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ST B = AT H (ﬂ%ﬂﬁﬁiﬂi@»f 7 External coolant type)
STB H -AT H (Wgﬂﬁiﬁg’f 7 Internal coolant type)

ket MOLDINO

MOLDINO Tool Engineering, Ltd.

New Product News | No0.1223-9 | 2022-10




WNHITEEERY M H—EICTES
BIEERTZNL!

Carbide step drill for drilling and chamfering can be
performed in one process!!

ATHI—F45 < STBH-ATH
, : ATH Coating | | {nglé !_ 03.4~010.3 [12 7 AT Ltems]
TL AR e BE FUN—K48 | Applications SRIBE E STB-ATH _
Aluam”z‘ymm Cast iron C:E;g:lel Pre-r;?erglened Mold making Parts processing ¢3 4~¢1 03 [ 1 2 7’(7’ .L\ Items]
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Carbide step drill for drilling and chamfering can be performed in one process.
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[Note] Stepped-hole drilling cannot be performed.
(Because there is no back taper in the large-diameter section.)
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Employs the groove shape of Carbide Non Step Borer
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Chip removal is smooth to reduce problems with chip clogging.
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Improved heat-resistant coating “ATH Coating”

O ##EH%‘EE Features and characteristics

OTHI—FT«1VJDEBELME LM EEISICHE, SEEMEIEINTIM @Hardness and oxidation resistance of TH Coating is further improved.
E%lﬂnﬂﬁ T—]ﬁ'é%{tb\j lLHD%L}fLo Enables longer life and higher efficient when cutting high-hardness
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(Si nano composite coating with finer crystal particles)

.IEJEE*Z*SI' (55HRCL>U:) fDUJE'J?J[IIlCE&?H'I%‘EE%EL%EO @Exhibits amazing performance when cutting high-hardness materials

. N . (55HRC or higher)
/%Fe‘ﬂﬁ?’flﬁlﬂ\ %Egﬁm\ Igﬁm Cold-worked die steel, HSS, tool steel.
.I‘f’ft%'jl‘ﬂ"t%ﬁ%hﬁﬁ @Long life for both dry cutting and wet cutting
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T_f}ﬁ Size (mm) ﬁ%lj\?—ﬁ{ﬂﬂ%
[SlEmEalN #E | /D g | AFvIRS| BE 2R |UwIRAB) mRaU (M)
Item code Stock Small Step length Flute Overall Shank dia. 17’(7\“
dia. length length (Large dia.) Corresponding Sggggsted
DC 2 2 LF DCONMS | tap'size EET e

STBHO34S-ATH | ® | 2 | ., | 8 | 25 | .8 | 60 | wa 16,500
STBH034M-ATH o 3 ) 12 30 80 6.0 19,420
_STBHO43S-ATH | ® | 2 |, | 10 | . 30 | 8 | 70 | ws 17,960
STBH043M-ATH o 3 ) 15 35 85 7.0 21,210
_STBHOS1S-ATH | @ | 2 | ., | 12 | . 3% | % | 80 | we 20,650
STBHO51M-ATH ([ J 3 ) 18 40 90 8.0 23,570
_STBHO68S-ATH | @ | 2 | oo | 16 | 45 | 100 | 100 | vs 25,140
STBHO068M-ATH [ J 3 ) 24 50 105 10.0 29,410
_STBHO85S-ATH | ® | 2 | oo | 20 | ! 0 | 15 | 120 | mo 32,320
STBHO085M-ATH o 3 ) 30 60 125 12.0 38,040
STBH103S-ATH | @ | 2 | . . | 24 | 60 | 125 | 140 | ... | 43880
STBH103M-ATH [ J 3 ) 36 70 135 14.0 51,180

