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- Tip angle of 180° (flat) enables plunge boring of not only flat surfaces
but also of non-flat surfaces (sloped surfaces, etc.)

- Special flute shape reduces breakage or chipping of cutting flute to
enable stable machining.

+ Special groove shape provides smooth chip discharge, eliminating
problems due to chips.
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Z plunging on 30° sloped surface - S50CA) Comparison of cutting resistance when Z plunging a flat surface - S50C®)
AR V) [ORSE R | ZPB Fz=285.5(N) .| CPEEED) F--460.0N)
Short broken chips e Mz=123.5(Ncm) | Competitor's Mz=150.0(Ncm)
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T E1Z bril Dia. = 6 T E1Z pril Dia. = 6

ve=75m/min(n=4000min"") vi=360mm/min(f=0.09mm/rev.) ve=75m/min(n=4000min") v=360mm/min(f=0.09mm/rev.)
H=12mm Z—32/k coolant =F5- Dry H=9mm J—32/k coolant =F5- Dry

IIITHE Machine = LB/ =122/ % — Vertical MIC INTH#E Machine = VY =2/ 12>/ % — Horizontal MIC

B (ERENDELSOINTEFDIRDAIE XL D ER EE88B) Comparison of hole position shift when Z plunging a sloped surface

30 tERE A5ERImE tIElIsR4 Cutting conditions
30° sloped surface 45° sloped surface T E4Z Tool dia. = 6
=Y -Y n=4,000min" vc=75m/min H=12mm
-0.15 -0.15 =52 Coolant = RS54 bry TEZEFHUE overhang =36mm
BRIV H—
Vertical M/C
=l EDE (f)
Tool Feed
2PB ® | 0.060mm/rev.
0600-TH O | 0.090mm/rev.
ym.os +0.10 [ +0.15 +0.05 J+0.10 [+0.15 @ | 0.120mmirev.
+0.05 +0.05 fm?i <Dﬁﬁ A | 0.060mm/rev.
Compelltors A | 0.090mm/rev.
Zoima AT 0.120mmirev. |\ omvaE
o | ‘arget position
ﬁﬂ?i)EUDFH M | 0.060mm/rev. - o mTrinE
; Y+0.1 5 4 Y+0.1 5 Compemor s || 0.090mm/rev. Machined hole
ghrane - "E | 0.120mmirev. S;(h'“!;;i;(nr‘“m)

M S50CADFEELLER Tool life comparison on $50c® Ml SCMA440(30HRC) DERLLER suiso gonre;
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ZPB 42007 Holes

S 24005 Hokes
OAIVRIIL
gj%el"%}fsozﬁngingl:nd r,mu 200071\ Holes J

19005 Holes

10005% 20007¢ 30007% 400078 (Holes) 5005¢ 10007% 15005% 200058 (Holes)
T B oril Dia. = 6 T B4R oril Dia. = (6
ve=75 m/min(n=4,000min") vi=380mm/min(f =0.09mm/rev.) ve=65m/min(n=3,450min"") vi=310mm/min(f =0.09mm/rev.)
H=12mm J—35>/k coolant =R5- Dry H=12mm 2—352/k coolant =R5- Dry
INIT#E Machine = MBIV =252/ % — Vertical MIC INIHE Machine = 18BIY S =2/ J12>/% — Horizontal MIC




YOUR—S—
i 7 ZPBZ PLUNGING BORER

54yj-‘yj Line-up

2 e
[se)
2 —— o
ﬁ— %% 3) E - [ - l Q
Q S
<
2E:L
. T_ﬁf Size (mm) . T_]';f Size (mm)
Emmd— R £ : N EmId—R 7T : .
BEfRfDc | BRe | &RL |[YvVIED BEfDc | BR1 | &RL [YvVUED
ftem code Stock | S550C | "Pite | Overall | Shank ftem code Stook | S55C | "Pite | Overall | Shank
dia. length length dia. dia. length length dia.
ZPB0300-TH @ 3.0 12 50 4 ZPB0750-TH 7.5 26 70 8
ZPB0330-TH 3.3 14 50 4 ZPB0800-TH o 8.0 28 70 8
ZPB0350-TH 3.5 14 50 4 ZPB0850-TH 8.5 28 80 10
ZPB0400-TH [ ) 4.0 16 50 4 ZPB0880-TH 8.8 28 80 10
ZPB0420-TH 4.2 16 60 6 ZPB0900-TH o 9.0 28 80 10
ZPB0450-TH o 4.5 18 60 6 ZPB0950-TH o 9.5 29 80 10
ZPB0500-TH o 5.0 20 60 6 ZPB1000-TH o 10.0 32 80 10
ZPB0530-TH 5.3 20 60 6 ZPB1030-TH 10.3 33 90 12
ZPB0550-TH @ 5.5 22 60 6 ZPB1050-TH 10.5 33 90 12
ZPB0600-TH o 6.0 22 60 6 ZPB1080-TH 10.8 33 90 12
ZPB0650-TH 6.5 26 70 8 ZPB1100-TH o 11.0 33 90 12
ZPB0680-TH 6.8 26 70 8 ZPB1150-TH 11.5 34 90 12
ZPB0700-TH [ J 7.0 26 70 8 ZPB1200-TH o 12.0 38 90 12
OF  IEEAEBERTY, N : SERIBEERE C2010FE10BHETECT . BAEEABHEELREL,
@ : Stocked Items. . Scheduled to be sold from stock at selected dealers from October, 2010.
Y
mﬁ“%ﬁ:ﬁ Cutting Conditions
HHIA & PR (=i TUN—Rif RFHHEL PIVEZOLAE | PIEZULAEEY
(&) (Strur_itusraI'f'teBe)l (Careb(o)’bsﬁg) ( Ag)(yjls-iﬁb) Pre-hardened steel Casting Aluminium alloy | Aluminium alloy casting
ha\{'\(lj%tss SS SOOC SCM (~45HRC) FC A5052,A7075 AC,ADC
VRLRE (o)l 60~80m/min | 60~80m/min | 50~70m/min | 30~50m/min | 60~80m/min | 80~200m/min | 50~150m/min
TERmm) |EERE| *=bE (O XDE |OERH| XDE |OEH| XDE |EE#| *xbE (0| XDE |OEH| Xb=E
Tool Dia. (mMmin| (f)mm/rev. | (Mmin™| (f)mm/rev. | (Nmin™'| (f)mm/rev. | (Nmin™'| (f)mm/rev. | (Mmin'| (fi)mm/rev. | (Mmin-'| (f)mm/rev. | (Mmin-'| (f)mm/rev.

