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The Zenith of Mllllng for Vertical Wall and Bottom Face Finishing
Vertical wall and bottom face finishing with a single tool!

ERSWB-ATH-ESSWB-ATH DfF<

ER8WB-ATH/ES8WB-ATH features
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Peripheral cutting edge design tailored for vertical wall milling
Allows milling as intended with minimal deflection, reducing re-machining and re-working steps.
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Incorporates MOLDINO's own corner radius edges to achieve high-quality bottom face milling.
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C Carbon steel Pre-hardened Hardened steel ~ Hardened steel i R7I7) tiems
opeer Alloy steel i USBSHRC | S572HRC Mold making Square
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Using long-flute end mills for vertical walls of molds reduces accuracy Reducing pick feed when contour milling achieves machining
and generates the need for time-consuming remachining and reworking. accuracy for vertical walls but increases machining time.
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~ Small-pick feed
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Using the ER(S)8WB-ATH reduces re-working such as zero cutting and correction, making unattended machining
more practical.
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The ER(S)8WB-ATH allows contour I e S Ehi NS
milling with larger pick feed. : : :
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Farge pick feed ITEEBINE vertical wall deflection (M)

#Hl4 : STAVAX (52HRC) ##% : 78 MC(HSK-AB3) J—3SVh: I7—JO— REHULE : 60mm(L/D=5)

Work material : STAVAX (52HRC) Machine : Vertical MC Coolant : Air blow Projection : 60mm(L/D=5)

[fEskO> I HEIVR=)V] conventional long-flute end mil [ES8WB-ATH]

TE1#% To0 specifications : @ 12 + F{R Fiute length 55MM - BHH Fiutes IE{iﬁ . ES8WB1200LN-60-ATH (Qﬂ 2 - AR 12mm - 88H)
n=530min"(vc =20m/min) v =93mm/min(fz=0.03mm/1t) WEEIEPERiEEiEmn ) M R e
ap=50mm ae=0.05mm n=1,326min'(vc =50m/min) vi =636mm/min(fz=0.06mm/1t)

ap=6mm ae=0.05mm
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Vertical wall finishing using ER(S)8WB-ATH

Features
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« Short flute gives high rigidity => Minimizes deflection
+ Tool design with few contact points => Minimizes vibration

. Solution

(o) tﬂﬁ“*ﬁﬁ@ttﬁ Comparison of cutting force
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Peripheral cutting edge design tailored for vertical wall milling

Vertical wall finishing with conventional long-flute end mill
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+ Extended projection length (flute length) => Deflection
+ Multiple contact points=> Increased vibration

#EIF work material : SKDB' 1 (48HRC) FEM Machine & T vertical MC(BT40) Z—3/k coolant - T 7—J0O— Airblow REHUE Projection - 30mm(L/D=5)

ER(S)8WB-ATH

ﬁﬂ%ﬂ‘/ﬁ% §IVFE} lJ Conventional long flute end mill

i {ERTE : ES8WBO600LN-30-ATH
b (96 FE& 6mn & & 30mm)

Tool : ESBWB0600LN-30-AT

3xMAEHE (N)
Total resulting force

Esikﬁjj : 7ON (96, Flute length 6mm, Under neck length 30mm)
Maximum total force YIHIREE © n=2650min"!
100 Cutting (ve50m/min)
et Al gt conditions vi=B63B6mm/min
(0.03mm/t)

o ap3mm ae0.1Tmm
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Reduced cutting force and vibration
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This is the point
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EATE  68I0VINR
(96 JR25mm)

Tool : 6flutes long flute (¢6, Flute length 25mm)

HIBIZRE : n=2650min-!

