BmomAYOJ DERAE

How to use this catalogue

7.7 7 (| 7@% Catalog structure

DIR—=IDKFELDTEDEFZRIRT S
TOR—ID—DFHIDARRC. BROADFEEBLCNET . SRELO
TEHHDFEN—Y (FR) 2B BN TEET,

@MOLDINO—#ILTENSTEZREET D
SENSEENTICREFMOLDINO—HLIEZEY I 7y TLTVE
¥ TERROIIARDSERET O TTERZSL,

OHEDEROEIDTEZREET D
FRICES TEDBRHA—IDEHINTOFT . SELOTEDN—Y

ZRWVWTLIEEV (TURIIVEHFZ DN — %250 H)

@FEIEDERLDTIEZEET D
DEZRATE- TYRZIL-RUIICDOEXLTIE, FREDEHICETED
B EEBHLCHDETOTTEAZEL,

OJIR—IDSOERI—RFRS KD IEZEEET S
ETEOBRI—RETILT7NyNEICBHLE U SRLOTEORE
BI—RODOTVBIEEFRPIN—IERTEN TEET,

CHNRBITERRRIDTEZEETD
(TVRZ)L-EERUIL)
BETYRIIVGAR0X—Y, )\ RT YR LBHE R~ BERUIL
BEBR—Y KD ANEBIDTERRREBHLTHOFT DT TEAL
rEL,

OKBELDTESRZEE

Select the type of tool from the main index.
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Carbide End Mills

(DSelect the type of tool from the main index on page 1.
The major product classifications are listed on the preceding page.
You can open the catalog to the first page (intermediate index) of the
section for the tool type you are looking for.

(2)Select the type of tool from the main index on page 1.
The major product classifications are listed on the preceding page.
You can open the catalog to the first page (intermediate index) of the
section for the tool type you are looking for.

(3)Select the tool from the intermediate index of product
classifications.
The page number for each tool are listed in the intermediate index.
Open the page for the tool you are looking for.
(For end mills, the tool shape classification page is listed.)

(@Select the tool from the table of contents for each tool.
For indexable insert tools, end mills, and drills, immediately after the
intermediate index, a summary of the details for each tool is provided for
your reference.

(5Select the tool from the product code index starting on
page J1.
The product codes for each tool are listed in alphabetical order.
If you know the product code, you can quickly open the page for the tool.

(6)Select the tool from the quick dimension lookup table by
tool diameter (End mills & Carbide drills).
For end mills & carbide drills, a quick dimension lookup table by tool
diameter is provided for your reference starting on page
A20(Carbide end mills), H6(HSS end mills), E8(Carbide drills).
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Select the tool from the intermediate index of product classifications.
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Select the tool from the MOLDINO’s Recommended Tools

Selection criteria table according to carbide end mill shape
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Select the tool from the table of contents.
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Features and Applications

Product Name

Em/\UI—-Y3Y

Product variations

ZHEERBICLF15— - va— EDZED/\UI -3y
HH2BE. ZOEEERSLLTVEY,

If there are variations available for the product, such as regular type, short
type, etc., the variations available will be listed.
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Icons
BRODETT - FRAEEEZ7 A IVRELTVET,
HULWABIEIXRED 7743 V0DHAE] ZTEBELLEE0,

Show product statistics, applications, etc. For details of the icon meanings,
refer to "Meaning of icons".
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Item Code
EmI— RO CICIFEFD ICEFERFHADTT,
Numeric figure in a circle "> and Alphabetical character comes in a
square: .
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About price

BHEfliE(F2022F 1 0RRE.HEHRE DBEMZERTLT
BbFET,

Prices listed are as of October 2022,and unit prices excluding consumption
tax.
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Applicable work material