3 7,950 0.05~0.08| 7,950 |0.05~0.08 | 6,900 |0.05~0.08 4,250 |0.03~0.06| 7,950 |0.05~0.08 17,000 | 0.05~0.08 12,700 | 0.05~0.07
94 6,000 | 0.06~0.1| 6,000 | 0.06~0.1] 5,200 | 0.06~0.1| 3,200 |0.04~0.08| 6,000 | 0.06~0.1{12,500 | 0.06~0.1] 9,550 |0.06~0.09
4.5 5,300 | 0.07~0.11| 5,300 |0.07~0.11] 4,600 |0.07~0.11| 2,800 |0.05~0.09| 5,300 |0.07~0.11{11,000 | 0.07~0.11| 8,500 | 0.07~0.1
95 4,800 | 0.08~0.13 [ 4,800 |0.08~0.13| 4,150 |0.08~0.13| 2,550 | 0.05~0.1| 4,800 |0.08~0.13 {10,000 | 0.08~0.13| 7,650 |0.08~0.12
5.5 4,350 |0.08~0.14] 4,350 |0.08~0.14| 3,750 |0.08~0.14{ 2,300 |0.06~0.11 4,350 |0.08~0.14| 9,250 |0.08~0.14| 6,950 | 0.08~0.13
96 4,000 | 0.09~0.15[ 4,000 |0.09~0.15] 3,450 |0.09~0.15| 2,100 |0.06~0.12| 4,000 |0.09~0.15| 8,500 |0.09~0.15| 6,350 |0.09~0.14
@7 3,400 0.11~0.18 | 3,400 |0.11~0.18] 3,000 |0.11~0.18| 1,800 |0.07~0.14| 3,400 |0.11~0.18| 7,300 | 0.11~0.18| 5,450 |0.11~0.16
¢8 3,000 | 0.12~0.2] 3,000 | 0.12~0.2| 2,600 | 0.12~0.2{ 1,600 [0.08~0.16{ 3,000 | 0.12~0.2| 6,500 | 0.12~0.2| 4,800 |0.12~0.18
9 2,650 |0.14~0.23| 2,650 |0.14~0.23 | 2,300 |0.14~0.23| 1,400 |0.09~0.18| 2,650 [0.14~0.23| 5,650 |0.14~0.23| 4,250 |0.14~0.21
¢9.5 2,500 |0.14~0.24 [ 2,500 |0.14~0.24] 2,200 |0.14~0.24| 1,350 | 0.1~0.19] 2,500 |0.14~0.24| 5,350 | 0.14~0.24| 4,000 |0.14~0.22
910 2,400 |0.15~0.25[ 2,400 |0.15~0.25| 2,100 |0.15~0.25| 1,300 | 0.1~0.2| 2,400 |0.15~0.25( 5,100 | 0.15~0.25| 3,800 |0.15~0.23
911 2,200 |0.17~0.28] 2,200 |0.17~0.28 | 1,900 |0.17~0.28( 1,150 |0.11~0.22| 2,200 |0.17~0.28| 4,650 |0.17~0.28| 3,500 | 0.17~0.25
912 2,000 | 0.18~0.3] 2,000 | 0.18~0.3| 1,750 | 0.18~0.3| 1,050 |0.12~0.24| 2,000 | 0.18~0.3| 4,250 | 0.18~0.3] 3,200 |0.18~0.28

jJDI/HQ%?: Machined hole depth lii%'r:] [Note]
DRI D — 95> FIREE I TERAREEDIRRICKD  @Adjust cutting conditions according to actual conditions such

as machine rigidity, work clamp conditions, shape of area to

- PIHIRGZRARL T IEE 0, be machined, etc.
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@FTEFNGITITELDOTEEDFHEFE o (2)This tool is for boring holes and horizontal feeding cannot be
H
Dc

