HIGH PERFORMANCE END MILLS - ROUGHERS
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Designed for heavy material removal applications Corner chamferfor edge strength
where cycle times are critical andwear protection
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Medium tooth serrations promote smooth chip clearance
by creating small chips in hard materials
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DIA TOLERANCE: +0.000 / -0.002"

LOC

BRIGHT ALTICRN

DIA DEec IN FLUTES LENGTH CHAMFER

3/16 0.1875 3 5/8 3/16 2 Reqular .020 256-187625 256-187628
1/4 0.2500 4 3/4 1/4 2-1/2 Regular .020 256-250750 256-250753
5/16 0.3125 4 3/4 5/16 2-1/2 Reqular .020 256-312812 256-312815
3/8 0.3750 4 7/8 3/8 2-1/2 Regular .020 256-375875 256-375878
7716 0.4375 4 1 7/16 2-3/4 Reqular .025 256-437100 256-437103
12 0.5000 4 1-1/4 12 3 Regular .025 256-500100 256-500103
5/8 0.6250 4 1-1/4 5/8 3-1/2 Reqular .025 256-625114 256-625117
3/4 0.7500 4 1-5/8 3/4 4 Regular .025 256-750112 256-750115

1 1.0000 5 1-3/4 1 4 Reqular .025 256-100112 256-100115
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Optional ZRN coating technology Corner chamfer for edge strength and
for ultimate lubricity

wear protection
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Designed for heavy material removal Coarse tooth serrations promote
applications where cycle times are critical smooth chip clearance by creating

small chips in softer materials

SHANK TOLERANCE: +0.0000 / -0.0004"

OAL

DIA TOLERANCE: +0.000 /-0.002"

LOC

BRIGHT

LENGTH CHAMFER

DIA DEec IN FLUTES

3/16 0.1875 3 3/4 3/16 2 Regular 0.020 255-050187 255-050187D
1/4 0.2500 3 3/4 1/4 2-1/2 Regular 0.020 255-050250 255-050250D
5/16 0.3125 3 7/8 5/16 2-1/2 Regular 0.020 255-050312 255-050312D
3/8 0.3750 3 1 3/8 2-1/2 Regular 0.020 255-050375 255-050375D
12 0.5000 3 1-1/4 1/2 3 Regular 0.025 255-050500 255-050500D
5/8 0.6250 3 1-1/4 5/8 3-1/2 Regular 0.025 255-050625 255-050625D
3/4 0.7500 3 1-5/8 3/4 4 Regular 0.025 255-050750 255-050750D

1 1.0000 3 1-3/4 1 4 Regular 0.025 255-051000 255-051000D
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TECH DATA

MILLING RECOMMENDATIONS /A\l_—_,[___,F\’ESSlDRC

Surface Feet Per Minute (SFM)
Radial Depth of Cut (RDOC) Inches Per Tooth (IPT)
PROFILING SFM based on RDOC IPT ™ (BASELINE)

Cutting Diameter
3/8 12 5/8 3/4

q q Cutting Diameter Engaged
Workpiece Material Group 10% gzo% 30% 9 950% 36t 5116

*CHIP THINNING

Aluminum /Aluminum Alloys < 10%Si = 2000 | 1800 | 1200 Adjustments

0.0037 0.005 0.0062 0.0075 001 0.0125 0.015

Increase
RDOC IPT

Aluminum /Aluminum Alloys > 10%Si 1500 | 1200 | 1000 0.0037 0.005 0.0062 0.0075 0.01 0.0125 0.015

Non-Ferrous

Brass 900 800 600 0.0037 0.005 0.0062 0.0075 0.01 0.0125 0.015
30%  2x
Cu/Cu Alloys / Magnesium 1000 | 800 | 600 00037 | 0005 | 00062 | 00075 001 | 0015 0015 20% 3.1x
10% 3.8x
Plastics 900 800 600 0.0037 0.005 0.0062 0.0075 0.01 0.0125 0.015 _—
11/4" AND SMALLER DIAMETERS: Use caution when Profiling more than 50% or Slotting more than 25%
Surface Feet Per Minute (SFM)
Radial Depth of Cut (RDOC) Inches Per Tooth (IPT)
SLOTTING P
. ) Cutting Diameter Engaged Cutting Diameter
Orkp aterialarotp 25%  50% | 100% | 3/16" 1/4* 5/16 38 12 5/8 3/4 1

Aluminum /Aluminum Alloys < 10% Si 2000 = 1500 1000 0.0018 0.0025 0.0031 0.0037 0.0050 0.0065 0.0075 0.0100

Aluminum /Aluminum Alloys > 10% Si 1500 1200 800 0.0018 0.0025 0.0031 0.0037 0.0050 0.0065 0.0075 0.0100

Non-Ferrous
m Brass 600 500 400 0.0025 0.0032 0.0040 0.0050 0.0065 0.0075 0.0100 0.0120
Cu/Cu Alloys / Magnesium 500 400 300 0.0025 0.0032 0.0040 0.0050 0.0065 0.0075 0.0100 0.0120
Plastics 1200 1000 800 0.0025 0.0032 0.0040 0.0050 0.0065 0.0075 0.0100 0.0120
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