ﬂﬁﬂﬁ.ﬁiﬂigﬂ’ 7 6]’ {W External coolant type (without Oil hole)
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T_ﬁﬁ Size (mm) ﬁ_EE,J \ﬁ{ﬁ%
Amd—R #E | /D g | AFvIRE| BE 2R |UwIRAB) mRaU ()
ltem code Stock Small Step length Flute Overall Shank dia. B4 X

dia. length length (Large dia.) Corresponding Su_gggsted

DC 22 2 LF DCONMS | tap'size il fpites )
_STBO34S-ATH | ® | 2 1 g4 8 | . 25 | . 80 | 60 | 4 13,810
STB034M-ATH o 3 ) 12 30 80 6.0 16,050
_STBO43S-ATH | ® | 2 | 43| 10 | . 0 | 8 | 70 | ws 14,930
STB043M-ATH o 3 ) 15 35 85 7.0 17,740
_STBO51S-ATH | ® 2| 54 | 12 | . 3B | 0 | 80 | we 17,070
STBO51M-ATH [ J 3 ) 18 40 90 8.0 19,640
_STBOG8S-ATH | ® | 2 | g8 | 16 | 45 | 100 | 100 | s 20,880
STBO68M-ATH o 3 ) 24 50 105 10.0 24,580
_STBO85S-ATH | ® | 2 | g5 | 20 | 0 | 15 | 120 | mo 27,050
STBO085M-ATH o 3 ) 30 60 125 12.0 31,650
STB103S-ATH (@ | 2 | .| 24 | 60 | 125 | 140 | .. | 36590
STB103M-ATH [ J 3 ) 36 70 135 14.0 42,760

Of | EERERTI,
@ : Stoked items.
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+ Chamfer width: for corresponding screw sizes of M4 to M6, processing to C1.0 is possible; for M8 to M12, processing to C1.5 is possible.
- Corresponding screw sizes are for metric coarse threads.
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Special sizes can also be served. For details, please contact our sales office.
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Recommended Cutting Conditions

Wﬁﬂﬁﬁiﬂig'fj =075 "Z=)0 Internal coolant type (with Oil holes)

s | KRR a8 | TUN-RU | RTHEER | I 7)b§:'j.l_\ ATV | TEE
g Spewal | Camn | M \enaded | cmy )UK | B | Sses | £V1R178
' cast irons alloys alloys
~180HB | ~200HB | ~30HRC | ~45HRC FC FCD SUS300% | 'nconel 718
$3.0 | IR 80 80 80 40 80 60 100 40 20
! (m/min) (40~120) | (40~120) | (40~120) | (20~60) | (40~120) | (30~90) | (80~120) | (20~60) | (10~25)
$6.0 [ ngmiev)| 0.07~02 | 0.07~0.2 | 0.07~0.2 | 0.05~0.12 | 0.07~0.2 | 0.07~0.2 | 0.07~02 | 0.05~02 | 0.05~0.15
$6.1 | toMlERE 80 80 80 40 0 60 100 40 25
! (m/min) (40~120) | (40~120) | (40~120) | (20~60) | (40~120) | (30~90) | (80~120) | (20~60) | (15~30)
®10.0 [ m/irev)| 012~03 | 012~0.3 | 0.12~0.3 | 0.06~02 | 012~0.3 | 0.12~0.3 | 0.12~03 | 0.09~0.2 | 0.05~0.15 |
®10.1 | VIBIEE 80 80 80 40 0 60 100 40 25
) (m/min) (40~120) | (40~120) | (40~120) | (20~60) | (40~120) | (30~90) | (80~120) | (20~60) | (15~30)
®13.0 [sngmev)| 02~04 | 02~04 | 02~04 | 01~025 | 0.2~0.4 | 02~04 | 0.2~0.4 |0.15~035| 01~0.2

ﬂﬁﬂfﬁﬁimg—{ 7 Gt {1 External coolant type (without Oil hole)