MIRHIMEZRRLCTVE T,

Applicable work material

ER5HS : :-PN — IR R
T F sumtom
/fféj:,"/fﬁﬁ NE |J—s¥E| A | BTE | BE | 2k | vwom| PEARME
e | oo, | Cormarrtic | roe ongn on| nedida | ovinbrgn | “ovcan | suggesed
— | DC RE APMX LU DN LF DCONMS
ER5HS06-PN L] 6 0.5 18 21 5.5 60 6 13,140
ER5HS08-PN L] 8 1.0 24 28 7.3 75 8 15,380
ER5HS10-PN [ 10 1.0 30 35 9.2 80 10 19,870
ER5HS12-PN [ 12 1.0 36 42 " 100 12 23,910
ER5HS16-PN [ 16 1.0 48 56 14.7 110 16 51,600
ER5HS20-PN [J 20 1.0 60 70 18.4 125 20 71,900
"
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End mill for adaptive milling
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Enables high-eff machining in conjunction with adaptive milling
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BmRI—K G siE |2 ¥@E| AR | BTR | BE | @& |vwom| PeAnfhiE
o coce o |Ta | rosn Necdn | owrlongn | “Srcan | Sumesed
DC RE APMX LU DN LF DCONMS
ERSHS06-30-PN o o 05 18 30 55 70 6 14,480
ERSHS08-40-PN ® 8 | 10 |2t |4 93 | 80 | 16,960
ER5HS10-50-PN L] 10 1.0 30 50 9.2 100 10 21,880
ER5HS12-60-PN L] 12 1.0 36 60 " 120 12 26,260
ER5HS16-80-PN L] 16 1.0 48 80 14.7 135 16 58,100
ER5HS20-100-PN (] 20 1.0 60 100 18.4 155 20 84,000

O XIS Applicabi O FBHHEE XIS 5 88 B Re-grinding compatibility range
TR [T A x Wae [ @@ —Fiencde | SHEowerda@m | TIFeaem |
e [ s > 6o | = ca | EmsHsPN | s~20 | ~20 |
S 45HRC | S 55HRC | S 65HRC
° I I
® : EEMRTYT, @ : Stocked items.
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Re-grinding compatibility range
BEN LRI REEZERRUCLER T,

Re-grinding compatibility range

O E’Ei E(:OL‘T About stock table

O : REAEERCTI .

OHl : X—A—EEMTY . BEHERNBBNGELLE L,
UED - RERIEEEETY . BHEEABHEEE L0,
AH : EEDELEDREZEIEEMELFDEHDTY,

RED . ZFEEMCTY

—E0 : RIEBLEE A

@ : Stocked Items.

© : Manufacturer stocked items. Contact with our sales department.

[ : Stocked by specified distributor. Contact with our sales department.
2T When the Stock is out, will become to produce on request.

No Mark : Manufactured upon request only.

— ! Not Manufactured.

ANSZOTCHBEDERIITFELEL. & IRDEHICHBREEIT D ENHDET,

Specifications for the products listed in this catalog are subject to change without notice due to replacement or modification.
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IIIIIFEi% Applications

Elﬂt.ﬁﬁ'lﬁﬂ]'ﬁ'] HE”HI Profiling ;’7??/? F—I \7]|]I Taper
. High efficient side milling | | HENICERATEEFT. ~| FoIWHICERTEET,
Adamwe\m‘"mg EREEIEY — VIV K DERERBIEEIMIIC Profiling Can be used for profiling. Taper Can be used for taper cutting.
iLET — N
Compatible with high-efficiency side cutting using load \‘5 R”uI Radius eslugll 7 _l \ol-h_,ll”uI Radius Taper
contoltool paths & | RuTicEmTERY, 7 —) R— U TICERCEET.
Radius Can be used for radius cutting. Radius Taper Can be used for radius taper cutting.
Fm|m :F-Ew‘ﬁu Planing EQHX? EH D ”I]I Chamfering @—33 HD(DC b”nI Rest Material Machining
TEBICERATERT, EROMIICERTERY, '~ BOOTUNMIICERATERY.
Planing Can be used for planing. Chamfering  Can be used for chamfering. wlaalag ~ Can be used for side-open cavity cutting.
(AU ﬁuﬁmﬁ“ Side Cutting /\‘2)1, "N U h,b”uI Helical ﬁj" Eja"”ul Corner Recessing
BIEIHICERTEE T, % ANUAMTICERTEET, EIFMIICERATERT.
Side Cutling Can be used for side cutting. “Helical Can be used for helical cutting. Cnme,RE;ess‘ng Can be used for corner recessing.
% | BYIE siotting 2sv| EESDIII spot facing o HHERAIT winiature
& | moncemcess. ﬂ B OMTICEATEET. ¢ | wenTicgmcasy.
Sioting Can be used for slotting. SpotFacing ~ Can be used for spot facing. Miniature Can be used for miniature cutting.
B2 Wi&aﬂlllI Die-sinking /\_ v ’ \—9’-7Jlb7]l]I Vertical /7.’1'5” 7"'\5 lﬂJI]I Boring
e | mramTmmTEEY. R—FIUMTICERTERT. | rsUmIcERTERT.
Die-sinking Can be used for die-sinking. Vortical Can be used for vertical cutting. Driling Can be used for boring.