H | ®@RFVURHE(SUS304,316L4E)DINTICEEEEEA, — porformed. .
OB SREI CBUI B DETERUEREETHINTT Q05010 sieg 0 oo nng seness stee
<fEELY, (@Please apply sufficient amounts of cutting fluid appropriate to
SV R L VE S S =0\ the work material. .
%?g;i%ﬁ%g; g;ﬂ?%%@%%?%%%%%cﬁ%ﬁﬁ Eg :tsgﬂgr%hégs cannot be broken up, step machining should

o

DHDTY, @Thﬂese c%ﬁiﬂg conditiodns ar:e foZerhenI the machining surface
P - ES EE a 3 T EE is flat and the cutting depth is 2Dc or less.
TE&Z(Dc) MI#ERE (H) ®{t‘E$4E%?_\:,FEL’wW)”DII 3 ITEDHEE (B) ko TH (@For machining of sloped surfaces or other non-flat surfaces,

Drill dia. Hole depth %thjgtéié(kg;DSO T DEAT. EOEEE80~70% cutting conditions should be adjusted according to the

7 = N A = 5 = 98 3 - hini rf | 6).
Dc=¢6 H=2Dc BEZBRICTFTZE0, 7 Yy 7 Irpfhce I;wgcgh?r?ingcseu:fgg:s(loée (6) is 30° or less, reduce the
Dc>¢6 H=1.5Dc y ZJDI‘{EE%% (B)Z’]“‘SOVEEZ%%Q‘[C[E’C\ IF]?E%SI’E7O°/0L>{—F‘ {?fhderﬁwt:éﬁirﬂ?\gustgr?agegsolo/;:?é)ﬁ; %egg!%rr?gzé, reduce the

EDREZS50%LU FZBZICHFTLEE 0L, feed rate to less than 50% as a general rule.
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ITJFHE Main Applications
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Plunge boring on sloped surfacés =
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Edge plunge boring

Attention
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Guide'hole Bz)‘rir:g on sloped surfaces
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Attentions on Safety
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Hole plunge boring
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Plunge boring on facing area
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Boring of convex surfaces
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Hole c*rrection

< 7- é (' 1} Horizontal-feed mach
o cannot be performed.

1. Cautions regardin g handling
(1) When removing the tool from the case (package),
careful not to drop it or touch the flute tips directly with your bare hands. Also, if the tool is covered
with a protective coating, be especially careful when removing the coating.
(2) When handling tools with sharp cutting flutes, be careful not to touch the cutting flutes directly with
your bare hands.

be careful that the tool does not pop out and be

2. Cautions regardin g 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.

. 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 standar d cutting conditions table s hould be used as criteria when starting
new work. The cutting conditions s hould be adjusted as a ppropriate when the cutting depth is large,
the rigidity of the machine being used is low, or accordin g 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 s hould 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. Pleas e 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 regardin g regrinding
(1) If regrinding is not performed at the proper time, there is a risk of the tool breaking. Replac e 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 s uch as s afety goggles, etc.
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& 0258-29-3039
& 0294-38-8330
a0268-21-3700
&0276-569-6001
B 0285-82-1451
B 046-228-1300

FAX03-6858-2231
FAX03-6858-2228
FAX03-6858-2231
FAX03-6858-2231
FAX022-208-5102
FAX0258-29-3092
FAX0294-38-8335
FAX0268-21-3711
FAX0276-59-6005
FAX0285-84-3429
FAX046-228-1302
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B 052-857-5001
& 052-857-5001
B 053-546-3200

& 06-7711-2200
& 06-7711-2200
& 077-553-7067
B 082-536-0001
& 092-289-7010
B 093-434-2640

B 0852-60-5050
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4 E/BANR(EEHERAR BE2000034E HETEERARERE288S (BIEEMPN11012) TEL+86-(0)21-3366-3058, FAX:+86-(0)21-3366-3050
7 XU 71/ Hitachi Metals America, Ltd. 41800 W. Eleven Mile Road, Suite 100 Novi. Michigan, 48375, USA TEL : +1-248-465-6029, FAX :+1-248-465-6020
5 A/ Hitachi Metals (Thailand) Ltd. Unit 138, 13th Floor,Ploenchit Tower, 898 Ploenchit Road, Lumpini, Pathumwan, Bangkok 10330, Thailand TEL : +66-(0)2-263-0892, FAX :+66-(0)2-263-0894
A~ R/ Hitachi Metals (India) Pvt. Ltd. Plot No 94 & 95,Sector 8, IMT Manesar, Gurgaon -122050, Haryana, India TEL : +91-124-4812300, FAX :+91-124-2290015
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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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