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Carbide step drill for drilling and chamfering can be
performed in one process!!
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FLIAE # % FUN—K2388 | Applications SRIBE E STB-ATH _
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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 ##Et%ﬁg Features and characteristics
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@Hardness and oxidation resistance of TH Coating is further improved.
= z ¥ — = Enables longer life and higher efficient when cutting high-hardness
K&k, SRER(LHEIREICIED X Uic, garlt ST LTI A G e

terials.
(FERAFDHESOICHEUESIR T /ORIy —F 4T TT) m?s?z:r?o composite coating with finer crystal particles)
.—%—EE*Z*S} (55HRCL>U:) @@EUBDIICEH?‘H'IEE‘EE%Ebia‘ @Exhibits amazing performance when cutting high-hardness materials
= © 55HRC or high
Z%F’é]ﬁ’flﬁlﬂ\ Eﬁfgﬁm\ Igﬁm Cgld—workgcr! dli?a setre)el, HSS, tool steel.
.I‘f’ft%'jl‘ﬂ"t%ﬁ%hﬁﬁ @Long life for both dry cutting and wet cutting
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Carbide

T_r;f Size (mm)

B/ \TEmAS
AEmId—R #E | /D g | RFVIRSE| BE 2R |VrIBARB) @EmEmnau (M)
ltem code Stock Small Step length Flute Overall Shank dia. -Iju(j\“
dia. length length (Large dia.) Corresponding Su-ggelsted
DC 22 2 LF DCONMS | tapsize el sl

“STBHO34S-ATH | ® | 2 | ., | 8 | 25 | 8 | 60 | .. | 16500
STBH034M-ATH { ] 3 ’ 12 30 80 6.0 19,420
STBHO43S-ATH | @ | 2 |, | 10 | 3 | 8 | 70 | . | 17960
STBH043M-ATH o 3 ) 15 35 85 7.0 21,210
_STBHO51S-ATH | ® | 2 | ., | 12 | 3 | 90 | 80 | we 20,650
STBHO51M-ATH o 3 ) 18 40 90 8.0 23,570
_STBHO68S-ATH | ® | 2 | .o | 16 | 45 | ° 100 | 100 | s 25,140
STBHO068M-ATH o 3 ) 24 50 105 10.0 29,410
_STBHO85S-ATH | ® | 2 | oo | 20 | 50 | 15 | 120 1 w10 32,320
STBHO85M-ATH o 3 ) 30 60 125 12.0 38,040
_STBH103S-ATH | ® | 2 | .03 | 24 | 60 | 125 | 140 | w12 43,880
STBH103M-ATH [ ) 3 ) 36 70 135 14.0 51,180
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Carbide

T_ﬁﬁ Size (mm) ﬁ_EE,J \ﬁ{ﬁ%
AEmd—k #E | LD g | RFVITRE| BR 2R |VrVIBAB) @EmEimnau ()
Iltem code Stock Small Step length Flute Overall Shank dia. EPA

dia. length length (Large dia.) Corresponding Su_gge_sted

DC 22 2 LF DCONMS | tap'size atipRee(e)
STBO34S-ATH | @ | 2 | [ 8 | 25 | 80 | 60 | . | 13810
STB034M-ATH o 3 ) 12 30 80 6.0 16,050
STBO43S-ATH (@ | 2 |, | 10 | 30 | 85 | 70 | o | 14930
STB043M-ATH o 3 ) 15 35 85 7.0 17,740
STBOSISATH (@ | 2 | . | 12 | 85 | 9 | 80 | o | 17,070
STBO51M-ATH o 3 ) 18 40 90 8.0 19,640
__STBOG8S-ATH | ® | 2 | g8 | 16 | 45 | 100 | 10.0 | \s 20,880
STBO68M-ATH o 3 ) 24 50 105 10.0 24,580
STBOSSS-ATH | @ | 2 | | 20 | 50 | 115 | 120 | ... | 27,050
STBO85M-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
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- AEOIEF. BARARLY A X MA~MBAIEC1.0. M8~M12A(FC1.5FX TIMIAEETT
- BARUYA X EXA—MLLEERUTT .

+ 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

Wﬁﬂﬁimg‘fj (6,5 ¢]7%ad)’Z=)8 Internal coolant type (with Oil holes)

SR | KR axil | TUN\-RUl| R THEEk| Y51 7)1/5%1& ATV | TiEEE
|

% Si I Carb All Pre-hardened G Stainl D
SlJ \"f§ tsrllglia sitaée?sn steglys * st:relgne castri%ns ﬁfi AT ts??e?ss ° T—ija%—lr;zs}il;tthB
maf dia. cast irons alloys alloys
~180HB | ~200HB | ~30HRC | ~45HRC FC FCD SUS300% | 'noonel 718
¢3.0 | EIERE 80 80 80 40 80 60 100 40 20

