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Face Milling Shoulder Milling Slotting Helical Interpolation Plunge Milling

(UNcH) (METRIC) Extreme SAP Cutters
Recommended Data for Profile Milling oD
Ramping Helical Interpolation
@Dh * Calculation of tool pass dia.
@dc = @Dh - @Dc
Tool pass dia.  Bore dia. Tool Dia.
é g ¢ Depth of cut per one circuit should not exceed

max. depth of cut ap.

* Down cutting is recommended. Tool pass
rotation should be counterclockwise.

¢ In case of ramping and helical interpolation, apply 80% or less feed (F) from standard cutting condition table.
¢ In case of helical interpolation, recommend wet cutting by coolant through the tool.
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Tool Etective Max Ramping Helical Interpolation
CN?JTI\III“B-gIg Diameter Cutting Depth.of Max. Ramp Total Cutting | Min. Bore: Max. Bor?
(Dc) Diameter Cut: AP Angle Length fat Dlamet_er. Diameter:
Max. AP: L Dh min Dh max
MSX-2100-M12 1.00” .85” .059” 0.7° 4.83” 1.48” 1.85”
EXSAP-2100-** 1.00” .85” .059” 0.7° 4.83” 1.48” 1.85”
MSX-*125-M16 1.25” 1.10” .059” 0.5° 6.77” 1.98” 2.35”
EXSAP-3125-** 1.25” 1.10” .059” 0.5° 6.77” 1.98” 2.35”
T | MSX-4150-M16 1.50” 1.35” .059” 0.4° 8.46” 2.48” 2.85”
O [ EXSAP-4150-** 1.50” 1.35” .059” 0.4° 8.46” 2.48” 2.85”
Z EXSAP-*200R-075 2.00” 1.85” .059” 0.3° 11.28” 3.48” 3.85”
EXSAP-5250R-100 2.50” 2.35” .059” 0.2° 16.92” 4.48” 4.85”
EXSAP-7300R-100 3.00” 2.85” .059” 0.18° 18.80” 5.48” 5.85”
EXSAP-*400R-150 4.00” 3.85” .059” 0.12° 28.20” 7.48” 7.85”
EXSAP-*600R-150 6.00” 5.85” .059” 0.08° 42.30” 11.48” 11.85”
MSX-2025-M12 25 21.5 1.5 0.7° 123 37 46
9 MSX-*032-M16 32 28.5 1.5 0.5° 172 48 60
X | MSX-4040-M16 40 36.5 1.5 0.4° 215 64 76
E EXSAP-*050R-22 50 46.5 1.5 0.3° 286 84 96
= | EXSAP-5063R-22 63 59.5 1.5 0.2° 430 110 122
EXSAP-7080R-27 80 76.5 1.5 0.15° 573 144 156