WEHM | R &l |TUN-RVE | QFHEERk | FII1IL TIDEZUL\
I Spewal | Cumen | Moy | emaensd | cwy | gk | A
SEICE: cast irons alloys
~180HB | ~200HB | ~30HRC | ~45HRC FC FCD
$3.0 | HEE 60 60 60 40 70 50 70
2 (m/min) (40~80) (40~80) (40~80) (20~60) | (40~100) | (30~70) (50~90)
®6.0 [xngmirev)| 0.07~0.2 | 0.07~0.2 | 0.07~0.2 | 0.05~0.12 | 0.07~0.2 | 0.07~0.2 | 0.07~0.2 |
06.1 | DIHIEE 60 60 60 40 70 50 70
2 (m/min) (40~80) (40~80) (40~80) (20~60) | (40~100) | (30~70) (50~90)
®10.0 [ pgmirev)| 0.12~0.3 | 0.12~03 | 0.12~0.3 | 0.06~02 | 0.12~0.3 | 0.12~03 | 0.12~0.3 |
@101 | IEIEE 60 60 60 40 70 50 70
(m/min) (40~80) (40~80) (40~80) (20~60) | (40~100) | (30~70) (50~90)
®13.0 xngmrrev)| 02~04 | 02~04 | 02~04 | 01~025 | 02~04 | 02~04 | 02~04 |
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[Attentions on use]

@HEBOINIEICYIDKFHRLEDINIICKEZELTHBENHDIIT DT, ZOKEA VFUIMIIEETIDLL FZES RS
BBHTEEHENCLE T, (ARDELA TYID K FHREDBEIFRA Ty TN cldA VF VI NI ZToTIEE L)

@EEOINTEFFEDREZ 30~70% [CNF DB EHRELLE T,

@ORT VLA BSOS DI L TIIARBREMS 1 7 (A1 JLik—IL) ZREL TLIEE W (HEREIHSY  T[SHERTER B o)

OPERIEMS 1 TOYIHISEAIIFHIRGER 20B U TOAEELIEHRIEICEMAL (RN ZEALIBEEDEDTT .

®FEBEHS A T DEIHISRAERIRER 20BLL FOKBEIHHRI ZEA LSS DEDTY,

@OKBEVRIREIDFERER 20 FZB A D5 S SYHEEEER D TRZERICLTLIEE L,

®MQL (ZZM) NI DHEEFZAMKEPTEN SOHHEICKIDYIHIEMZ FFBENEIN T TERVMEEDHDET .

@HEDYIRIHEIZER T 2B E(EVIEIERE D TRED70%ZBR(ICTERALTLEE 0,
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(DThis tool is a tool for drilling holes and chamfering the hole opening in a single process. It cannot be used for drilling holes with a large-diameter
portion (stepped drilling, etc.)

(@Since during chamfering chips may become long and interfere with drilling, it is recommended that chips be cut by performing inching
processing, etc. (If chips become long during processing when chamfering is not being performed, perform pecking or inching processing.)

3ltis recommended that the feed rate be reduced to 30 to 70% during chamfering.

@For drilling of stainless steel or heat-resistant steel, select the internal coolant type (with oil holes). Use of external coolant type in such cases
is not recommended.)

(®The cutting conditions stated for the internal coolant type are when using water-based coolants at dilutions of up to 20:1 maximum or when
using MQL (mist).

(©The cutting conditions stated for the external coolant type are when using water-based coolants at dilutions of up to 20:1 maximum.

@If water-based coolant at dilutions greater than 20:1 is used, the lower limit of the cutting speed range should be used as a general criteria.

®When performing MQL (mist) drilling, it may be necessary in some cases to reduce the cutting conditions depending on the mist equipment or
amounts discharged by the tool.

(@When using an oil-based coolant, 70% of the lower limit for cutting speed should be used as a general criteria.

(9Cutting conditions should be adjusted according to machine rigidity or work clamp conditions, shape of cutting area, etc.

BfEI&EI—T 1V JBHE 2 THDT T UL IBEHEERE THORNGELIEE L),

Regrinding/recoating orders accepted. Please contact our sales department.
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Field data

O SCM440(30HRC) 23007V N L& DEFERRED LL B

Comparison of wear conditions after drilling 2,300 holes to SCM440 (30 HRC)

I// TE=¢68x24X50x¢10

S condiens ve=80m/min (n=3,750min") w=637mm/min (EEXDEF chamfering vi=375mm/min)
f=0.17mm/rev. (EEOF chamfering f=0.1Tmm/rev.) 7UES Hole depth =25.5mm
Eﬂyb Chamfering =C1.5 7—5y|\ Coolant = MQL jJDI#E Machine:ﬁﬂvyzyﬁ‘tyﬁ Horizontial M/C