=AS7]: 384N

Maximum total force

3AEESNE (N)
Total resulting force

iob Cutting (ve50mM/min)
conditions vi4d77mm/min
(0.03mm/t)
" ap25mm ae0.1mm
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Large cutting force, resulting in vibration
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The unique design reducing cutting force and vibration allows milling as intended with minimal

deflection.
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Features
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MOLDINO's own corner radius cutting edge design * ER8WB-ATH only
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View on cutting face

R¥
R cutting edge
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Smooth interface between bottom and radius cutting edges
ensures high-quality bottom face milling.

ERSWB-ATH WERARASI 7 AT VRI)L

Conventional 4flutes radius end mill
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Feed direction

ED7E
Feed direction

MIEHELS
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Milled surface appears cloudy.

Uneven cutter marks

SERH D
V- hyy—<—o
Shiny appearance
with uniform cutter marks

?&'ié]'IJM Work material : S50C #EW Machine ﬁ?g Vertical MC(BT40)
22— coolant : 77— T 00— Air blow EEHLE Projection - 60mm(L/D=5)
EATE ERARAISITAIVRI)L ER8WB1200LN-60-R1.0-ATH (¢12)

Tool : Conventional 4flutes radius end mill, ER8WB1200LN-60-R1.0-ATH(¢12)

BIEIZEAF - n=5310min 1 (vv200m/min) z=0.06mm/t ap0.05mm aeBmm

Cutting conditions
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A5 AT Atype B% 7 Btype
ESBWB LN (Ls)- -ATH Carbide Helix angle %6 $7~p12  $681012 $7.9.11
= . T_r 5£ Size(mm) o A==
RIS EECam | 39r | BTR | BE | 2R | vvog| D% | RELHEE
ltem Code Stock DC APMX LU DN LF DCONMS | Shape retail price(¥)
Tool dia. Flute length Under neck length Neck dia. Overall length Shank dia.
ESS8WBO0600LN-20-ATH o 6 20 5.88 70 6 A 13,180
ESS8WBO0600LN-30-ATH [ 6 6 30 5.88 80 6 A 13,710
ESS8WBO0600LN-40-ATH [ J 6 40 5.88 90 6 A 14,260
ESS8WBO0600LN-50-ATH o 6 50 5.88 100 6 A 14,820
ESS8WB0700LS-ATH [ 7 7 = = 90 6 B 19,810
