HN09-D160-B40-Z14-C 160 1717 40 63 5.0 14 B Yes
M1345-HN09-D200-B60-Z10-C 200 211.7 60 63 5.0 10 B Yes
M1345-HN09-D250-B60-Z14-C 250 261.7 60 63 5.0 14 E Yes
M1345-HN09-D315-B60-Z16-C 315 326.7 60 80 5.0 16 B Yes
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Cutting Tool Technology

M1345-HNO9 Series fai& - Loong FERYI - 45°F{RAE %]

IC d S AHNO Loong Series-45°Cutting Edge Angle Face Milling

HN0906 165 49 635
/ 4
d
L
S

XN0906

| -.

Series

® VSZddv
® VvseEndv

HNGX0906ANEN-F1 - 15 L ] ® ® ®
HNGX0906ANSN-F5 - 1.2 ® [ ] { J [ ] [ ] [ ] [ ] [ ]
HNGX0906ANSN-M5 - 1.2 o [ ] ® o [ ] ® ® ®
4
HNGX0906ANSN-R5 - 1.2 o [ ] [ ] [ J ® ® ® ® %
5l
=
XNGX0906ANSN-W5 - 75 [ ] [ ] [ ] [ ] [ ) r-:
(i
=
()

D50~D160 D200~D315

Number of

T1 R R9RET

Insert Locking Screw

AF9022 (Torx 15IP) - 5.0 Nm AF9022 (Torx 15IP) - 5.0 Nm

Key-shaped Wrench AFB0RO-TI5IP

$RET]

Screwdriver

g
4ﬁ§ ARFARTF
#

AF8030-T15IP

&t D50~D63 D80 D100 D125

Spare Part

M7 AR

T —— AF5112 AF5114 AF5115 AF5115 AF5115

+Fige
Cross Bolt
TFIERIRTF
Cross Bolt Wrench
RSt
Internal Coolant End AF5311 AF5312 AF5313 AF5314
Cover
IS SR A AT

Lock the End Cover
with the Hex Socket AF5121 AF5122 AF5122 AF5123

Screw
InERERNARTE

Lockthe.End AF6100-05 | AF6100-07 | AF6100-07 | AF6100-07
Cover with the Hex
Wrench
##sL
Plug

AF5201 AF5202 AF5203

AF6201 AF6202 AF6203

O\ % 0]es

AF5501
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Cutting Tool Technology

P& - Loong BERY - 43°E(RAHE#ET]

M1345-ON06 Series

AHNO Loong Series-43°Cutting Edge Angle Face Milling

&\

Series B

ONO0605

< B > it¥h Arbor

d1

< B > il Arbor

d1

Y : @ ) N3
- Dc
Da
50mm - 125mm 160 mm - 250mm
47 Unit: mm
}d ke

BIE Type Dc Da d1 L apmax | numberof | Internal

Teeth Coolant

M1345-ON06-D050-B22-Z4-C 50 60.8 22 40 40 4 B Yes
M1345-ON06-D050-B22-Z5-C 50 60.8 22 40 40 5 A Yes
M1345-ON06-D063-B22-Z5-C 63 738 22 40 40 5 A Yes
M1345-ON06-D063-B22-76-C 63 738 22 40 40 6 A Yes
M1345-ON06-D080-B27-Z6-C 80 90.8 27 50 40 6 A Yes
M1345-ON06-D080-B27-Z8-C 80 90.8 27 50 40 8 A Yes
M1345-ON06-D100-B32-Z8-C 100 1108 32 50 40 8 A Yes
M1345-ON06-D100-B32-Z10-C 100 110.8 32 50 40 10 A Yes
M1345-ON06-D125-B40-Z8-C 125 135.8 40 63 40 8 A Yes
M1345-ON06-D125-B40-Z10-C 125 135.8 40 63 40 10 A Yes
M1345-ON06-D125-B40-Z12-C 125 135.8 40 63 40 12 A Yes
M1345-ON06-D160-B40-Z8-C 160 170.8 40 63 40 8 B Yes
M1345-ON06-D160-B40-Z12-C 160 170.8 40 63 40 12 A Yes
M1345-ON06-D160-B40-Z14-C 160 170.8 40 63 40 14 A Yes
M1345-ON06-D200-B60-Z12-C 200 210.8 60 63 40 12 A Yes
M1345-ON06-D200-B60-Z16-C 200 210.8 60 63 40 16 A Yes
M1345-ON06-D250-B60-Z14-C 250 260.8 60 63 40 14 A Yes
M1345-ON06-D250-B60-Z18-C 250 260.8 60 63 40 18 A Yes
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Cutting Tool Technology

M1345-ON06 Series fai& - Loong FERYI - 43°F{RAE %]

IC d S AHNO Loong Series-43°Cutting Edge Angle Face Milling

SN1705

BS s

M
Series g g
£ 5
ONMX060508SR-F5 0.8 0.75 (] [ ] ® ® [
-F5
ONMX060508SR-M5 0.8 0.75 [ J [ J L ] [ ] [ ] [ ] [ ] L ]
ol
ONMX060508SR-R5 0.8 0.75 [ ] ] [ ] ([ ] L] [ ] ([ ] [
- O
i
ONMX060508SR-W5 0.8 43 (] L] ([ ] [ ] (] %
-W5 =
5l
=
SNMX170508SR-M5 0.8 0.7 [ ] [ J e [ ] L ] [ ] [ ] [ ] —
-
&
SNMX170508SR-R5 0.8 0.7 [ ] [ ® ([ ] [} [ ] o ®
i
Number of D50~D160 D200~D315
1]
@ ﬂﬁﬁﬂi.gﬂﬂ' AF9031 (Torx 20IP) - 5.0 Nm AF9031 (Torx 20IP) - 5.0 Nm
Insert Locking Screw
o] ARARF
Key-shaped Wrench il
/y !&ﬁﬂ AF8030-T20IP
Screwdriver
ol D50~Dé63 D80 D100 D125 D160 D200 D250
Spare Part
.
65, mARRE AF5112 AF5113 AF5114 AF5115 AF5115
Hexagon Socket Bolt
. 4 TR AF5202 AF5203
Cross Bolt
TFIBRIRF
% Cross Bolt Wrench AFO00E ARG203
HRIRE
o Internal Coolant End AF5311 AF5312 AF5313
Cover
IR E R AR
Lock the End Cover
@5’ with the Hex Socket AF5121 AF5122 AF5122
Screw
IhEBRANART
Lock the End ] » i
/ Coervilh the Hex AF6100-05 AF6100-07 AF6100-07
Wrench
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Cutting Tool Technology

fIi& - Loong FERFI - 90° X {REBHBHET] M2390-TN11 Series

AHNO Loong Series
90°Cutting Edge Angle Shoulder Millings

< A > E#E Cylinder < W > {llE Weldon
o= = [9] :
A | 5
‘/:3 n ‘j'g, n
L L
7 =
== = P F ==
P .
47 Unit: mm
‘ 0 s | me
Series A BE Type Dc d1 | L apmax | numberof tatarra)
Teeth Coolant
M2390-TN11-D020-A20-22-C 20 20 29 150 5.0 2 B Yes
M2390-TN11-D022-A25-Z3-C 22 25 50 180 5.0 3 B Yes
M2390-TN11-D025-A25-Z3-C 25 25 34 170 5.0 3 A Yes
M2390-TN11-D025-A25-24-C 25 25 34 170 5.0 4 A Yes
M2390-TN11-D030-A32-Z4-C 30 32 50 200 5.0 4 B Yes
M2390-TN11-D032-A32-Z4-C 32 32 37 195 5.0 4 & Yes
M2390-TN11-D032-A32-Z5-C 32 32 37 195 5.0 5 B Yes
M2390-TN11-D035-A32-Z5-C 35 32 80 200 5.0 5 B Yes
: ! D
Series W ﬂ? Type Dc d1 1 L apmax Number of Internal
Teeth Coolant
M2390-TN11-D020-W20-Z2-C 20 20 32 90 5:0 2 & Yes
M2390-TN11-D025-W25-Z3-C 25 25 42 100 5.0 3 B Yes
TN1104 M2390-TN11-D025-W25-Z4-C 25 25 42 100 5.0 4 B Yes
M2390-TN11-D032-W32-Z4-C 32 32 42 110 5.0 4 A Yes
M2390-TN11-D032-W32-Z5-C 32 32 42 110 5.0 5 B Yes




o EEIEES

Cutting Tool Technology

M2390-TN11 Series fii& - Loong FERYI - 90°F{REB S BHET]

IC d L S AHNO Loong Series
TN1104 635 28 11 4.69 90°Cutting Edge Angle Shoulder Millings

IC
a

M
Series g g
el NG
TNEX110404SR-F5 0.4 1.3 (] ® ® ([ ] ®
-F5 ¢
TNEX110408SR-F5 08 0.9 [ ] L [ [ ] [ [ ] [} L ]
-F5 Q
TNEX110404SR-M5 0.4 1.3 [ ] [ o ([ ] L] [ ] [ ] [
-M5 Q
TNEX110408SR-M5 0.8 0.9 (] L] ® [ ] ® [ ] (] ®
-M5 &
%
=
=
=
=
(A]
s
Number of D18~D35 D40~Dé63
1
@ Dﬁiﬁ'i&ﬂﬂ AF9041 (Torx 07IP) - 0.8 Nm AF9041 (Torx 07IP) - 0.8 Nm
Insert Locking Screw
3 HRF
Flag-shaped Wrench AramI0-TerlP
[ ARHARF
Key-shaped Wrench AFSOA0-TRAP

