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9 For general purpose milling of general steels,
P stainless steels, cast irons, and non-ferrous metals
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* Inserts can ha used for fermer PS-series TAC mills,

@ ; Stocked in Japar.
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I Replacement parts
M. Paris Part Cat. No.
1| Locator LD440R/L
2 | Insert locking wedge WPA40R/L
|3 | Wedge fixing screw FDS-88
@ | Locator fixing screw CMa = 0.7 %14
— | T-handla wrench TP-4
0 Standard cutting conditions
insert. Roughing (Depth of cut : 1,5-4 mm) Finishing (Depth of cut : 0.3-0.7mm) |
Work matedals grades Cutting speed V{mimin) | Feed per 1o0th fy{mmiocth) | Cutting speed Ve(m/min) |Feed per tooth femmitoom)|
MS740-N308 150~-250 01~0.2 | 150--250 0.1--0.25
Mild steels AH330 150~400 150~400 =
Unhardened | AH120-GH330 150~250 e 150~250 chE
steels (<180 HB) _T3130-T3030 150~300 180~300 =
AH140-UX30 100~180 Seire 130~200 R
_ T3130:T3030 150~280 0.1~0.25 180--280 0.1~0.28
Carbon steels | NS740-N308 100~180 0.1~0.18 150~200 0.1~0.23
Alloy steels AH330 100~320 T 150~320 "
(<300 HB) AH120-GH330 100~200 01028 —— 550 Sa=nes
UX30 80~130 0.1~025 |  100~150 0.1~0.28
; AH140 _BO~180 0.15~0.25 _100~-200 0.15~0.28
Stainless steels " AH120-GH330 150~230 200~250
(<250 HB) T e 0.15~0.23 H—308 0.15~0.25
o AH120-T3130-T3030 GHIZ0 100~150 100~150
s AH330 100~250 0.1~0,15 100~250 0.1~0.2
(=20 HRCH UXag B0~130 80~130
Gast irons T1015 100~200 100~200 =
Ductile castirons | TH10+UX30 BO~130 et 80~130 e =
Aluminum alloys | TH10 o 0.05~0.2 | = 0.1~0.3
(Si : <12%) DX140 et BE~018. | oo 1od 01~02 =
Copperaiioys | TH1D 200500 01~02 |  200~500 0.1~0.25 @
Mates: » Dry cutting is recommended for all materials except for aluminum alloys.
= haximum depth of cut for DX140 SDON42ZFN-DIA s 2 mm,
* When wet machining mild steels, carbon steels and alloy steels, usa T3130 at lawer cutting conditions.
# No. of revaluthons (min") = Cutting speed = 1000 + 3.14 + Cutter diamater
* Table fead {mmdmin} = Ma. of revolutions = Feed per tooth « No, of inserts
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