TAC Mills for large depth of cut
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For large depth, square shoulder milling of general
steels, cast irons and stainless steels
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Maximum depth of cut @ 12mm

Dimensions (mm) Mounting
. 2 ‘ Lt details

TPP16080RI & 4 a0 25.4 26 50 5] 9.5 1.0 9-144'A

 TPP16100RI @ 5 100 8175 | 32 8 12.7 1.8 -

TPP16125RI e 6 125 38.1 10 15.9 2.8 9-144E"

TPP16160RI = 8 160 50.8 63 11 19 4.6

TPP16200RI ] 10 200 a8 6.9 9-144E

TPP16250RI & 12 250 47.625 14 25.4 13.0 bt

TPP16315RI @ 14 315 22.2 9-144D;
Binserts

TAC Mills

SPMA1805PPPR-ML

08 556

SPMR160SPPTR-MJ
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SPMRA1B05PPTR-MH
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SPMR1605PPPR-ML @ ®
SPMR1605PPTR-MJ M | With L ® L J ® ®
SPMR1605PPTR-MH *® ® ® [ ] @
B Replacement parts
Parts Part Cat. No
Locator LPP16R
! | Insert locking wedge WPP16R
' | Wedge fixing screw FDS-85 (FDS-858)
Locator fixing screw CM5X0.8x12
T-handle wrench TP-4

MNotes :

9-52

Part cat. Mo, in () is used for TPP180B0R and TPP16100R.

|®@ : Stocked in Japan. |



TAC Mills for largs depth of cut

TPP16]

) Standard cutting conditions
@For MJ-chipbreaker inserts (General purpose)

Roughing Finishing
Work materials Insert |{Depth of cut : > 1.5mm)| (Depth of cut : 0.3-0.7 mm)

grades | Cutingspeed | Feed | Cutingspesd  Feed
Velmimin) |ffmmitooth) ve{mimin)  faimm/toath)

Mild steels | GH330 | 100~230 | 0.1~0.25 | 130~250
Unhardened steels | T3190.T400| 130~300 | 0.1~0.28 | 180~300 0.1~03
(<180HB) | UX30 | 100~180 | 0.1~0.25 | 150~200

Carbon steels | GH330 | 100~180 | 0.1~02 | 130~-200
Alloy steels | TH3)Ta | 130~280 | 0.9~0.25 | 180~280 0.1~0.28
(<300HB) | UxX30 | B0~130 | 0.1~02 | 100—150

Die steels | GH330  100~150 | o, p.q | 100150 o,
(<30HRC) [UXa0 | so—1ao | '8 Teo=ige | 01702
Castirons | T1015 | 100~200 | 01~02 | 100~200 . oo

Ductile cast irons | UX30 | 80~130 | 0.1~02 | 80~130

Stainless steels
(<250 HB) GH330

160~200" | D.15~0.23 | 200~250  0.15~0.25

@For ML-chipbreaker inserts (Sharpness-priority)

Roughing Finiwhir_lg
el Insert |(Depth of cut: > 1.5mm) {Uu?ﬁlnfcm:ﬂ.3~ﬂ.Tmm!
grades | Outngspesd | Feed | Cultingspesd |  Feed
vemimin) |foimm/tooth)| ve(m/min) | f2immtooth)
Mild steels | GH340 | 100200 100~230.
Unhardened stesle| 3H330 | 130~230 | 0.05~0.17 | 150~250 | 0.05~0.2
(<180HB)  "AH330 | 130~370 150~400
Stainless steels | GH340 | 100170 100200
[<50HB) | 'GH330 | 150~200 | 0> 012 [200~250 | V00 012
Carbon steels [ GH340 [ 100—170 100~200
0.06~0.12 0.05~0.45
AloLsiee® | GH330 | 100~180 150200

@®For MH-chipbreaker inserts (Toughness-priority)

Roughing Finishing
Work materials.| 'sert {Depth of cut : > 1.5mmj/ (Depth of cut : 0.3-0.7 mm}
grades | Cutingspeed | Feed | Cutfingspesd  Feed
Veim/min) |faimmdtooth)] Vlmimin)  falmm/tooth)
Mid steels | GH330 | 100~230 | 015~03 | 130~250 0.15~0.35
Unhardened stesls | Tal30-Ta030 | 120~300 |0.15~0.33 | 180~200 0.15~-0.38
(<180 HB) | UX30 | 100—180 | 0.15~0.3 | 130~200 0.15~0.35
Carbon steels | GH330 | 100—180 | 0.15-0.24 | 130--200
Alloy steels | T330°T00 | 130~280 | 0.15~0.3 | 180~28B0 0.15--0.35
(<300HB) | UX30 | 80~130 |0.15~0.24 | 100~150
Diesteels | GH330 | 100~150 s 10050 e
(<30HRC) [Ux30 | 8o~30 |0 "% [ go~yag 019708
Castirons | T1015 | 100~200 |0.15~0.24 | 100~200
Ductile cast irons| UX30 | 80~130 [0.15~0.24 | 80—130

Motes:

* A5 a rule, dry cutting {or air-blowing) is generally recommended.

« |f a cutting fluid is used, the cutting speed should bes sat to the lower
side of the values shown in the above table.

« When being used in square shoulder milling, climb milling is
racommendead.

* In square shoulder milling of stainless steel, when chips tend to be
recut during cutting, change to up-milling mode.

# When wet machining mild steels, carbon steels and alloy steels, use
T3130 at lower cutting conditions.
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