&t

Spare Part

5 AL

Hexagon Socket Bolt AF51T1 AF5112
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Cutting Tool Technology

fIi& - Loong FERFI - 90° X {REBHBHET] M2390-TN11 Series

AHNO Loong Series
90°Cutting Edge Angle Shoulder Millings

< B > it Arbor <M > 484 Thread

d1
d1
ﬁ
]
Q
Dc

E
90°

.l90°

47 Unit: mm

iE A
Series M BE Type Dc d1 L ‘ apmax A
Number of Teeth | Internal Coolant

M2390-TN11-D020-M10-Z2-C 20 M10 26 5.0 2 B Yes
M2390-TN11-D025-M12-Z3-C 25 M12 33 810 3 B Yes
TN1104 M2390-TN11-D025-M12-Z4-C 25 M12 33 5.0 4 A Yes
M2390-TN11-D032-M16-Z4-C 32 M1é6 43 5.0 4 A Yes
M2390-TN11-D032-M16-Z5-C 32 M16 43 5.0 5 A Yes
Series B BE Type Dc d1 L apmax Numffmth mmfi’c{fﬂant
M2390-TN11-D040-B16-Z4-C 40 16 40 5.0 4 A Yes
M2390-TN11-D040-B16-26-C 40 16 40 5.0 6 A Yes
M2390-TN11-D050-B22-25-C 50 22 40 5.0 5 A Yes
TN1104
M2390-TN11-D050-B22-27-C 50 22 40 5.0 7 A Yes
M2390-TN11-D063-B22-26-C 63 22 40 5.0 6 B Yes
M2390-TN11-D063-B22-Z9-C 63 22 40 510 9 B Yes




o EEIEES

Cutting Tool Technology

M2390-TN11 Series fii& - Loong FERYI - 90°F{REB S BHET]

IC d L S AHNO Loong Series
TN1104 635 28 11 4.69 90°Cutting Edge Angle Shoulder Millings

IC
a

M
Series g g
el NG
TNEX110404SR-F5 0.4 1.3 (] ® ® ([ ] ®
-F5 Q
TNEX110408SR-F5 08 0.9 [ ] L [ [ ] [ [ ] [} L ]
-F5 Q
TNEX110404SR-M5 0.4 1.3 [ ] [ o ([ ] L] [ ] [ ] [
-M5 Q
TNEX110408SR-M5 0.8 0.9 (] L] ® [ ] ® [ ] (] ®
-M5 &
%
=
=
=
=
(A]
s
Number of D18~D35 D40~Dé63
1
W Dﬁiﬁ'i&ﬂﬂ AF9041 (Torx 07IP) - 0.8 Nm AF9041 (Torx 07IP) - 0.8 Nm
Insert Locking Screw
3 HRF
Flag-shaped Wrench AramI0-TerlP
[ ARHARF
Key-shaped Wrench AFSOA0-TRAP

&t

Spare Part

& 7 AR

Hexagon Socket Bolt AF51T1 AF5112
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Cutting Tool Technology

P& - Loong BER - 90°E A5 BHT]

M2390-SX09 Series

AHNO Loong Series
90°Cutting Edge Angle Shoulder Millings

< B > i&#) Arbor

d1

h

< W > {li[E Weldon

-
ol o< o
@ %y [®
1
Dc . "
47 Unit: mm
| 5 I
Series A ’:‘é? Type Dc d1 1 L apmax Number of Internal
Teeth Coolant
M2390-SX09-D020-W20-22-C 20 20 32 82 8.0 2 B Yes
SX09T3 M2390-SX09-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 B Yes
iE A
: = ot 'S A2
Series B &? Type s d1 £ Spmax Number of Teeth | Internal Coolant
M2390-SX09-D040-B16-Z5-C 40 16 40 8.0 5 A Yes
M2390-SX09-D050-B22-Z6-C 50 22 40 8.0 6 A Yes
M2390-SX09-D063-B22-Z7-C 63 22 40 8.0 7 A Yes
SX09T3
M2390-SX09-D080-B27-Z9-C 80 27 50 8.0 9 A Yes
M2390-SX09-D100-B32-210-C 100 32 50 8.0 10 A Yes
M2390-SX09-D125-B40-Z12-C 125 40 63 8.0 12 A Yes

60



Cutting Tool Technology

M2390-5X09 Series fii& - Loong FERYI - 90°F{REB S BHET]

IC d S AHNO Loong Series
SX09T3 955 35 397 90°Cutting Edge Angle Shoulder Millings

15°

M
Series g g
el NG
SXMT09T304SR-M3 0.4 1.3 (] ® ® ([ ] ®
SXMT09T304SR-M4 0.4 1.3 [ J [ J L ] [ ] [ [ ] [} L ]
SXMT09T308SR-M5 0.8 0.9 [ ] ] o ([ ] L] [ ] [ ] ®
e
Number of D20~D32 D40~D125
1]
@ Dﬁfﬁgﬂﬁ AF9051 (Torx 09IP) - 2.0 Nm AF9051 (Torx 09IP) - 2.0 Nm
Insert Locking Screw
6 BRAREF
Flag-shaped Wrench AFSOMUIFTORP
[ SAREFZRF
Key-shaped Wrench AF8020-To9IP
=it
kel D40 D50~Dé63 D80 D100 D125
e
o hssenind AF5111 AF5112
Hexagon Socket Bolt
@ TR AF5201 AF5202 AF5203
Cross Bolt
+FERIRF
B/ Crass Bolt Wrench AF6201 AF6202 AF6203

61
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o ERYEE

Cutting Tool Technology

fIi& - Loong FERFI - 90° X {REBHBHET] M2390-SX12 Series

AHNO Loong Series
90°Cutting Edge Angle Shoulder Millings

< B > 5% Arbor < B > il Arbor
d1
d1
e
I -
|
2 | | |
-
| é
, L e ®
Dc Dc
50mm - 125mm ' 160mm
7
> o 2
e .
47 Unit: mm
3 A
. ) = (=] &f( W <
Series B ?h? Type Dc d1 L apmax Number of Teeth | Internal Coolant
M2390-SX12-D050-B22-Z5-C 50 22 40 10 5 B Yes
M2390-5X12-D063-B22-Z6-C 63 22 40 10 6 B Yes
M2390-SX12-D080-B27-Z26-C 80 27 50 10 6 A Yes
§X1205
M2390-SX12-D100-B32-Z8-C 100 32 50 10 8 A Yes
M2390-SX12-D125-B40-Z9-C 125 40 63 10 9 B Yes
M2390-SX12-D160-B40-Z12 160 40 63 10 12 7 No
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Cutting Tool Technology

BIiE - Loong BERY - 90°ERAHIB%T]

AHNO Loong Series
90°Cutting Edge Angle Shoulder Millings

M2390-SX12 Series

IC d S
12.7 44 5

S$X1205

15°

M
Series 5 g
£ S
SXMT120508SR-F5 0.8 = (] [ ] [ ] ® [ ]
5 a
SXMT120508SR-M5 08 = [ ] L L ] [ ] [ [ ] [} L J
) M5 B
SXMT120508PR-R5 0.8 = [ ] ] o ([ ] L] [ ] [} ®
-Rs Q
o
Hl
E
%
=
e =
Number of D50~D160 %
1]
W AR AF9052 (Torx 15) - 3.0 Nm ()
Insert Locking Screw
P AR F
Key-shaped Wrench FER20-TIS
=t
e D50~D63 D80 D100 D125 D160
e,
® eTavelE AF5112 AF5114
Hexagon Socket Bolt
@ Tigie AF5201 AF5202 AF5203
Cross Bolt
+FIBRIRTF
/ Cross Boit Wrench AF6201 AF6202 AF6203
\.EE“;), il AF5510-5X12 AF5510-5X12 AF5510-5X12 AF5510-5X12
Insert Gasket
BRANAELT
@’ Hex Socket Screw AF5401 AF5401 AF5401 AF5401
for Gasket
BRAXRRRTF
/ Hex Wrench for AF6100-3.5 AF6100-3.5 AF6100-3.5 AF6100-3.5
Gasket
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Cutting Tool Technology