ESS8WBO080OLN-30-ATH [ J 8 30 7.84 75 8 A 14,580
ESS8WBO080OLN-40-ATH o 8 8 40 7.84 90 8 A 15,460
ESS8WBO080OLN-50-ATH [ 8 50 7.84 100 8 A 16,140
ES8WBO080OLN-60-ATH [ J 8 60 7.84 110 8 A 17,270
ES8WB0900LS-ATH o 9 9 = = 100 8 B 22,580
ES8WB1000LN-35-ATH [ J 10 35 9.8 80 10 A 17,320
ESS8WB1000LN-50-ATH [ J 10 10 50 9.8 100 10 A 18,990
ESS8WB1000LN-60-ATH o 10 60 9.8 110 10 A 20,200
ESS8WB1000LN-80-ATH [ J 10 80 9.8 130 10 A 22,010
ES8WB1100LS-ATH [ J 1 11 = = 110 10 B 26,990
ES8WB1200LN-40-ATH [ J 12 40 11.8 90 12 A 21,150
ES8WB1200LN-60-ATH [ J 12 12 60 11.8 110 12 A 23,440
ES8WB1200LN-80-ATH [ J 12 80 11.8 130 12 A 25,470
ES8WB1200LN-100-ATH (] 12 100 11.8 150 12 A 27,510
5 :JT Z Radius 2 2
| & PRI 18
" ‘ © e |APMX e
LF J ‘ LF
A5 AT Atype B% 17 Btype
" om
4 -ATH Carbide ATH Coated Helixangle 96 $7~¢12 $681012 $79.11
mRI— R i <& sy TAR| F\FfiNG
o SE 0@ NE | BTR | 88 | 2k |vrvog[vn FL il
Item Code Stock DC RE APMX LU DN LF DCONMS [Shape|  retail price(¥)
Tool dia. Corner radius Flute length  [Under neck length|  Neck dia. Overall length Shank dia.
ER8WBO0600LN-20-R1.0-ATH [ J 1 7 20 5.88 70 6 A 15,510
ER8WB0600LN-30-R1.0-ATH [ J 6 1 7 30 5.88 80 6 A 16,130
ERS8WB0600LN-40-R1.0-ATH (] 1 7 40 5.88 90 6 A 16,780
ER8WBO0600LN-50-R1.0-ATH [ J 1 7 50 5.88 100 6 A 17,430
ER8WB0700LS-R1.0-ATH () 7 1 8 - - 90 6 B 23,300
ERS8WB080OLN-30-R1.0-ATH (] 1 9 30 7.84 75 8 A 17,150
ER8WBO0800LN-40-R1.0-ATH [ J 8 1 9 40 7.84 90 8 A 18,190
ER8WB0800LN-50-R1.0-ATH [ J 1 9 50 7.84 100 8 A 18,990
ERS8WB080OLN-60-R1.0-ATH (] 1 9 60 7.84 110 8 A 20,320
ER8WB0900LS-R1.0-ATH [ J 9 1 10 = = 100 8 B 26,570
ER8WB1000LN-35-R1.0-ATH [ J 1 1 35 9.8 80 10 A 20,380
ERS8WB1000LN-50-R1.0-ATH (] 10 1 11 50 9.8 100 10 A 22,340
ER8WB1000LN-60-R1.0-ATH [ J 1 11 60 9.8 110 10 A 23,760
ER8WB1000LN-80-R1.0-ATH [ J 1 1 80 9.8 130 10 A 25,890
ERS8WB1100LS-R1.0-ATH (] 1 1 12 = = 110 10 B 31,750
ER8WB1200LN-40-R1.0-ATH [ J 1 13 40 11.8 90 12 A 24,880
ER8WB1200LN-60-R1.0-ATH [ J 12 1 13 60 11.8 110 12 A 27,580
ER8WB1200LN-80-R1.0-ATH (] 1 13 80 11.8 130 12 A 29,970
ER8WB1200LN-100-R1.0-ATH | @ 1 13 100 11.8 150 12 A 32,360