) | (wmin) | (40~120) | (40~120) | (40~120) | (20~60) | (40~120) | (30~90) | (80~120) | (20~60) | (10~25)
®6.0 | xngmrev)| 0.07~02 | 0.07~02 | 0.07~02 | 0.05~0.12 | 0.07~02 | 0.07~02 | 0.07~02 | 0.05~02 | 0.05~0.15
¢6.1 | UIEIEE 8 60 100 40 25

) | (mmin) | (40~120) | (40~120) | (40~120) | (20~60) | (40~120) | (30~90) | (80~120) | (20~60) | (15~30)
¢10.0 [ xngmev)| 0.12~03 | 0.12~03 | 0.12~03 | 0.06~02 | 0.12~03 | 0.12~03 | 0.12~03 | 0.09~02 | 0.05~0.15
¢10.1 | UIHLEE 8 60 100

) | (m/min) | (40~120) | (40~120) | (40~120) | (20~60) | (40~120) | (30~90) | (80~120) | (20~60) | (15~30)
®13.0 [en@mrev)| 0.2~04 | 02~04 | 02~04 | 0.1~0.25 | 0.2~04 | 02~04 | 02~04 |0.15~035| 01~02 |

ﬂﬁﬂﬁﬁimg‘r 7 (6,5 0)%d):{80 External coolant type (without Oil hole)

I\E
Small dia.

BEAM | R azil | TUN\-RVEl| RTHEERKR| YITAI | TPILEZOL

Structual Carbon Alloy Pre-hardened Gray $E4 =
steels steels steels steels cast irons %ﬁ = ﬁ
Ductile Aluminium
cast irons alloys
~180HB | ~200HB | ~30HRC | ~45HRC FC FCD

¢3.0 |tIHLRE

! (m/min)
960 B

40 70
(40~80) | (40~80) | (40~80) | (20~60) | (40~100) | (30~70) | (50~90)

¢6.1 | tIHILRE

60 60 60 40 70 50 70

Y | (m/min) (40~80) | (40~80) | (40~80) | (20~60) | (40~100) | (30~70) | (50~90)
@10.0 | sep g mireu)| 012~05 | 012~03 | 012-03 | 006~02 | 012~03 | 012~03 | 01203
010.1 | IR 60 60 60 40 70 50 70

! (m/min) (40~80) (40~80) (40~80) (20~60) | (40~100) | (30~70) (50~90)
0130 | ngmien)| 02-04 | 02-04 | 02-04 | 01~025 | 02-04 | 02<04 | 0204 |
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[Attentions on use]
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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.)

3t is 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.

BfHISEI—T 4V I BEOTHED T T FFULREHERMETHRVSGELIEE L,

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

@) SCM440(30HRC) 23007 N T O EFERHED L 8

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

/// TE=¢6.8Xx24X50x¢10

Cutting conditions ve=80m/min (n=3,750min") w=637mm/min (EEYDEF chamfering i=375mm/min)
f=0.17mm/rev. (EEXDRF chamfering f=0.1mm/rev.) JTUEE Hole depth =25.5mm
EHYD chamfering=C 1.5 ZI—F /b coolant= MQL IITHE Machine=1&EY~Y > Z>/Ft>/% Horizontial MIC

STBHO68M-ATH

Z 3RS 0Y0mm

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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1. B EDTEE

( )IE’E’T A (3

MICE AT EBEBBEOLET, - L :

@ #ALMhNEHY S TREBMBOBRE DU NERF CEEMN LV LIISEBL T, (2) When handling tools with sharp cutting flutes, be careful not to touch the cutting flutes directly with

2. BRI ER
(1 )’ﬁﬁﬁﬁut_ TR BNEDONEREBET o TV AL uhFry 7EADIHHIFEEIC 2. Cautions regarding mounting

T2 TN
(@) RIS, RECRBEN BELISA

Attentions on Safety

1. Cautions regarding handling

)PSEHTEEIE. TEDRU L. ETICTERLRV HBIC T E TSN (1) When removing the tool from its case (packaging), be careful that the tool does not pop out or is

dropped. Be particularly careful regarding contact with the tool flutes

your bare hands.

(1) Before use, check the outside appearance of the tool for scratches, cracks, etc. and that it is firmly

13, E5ICHEMEE LS T, ZORBOREERBR mounted in the collet chuck, etc.
T, (2) If abnormal chattering, etc. occurs during use, stop the machine immediately and remove the cause
3. FHEDCEE of the chattering.
(1) B TE &3\ S HIM O E-BEDHEE, H5PUHIERBL THL TR, 3. Cautions during use

() IFENBISR AR OBIE, FLLMEEDL EFOBREL TR,

PIAHH KREVGE, (1) Before use, confirm the dimensions and direction of rotation of the tool and milling work material.