fIi& - Loong FERFI - 90° X {REBHBHET] M2390-X010 Series

AHNO Loong Series
90°Cutting Edge Angle Shoulder Millings

< B > it Arbor <A> B Cylinder  <W >{lIE Weldon <M > 84 Thread
d1
I
d1
| e
I d1
@ a
-
-
|
i !
= 90° - 9 90°
i ap ap I ap
iJ Dc Dc
7
=
47 Unit: mm
_ 0 a8 | e
Series A ?tu.? Type Dc d1 | L apmax Number of Internal
Teeth Coolant
M2390-X010-D016-A16-Z2-C 16 16 30 100 9.0 2 B Yes
M2390-X010-D020-A16-Z2-C 20 16 30 100 3.0 2 B Yes
M2390-X010-D020-A20-Z3-C 20 20 30 110 9.0 3 A Yes
X01003
M2390-X010-D025-A20-Z3- 2 2 1 : Ye
XO10T3 390-X010-D025-A20-Z3-C 5 0 40 0 9.0 3 B Yes
M2390-X010-D025-A25-Z4-C 25 25 40 120 9.0 4 B Yes
M2390-X010-D032-A25-Z3-C 39 25 50 120 9.0 3 & Yes
M2390-X010-D032-A32-Z5-C 32 32 50 130 9.0 5 B Yes
. = HE [ h2d
Series W &= Type Dc d1 11 L apmax | numberof Intatral
Teeth Coolant
M2390-X010-D016-W16-22-C 16 16 30 79 9.0 2 B Yes
X01003 M2390-X010-D020-W20-Z3-C 20 20 30 81 9.0 3 B Yes
X01013 M2390-X010-D025-W25-Z4-C 25 25 40 97 9.0 4 % Yes
M2390-X010-D032-W32-Z5-C 32 32 50 11 9.0 5 B Yes
= 7S
: = 5 A2
Senes M i? Type DC d1 L apmax Number of Teeth | Internal Coolant
M2390-X010-D016-M08-Z2 16 M8 25 9.0 2 7 No
X01003 M2390-X010-D020-M10-Z3 20 M10 30 9.0 3 7 No
X010T3 M2390-X010-D025-M12-Z4 25 M12 35 9.0 4 7 No
M2390-X010-D032-M16-Z5 32 M16 43 9.0 5 7 No
= i
. 1 = (=] ﬁ pg <
Series B &? Type D¢ d1 & apmax Number of Teeth | Internal Coolant
X01003 M2390-X010-D040-B16-Z6-C 40 16 40 9.0 6 A Yes
X010T3 M2390-X010-D050-B22-Z7-C 50 22 40 9.0 7 A Yes

g



o EEIEES

Cutting Tool Technology

M2390-XO10 Series fii& - Loong FERYI - 90°F{REB S BHET]
_ AHNO Loong Series

X01003 2.9 90°Cutting Edge Angle Shoulder Millings

il

4O 0@

_/ R216 i/
<

Series BE Type E
5
XOMT100304R-F5 9.1 3.4 0.4 1.8 [ ] ( ] [ ] [ ]
- &
XOGT1003PER-M4 6.7 34 0.8 18 L ] o [ ] [ ] [ ] [ [ [ ]
- &
XOMT100302R-M4 9.1 3.4 0.2 1.8 [ ] ® [ ] [ ] o L]
XOMT100304R-M4 9.1 3.4 0.4 1.8 ([ ] [ ] [ ] ® ® ® %
é XOMT100308R-M4 9.1 34 0.8 1.8 L] [ ] [ ] [ ] [ ] [ ] [} [ %
XOMT100310R-M4& 9.1 34 1.0 18 L ] o [ J [ J [ ] [ ] @ [ ] §|_l
-M4 =2
XOMT100312R-M4 9.1 34 1.2 1.8 L] [ ] [ ] L [ ] [ ] [ ] [ ] r—_
-
XOMT100316R-M4* 7.8 3.32 1.6 - o [ ([ ] [} [ ] [ ] [ ] L ] E
a XOMT100320R-M4* 77 328 20 - [ ] ® [ ] ® ® ® &
XOMT100330R-M4* 75 319 30 - [ ] [ ] [ ] [ ] [} )
y XOMT100304R-M5 9.1 34 0.4 1.6 L] [ ] [ ] [ ] [ ] [ [} )
-M5
# XOMT100308R-M5 9.1 3.4 0.8 1.6 ° [ ] [ ] [ ] [ [ [ ] °
i XOMT100304R-R5 9.1 34 0.4 1.6 [} [ ] [ ] L [ ] [ ] [ ] L ]
-R5 [
@ XOMT100308R-R5 9.1 3.4 0.8 1.6 L] [ ] [ ] [ ] [ ] [ J [} ®
XOMT100310-HF 83 338 10 22 L ] [ ] ([ ] [ ] [ ] [ [ L]
-HF @ FEER e
Programming Edge Wicth
* DEBAZIHGE: R(THE )=R( 1 H )-0.5
* The tool body must be modified: R (tool body) = R (insert) - 0.5
M4
Number of D16~D32 D40~D50
[l
W ﬂﬁ“iﬁ.gﬂﬂ' AF9011 (Torx 08IP) - 1.2 Nm AF9011 (Torx 08IP) - 1.2 Nm
Insert Locking Screw
AR F
% Flag-shaped Wrench AFBe10-TORIP
@ SARLFARTF
Key-shaped Wrench AFAO20-TORIF

=t

Spare Part

o AR

Hexagon Socket Bolt

AF5111 AF5112
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Cutting Tool Technology

ﬂiﬁﬁ = Loong EE?&U = 90035‘&% TJ-E%;EI’ M2390-X016 Series

AHNO Loong Series
90°Cutting Edge Angle Shoulder Millings < B > it Arbor < A > E# Cylinder < W > 8 Weldon

d1
| p—m—

E e
| [
|
|

o mcr
1 ° ap

Dc
— | —1 o
Series A BE Type L apmax Nufﬁuf |E:i.
Teeth Coolant
M2390-X016-D025-A25-72-C 120 15 2 B Yes
M2390-X016-D032-A25-Z22-C 32 25 50 120 15 2 B Yes
X01606 M2390-X016-D032-A32-Z3-C 32 32 50 130 15 3 A Yes
M2390-X016-D040-A25-23-C 40 25 50 120 15 3 A Yes
M2390-X016-D040-A32-Z4-C 40 32 50 130 15 4 & Yes
Series W BIE Type Dc d1 1 L apmax fof of |Ezi,
Teeth Coolant
M2390-X016-D025-W25-722-C 25 25 40 97 15 2 B Yes
X01606 M2390-X016-D032-W32-Z3-C 32 32 50 11 15 3 B Yes
M2390-X016-D040-W32-24-C 40 32 50 11 15 4 B Yes
Series B RIS Type Dc ‘ d1 L apmax Numffum [nterfli’lm
M2390-X0O16-D040-B16-Z4-C 40 16 40 15 4 A Yes
M2390-X016-D050-B22-Z5-C 50 22 40 15 5 B Yes
M2390-X016-D063-B22-Z6-C 63 22 40 15 6 B Yes
X01606 M2390-X016-D080-B27-Z7-C 80 27 50 15 7 A Yes
M2390-X016-D100-B32-28-C 100 32 50 15 8 A Yes
M2390-X016-D125-B40-Z9-C 125 40 63 15 9 A Yes
M2390-X016-D160-B40-Z10 160 40 63 15 10 7 No




M2390-X016 Series

Cutting Tool Technology

BIiE - Loong BERY - 90°E£(RASIB%KT]

X01606 4.7

e

O

Lo ‘
|

1°

AHNO Loong Series

90°Cutting Edge Angle Shoulder Millings

\Jm

M
Series § E
£ L
XOMT160608R-F5 18 6.42 0.8 33 [ ] [ ] (] [ ] [ ]
-F5 ?
XOMT160604R-M4 18 6.48 0.4 3.0 L J o [ ] [} [ ] [ ] [ [ ]
XOMT160608R-M4 18 6.44 0.8 3.0 [ ] [ ] [ ] L] [ ] [ ] [ ] [ ]
4 XOMT160612R-M4 18 6.40 1.2 3.0 L ] [ ] [ ] [ [ ] [ ] [ ] L ]
XOMT160616R-M4 18 6.36 1.6 3.0 L ] [ ] [ ] ® ® [ ] [ ] L ]
-M4&
XOMT160630R-M4* 15.9  6.10 3.0 - L ] [ ] ® [ ] L ]
XOMT160640R-M4* 158  6.03 40 = L J [ J [ ] [ ] [ ]
l XOMT160650R-M4* 1567 596 5.0 = [ ] [ ] [} [ ] [ ]
XOMT160660R-M4* 15.6 589 6.0 - L ] ([ ] o [ o
XOMT160608R-R5 18 640 0.8 29 [ ] [ ] ([ ] [ ] ® [ ] [} °
~ 3§
XOMT160608R-R7 18 6.40 0.8 29 L J [ ] [ J ® ® [ ] ([} [ ]
-R7 #
* DEpREEME: R(TDE)=R(7RH)-05
* The tool body must be modified: R (tool body) = R (insert) - 0.5
e
Number of D25~D40 D40~D160
!
@ nﬁﬁgﬁg AF9012 (Torx 15IP) - 3.0 Nm AF9012 (Torx 15IP) - 3.0 Nm
Insert Locking Screw
6 AR F
Flag-shaped Wrench AFRGIQ-TI5IR
o3 AREFARTF
Key-shaped Wrench AFS020-TIEIP

=it

Spare Part

> T

Hexagon Socket Bolt ARSI

AF5112

AF5113

—— AF5117 AF5114
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Cutting Tool Technology

fTi& - Loong BEFRFI - (AAzE%T] M1300-RC10 Series

AHNO Loong Series-Profiling Millings

< B > it Arbor < A > [El# Cylinder <M > $##4 Thread
d1

Eﬂ
= .