OF : IZEEERCTI . @ : Stocked Items.
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Recommended Cutting Conditions

[F Vertical wall finishing
s Cr'fiﬁlﬂ - & TEH TUIN— RV BN BAN
e arbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels Hardened steels
(180~250HB) | (25~35HRC) | (35~45HRC) | (45~55HRC) | (65~62HRC)
BRI—R imtg;)&%* ?%tgieAJf @é{?%& iiDViEEE IEI?;,E\%S( iiDVigEE El;‘;jﬁ%ﬂl EDVfEE IEI;‘;-vE%Sl %D‘FE Iil;i;z;:%& %DFE
Item code (mm) (mm) (min'") (mm/min) (min'") (mm/min) (min'") (mm/min) (min'") (mm/min) (min'") (mm/min)
ER(S)8WB0600LN-20-(R1.0)-ATH 3 =0.1 7960 1910 6370 1530 4770 1140 3180 760 2650 640
ER(S)8WB0600LN-30-(R1.0)-ATH 3 =0.1 6630 1590 5310 1270 3980 960 2650 640 2120 510
ER(S)8WB0600LN-40-(R1.0)-ATH 3 =0.1 4640 780 3710 620 2790 470 1860 310 1490 250
ER(S)8WB0600LN-50-(R1.0)-ATH 3 =041 3320 400 2650 320 1990 240 1330 160 1060 130
ER(S)8WB0700LS-(R1.0)-ATH 3.5 | =0.1 5680 1590 4550 1270 3410 950 2270 640 1820 510
ER(S)8WB0800LN-30-(R1.0)-ATH 4 =0.1 5970 1910 4770 1530 3580 1150 2390 760 1990 640
ER(S)8WB0800LN-40-(R1.0)-ATH 4 =0.1 4970 1590 3980 1270 2980 950 1990 640 1590 510
ER(S)8WB0800LN-50-(R1.0)-ATH 4 =0.1 3480 890 2790 620 2090 540 1390 360 1110 280
ER(S)8WB0800LN-60-(R1.0)-ATH 4 =0.1 2490 400 1990 320 1490 240 990 160 800 130
ER(S)8WB0900LS-(R1.0)-ATH 45 | =01 4420 1590 3540 1270 2650 950 1770 640 1410 510
ER(S)8WB1000LN-35-(R1.0)-ATH 5 =0.1 4770 1910 3820 1530 2860 1140 1910 760 1590 640
ER(S)8WB1000LN-50-(R1.0)-ATH 5 =0.1 3980 1590 3180 1270 2390 960 1590 640 1270 510
ER(S)8WB1000LN-60-(R1.0)-ATH 5 =0.1 2790 890 2230 620 1670 530 1110 360 890 280
ER(S)8WB1000LN-80-(R1.0)-ATH 5 =0.1 1990 400 1590 320 1190 240 800 160 640 130
ER(S)8WB1100LS-(R1.0)-ATH 55 | =0.1 3620 1510 2890 1210 2170 910 1450 610 1160 480
ER(S)8WB1200LN-40-(R1.0)-ATH 6 =0.1 3980 1720 3180 1370 2390 1030 1590 690 1330 570
ER(S)8WB1200LN-60-(R1.0)-ATH 6 =0.1 3320 1430 2650 1140 1990 860 1330 570 1060 460
ER(S)8WB1200LN-80-(R1.0)-ATH 6 =0.1 2320 700 1860 560 1390 420 930 280 740 220
ER(S)8WB1200LN-100-(R1.0)-ATH | 6 =0.1 1660 360 1330 290 990 210 660 140 530 110

XOVIVv 0547 (97,9,11) DYIEIRAFTEREHUENED (TEEXSE) DR TY , REHUBZEEY D503 TCHIEBEZSEICRUZREEE .

* Cutting conditions for the long-shank type (@ 7/9/11) are for a tool projection of 5D (tool diameter x 5). Modify the conditions using the following correction factors if the projection amount changes:

I:I‘JQ*D-\"‘JQ'S"( 7®tﬂﬁu%1¢*ﬁIEﬂE Cutting condition correction factors for long-shank type (%)

I R - S TEH TUN\— R BEANH BN

et Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels Hardened steels
ormatena (180~250HB) | (25~35HRC) | (35~45HRC) | (45~55HRC) | (55~62HRC)
ZHLB DAY | RUNAG | [OERE | XDEE | OEH | XDEE | DEH | ZDERE | BEH | XDERE | @EHR | XDERE

= ap ae n vf n vf n vf n vi n %
Projection (mm) (mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min"") (mm/min) (min"") (mm/min)
5D 100% | 100% | 100% 100% 100% 100% 100% 100% 100% 100% 100% 100%
6D 100% | 100% 70% 60% 70% 60% 70% 60% 70% 60% 70% 60%
70 100% | 100% 70% 50% 70% 50% 70% 50% 70% 50% 70% 50%

[(E)] OmEii. MIBRICEDET, BB —5Y/NeERALTZE V.
@TEDIEIIEMIME. SEREDOHEMZECERIZEL. i
QT DYHIRMRISUIBIRAEOERZZRITHDTY . REDITTIIMIAIA. B, ERAEREICLDREZHBLTILEE,
@OREHMOEEHDEDEVIZEF. EEMEEDEREZR ULLERTRFTIZEL,
[Note] (@ Use the appropriate coolant for the work material and machining shape.
(@ Use a highly rigid and accurate machine as possible.
® These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to

the machining shape, purpose and the machine type.
@ If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.