ERBMOBIED /NSNS E BBV THOMIRICIEC TEHIRISRAEEE AL TR (2) The numerical values in the standard cutting conditions table should be used as criteria when starting

<F2&u, new work. The cutting conditions should be adjusted as appropriate when the cutting depth is large,
(3) I TREMHBEOMETY, :ﬁﬁﬁqﬂ»@ﬁﬁbfﬁﬁ%ﬁ?%iﬁab‘@UiTo E3EN ’c}Jg(T#m the rigidity of the machine being used is low, or according to the conditions of the work material.
BazenH ')iToELﬂbWﬁﬁﬁmﬁliT?#%imf Fag, NiE, Zé%l%liﬁk)\of%f g‘@é (3) Cutting tools are made of a hard material. During use, they may break and fly off. In addition, cutting
3?2%3?217:%@{?&%%?%&%3\??&@Lhﬁém\ ERAU, REDH LBEDREREER chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage from such
IR el . - flying pieces, a safety cover should be attached when work is performed and safety equipment such
(4)DRIRICREE G BNAED, BB ICLBRH® HIUCT (CLBEIK-KHDBEBRDBYET BN as safety goggles should be worn to create a safe environment for work.
g?yg{ﬂﬁ@ﬁbégé‘(miﬁﬁb&hV((tél,\ K BHERIRE CERSNBHEEBIAN (4) There is a risk of fire or inflammation due to sparks, heat due to breakage, and cutting chips. Do not
RES a3

(5) TEERKDBEHLANIGTERICES BN TS,

4. BIFHIBOCER
(D BI B m 4 <55 T ANRIRT SBOHBUET WESTRETAT 7. BHHE 4, Cautions regarding regrinding

(2 )11 =] &ﬁiﬂéﬂbi?t#ﬁ@b‘%ibgt AR EZOEEICRL A —ER . RED (1) If_regrind[ng is not perfprmed at the proper time, there is a risk of the tool breaking. Replace the tool
h‘h%ﬂ){%ﬁﬁ%féﬁﬁbfﬁcéuo
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MIEMASHE Eﬂ:—v—ME%%%Bﬁiﬁﬁﬂ(4%1tﬁll)t:?tatmm\&LTO‘:‘%L\G

use where there is a risk of fire or explosion. Please caution of fire while using oil base coolant, fire
prevention is necessary.
(5) Do not use the tool for any purpose other than that for which it is intended.

with one in good condition, or perform regrinding.

FhTOET, BFEIZD (2) Grinding dust will be created when regrinding a tool. When regrinding, be sure to attach a safety
o

cover over the work area and wear safety clothes such as safety goggles, etc.
(3) This product contains the specified chemical substance cobalt and its inorganic compounds. When

5 TEICAALT, R LORMES - RN S - ZOMARS HYELD | 7V—41VIVERTHEE | A performing regrinding or similar processing, be sure to handle the processing in accordance with
RS,

thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.
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MOLDINO Tool Engineering, Ltd.
F#t T130-0026 SEREEBAXEE4-31-11(E1—

International Sales Dept .. @ +81-3-6890-5103 FAX +81-3-6890-5128
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UwEE)LSR) TEEETF—Y~X—2 [TOOL SEARCH]

B 03-6890-5101 FAX 03-6890-5134 [ TOOLSEARCH X é,)

EZXErEEE ®036890-5102 FAX03-6890-6134  BHEZFEE ®03-6890-5103 FAX03-6890-5128 EZ
RREZFPT ®036890-5110 FAX03-6890-6133  #fEEZEFT T 0542730360 FAX054-273-0361

RILEZEFT ®022-208-5100 FAX022-2085102  LHEESMF T 052687-9150 FAX052-687-9144
HRERA B®025887-1224 FAX0258-87-1158  KBREZFT @06-7668-0190 FAX06-7668-0194

RERERE T0294-88-9430 FAX0294-88-9432  FhMUEZEFF B 082-536-2001 FAX082-536-2003

REFEZEM ®0268-21-3700 FAX0268-21-3711  AMEZEFF @ 092-289-7010 FAX092-289-7012

JtEEREZP ®0276-59-6001 FAX0276-59-6005

#HE)|E%m  B®046-400-9429 FAX046-400-9435

3—0v/(,/MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
77 XU 71,/ 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
XF2/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
JSY)b./ MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista — CEP 01333-010 S0 Paulo - SP ., Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506-5677
5 (/' MMC Hardmetal (Thailand) Co, Ltd. MOLDINO Division 622 Emporium Tower, Floor 22114, Sukhumvit Road, Klong Tan, Klong Toei, Bangkok 10110, Thaland TEL:+66-(0)2-661-8175 FAX:+86:(0)2-661-8176
A > R/ MNC Hardmetal India Pvt Ltd. H.0.: Prasad Enclave, #118/119, 1st Floor, 2nd Stage, 5th main, BBMP Ward #11, (New #38), Industrial Suburb, Yeshwanthpura, Bengaluru, 560 022, Kamatake, Inda. Tel - +91-80-2204-3600

$BHAMiMEI320225 10 A 1 BRE R DOH BBIRZDBEMiE RRLTHVET, FEL KR BEOLOICHBERTI_EFBIET, 2023-4 (K) FT
Specifications for the products listed in this catalog are subject to change without notice due to -
replacement or modification.
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