L =]

2a

=

/ ey _ = =2
5 T P -
nit: mm
: > ws | me
Series A BIE Type Dc d1 11 L apmax | wsmbetor | ticcrmat
Teeth Coolant
M1300-RC10-D025-A20-22-C 25 20 34 170 5.0 2 B Yes
M1300-RC10-D025-A20-Z3-C 25 20 34 170 5.0 3 B 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

serles M ﬂ% Type apmax Numfff&Teech Interr?agilf’:olant
M1300-RC10-D025-M12-72-C 25 M12 32 5.0 2 B Yes
M1300-RC10-D025-M12-Z3-C 25 M12 32 5.0 3 A Yes
RC10T3
M1300-RC10-D032-M16-Z4-C 32 M16 42 5.0 4 A Yes
M1300-RC10-D035-M16-Z4-C 35 M1é6 42 5.0 4 A Yes
Series B RIS Type Dc ‘ d1 L apmax Numffum [nterfli’lm
M1300-RC10-D040-B16-Z5-C 40 16 40 50 5 B Yes
M1300-RC10-D050-B22-Z5-C 50 22 40 5.0 5 B Yes
M1300-RC10-D050-B22-Z6-C 50 22 40 5.0 6 B Yes
M1300-RC10-D052-B22-Z5-C 52 22 40 5.0 5 A Yes
RC10T3 M1300-RC10-D052-B22-26-C 52 22 40 5.0 6 A Yes
M1300-RC10-D063-B22-26-C 63 22 40 50 6 B Yes
M1300-RC10-D063-B22-Z7-C 63 22 40 5.0 7 B Yes
M1300-RC10-D066-B27-Z6-C 66 27 50 510 6 B Yes
M1300-RC10-D066-B27-Z7-C 66 27 50 5.0 7 B Yes




o EEIEES

Cutting Tool Technology

M1300-RC10 Series fIi& - Loong BERYI - {ARZEET]
m AHNO Loong Series-Profiling Millings

RC10T3 10 3.9 3.97

N

i N

2

Series BE Type

@ RCMT10T3MOSN-F5 ® ®
-F5

® y5zZddy
® ysendv

RCMT10T3MOSN-R5 [ J o [ ] ([ ] [ ]

-R5

@ RCMT10T3MOSN-M5 [ ] L ® [ ] [} [ ] L] [
-M5

Fi 4 D25~D35 D40~Dé6

Number of

%
Hl
7
%
=
E
=
()

1]
W ﬂﬁfﬂi.gﬂ-’ﬂ' AF9061 (Torx 10IP) - 3.0 Nm AF9061 (Torx 10IP) - 3.0 Nm
Insert Locking Screw
3 BRAREF
Flag-shaped Wrench AFOD10-THRIP
1= s
g PRFARF AF8020-T10IP

Key-shaped Wrench

=t D50~D63

Spare Part

6? M7 M

Hexagon Socket Bolt AF5TT1 AF5112 AF5113
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Cutting Tool Technology

fTi& - Loong BEFRFI - (AAzE%T] M1300-RC12 Series

AHNO Loong Series-Profiling Millings

< B > it Arbor

d1

=
" {7 Unit: mm
= .
Series B BIE Type Dc d1 L apmax Num:ffmch mterﬁfouan:
M1300-RC12-D040-B16-Z3-C 40 16 40 60 3 A Yes
M1300-RC12-D050-B22-Z4-C 50 22 40 60 4 A Yes
M1300-RC12-D052-B22-Z5-C 52 22 40 6.0 5 A Yes
RC1204 M1300-RC12-D063-B22-25-C 63 22 40 6.0 5 A Yes
M1300-RC12-D066-B27-26-C 66 27 50 6.0 6 A Yes
M1300-RC12-D080-B27-Z5-C 80 27 50 6.0 5 A Yes
M1300-RC12-D100-B32-26-C 100 32 50 6.0 6 A Yes
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Cutting Tool Technology

M1300-RC12 Series fIi& - Loong BERYI - {ARZEET]
m AHNO Loong Series-Profiling Millings

RC1204 12 44 4.76

N

i N

2

M
>
Series BE Type g é
g 5
RCMT1204M0OEN-F5 [ ® ® [ ] ®
-F5 o
RCMT1204M0SN-M5 [ ] [ J o [ ] [ ] [ J ® [ ]
) M5 o
- RCMT1204M0OEN-R5 [} [ [ ] [ ] o [ ] [} [ ]
= &
o
Hl
E
%
=
e =
Number of D40~D100 %
W ALSKEN AF9062 (Torx 15IP) - 3.0 Nm ()
Insert Locking Screw
o AR F
Key-shaped Wrench AEOLIO-TISIP
=t
Spare Part
M7 fige
v Hiexaigon Socket Bolt AF5116 AF5112 AF5113
iRt
@ Cross Bolt AFb202
o TRRRIRTF AF6202
Cross Bolt Wrench
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Cutting Tool Technology

[Ji& - Loong BERY - (ARZ#ET]

M1300-RC16 Series

AHNO Loong Series-Profiling Millings

< B > it Arbor

< B > il Arbor

d1

T

RC1606

I S——— ————\
Dc
63mm - 125mm 160mm
/,, ' > ==
5 P _# 4 Unit: mm
Series B BIE Type Dc d1 L apmax Numf%{fmch mterﬁfouan:

M1300-RC16-D063-B22-Z4-C 63 22 50 8.0 4 B Yes
M1300-RC16-D066-B27-Z5-C 66 27 50 8.0 5 B Yes
M1300-RC16-D080-B27-Z5-C 80 27 50 8.0 5 A Yes
M1300-RC16-D100-B32-Z6-C 100 32 50 8.0 6 A Yes
M1300-RC16-D125-B40-27-C 125 40 63 8.0 7 A Yes
M1300-RC16-D160-B40-Z8-C 160 40 63 8.0 8 B Yes
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Cutting Tool Technology

M1300-RC16 Series fIi& - Loong BERYI - {ARZEET]
m AHNO Loong Series-Profiling Millings

RC1606 16 55 6.35

N

i N

2

-
:’
Series BE Type g é
£ $4
0 RCMT1606MOEN-F5 [ L ] ® ® ®

-F5

RCMT1606MOSN-R5 [ J ] o [ J [ ] ([ ] [ ] [ ]

o RCMT1606M0SN-M5 [ ] L ® [ ] [} [ ] L] [
-M5

Mt D63~D160

%
Hl
7
%
=
E
=
()

Number of
1]
@ Dﬁmgﬂg AF9063 (Torx 20IP) - 5.0 Nm
Insert Locking Screw
o SARLFARTF
Key-shaped Wrench AF8020-T20IP

&
Sparc Bare D63 D66~D80 D100 D125 D160

M7<AEE
v Hexagon Socket Bolt a2 AF5113 AF5117 AF5114
@ Rkl AF5202
Cross Bolt
/ TFIRRIRF .
Cross Bolt Wrench




Cutting Tool Technology

[Ji& - Loong BERY - (ARZ#ET]

M1300-RC20 Series

AHNO Loong Series-Profiling Millings

< B > it Arbor

< B > il Arbor

d1

T

RC2006

 m— S— | S— N
Dc
80mm - 125mm 160mm
47 Unit: mm
1= A
Series B BIE Type Dc d1 L apmax s A=
Number of Teeth | Internal Coolant
M1300-RC20-D080-B27-Z4-C 80 27 50 10 4 A Yes
M1300-RC20-D100-B32-Z5-C 100 32 50 10 5 A Yes
M1300-RC20-D125-B40-Z6-C 125 40 63 10 6 A Yes
M1300-RC20-D160-B40-Z7-C 160 40 63 10 7 A Yes
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M1300-RC20 Series

o EEIEES

Cutting Tool Technology

fIi& - Loong RERY - {GHZ$% 7]

RC2006 20 6.5 6.35

AHNO Loong Series-Profiling Millings

N

i N

2

M
3 >
Series BE Type g é
g £
RCMT2006M0OSN-F5 ® [ ] ®
-F5 Q
RCMT2006MOSN-M5 ® [ ] [ ] [ J ® [ ]
) M5 o
I RCMT2006M0OSN-R5 o o [ ] [ ]
o
o
Hl
E
%
=
e =
Number of D80~D160 %
@ ALSKEN AF9064 (Torx 25IP) - 7.5Nm ()
Insert Locking Screw
S TRARF
T-shaped Wrench AF8040-T25IP
=t
Spare Part D80 D100 D125 D160
M7 fige
®' Hexagon Socket Bolt Gl AF5117 AF5114
iRt
@ Cross Bolt AF5202
/ +FIRRIEF 6202
Cross Bolt Wrench
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M1345-HNO06 Series

171K 2 Cutting Parameters Ve (m/min) fz(mm/z)

e HifusaE
1o Material Group Tens(gm .f:tnrﬁ)"gth ACP25A APP25A APU35A
Eeem 430 125 225~270 180~270 160~240 0.24 0.27 0.32 0.12
Dplioyedstesl 640-1010 190-300 160~250  150~240  125~225 02 024 0.27 012
Kasm
Luw-alzyed Steel 700-950 200-280 150~240 125~225 100~200 0.2 0.24 0.27 012
- mAEN 950-1200 280-355 120~160 100~150 80~120 0.18 0.2 0.24 0.1
High-alloyed Steel 1200-1400 355-415 80~100 7590 60~75 0.18 02 0.24 01
TR
Duplex Stainless Steel 780 230 100~150 90~120 0.18 0.2 0.24 0.1
! BERERNER
M Austenitic Stainless Steel 680 200 120~160 100~125 0.18 0.2 0.24 0.1
SRR
PH Stainless Steel 1010 300 80~120 75~100 0.15 0.18 0.2 0.1
ROHHR
Grey Cast Iron 200-350 180-245 180~320 160~240 0.27 03 0.36 012
REBEHH
NodulrGastiron 400-700 165-265 125~225 120~200 0.24 0.27 0.32 0.12
BB
Vermicular graphite cast 400 230 120~160 100~150 0.2 0.24 0.27 012
iron
I4-¢-=x
Cobalt Base 840-1180 250-350 40~60 0.12 0.15 0.18 0.1
Nickel Base Alloy
Haw ;
Tit'a%'um Alloy 1260-1400 375-410 30~50 0.12 015 0.18 0.1
a%
- Aluminﬁm Alloy 260-450 75-130
TEREN
Hardened Steel = HRC50-60
R
Hardened Cast Iron B HRC55