o ﬁﬁﬁ%iﬁﬁﬁﬁlﬁl —%i Regrinding compatibility range table

SA~ )3 M2 ED
T AR etracd L R
= w
Item Code Product Name Line up tool dia Shape & outerbia.| T/K End

ESSWB-ATH B/ KR EFASKIIVRII RIIFIAT B ~120 | ESSSSSSSSSS | 12 | B~12

8-flute End Mill for Vertical Wall/Bottom Face Finishing (Square type)

- B/ EEML EFASKIIVRIIL SYTRIAT ~ (R ———— | .
ERSWB ATH 8—flﬁt=e End Mill for Vertical Wall/Bottom Face Fir?shing (Radius type) 6 12 B~1z2 6~12
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Recommended Cutting Conditions

Bottom face finishing

><TEE&J:UIJ?DT’Z’S’*{?’(ERBWB-ATH) Eiﬁﬁﬁ(rca’b\o A radius type (ER8WB-ATH) should be used for bottom face finishing.

A arbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels Hardened steels
(180~250HB) | (25~35HRC) | (35~45HRC) | (45~55HRC) | (65~62HRC)
ERI—R §mt2;)&3f ?’étgzz_\b IE!E;’EH iibvi?E Iﬁlﬁfﬁl iibvigzl‘é IE!@;}E%& %D\};E Iﬁli;,f\%f( ED\};E Iﬁli’;'s%& %D\}?E
Item code (mm) (mm) (min") (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)
ER8WB0600LN-20-R1.0-ATH | 0.05~0.1| 3~6 9550 2290 7960 1910 6370 1530 4770 1140 3180 760
ER8WB0600LN-30-R1.0-ATH | 0.05~0.1| 3~6 7960 1910 6630 1590 5310 1270 3980 960 2650 640
ER8WBO0600LN-40-R1.0-ATH | 0.05~0.1| 3~6 5570 940 4640 780 3710 620 2790 470 1860 310
ER8WBO0600LN-50-R1.0-ATH | 0.05~0.1| 3~6 3980 480 3320 400 2650 320 1990 240 1330 160
ER8WB0700LS-R1.0-ATH 0.05~0.1| 3.5~7 6820 1910 5680 1590 4550 1270 3410 950 2270 640
ER8WB0800LN-30-R1.0-ATH | 0.05~0.1| 4~8 7160 2290 5970 1910 4770 1530 3580 1150 2390 760
ER8WBO0800LN-40-R1.0-ATH | 0.05~0.1| 4~8 5970 1910 4970 1590 3980 1270 2980 950 1990 640
ER8WBO0800LN-50-R1.0-ATH | 0.05~0.1| 4~8 4180 1070 3480 890 2790 710 2090 540 1390 360
ER8WB0800LN-60-R1.0-ATH | 0.05~0.1| 4~8 2980 480 2490 400 1990 320 1490 240 990 160
ER8WB0900LS-R1.0-ATH 0.05~0.1| 4.5~9 5310 1910 4420 1590 3540 1270 2650 950 1770 640
ER8WB1000LN-35-R1.0-ATH | 0.05~0.1| 5~10 5730 2290 4770 1910 3820 1530 2860 1140 1910 760
ER8WB1000LN-50-R1.0-ATH | 0.05~0.1| 5~10 4770 1910 3980 1590 3180 1270 2390 960 1590 640
ER8WB1000LN-60-R1.0-ATH |0.05~0.1| 5~10 3340 1070 2790 890 2230 710 1670 530 1110 360
ER8WB1000LN-80-R1.0-ATH |0.05~0.1| 5~10 2390 480 1990 400 1590 320 1190 240 800 160
ER8WB1100LS-R1.0-ATH 0.05~0.1 |5.5~11 4340 1810 3620 1510 2890 1210 2170 910 1450 610
ER8WB1200LN-40-R1.0-ATH | 0.05~0.1| 6~12 4770 2060 3980 1720 3180 1370 2390 1030 1590 690
ER8WB1200LN-60-R1.0-ATH |0.05~0.1| 6~12 3980 1720 3320 1430 2650 1140 1990 860 1330 570
ER8WB1200LN-80-R1.0-ATH |0.05~0.1| 6~12 2790 840 2320 700 1860 560 1390 420 930 280
ER8WB1200LN-100-R1.0-ATH | 0.05~0.1 | 6~12 1990 430 1660 360 1330 290 990 210 660 140