ﬂ:J:U'ﬁﬁ Types of finishing

- _7_' e “Jﬁ Coating

o

Roughing

ﬁ?]l]I Roughing

FITIICERTEE D,

Can be used for roughing.

Finishing

ﬂ:J:lﬂll]I Finishing

EEFMICERTERT,

Can be used for finishing.

Semi Finishing

it EIFIT semi-Finishing

it EIFMTICERATEERY,

Can be used for semi-finishing.

Rib Miniature

UJ «$EBINT rib, Miniature

UZENI. #EOMIICERTEERY.

Can be used for rib cutting and miniature cutting.

ATHCoating has been applied.

Nano-composite CSCoating has been applied.

C (century) Coating has been applied.

TH3 _7_'4y9 THCoating
F/REERTHI—T4VJZELTHD T,

SD1 —7_"{75 SDCoating
S-DLCO—FT+«VIJ%ZELTHDET,

G3 _7_'4.77 GCoating
GI—FT+(VIZEBLTHDET,

mo) Micro-TH3 —7_'{77“ Micro-THCoating HD3— F"fyg HDCoating
TH| sesTHa—5oEmLTHLFT., HD| 55 vy ra->osmicanzs.
— Super smooth THCoating has been applied. New Diamond Coating has been applied.
TH33—5 4>/ %Y TtH3coating PNI—3-1>% PNcoating ATId=F+1>2% Atcoating
TH3| thsa—zrommLTHbET. PN| eno—5osmicsbs, AT| arososmiconzs.
TH3Coating has been applied. — PNCoating has been applied. Nt ATCoating has been applied.
ATH3 —7_"{?9 ATHCoating Ccs1 _7_'4y7 CSCoating Cc3 —;‘4“/7 CCoating
ATH| aryo—soamLTabEs. €S| > eancsasroemiennzs. |G | cmvsauo)msoemLosnas.
)
3

Nano-composite THCoating has been applied.

S-DLC Coating has been applied.

GCoating has been applied.
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Tool Materials JINUN :l\'l’ h’ \’{Z HSS-Co t53 gﬁﬁ*ﬁﬁg‘ff’fy h
IMZ) IBMEICIULM\A ZEEALTVET. ~)  ISMEICSRRRES TEVFEERLTLET,
HSS-Co Cobalt HSS is used in the tool material. CBEmIC Poly Crystalline Diamond is used in the tool material.
)
sapg| EEEE carbide z| VTR Hss beza8) Max 1
IEHECREASEERALTLET. TEMEC/\A AEEALTVET, SER]  TEHMEICMaxi (B—*v ) ZERALTVET,
Carbide Carbide is used in the tool material. WJ HSS is used in the tool material. ol Cyclre Dirond Max1 (cermet) is used in the tool material.
0wk AR INAL R Powdered HsS CBN CBN ) TS=EZYT ceramic
IR} IEHEICHF/N\A REEBLTVET, TEHEICCBNZERLTLET, ) TEaHEC Sy o REALTLET.
Pondesdriss  Powdered HSS is used in the tool material. ~—— CBN s used in the tool material. Ceramic) Ceramic is used in the tool material.
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Statistics for indexable tools

IV RZIVEET

Statistics for End Mills

i)l MTZ 4222 Mt shank 5} TYREID D End mill shank
MTY v IR T, IVRINWY vV IHKETT,

MT Shank Follows MT shank specifications. Erm Shank Follows end mill shank specifications.