M1345-HNO9 Series

{1ElZ#] Cutting Parameters Vc (m/min) fz(mm/z)

#Ha MIBE s
Material Group Tens(lhel ritnl;g)ngth ACP25A APP25A APU35A
EBSR 430 125 225~270 180~270 160~240 0.24 0.27 0.32 0.36 0.12
SRR 640-1010 190-300 160~250 150~240 125~225 0.2 0.24 027 03 012
P
Loﬁlﬁfﬂm, 700-950 200-280 150~240 125~225 100~200 0.2 0.24 027 0.3 0.12
maaw 950-1200 280-355 120~160 100~150 80~120 0.18 0.2 0.24 0.27 0.1
Lighalloyestaer 1200-1400 355-415 80~100 75~90 60~75 0.18 02 024 027 0.1
Dup,ﬁ '?@EEESM 780 230 100~150 90~120 0.18 02 0.24 0.27 0.1
M Ausjffﬁ?ﬁﬁﬁml 680 200 120~160 100~125 0.18 0.2 0.24 0.27 0.1
,ﬁﬂﬂﬁfﬁ? 1010 300 80~120 75~100 0.15 0.18 0.2 0.24 0.1
Grteyi Eft g,,tun 200-350 180-245 180~320 160~240 0.27 03 0.36 0.4 0.12
Noﬁfgﬁm 400-700 155-265 125~225 120~200 0.24 0.27 0.32 0.36 0.12
EREH
Vermicular graphite cast 400 230 120~160 100~150 0.2 0.24 0.27 03 012
iron
TEES _
Cobalt Base 840-1180 250-350 40~60 0.12 0.15 0.18 0.2 0.1
Nickel Base Alloy
Has 1260-1400 375-410 30~50 0.12 0.15 0.18 0.2 0.1
Titanium Alloy = = 3 . . , A
- e 260-450 75-130
Aluminium Alloy 3 =
i
Hardened Steel - HRC50-60
st 23
Hardened Cast Iron - HRC55
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M1345-ON06 Series

1K1 Z¥ Cutting Parameters Ve (m/min) fz(mm/z)

HEE MIEE mREE
Material Group Tens(lllqe, :‘E;g)ngth (HB) ACP25A APP25A APU35A
Faem 430 125 225~270 180~270 160~240 0.27 0.32 036 0.1
toalloyedeteel 640-1010 190-300  160-250  150~240  125~225 0.24 027 03 01
BEeW
Lowalloyed Steel 700-950 200-280 150~240 125~225 100~200 0.24 0.27 03 0.1
masm 950-1200 280-355 120~160 100~150 80~120 02 0.24 0.27 0.08
High-alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 02 024 0.27 008
VAR
Duplex Stainless Steel 780 230 100~150 90~120 0.2 0.24 0.27 0.08
] BEARER
M Austenitic Stainless Steel 680 200 120~160 100~125 0.2 0.24 0.27 0.08
SRR LA TER
PH Stainless Steel 1010 300 80~120 75~100 0.18 0.2 0.24 0.08
Ciovaion 200-350 180-245 180~320 160~240 03 0.36 04 0.1
Mot e o 400-700 155-265 125~225 120~200 0.27 0.32 036 0.1
BB
Vermicular graphite cast 400 230 120~160 100~150 0.24 0.27 0.3 0.1
ron
Ees
Cobalt Base 840-1180 250-350 40~60 0.15 018 0.2 0.08
Nickel Base Alloy
®hEae
Titapitpn Alloy 1260-1400 375-410 30~50 0.15 018 02 0.08
QEA
- Aluminﬁm Alloy 260-450 75-130
TERETN
Hardened Steel = HRC50-60
itz 273
Hardened Cast Iron =X HRC55

M2390-TN11 Series

fz(mm/z)

11EIZ# Cutting Parameters Vc (m/min)

HHE MEE mmE
IO Material Group Tens('riﬁ :::E)"Eth (HE) ACP25A APP25A APU35A
FELW 430 125 225~270 180~270 160~240 0.24 0.27
Eaefligjesiaa 640-1010 190-300 160~250 150~240 125~225 0.2 0.24
REEW
oA e 700-950 200-280 150~240 125~225 100~200 02 0.24
; ] 950-1200 280-355 120~160 100~150 80~120 0.18 0.2
e B 1200-1400 355-415 80~100 7590 60-75 0.18 02
TABFEN
Duplex Stainless Steel 780 230 100~150 90~120 0.18 0.2
M Austenifigc‘gcﬁ%?sﬁsme] 680 200 120~160 100~125 0.18 0.2
TR SN
PH Stainless Steel 1010 300 80~120 75100 015 0.18
RO%%
o on 200-350 180-245 180~320 160~240 027 03
TR
e 400-700 155-265 125225 120~200 024 027
ERET
Vermicular graphite cast 400 230 120~160 100~150 02 0.24
iron
IHEEE
Cobalt Base 840-1180 250-350 40~60 0.12 0.15
Nickel Base Alloy
®ae
Tnanil:ln Alloy 1260-1400 375-410 30~50 0.12 0.15
Eas
Alumtnﬁm Allay 260-450 75-130
BN
Hardened Steel - HRC50-60
pedilz
Hardened Cast Iron - HRC55

77



Cutting Tool Technology

falig - Loong geRY - UIHISL Cutting Parameter

AHNO Loong Series-Cutting Parameters

M2390-SX09 Series

17141 2% Cutting Parameters Ve (m/min)
HEE AEE

IS0 \jaterial Group Tensile Strength ACP25A APP25A APU35A
ESEN 430 125 225~270 180~270 160~240 0.2 0.24 0.27
Unalioyedteel 640-1010 190-300 160~250 150~240 125~225 0.18 0.2 0.24
Basm
Luw-alzyed Steel 700-950 200-280 150~240 125~225 100~200 0.18 0.2 0.24
. A 950-1200 280-355 120~160 100~150 80~120 0.16 0.18 0.2
gnilgyssiEs 1200-1400 355-415 80~100 75~90 60~75 0.16 0.18 0.2
TR ]
Duplex Stainless Steel 780 230 100~150 90~120 016 0.18 02
! BERAERER
M Austenitic Stainless Steel 680 200 120~160 100~125 0.16 018 0.2
RN
PH Stainless Steel 1010 300 80~120 75~100 012 0.15 0.18
ROHHR
Grey Cast Iron 200-350 180-245 180~320 160~240 0.24 0.27 03
REBEHH
Nodiil=E Castiron 400-700 165-265 125~225 120~200 0.2 0.24 0.27
RRER
Vermicula( graphite cast 400 230 120~160 100~150 018 0.2 0.24
iron
/HEEE
Cobalt Base 840-1180 250-350 40~60 0.1 0.12 0.15
Nickel Base Alloy
Ha® ;
Tit'a%'Um Alloy 1260-1400 375-410 30~50 0.1 0.12 0.15
a%
- Aluminﬁm Alloy 260-450 75-130
|
Hardened Steel - HRC50-60
R
Hardened Cast Iron B HRC55

M2390-SX12 Series

fz(mm/z)

14| 2% Cutting Parameters Ve (m/min)
HEim MABEE

Material Group Te“’(',",‘};t,;%"gth

ACP25A APP25A APU35A

Bl 430 125 225~270 180~270 160~240 - 0.2 0.24 027
e 640-1010 190-300 160~250 150~240 125~225 018 02 024
REER
Voi IEyed Steel 700-950 200-280 150~240 125~225 100~200 0.18 0.2 0.24
. SaeW 950-1200 280-355 120~160 100~150 80~120 0.16 0.18 0.2
High-alloyed Steel 1200-1400 355-415 80~100 75+90 60~75 016 0.18 02
RN
Duplex Stainless Steel 780 230 100~150 90~120 0.16 0.18 02
M Austenifﬁ?bﬁlﬁ?steel 680 200 120~160 100~125 0.16 0.18 0.2
SRR 5
PH Stainless Steel 1010 300 80~120 75~100 012 0.15 0.18
RO%%
Gy on 200-350 180-245 180~320 160~240 0.24 0.27 03
BREBH% |
Modlarcas iron 400-700 155-265 125~225 120~200 0.2 0.24 0.27
BREER
Vermicular graphite cast 400 230 120~160 100~150 0.18 0.2 0.24
iron
—wE/BESE _
Cobalt Base 840-1180 250-350 40~60 0.1 012 0.15
Nickel Base Alloy
Hee -
Titanium Alloy 1260-1400 375-410 30~50 0.1 0.12 0.15
BEE
- Alumin:m Alloy 260-450 75-130
TERE
Hardened Steel B HRC50-60
R
Hardened Cast Iron B HRC55
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M2390-X010 Series