XOVI Vw0547 (07,9,11) DUIHIRHETEREHUEHN ED(TERXSE)BOXRHTY . REHUBZEEI DBSE FHEBEZSECRUZRELEE L,

* Cutting conditions for the long-shank type (@ 7/9/11) are for a tool projection of 5D (tool diameter x 5). Modify the conditions using the following correction factors if the projection amount changes:

EI‘JQ‘"J'\"“JQ’S"I’ 70)tﬂﬁu%{¢*ﬁEfﬁ Cutting condition correction factors for long-shank type (%)

A &R - G2 TEH TUN— RV AN EANE

X Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels Hardened steels
Work materil (180~250HB) | (25~35HRC) | (35~45HRC) | (45~55HRC) | (55~62HRC)
Z=HLE AR | BUBAG | EEE | EDEE | EERH | XOEE ClEngy | EDERE ElE%y | EDRE C## | EDRE

H ap ae n vf n vf n vf n vf n vf
Projection (mm) (mm) (min"") (mm/min) (min) (mm/min) (min) (mm/min) (min"") (mm/min) (min"") (mm/min)
5D 100% 100% 100% 100% 100% 100% 100% 100% 100% 100% 100% 100%
6D 100% 100% 70% 60% 70% 60% 70% 60% 70% 60% 70% 60%
70 100% 100% 70% 50% 70% 50% 70% 50% 70% 50% 70% 50%

[GEES] O, MIFRCADET, BEI—SYME@RL TSV,
@TEBRIEAEIN, BBEORHECERITIV. )
O DYMIRARGIEEEOERERT HOTY , EOMTTIHITHR, BN, BRBHEICEORIERBELTIZE,
ORHOOEMHEDENRE(E . BEREEDEEERULECT MF TS,
OBHIDIBE. EDREE50%EBRITEL T EEL,
CIESHTEIDEA. ERAIZ05LIT. EORERE0%EELR(CHEL TS,

( Use the appropriate coolant for the work material and machining shape.

@ Use a highly rigid and accurate machine as possible.

(® These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to
the machining shape, purpose and the machine type.

@ If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.

® For slotting, adjust the feed rate to 50% as general criteria.

® For ramping, adjust the ramp angle to 0.5° or less and the feed rate to 50% as general criteria.

[Note]

ERS8WB-ATH S EEMI DI SR

The ER8WB-ATH achieves high-quality bottom face milling.

PHIREZAREL. NEBREY I T7(—RTNITTAHIETRVDREAELFIONET

Use with a small pick feed and high cutting speed milling allows for a high mirror finish

W T !
This is the point

ERBWB'ATH #REI#F work material : STAVAX (52HRC)

Wi Machine : ITEYMC (HSK-E32) vertical MC

O—32/I coolant : 7J<r;§‘|'ﬁ_ttﬂﬁulﬁ Water base coolant

ZEEHLE Projection - 20mm(L/D=3)

TE 10 : ERBWBOG60O0OLN-20-R1.0-ATH (¢6)

EIHIERME © n=40,000min" (ve=753m/min)

gﬁgﬂigons vi=3,200mm/min (z=0.0 1Tmm/t)
ap=0.015mm ae=0.02mm Wet
iﬁﬁﬁ?ﬁ@j}ul Reciprocating machining of scanning line ﬂuIH%ﬁ;ﬁEH%F'Eﬁ 2-hour machining time
2
J—I5 44X 80x70mm 4 EwvoAE&RE S Ra:0.015um Rz:0.069um