STBHO68M-ATH

EIE=0T01/4mm EEiEIE=0

Wear width Wear width
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The diagrams and table data are examples of test results, and are not guaranteed values.
“MOLDINO’ is a registered trademark of MOLDINO Tool Engineering, Ltd.
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Attentions on Safety

1. RBEEDTER
(1)I B —2 (1) PSR TRRIE. TEORUHLETICTEBLLZSV HFICTE e

1. Cautions regarding handling
(1) When removing the tool from its case (packaging), be careful that the tool does not pop out or is

I+ TEBEBEEOLET, dropped. Be particularly careful regarding contact with the tool flutes.
@) 5L NER T B TREMBOIMRIE PR ERF CEEMALVLITEBL TR, @ Whgg handlinpg tools wi¥h sharp cu%ing flgtes, be careful not to touch the cutting flutes directly with
2. BIFIBEDTEE your bare hands.
(1) Z1ERHG Lg T RO BNEONBREREIT o TVEEE, ALubFry v EANOMFIHIHEREIC 2. Cautions regarding mounting
12¢C . R
()P BRI E%‘&}Eiﬁ%ﬁ‘%&ibf BaE EHIERHE LT, ZORBOEEERE (1) %%flcj);?egs}ﬁ,1ﬁgeézoﬁl;rt\ecr%uéijd;c?ppearance of the tool for scratches, cracks, etc. and that it is firmly
T, (2) If abnormal chattering, etc. occurs during use, stop the machine immediately and remove the cause
3. EALEDIER of the chattering.
gzg ’ﬂ%;“%%ﬁ"ﬁ?gf’ %5 l%‘é%?f@iﬁé?é?&%fa #Lljé?fb ‘;(7 é%\wm o 3 Cautions during use
s ES LY AL < Vo THABDASVES 1) Before use, confirm the dimensions and direction of rotation of the tool and milling work material.
;ﬁm&mo)”“‘&”’hé“‘%Aﬁé“ T M OMRICIEC T THI S EE I BB T %23 The numerical values in the standard cutting conditions table should be used as %rileria when starting
new work. The cutting conditions should be adjusted as appropriate when the cutting depth is large,
() PHITAsrHIBRE DM T ‘—ﬁﬁﬁ*“Wﬁb_@kﬂi?%‘i@‘bﬁ%”yﬂ Ee, GIICTHTE the rigidity of the maghine being used is low, o{' accordingptg thee conditions of the wgrk rrrl’aterial. o
ByBIEn '}ia’og‘—ﬁbmﬂﬁ%% IBEREEDBSY, KBHDVBEICASTEIG gﬁé‘& (3) Cutting tools are made of a hard material. During use, they may break and fly off. In addition, cutting
ﬁ?ggzgg%@fiﬁfgiﬁ?f@}’i%”’ S—ERfH REOPREOREREER chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage from such
SESESCR ol LW © o a 5 av flying pieces, a safety cover should be attached when work is performed and safety equipment such
() IHIRICSEE 4 BATED, ‘ﬁjﬁt“;\é%@?\ ML IcE D5 |.CK'KJ§?)FEB§7J‘§”¥° 5 |'A’('J a)é sgdgty goggles sh?)’u\d be worn to create a safe environmentFi)or work. v eaup
i?fgffmfé(t;%’(Liﬁmb&“fq: Vo RABIEGIHIAEC RSN BHE N RIS (4) There is a risk of fire or inflammation due to sparks, heat due to breakage, and cutting chips. Do not
(5) T B AREDEILB =it 2B BB BN TSN, :?:vvevrr:g:;tihse:meeéi:slsr;m fire or explosion. Please caution of fire while using oil base coolant, fire
4. BSOS (5) Do not use the tool for any purpose other than that for which it is intended.
(1) ﬁﬁﬂ?gﬂ;éﬁ#?ﬁéfﬁ%tl ENRIRTABNIHNET BELTREXHBT S0, BEIE 4. Cautions regarding regrinding
I S, s . . .
(2 )ﬁlfjégf%ﬁaiug%;gﬁ%?;%ibiTo Y CEZOEBICRE DN —EB . RED (1) gvi;ﬁgc?r?:Iirr]lggforc]ioéopr%rift?cg?e:r gle:?oirﬁr?epgerzr:%% there is a risk of the tool breaking. Replace the tool
> EE 2SN, s 5 ! Foeh -
@FRSCERECEDR R, 2o Rz oRmEanEaEnT ST mINED (9 Sidrs St wlbocresed when et o) Wi egindng b s o atac a sl
MILEMASEETEAMERE THRAL o MR EL T (3) This product contains the specified chemical substance cobalt and its inorganic compounds. When
5 TEICAALT. R EOBES - FEHOE - ZOMERSHYELDS | 7U—4 v Iudias | A performing regrinding or similar processing, be sure to handle the processing in accordance with
CHEERCERL, thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.
21t MOLDINO
I\ http://'www.moldino.com &35 0120-134159
MOLDINO Tool Engineering, Ltd.
- N 8 F— &
A4t T130-0006 SREBBAKEEA-1-1 (£ 1—UyoHEEILSR) TRERT—y~—2 [TOOL SEARCH]
& 03-6890-5101 FAX 03-6890-5134 [ TOOLSEARGH IEES
International Sales Dept .. @ +81-3-6890-5103 FAX +81-3-6890-5128
EEPEE B®036890-6102 FAX03-6890-5134 BHEEE ®036890-6103 FAX03-6890-6128 rﬁ_%
RREZXFT ®03-6890-5110 FAX03-6890-5133 BRME%rT B 054-273-0360 FAX054-273-0361
RiLEZEFF @®022-208-5100 FAX022-208-5102 ZhEEEM @ 052-687-91650 FAX052-687-9144
FRE%rT @®0258-87-1224 FAX0258-87-1158 KEREZFT @ 06-7668-0190 FAX06-7668-0194
REREZEM B®0294-88-9430 FAX0294-88-9432 hUEZRT B 082-636-2001 FAX082-536-2003
EEEXF @0268-21-3700 FAX0268-21-3711 TUNEZFTF ®092-289-7010 FAX092-289-7012
JtEEREER @®0276-569-6001 FAX0276-59-6005
#R)|=E%rr B 046-400-9429 FAX046-400-9435