1I#IZ¥ Cutting Parameters Ve (m/min) fz(mm/z)

i SR mEEE
180 \aterial Group Tensile strength " (g) ACP25A APP25A APU35A
EESW 430 125 225~270 180~270 160~240 0.2 0.24 024 027 0.8
Hialloyedsreel 640-1010 190-300 160~250 150~240 125~225 0.18 02 02 024 0.75
BEEW
Low:alloye Stesl 700-950 200-280 150~240 125~225 100~200 0.18 02 0.2 0.24 0.75
LW 950-1200 280-355 120~160 100~150 80~120 0.16 0.18 0.18 02 0.6
High-alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.16 0.18 0.18 02 0.6
FABRIER
DB St s e 780 230 100~150 90~120 0.16 0.18 0.18 0.2 0.6
; BARAERER
IR e e 680 200 120~160 100~125 0.16 0.18 0.18 0.2 0.6
TR AN
e iy 1010 300 80~120 75~100 0.12 0.15 0.15 0.18 0.5
ROHH®
G on 200-350 180-245 180~320 160~240 0.24 027 027 03 10
Nt Eeron 400-700 155-265 125~225 120~200 0.2 0.24 0.24 027 08
SR
vermicular graphite cast 400 230 120~160 100~150 0.18 0.2 0.2 024 0.75
iron
- RE/HEER
Cabalt Base 840-1180 250-350 40~60 0.1 0.12 0.12 0.15 0.45
Nickel Base Alloy
Ha®
Tﬂagum: iy 1260-1400 375-410 30~50 0.1 0.12 0.12 0.15 045
ﬂAﬁ
AluminEm Alloy 260-450 75-130
fedrd ]
Hardened Steel & HRC50-60
dids i3
Hardened Cast Iron & HRC55
M2390-XO16 Series

fz(mm/z)

11EIZ# Cutting Parameters Ve (m/min)

HHE MEE mmE
IO Material Group Tens('riﬁ :::E)"Eth (HE) ACP25A APP25A APU35A
Faem 430 125 225~270 180~270 160~240 0.2 0.24 0.27 0.27
Bt 640-1010 190-300 160~250 150~240  125~225 0.18 02 024 0.24
EEEW
Lo liyed Sredl 700-950 200-280 150~240 125~225 100~200 0.18 0.2 0.24 0.24
mAeW 950-1200 280-355 120~160 100~150 80~120 0.16 0.18 0.2 0.2
HlEl e 1200-1400 355-415 80~100 75~90 60~75 0.16 018 02 02
THEREN
Duplex Stainless Steel 780 230 100~150 90~120 0.16 0.18 0.2 0.2
M Austei%fﬁ‘?}ﬁ%?Stee, 680 200 120~160 100~125 0.16 0.18 0.2 0.2
TRRRER
e Gl 1010 300 80~120 75~100 0.12 0.15 0.18 0.18
RO%%
Grey Cast ot 200-350 180-245 180~320 160~240 0.24 0.27 0.3 0.3
IREHFK
N e 400-700 155-265 125~225 120~200 02 0.24 0.27 027
BBHR
Vermicular graphite cast 400 230 120~160 100~150 0.18 02 0.24 0.24
iron
/ as
Cabalt Base 840-1180 250-350 40~60 0.1 0.12 0.15 0.15
Nickel Base Alloy
Heae
Titariin Alloy 1260-1400 375-410 30~50 0.1 0.12 0.15 0.15
BEe
Alumtnﬁm Allay 260-450 75-130
N
Hardened Steel - HRC50-60
ERR X
Hardened Cast Iron - HRC55
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M1300-RC10 Series

1181 Z% Cutting Parameters Ve (m/min) fz(mm/z)

#EE ABaE
IS0 \iaterial Group Tensile strength ACP25A APP25A APU3SA F5 M5 R5
a5 430 125 225~270 180~270 160~240 0.2~0.75 0.24~0.8 0.27~1.0
Hileds o) 640-1010 190-300 160~250 150~240 125~225 0.18~0.6 0.2~0.75 0.24~0.8
BEEW
Low-all?)yed Steel 700-950 200-280 150~240 125~225 100~200 0.18~0.6 0.2~0.75 0.24~0.8
AW 950-1200 280-355 120~160 100~150 80~120 0.16~0.5 0.18~0.6 0.2~0.75
Ryt i 1200-1400 355-415 80~100 75-90 60~75 0.16~0.5 0.18~0.6 02~0.75
TRIEREEE
Duplex Stainless Steel 780 230 100~150 90~120 0.16~0.5 0.18~0.6 0.2~0.75
HEERER
M Austenitic Stainless Steel 680 200 | 120~160 100~125 0.16~0.5 0.18~0.6 0.2~0.75
SRR AN
PH Stainless Steel 1010 300 80~120 75~100 0.12~0.45 0.15~0.5 0.18~0.6
Grey Cast Iron 200-350 180-245 180~320 160~240 0.24~0.8 0.27~1.0 0.3~1.2
Notul et ton 400-700 155-265 125~225 120~200 0.2~0.75 0.24~0.8 0.27~1.0
BREH
Vermicular graphite cast 400 230 120~160 100~150 0.18~0.6 0.2~0.75 0.24~0.8
iron
/HEEE
Cobalt Base 840-1180 250-350 40~60 0.1~0.4 0.12~0.45 0.15~0.5
Nickel Base Alloy
Rea®
Titanil:=rln Alloy 1260-1400 375-410 30~50 0.1~0.4 0.12~0.45 0.15~0.5
mE®
- Alumin;l=jlm Alloy 260-450 75-130
ERE
Hardened Steel - HRC50-60
R
Hardened Cast Iron B HRC55

M1300-RC12 Series

1HIZ%] Cutting Parameters Ve (m/min)

fz(mm/z)

wEE AR mEEE
Iso Material Group Te"’('ﬂﬁ ,ﬁ‘nﬂ%“gm (HB) ACP25A APP25A APU35A F5 M5
Eaem 430 125 225~270 180~270 160~240 0.2~0.75 0.24~08 0.27~1.0
Unalloyed steel 640-1010 190-300 160~250 150~240 125~225 0.18~0.6 0.2~0.75 0.24~0.8
REEW
ot et Steel 700-950 200-280 150~240 125~225 100~200 0.18~0.6 0.2~0.75 0.24~0.8
e 950-1200 280-355 120~160 100~150 80~120 0.16~0.5 0.18~0.6 0.2~0.75
ety ned 1200-1400 355-415 80~100 7590 60~75 0.16~0.5 0.18~0.6 02~0.75
THERFER
Dbl it sted) 780 230 100~150 90~120 0.16~0.5 0.18~0.6 0.2~0.75
B ECAREN
B i 680 200 120~160 100~125 0.16~0.5 0.18~0.6 0.2~0.75
SRR
ey 1010 300 80~120 75~100 0.12~0.45 0.15~0.5 0.18~0.6
RO%H
G Eat o 200-350 180-245 180~320 160~240 0.24~0.8 027~1.0 03~12
IREBYREE
N 400-700 155-265 125~225 120~200 0.2~0.75 0.24~0.8 0.27~1.0
EREG
Vermicular graphite cast 400 230 120~160 100~150 0.18~0.6 02~075 0.24~0.8
iron
TEEAS _
Cobalt Base 840-1180 250-350 40~60 0.1~0.4 0.12~0.45 0.15~0.5
Nickel Base Alloy
wes
Tty 1260-1400 375-410 30~50 0.1~0.4 0.12~0.45 0.15~0.5
(=
At Aloy 260-450 75-130
FERESH
Hardened Steel - HRC50-60
TR 7 i
Hardened Cast Iron - HRC55
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M1300-RC16 Series

1lElZ# Cutting Parameters Ve (m/min) fz(mm/z)

HEE MHBE  mREE
= Material Group Te"‘(','ﬁ,:":lg)ngth (HB) ACP25A APP25A APU35A F5 M5 5
Faem 430 125 225~270 180~270 160~240 0.24~0.8 0.27~1.0 0.32~1.2
Unalloyed steel 640-1010 190-300 160~250 150~240 125~225 0.2~0.75 0.24~0.8 0.27~1.0
KEEW
Low'albyedstee] 700-950 200-280 150~240 125~225 100~200 0.2~0.75 0.24~0.8 02710
Easm 950-1200 280-355 120~160 100~150 80~120 0.18~0.6 0.2~0.75 0.24~0.8
High-alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.18~0.6 0.2~0.75 0.24~0.8
RN
Duplex Stainless Steel 780 230 100~150 90~120 0.18~0.6 0.2~0.75 0.24~0.8
BERFRIEN
M Austenitic Stainless Steel 680 200 120~160 100~125 0.18~0.6 0.2~0.75 0.24~0.8
P Sl e 1010 300 §0~120 75+100 01505 0.18-0.6 02-0.75
Gorcition 200-350 180-245 180~320 160~240 0.27~1.0 0.3~1.2 0.36~1.5
Mot e i 400-700 155-265 125~225 120~200 0.24~0.8 0.27~1.0 0.32~1.2
BERER
Xermichlar siaphitetast 400 230 120~160 100~150 0.2~0.75 0.24-08 0.27-10
iron
/HEEE
Cobalt Base 840-1180 250-350 40~60 0.12~0.45 0.15~0.5 0.18~0.6
Nickel Base Alloy
Has®
e Alloy 1260-1400 375-410 30~50 0.12~0.45 0.15~0.5 0.18~0.6
EEE
- Aluminilim Alloy 260-450 75-130
R
Hardened Steel 2 HRC50-60
Hardened Cast Iron = HRC55