Work size Surface roughness in pick direction
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Field data
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Diecast mold core vertical wall finishing

HEHIFE work material : SKDB1(45HRC)  #E4# Machine : IIEIMC (HSK-AB3) vertical MC
J—32 b coolant : 77— 00— Air blow %‘gi’tﬂ L= Projection B65mm(L/D=5)
{ERTE 1o : ERBWB1200LN-60-R1.0-ATH (¢ 12). REFRAWANOV T+ ITRZ)U Conventional 4flutes long shank end mill

tDHIS 4 : ERBWB-ATH ERAMAO T2+ TVRZ)D conventional 4flutes long shank end mil
Cuﬂ(i’r_}_g n=1,326min"' (ve=50m/min) vi=636mm/min(fz=0.06mm/t) n=1,326min"'(ve=50m/min) vi=318mm/min(fz=0.06mm/t)
condlions o =6mm ae=0.1mm ap=6mm ae=0.1mm
0 —= _ —
« ER8WB-ATH i
p —_— i 4 5iT
L ERSWB-ATH
~. — bt Conventional
Eg
E3 7 e ERAKD
WE = (b7 2 27
BKE [ = IR N °
H¢ | Comontonaltutes Ev IS RREES Ev oI5 RREES
@_g 30 = Surface roughness in pick direction Surface roughness in pick direction
He Ra0.130um Ra0.480um
5 Rz 0.966um : Rz 3.533um
BEH/MELS PERMIZIMITEREDHY)

05— 2 _-10 15 20 SERERD H AT BLE->7=MIm

I EEEINE Vertical wall deflection (/M) Milled surface with minimal unevenness and shine Cloudy and uneven milled surface with conventional tools

ER8WB-ATHI[3EEE2E THERmICH U TRIFFINTRE M THEZRIR

ER8WB-ATH allows good machining accuracy and machining surface to be twofold efficiency for conventional tools.

O 77AFv/&8 TyiaREEFMIEH

Example for plastic molds and bushing hole finishing

HEEIRE work material : STAVAX (52HRC)  ### Machine : IEIMC (BT40) Vertical MC
I—S2 B Coolant : JHEYIEIR oil base coolant  Z2EH UE Projection : 50mm(L/D=5)
{EATE Tool : ESBWB1000LN-50-ATH (¢10). #EROIXRIRZ)D Conventional long flute end mill 7V Hole dia. : 42mMmM &< Depth : 37mMm

tIEI%R4 : ESBWB-ATH RERBHMAO T HRIVRZ)D Conventional 6flutes long flute end mill
Cutting n=1,592min " (ve=50m/min) v{=318mm/min(z=0.025mm/t) n=600min ' (ve=19m/min) vf=80mm/min(fz=0.022mm/t)
conditions

ap=5mm ae=0.05mm ap=20mm ae=0.05mm

><ﬁﬁI;E—\t:E)ICﬁItUjJDIIEHWO?%_CIIDI * Machined using finishing machining with nominal diameter for both tools

“:I:J:ljj]l]IH%FEi(Dttil)‘z] Comparison of finishing time

. {:tJ:(j"jJDI Finishing

. L EIFINTEFRI70%HEURE | O 2% vesswenen
ES8WB-ATH 17min Finishing time reduced by 70% ‘ | g%ﬂzr(ﬁuj]\yht%ﬁIE)

(zero cut / dimensional adjustment)

B HNNENN s
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Conventional long flute end mill

o

ESS8WB-ATH
R OV ARIVRUVIE BN ETERE T b—5L6END
‘ | EOHYRCBEN BE

+ Long-flute end mill requires total of 6 zero cuts and corrections for deflection and dimensional
adjustment.

*ES8WB-ATHIZtO Ay MEL TEINESumEL T & K
RE1BIOT EZREDH TR

+ ES8BWB-ATH achieves deflection of less than 3 um, even without zero cutting.
Completed with just one final dimensional adjustment.