3-0v/{,/MOLDINO Tool Engineering Europe GmbH ltterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
o1 [/ MOLDINO Tool Engineering, (Shanghai) Ltd. Room 2604-2605, Metro Plaza, 555 Loushanguan Road, Changning Disctrict, Shanghai, 200051, CHINA TEL:+86-(0)21-3366-3058, FAX:+86-(0)21-3366-3050
77 XU 73,/ MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 48375-1320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627
X7,/ MMC METAL DE MEXICO, S.A. DE C.V. Av. La Cafiada No.16, Parque Industrial Bernardo Quintana, EI Marques, Querétaro, CP 76246, México TEL : +52-442-1926800
JS)b./ MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista ~ CEP 01333-010 Sao Paulo - SP ., Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506-5677
5 A/ MNC Hardmetal (Thailand) Co.Ltd. MOLDINO Division 622 Emporium Tower, Floor 22/4-4, Sukhumvit Road, Klong Tan, Klong Toe, Bangkok 10110, Thailand TEL:+66-(0)2-661-8175 FAX:+66:(0)2-661-8176
A~ R/MNC Hardmetal India Pvt Ltd. H.0.: Prasad Enclave, #118/119, 1st Floor, 2d Stage, 5th main, BBMP Ward #11, (New #38), Industrial Suburb, Yeshwanthpura, Bengaluru, 560 022, Kamataka, India. Tel - +91-80-2204-3600
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Specifications for the products listed in this catalog are subject to change without notice due to
replacement or modification.
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@ILINK  Printed using vegetable oil ink.

Printed in JAPAN