M1300-RC20 Series

fz(mm/z)

1EIZ# Cutting Parameters Vc (m/min)

MR MIBER g
1SO Material Group Tens(il!{el :,#)"gth (HB) ACP25A APP25A APU35A F5 M5
ELSW 430 125 225~270 180~270 160~240 0.24~0.8 0.27~10 0.32~1.2
ialfegfeehstid] 640-1010 190-300 160~250 150~240 125~225 0.2~0.75 0.24~0.8 0.27~10
REEW
LW e St 700-950 200-280 150~240 125~225 100~200 0.2~0.75 0.24~0.8 0.27~1.0
Sa8R 950-1200 280-355 120~160 100~150 80~120 0.18~0.6 0.2~0.75 0.24~0.8
ilaialloyeditest 1200-1400 355-415 80~100 75~90 60~75 0.18~0.6 0.2-0.75 0.24~0.8
WHERER
Duplex Stainless Steel 780 230 100~150 90~120 0.18~0.6 0.2~0.75 0.24~0.8
M AustfnaifﬁfﬁﬁiﬁmeI 680 200 120~160 100~125 0.18~0.6 0.2~0.75 0.24~0.8
TR AL RS
e 1010 300 80~120 75~100 0.15~0.5 0.18~0.6 0.2~0.75
RO%B%
G 200-350 180-245 180~320 160~240 0.27~10 03~1.2 0.36~15
FREHH
MR ey 400-700 155-265 125~225 120~200 0.24~0.8 027~1.0 03212
EBREE
Vermicula[ graphite cast 400 230 120~160 100~150 0.2~0.75 0.24~0.8 0.27~1.0
ron
[HEES
Cobalt Base 840-1180 250-350 40~60 0.12~0.45 0.15~0.5 0.18~0.6
Nickel Base Alloy
HEa®
irabita Alley 1260-1400 375-410 30~50 0.12~0.45 0.15~0.5 0.18~0.6
Has
- Alumi niim Alloy 260-450 75-130
pedrdi]
Hardened Steel - HRC50-60
R 1
Hardened Cast Iron - HRC55
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Cutting Tool Technology

TNRRBEAS Dt

Blade Failure Forms and Analysis

Insert Failure Forms and Analysis

ES S

RUF

RE SR

BHHENE

Failure Type Patterns Reasons Solutions
o EREMEME (A203 58ER
TIESTFRaIENERSN | 0RB) 15,
e BUEIR FARLRE R
bl ﬁgﬂﬁﬁlﬁlﬁﬁ DEMETR; (EFEFMUEER,;

BFZER REER HRETE; HRACISAD,;

Crater Wear Oncave wear onthe | The contact between the chipand | Choose more wear-resistant
_fFOH;EtEdge of the the front edge of the insert leads material (coating with higher Al203
insel 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.
%}‘%Eggﬁﬁﬂﬂﬂﬁ;
TIE AR, B2
ENEER EBUTFIRETD | PHSEETS, EEHEE
- EHER HSEAIN, R _
Flank Face The wear is mainly on | Insert material is too soft. Chaoseiliisertswith miore-wear
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.
ekcdiean ERMEESOT;
=] i} N s —
| nRmuDOreRe; or | BOEERL
— ALTENRTIX | IEAERE; MR, HOER;
BR 4E0 The Insert material is excellent. ] rt; 'tr; b ’t Yh
Chipping The cutting edge or tip of | The feed is too large. RSS nsem ‘F\" d et SRIOLENAESS;
the insert is broken The groove edge of the insert is Ue Heethe eeblra ﬁ'. b
not stable enough. se a more stable chipbreaker.
The tool bar and handle are not Strengthen the tool bar structure to
rigid enough. reduce the overhang length.
7 R AT EEDE .
TETHHERE | mussme. mANLEE,
o DATOTSHER, R AR NLAR
E g p N7/0\897] WRE;
Oncave wear on the g =S AESIE; '
nEE front edge of the DREBRRETAE; RAe#n,

Built-up Edge

insertThe workpiece
material is bonded
and deposited along

Low cutting line speed.

The edge of the Insert is not sharp
enough.

Inappropriate tool material or

Improve cutting line speed.
Use sharper grooves.
Select tool materials or coatings with

th tti d f 5 | ffinity.

the front cuttes face | CO3tINE: (()):ti?nilzn(;gcouling.

of the insert
TIE#ELTER; {EREmMEMRNTE;
PIHIEETR; FAEIHIEE;

TR ﬂﬁeg@%tﬂﬁumiﬁ TIHIRE, #HEXK; NIELRE, HAE;
Singtl bzt YIKIR R HRAGSAD;
astic Tip or cutting edge Tool material is too soft. Use more wear-resistant tools.

Deformation

collapse deformation

Cutting speed is too high.
Cutting depth, feed is too large.
Cutting temperature is too high.

Reduce cutting speed.
Reduce cutting depth and feed rate.
Optimized cooling.

man

Thermal Crack

TR LB
ERER

There is a comb crack
on the cutting edge

PIETERE Rl kA el e
8%
TIEMELIEE,

Expansion and contraction

fluctuation caused by cutting heat.

?ﬁ?ﬂtﬂﬁﬂiﬁ%ﬁﬁﬁﬁﬁ?%
0
EFAMMEEFNNRME;

Use dry cutting or precise and
sufficient cooling.
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of the insert The tool material is excellent. Use tool materials with better
toughness.
EEBINE R,
ERATLHITR;
EFAMEEFN AT E;
DHMTDLEER | MI@s; feeF EFRE O,
iR FREER THRERAME; Reea; 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 cooling.

84



Turning Formulas

Cutting Tool Technology

FHIHELR

Turning Formulas

VN
Formulas
THEE _ .
Cutting Speed Ve = (Dc x 1 n) + 1000
s B )
Spindle Speed n = (Vc x 1000) + (Dc x 1)
BEEEE B
Feed Rate Vf=nxFn
SiHaE el
Feed per Revolution Fn=Vf+n
SEERE _
Metal Removal Rate Q=VcxVfxAp
NI BtiE .
Cutting Time T=L+Vf
BN
Terms
n FimEEE .
Spindle Speed P
ve oy m/min
Cutting Speed
v Feed Rate mm/min
Fn FiHLE .
Feed per Revolution
Dc EHMIER -
Work Diameter
a EHIR .
P Depth of Cut
SEERE .
q Metal Removal Rate cm” /min
L EHNIKE .
Length of Cut
T NI AT E -
Cutting Time
BRI 3.14
" n3.14
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$RHIHE LR

Milling Formulas

Milling Formulas

A
Formulas
YIEEE B '
Cutting Speed Ve = (Dc x 1 x n) + 1000
i ~ '
Spindle Speed n = (Ve x 1000) + (Dc x 1)
HHARE ~
Feed Rate Vf=fzxnxZ
FEHGE e
Feed per Revolution fz=Vf+(nx2Z)
EEERER B ‘
Metal Removal Rate Q = (ap x ae x Vf) + 1000
1 .
Cutting Time T=L=+Vf
BEX
Terms
n FiiRE o
Spindle Speed p
ve iy m/min
Cutting Speed
vi Feed Rate mm/min
fz SEHES -
Feed per Tooth
Dc BIER
Milling Diameter mm
z BETIRE
Number of Milling Teeth
a IR -
¥ Depth of Cut
=
2¢ Width of Cut mm
Q BEXERE S
Metal Removal Rate cm-/min
L THEHIEE -
Cutting Edge Length
T M TE .
Cutting Time I
n EEE 3.14
n3.14
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Milling Formulas %ﬁﬁ”ﬁ'%ﬁiﬁ

Milling Formulas

vfa | ae

Dv

HMElE#M LD H LB
Cylindrical Interpolation Milling Cutting Ratio

SMERESERi ISR E _ Dc .
External Profile Feed Speed Vfa= ( 1 Dw + ae ) xVf [mm/min]
Bl EiE# N TadiE Dm X Tt ) (Dw + Da) Da x ®x 60
Circumferential Interpolation Trev= Cnxfzxz [min] Trev = [s]
Milling Time nxfzxz Ve x fzx zx 1000
Bl I (D2 - Dw )
Circumference Interpolation ae= ———— —— [mm]
Milling Cutting Width 4(Dw+Da)
JMEBAE R
External Contour
Vfa TR 45 mm/min
Tool Center Path Feed Speed
Da BRII9ME Jmi
Outside Diameter of Milling m/min
Dm hOHIRER Joi
Center Track Diameter mm/min
Dy IHEHFRER mm
The Blank Diameter of the Workpiece
Dw IHmmER mm
Finished Diameter of Workpiece
i THIEE -
Cutting Width
n b mm
Rotational Speed
& SHHAR .
Feed per Tooth P
7 A ——_—

Number of Teeth
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%ﬁﬁUﬁ'%lL}iﬁ Milling Formulas

Milling Formulas

jl# e FLEY I H EL
Interpolation Cutting Ratio of the Milling Hole

PIEREE BRiE LG B

Internal Profile Feed Speed

Vfi=(1- "BCW )xVf  [mm/min]

ElEiHE#h e TadiE DMk ) (Dw - Da) Da x T2 60
Circumferential Interpolation Trev = nxfaxz [min] Trev= [s]
Milling Time nxizxz Vcx fzxzx 1000
EE S I E (D2w - D)
Circumference Interpolation ae= [mm]
Milling Cutting Width 4 (Dw - Da)