EWQH@;EE*EZ\T Surface roughness in pick direction Ra:0.21 6um Rz: 0924[1”1



MOLDINO

The Edge
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To Innovation

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
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1. Cautions regarding handling
(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.
(2) When handling tools with sharp cutting flutes, be careful not to touch the cutting flutes directly with
your bare hands.

2. Cautions regarding mounting
(1) Before use, check the outside appearance of the tool for scratches, cracks, etc. and that it is firmly
mounted in the collet chuck, etc.
(2) If abnormal chattering, etc. occurs during use, stop the machine immediately and remove the cause
of the chattering.

3. Cautions during use

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

(2) The numerical values in the standard cutting conditions table should be used as criteria when starting
new work. The cutting conditions should be adjusted as appropriate when the cutting depth is large,
the rigidity of the machine being used is low, or according to the conditions of the work material.

(3) Cutting tools are made of a hard material. During use, they may break and fly off. In addition, cutting
chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage from such
flying pieces, a safety cover should be attached when work is performed and safety equipment such
as safety goggles should be worn to create a safe environment for work.

(4) There is a risk of fire or inflammation due to sparks, heat due to breakage, and cutting chips. Do not
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.

4. Cautions regarding regrinding

(1) If regrinding is not performed at the proper time, there is a risk of the tool breaking. Replace the tool
with one in good condition, or perform regrinding.

(2) Grinding dust will be created when regrinding a tool. When regrinding, be sure to attach a safety
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
performing regrinding or similar processing, be sure to handle the processing in accordance with
thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.

IR—LNR—Y
http://www.moldino.com
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ket MOLDINO

MOLDINO Tool Engineering, Ltd.

At T130-0026 RF#P=HX@EEE-31-11 (E2—YUvIMEEEILERE)
2@ 03-6890-5101 FAX 03-6890-5134
International Sales Dept.: @ +81-3-6890-5103 FAX +81-3-6890-5128
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B022-208-5100
B®0268-87-1224
B 0294-88-9430
B 0268-21-3700
B0276-569-6001
B 046-400-9429

FAX03-6890-5134

FAX03-6890-5133
FAX022-208-5102
FAX0258-87-1158
FAX0294-88-9432
FAX0268-21-3711
FAX0276-59-6005
FAX046-400-9435
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2 03-6890-56103

B 064-273-0360
& 052-687-9150
2 06-7668-0190
B 082-536-2001
B 092-289-7010
& 093-434-2640

=/ MOLDINO Tool Engineering, (Shanghai) Ltd. Room 2604-2605, Metro Plaza, 555 Loushanguan Road, Changning Disctrict, Shanghai, 200051, CHINA TEL:+6
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FAX03-6890-5128

FAX054-273-0361
FAX052-687-9144
FAX06-7668-0194
FAX082-536-2003
FAX092-289-7012
FAX093-434-6846

MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
121-3366-3058, FAX.:+86-(0)21-3366-3050
MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 483751320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627
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
MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista - CEP 01333-010 Séo Paulo - SP ., Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506-5677

MMC Hardmetal (Thailand) Co.,Ltd. MOLDINO Division 622 Emporium Tower, Floor 22/1-4, Sukhumvit Road, Klong Tan, Klong Toei, Bangkok 10110, Thailand TEL:466-(0)2-661-8175 FAX:+66-(0)2-661-8176
X/ Hitachi Metals (India) Pvt. Ltd. Plot No 94 & 95,Sector 8, IMT Manesar, Gurgaon -122050, Haryana, India TEL : +91-124-4812315, FAX :+91-124-2290015

BRMRIEHRBRRZOBMERTLTHVET, FEL QR BEOLDIHBRERTIEFHIET,
Specifications for the products listed in this catalog are subject to change without notice due to
replacement or modification.
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