BN ARL=—BI¥20T straight shank  [EEA) BRI YYD integral No. Shank
ARU— b vV O1ETY, BREY v O TY,

Stagnsnank  Follows straight shank specifications. imegaNoshnk  Follows integral number shank specifications.

# JMELEE Tolerance on dia.

0
—0.2

MT—BEONROATEETRLE To

Shows the mill diameter tolerance for the body unit.

BAUAE %*Wi&b% Maximum Notch
[10| mrvmsmenLzs.

Shows maximum notch amount.

‘f“J'U'—H%E Tolerance class

A Y — hOREEZRULET,

Shows tolerance class of insert

m - WQJ}%E Notch angle
| ABBEZRLET,

Shows notch angle.

w30 [aon30] RUNBRE Helix Angle Resz|  JR=—)LEBLYEE Tolerance on RE VYD BINE Tolerance on shank
SIS B QAN s-rrzomsEeRLET. =!| vroomonsEERLET.

Helixangle Helixangle ~Shows the helix angle of the flute section. RElierance  Shows R tolerance of flute tip. Shows shank diameter tolerance.

nEnz] SHERINEE Tolerance on dia. REaE| ] = 2EEEIIEE Tolerance on RE REng FEDERIR Unequal pitch geometry
[l HNEDHBEZERLE T, & JI—FHROFEEETRLET, V| AEHERRERELTVET,

Diatolerance  Shows mill diameter tolerance. RE tolerance  Shows corner radius tolerance of flute tip. Unequaipicn  Adopt Unequal pitch geometry.

» ~ — \ 0 Il_ — _- — - - R
hu'b.jJZT‘ij 7 ﬁm %%Eg}l 1’3 bﬂﬂlﬁ Helix angle ﬁﬁﬂﬁ Tip angle
Statistics for Drill, Non Step Borer N BORLNAEEERLET. RULOERBERLET,

Nomaineix  Shows the helix angle of the flute. Shows the drill tip angle.
h8 EE’R% Tolerance on dia. h6 :/‘\"JQE’R% Tolerance on shank % 1]I]I/"'t§¥'<! Drilling depth
B ezosszrrLEd. Il vrvopomszrrRLED. } RULOBANTI GRS ERLE T

Shows the drill diameter tolerance.

Shows shank diameter tolerance.

Shows the maximum machining depth for the drill.
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Cutting Conditions

ﬂrﬁu%‘*i Cutting condition table

VHIRHROIBHNR—IZRLET,

Shows the corresponding page of the cutting condition tables.

BEARH

”ngFﬂ Cutting movie

#AtYouTubeF vV RIS T TEBELRH T,

Our YouTube channel shows cutting movies.

O HhICXHTBTiE

ﬁgi Tolerance for shafts

BHEHA
Standard dia. h7 ] h7 h8 ] h8
EHBR LT I N I N
Over Up to
_ 3 o) 0 0 0 0
~0.003 —0.004 ~0.006 -0.010 -0.014
3 5 Q Q Q Q o)
~0.004 ~0.005 —-0.008 -0.012 -0.018
5 10 0 0 0 0 0
—0.004 —-0.006 —-0.009 -0.015 -0.022
10 18 0 0 0 0 0
—-0.005 -0.008 —0.011 -0.018 -0.027
0 Q Q Q Q
18 30 —-0.006 ~0.009 -0.013 —0.021 -0.033