PIERICER
Internal Contour
LR ;
Vf Fisael Rt mm/min
Vi TR % mm/min
Tool Center Path Feed Speed
B LI e
Outside Diameter of Milling m
Bim B E R mm
Center Track Diameter
Dv THETER mm
;% The Blank Diameter of the Workpiece
& THAmER
B Dw Finished Diameter of Workpiece mm
= e mIfE "
r_-?: Machining Allowance m
= . b3k -
g Rotational Speed P
= . SEHAR -
% Feed per Tooth
o , #48
Number of Teeth
[ E M gE N Lo /E
Trev

Circumferential Interpolation Milling Time
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M2390-TN11 AHNO #k7J$AKMNH

AHNO Milling Technology Application

IRIR(ER
Slope Milling

$STIHEIER Dc BRAESAE E max RXIERRE ap max
Milling Diameter Maximum Slope Milling Angle Maximum Slope Milling Depth

18 1.8 3.05
20 1.6 27
22 1.2 20
25 . 1.0 1.7
30 0.9 1.45
32 | 0.8 1:3
35 0.65 1.0
40 0.6 0.9
50 0.5 0.7
63 0.4 0.5

SR hEiR ANk (SCLvAHY)

Spiral Interpolation Milling (Solid material)

HIHIERE D R=/NkHIFLE D min RAIEHIFLE D max &AIR ap max
Milling Diameter Minimum Milling Diameter Maximum Milling Diameter Maximum Depth of Cut
33 36

18 1:2
20 37 40 12
| | %
22 41 44 1.0 g
25 47 50 1.0 'f
m
30 57 60 1.0 o
Z
32 61 64 10 —
>
35 67 70 0.9 e
2
40 77 80 0.9 o
50 97 100 0.9
63 123 126 0.9
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AHNO k715 AR F

M2390-X0

AHNO Milling Technology Application

IRIRIER
Slope Milling

X010 (R=1.2)

X016 (R=2.4)

#IINHIER Dc
Milling Diameter BXIRGAE BRXRERE BRARGEAE RAIEBRE
Maximum Slope Maximum Slope Maximum Slope Maximum Slope
Milling Angle Milling Depth Milling Angle Milling Depth
20 8.3° 6
25 6.1° 6 12° 15
32 4.4° 6 8° 15
40 3.4 6 B¢ 15
50 2.6° 6 4° 15
63 3° 15
80 2 15
100 1.5 15
125 1° 15
160 1° 15
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M2390-XO AHNO ££7148 AR M

AHNO Milling Technology Application

RVHEIFLE RAHHIFLE

pRnErd bt (SEOMAE) - X010 &5
Spiral Interpolation Milling (Solid material) - XO10 Series

STIUIMIER X010 X010-R0.2 X010-R0.4 X010-R0.8 X010-R1.0 X010-R1.2

Milling Diameter BINEHEITLE

Dc
Mm:)n:lum Milling Maximum Milling Dlameter
iameter

16 28.4 31.6 31.2 30.4 30 29.6
20 36.4 396 392 38.4 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 76.4 79.6 79.2 78.4 78 77.6
50 96.4 9955 0952 98.4 98 97.6

pRhEmAME (SCOMAH) - XO16 &5
Spiral Interpolation Milling (Solid material) - XO16 Series

STIMIER XO16-R0.4 X016-R0.8 X016-R1.2 X016-R1.6 X016-R2.0

Milling Diameter %
g . R/BEHIFLE BIVRHIFLE

Mi“:)"i‘::eﬂir'"“g Minimum Milling Diameter

25 43.6 492 48.4 47.6 46.8 46 .
32 57.6 632 62.4 61.6 60.8 60 72
40 73.6 79.2 78.4 77.6 76.8 76 'ia'
50 93.6 99.2 98.4 97.6 96.8 96 5
63 119.6 125.2 124.4 123.6 122.8 122 §
80 153.6 159.2 158.4 157.6 156.8 156 E
100 193.6 199.2 198.4 197.6 196.8 196 5
125 243.6 2492 248 .4 247.6 2468 246

160 313.6 319.2 318.4 317.6 316.8 316
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AHNO ££7148 AR M M1300-RC

AHNO Milling Technology Application

IRIRIER
Slope Milling

BEINHIERE

Milling Diameter | RAIRKAE | RAIRERE | RARGAE | BARRRE | BAEGHE | BRARERE SXIERAE | RARERE

Da Maximum Maximum Maximum Maximum Maximum Maximum Maximum Maximum

Slope Milling | Slope Milling | Slope Milling | Slope Milling | Slope Milling | Slope Milling | Slope Milling | Slope Milling
Angle Depth Angle Depth Angle Depth Angle Depth

25 13.2° 5.0

32 12.6° 5.0

35 12.3° 5.0

40 | 9.5° 5.0 9.0° 6.0

50 6.4° 5.0 | 7.0° 6.0

52 6.1° 5.0 6.5° 6.0

63 4.7° 5.0 5.0° 6.0 7.0° 8.0

66 44° 5.0 45° 6.0 6.5° 8.0

80 3.0° 51 5.0° 8.0 7.0° 10

100 2.0° 33 40° 6.8 5.0° 8.6
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M1300-RC AHNO ££7148 AR M

AHNO Milling Technology Application

#HEIFLEd
pRnEfd Rt (SEOVAH)

Spiral Interpolation Milling (Solid material)

LAl TI=te

Milling Diameter | R/MERIFLE | RABHIFLE | B/MERIFLE | BRAREIFLE | BERITLE | RASHITLE | RIMEHIFLE | RAHKHIFLE

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

66 113 1:32 108 132 100 132

80 136 160 128 160 120 160

100 176 200 168 200 160 200
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faliE - Loong ReRY - IR BETI M3 Indexable Millings Attachment

AHNO Loong Series-Indexable Millings Attachment

T R iR ET

Insert Locking Screw

Fs IBTRS Torx HEHE R
No. Screw Type Fastening Torque Diameter
1 71P

AF9041 0.8 Nm M2.5%6
2 AF9011 8IP 1.2 Nm M2.5*7.3
3 AF9051 9P 2.0 Nm M3*6
4 AF9021 9P 2.0 Nm M3*7.3
5 AF9061 10IP 3.0 Nm M3.5%9
6 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 15IP 3.5Nm M4*10
10 AF9022 151P 5.0 Nm Mé4.5%11
11 AF9031 201P 5.0 Nm M5*13
12 AF9063 201P 5.0 Nm M5*14
13 AF9064 251p 7.5Nm Mé6*15
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Indexable Millings Attachment falig - Loong BERY - oI Bk 7] B4

AHNO Loong Series-Indexable Millings Attachment

BTiE - Loong BERFIS - EMRF @ fIiE - Loong REZFI™m - SARATIRF @

AHNO Loong Series-Flag-shaped Wrench AHNO Loong Series-Key-shaped Wrench

RLTIERS RLTBS
Screwdriver Type Screwdriver Type

1 AF8010-TQ7IP TO7IP 1 AF8020-TO7IP TO71P

2 AF8010-TO8IP TO8IP 2 AF8020-T08IP TO8IP

3 AF8010-TO9IP TOQIP 3 AF8020-T09IP TO9IP

4 AF8010-T10IP T10IP 4 AF8020-T10IP T10IP

5 AF8010-T15IP T15IP 5 AF8020-T15 T15
6 AF8020-T15IP T15IP

FJi&E - Loong RERFIF G - R4 7] @®  FiE-Loong BERFIFR-TEIRF @
AHNO Loong Series-Screwdriver AHNO Loong Series-T-shaped Wrench

RaNES Torx Fs RLTIRS Torx
Screwdriver Type No. Screwdriver Type
1

AF8030-T15IP T151P AF8040-T25IP T251P

2 AF8030-T201P T201P
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F_"ZFE{EE Application Information

EERERR

Hardness Conversion Table

i i
150kg ENEH 100kg $HEK Tensile Strength
Diamond Cone Steel Ball (N/mm?)
(HRC) GLE)
208 198 - 93 667
212 201 . 9% 680
217 206 (16.0) 95 696
220 209 (17.5) 95 706
222 21 (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 24.1 100 838
266 253 248 101 853
272 258 257 101 870
275 261 264 102 880
T 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 32.3 107 1035
325 309 32.4 107 1049
338 321 336 107 1089
343 326 35.4 108 1118
361 343 36.6 109 1157
369 351 37.6 110 1187
;% 383 364 39.4 . 1236
B 392 372 403 - 1265
- 408 388 41.7 . 1314
Z 425 404 429 “ 1363
% 433 411 43.6 = 1390
E 441 419 44.6 - 1422
% 447 425 45.0 . 1447
455 432 458 - 1471
470 447 46.9 - 1520
485 461 48.1 . 1569
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Cutting Tool Technology

SN PTERR BRI ARG IR AT
Suzhou AHNO Precision Cutting Tool Technology Co., Ltd.

ot STHEFMH T ERRBIRS

Address: NO.9 Kezhi Road, Suzhou Industrial Park, Jiangsu Province, PRC
WR%s: 215122 miik: www.ahno-tool.com

Postcode: 215122  Website: www.ahno-tool.com

FEHEARS fEE R

AHNO Wechat Public Number AHNO Official Website
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