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- A multi-functional end mill with a bottom cutter, which can drill (vertical) or mill (horizontal) without

making preparatory drilling. The tool types are not so many, thus exchanging time and setting up time
can be saved.
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Cultter body Fastening torque Suggested retail Suggested retail Suggested retail
(N-m) price (¥) price (¥) price (¥)
AJU(L)16X16 251-141 1.1 720 104-T8 1,500 —
251-141 1.1 720 104-T8 1,500 - —_
AUL20X20  "525141 | 2.9 | 450 104-T15 1.710
AJU (L) 25 x 25 412-141 2.9 450 104-T15 1,710 — —
AJU (L) 32%x32 263-143 4.9 720 e e 105-T20 1,760
263-141 4.9 720 105-T20 1,760
AJU(L)40X32 412143 | 8.0 | 450 101-T25S 1,200
412-141 2.9 450
AJU (L)50x%x 42 263-141 4. 720 104-T15 1,710 105-T20 1,760
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[Note] The clamp screw is a consumable part. Since replacement life depends on the use environment, it is recommended that it be replaced at an early stage.
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ftem Code e I= 3 = shape | CY250
o 8 z re Hcgaqa | WHIO
CCMT060204 ° ° ° 0.4 710 550
CPMT090308 Mg |® ° ° 0.8 | 830 650
CPMT120408 v e ° ° 08 |9 1,530 | 1,190 | |
CPMT120430 ° 3.0 1,530 | — g
CPMT0802042 ® ° ° 0.4 750 580 s
CPMT0902042Z ° ° ° 0.4 790 610 g
CPMT1203082 ° ° ® 08 | 1,190 900 @
CPMT160408Z M o | o | |@ 08 |Fig-2|" 2,100 | 1,610 | '3
CPMT1604302 [ 3.0 2,100 — =
CPMT190408Z ° ° ° 0.8 2,670 2,040 L
CPMT1904302Z ° 3.0 2,670 — §'
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_ I S5EDc  Tool dia.
T A Ll e B W7 916 ¢20 925 ¢32 940 #50
Work material  |Recommended| speed Machining mode [EIE54Y | XDRE | [EIERE | ZDRE | EELEL | XD RE | BIEREY | XDRE | EEREY | X0 RE | EEREL | xDEE
Qrade (m/min) Revo!ulions Table spged Revo_lu!ior\s Table spged Revo!ulions Table spged Revo]utions Table spged Revo]utions Table spged Revo!ulions Table spe'ed
min? |mm/min | min' | mm/min | min' |[mm/min | min? |mm/min | min? |mm/min | min' | mm/min
] Vo5 IBHID side milling 29 420 ’ 384 9 382 0 450 0 430 960 290
S&°EN ﬁce 43 80~1505eAU AT retcar | 2200 | 1,200] #4%1150] 101 150] "0%0[ 1 .350] %[ 1 200 870
(200HBLLTF) ¥'RUJLIDT oriing | 1,600 130 1,600| 130 1,270 130 1,500 150( 1,200, 120 960 96
o | TBHID side milling 420 384 382 450 430 290
; CY250

s s | 1 |65~120 a0 T rercar | 29804 500 24909 460 | 1910 4 450] 900 g0 | "290 1 290| %% g9
(30HRCIUTF) ¥!'RU)JUBNT Driling 1,280 100| 1,280 100 1,020, 100 1,200 120 960| 100| 770 80
BHID side milling 224 203 204 240 220 150

eRil-5EM | CY250 1,600 1,270 1,020 800 640 510
gbitﬂﬂs Iﬂoyﬁszﬁs 40~ 80| ¥*AUAIIT Helical 660 530 640 700 670 460

(30~40HRC) HC844

'"RUJUIIL oriling 700 60 720 60| 570 60| 680 70 540 55| 430 45
— TBHID side mil 280 256 254 320 300 200

2F VUM | cves0 T 5000 1,600 1,270 1,050 840 670
Stainless steels HC844 60~110] % AUBIVINI  Helical 800 770 770 960 900 600
SuUs %' RUJVINT oring | 1,920| 90| 1,120| 90| 890| 90| 1,050/ 100| 840| 80| 670 70
BHEID side milling 600 480 380 450 360 290

ik 3,000 2,400 1,910 1,500 1,200 960
Castirons WH10 (40~ 80[¥2AUAIIT Helical 1,250 1,000 1,200 1,320 1,270 870
FC.FCD % RUJUMT oring | 700| 60| 720| 60| 570| 60| 680 70| 540| 55| 430| 45
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[Note] % 1.When cutting materials which will create long chips when drilling, perform step feed to avoid accidents due to wrapping of chips or flying out of chips. In addition,
since chips may fly out in unexpected directions, be sure to take safety precautions.
% 2.For large-diameter hole cutting, performing helical cutting using G02 or G03 helical function of the CNC (NC control) will be safer and avoid chip wrapping.
In addition, extremely high performance cutting can be performed. The minimum cutting diameter is 1.2 times the end mill flute diameter (Dc) and the maximum
cutting diameter is 1.8 times the end mill flute diameter (Dc).
@ Use the appropriate coolant for the work material and machining shape.
(2 These recommended cutting conditions indicate only the rule of a thumb for the cutting conditions.
__In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
(3 The cutting conditions above are for using regular-type products. For long-type (AJUL) products, the feed rate should be 70% of the above value.
@ For flat smoothing of the lower cutting surface, perform horizontal-feed cutting or contour cutting after drilling.
(5 When performing cutting such as pocket cutting, etc. where chips are likely to remain, air should be used to blow chips away during cutting.
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