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P M K N S H

VEH*** 4 ø8 - ø20 - S05 - S12 不等 � � � � � � I064

VEE**-03… 3 ø8 - ø12 - S05 - S08 45 � � � � � � I064

VEE**-04…, 
VED**-04…

4 ø6 - ø20 - S05 - S12 30/45 � � � � � � I065

VEE**-03… 3 ø7.7 - 

ø19.7
- S05 - S12 38 � � � � � � I065

VEE**I… 4 ø8 - ø25 - S05 - S15 38 � � � � � � I066

VEE**R…
4, 5, 
6 ø8 - ø25 - S05 - S15 45 � � � � � � I066

VEE**C… 4 ø8 - ø25 - S05 - S15 45 � � � � � � I067

VEE**A02… 2 ø10 - ø12 - S06 - S08 45 � � I067

VEE**A03… 3 ø8 - ø20 - S05 - S12 45 � � I068

VED**-06…, 
VEE**-06…

6 ø8 - ø12 - S05 - S08
30/45/

50 � � � � � I068

VED**-08/10…, 
VEE**-08/10…

8, 10 ø16 - ø25 - S10 - S15 30/50 � � � � � I069

R

VRB**-02…/
VRC**-02…

2 ø10 - ø20 - S06 - S12 0/15 � � � � � � I069

VRD**-06… 6 ø8 - ø16 - S05 - S10 30 � � � � � � I070

VFX**-02… 2 ø10 - ø20 - S06 - S12 - � � � � � � I072

VFX**-04… 4 ø12, ø16 - S08, S10 - � � � � � � I072

VBB**-BM… 2 ø8 - ø16 - S05 - S10 0 � � � � � � I073

VBB**-BG… 2 ø8 - ø16 - S05 - S10 0 � � � � � � I073

VBD**-BG… 2 ø8 - ø16 - S05 - S10 30 � � � � � � I073

VBD**-BG…/

VBE**-BG…
4 ø6 - ø25 - S05 - S15 30/38 � � � � � � I074

VBB**-SG… 2 ø10 - ø20 - S05 - S15 0 � � � � � � I074
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CRKS
Helix 

angle

Workpiece material
Page

Square

Radius

High 
feed

Ball

Semi-

finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Roughing

Semi-

finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Roughing

Roughing

Roughing

Semi-

finishing 

Finishing 

Finishing 

Finishing 

All round / 

Variable helix, 

Variable pitch

All round

All round

For key way /

 All round

All round / 

Variable pitch

All round / 

Serrated 

cutting edge

All round / 

Edge 

combination

All round

All round

All round

All round

All round

All round

All round/
High feed

All round/
High feed

All round

All round

All round

All round

All round / 

Sphere

Corner 
radius

Corner 
radius 0

Corner 
radius

Corner 
radius

Corner 
radius /
Chamfered 

Chamfered 

Chamfered 

Corner 
radius

Corner 
radius

Corner 
radius /
Chamfered 

Corner 
radius /
Chamfered 

Corner 
radius

Corner 
radius

High feed

High feed

Ball

Ball

Ball

Ball

Ball

 : First choice

 : Second choice
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VBE**-BGA… 2 ø8 - ø20 - S05 - S12 45 � � I074

VCP**-02… 2 ø8 - ø16.5 - S05 - S10 0 � � � � � � I076

VCA**-04/06… 4, 6 ø10 - ø20 - S06 - S12 0 � � � � � � I080

VCW**-02… 2 ø11.8 - S06 0 � � � � � � I080

VCR**-02… 2 ø8 - ø20 - S05 - S12 0 � � � � � � I080

VDP**-02… 2 ø3.28 - 

ø6.46
- S05 - S10 0 � � � � � � I076

VGC**-02… 2 ø7.8 - ø16 - S05 - S10 10 � � � � � � I078

VST**-3… 3 ø15.7 - 

ø17.7

1.2-

3.17
S06 0 � � � � � � I082

VST**-4/6… 4, 6 ø21.7 - 

ø27.7

0.76-

10
S08, S10 0 � � � � � � I083

VTB**-06… 6 ø13.5 - 

ø25
2-8 S05 - S10 0 � � � � � � I084

VTB**

C15-06…
6 ø13.5 2 S05 0 � � � � � � I084

VST**A45… 3, 4 ø17.7 - 

ø21.7

3.4-

5.5
S06, S08 0 � � � � � � I083

VMT***IS / 

UN / W
3～6 ø10 - ø16 -

S05, S06

S08
- � � � � � �

I116 - 

I117

VTR***IS / 

W
3, 4 ø15.7 - 

ø21.7
- S06, S08 - � � � � � � I117
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CRKS
Helix 

angle

Workpiece material
Page

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

Finishing 

All round

For 

chamfering /

30°, 45°, 60°

For 

chamfering / 

45°

For chamfering /

with back 

chamfering edge

For 

chamfering /

R chamfering

For Spot 

drilling

For 

Counterboring

For slotting

For slotting

For slotting

For slottingt

For 

chamfering / 

45°

Threading

Threading

Ball

Chamfered

(with center 

cutting edge)

Chamfered
(without 
center 

cutting edge)

Chamfered

(with center 

cutting edge)

Chamfered
(without 
center 

cutting edge)

Holemaking

Corner 

radius

Corner 

radius

Corner 

radius

Corner 

radius

Chamfered

Chamfered

Full profile

Partial profile

Ball

Spot 
drilling and 
chamfering

Chamfering

Spot drilling

Counter-

boring

Threading

Chamfering

Threading

Threading

 : First choice

 : Second choice
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Choose the best head-shank 

combination for more efficiency!

Minimize setup time while 

maximizing productivity!

Head exchange accuracy

Height: ± 0.02 mm

Run out:
 0.02 mm

Face
Taper

TungMeister can be 
applied to all kinds 

of endmill machining 
applications.

Flexible combinations
Three kinds of shank 
material
Users can choose the most suitable 

combination according to the 

machining parameters, length and 

rigidity required.

Wide range of cutting heads
23 kinds of cutting heads are available. 

The head exchange is easy and highly 

accurate with the precision thread.

Straight shank & neck (carbide)

Straight shank & neck   

ER collet

Straight shank & taper neck

Adaptor for TungFlex

Straight (for grooving)

Steel: For general purpose

Carbide: For highly accurate machining due to excellent rigidity

Tungsten: Reduced chattering due to high vibration damping

 capacity 

Reduces tool changeover times 
drastically!!
- Machine downtime is decreased considerably.
-  Enables users to only change cutting head, 

simplifying set-ups. 

Highly accurate repeatability

less than 1 minute

　　　　　　　　　  10 minutesSolid endmill

Exchange Time / Piece

Increases productivity by 90%

-  Accuracy can be main-
tained by touching the 
taper and face.

-  Repeatability is guaranteed 
and is not a concern for 
machine operators.

 I064 - I091Reference pages:
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V SS D10 L070 S 06 - W - A
1 2 3 4 5 6 7 8

S

C

W

L070 70D08 ø8

D10 ø10

D12 ø12

D16 ø16

D20 ø20

D25 ø25

D32 ø32

100 ø10

120 ø12

130 ø13

180 ø18

210 ø21

11

16

V

SS

TS

SC

ST

AD

ER

S

W

05 S05

06 S06

08 S08

10 S10

12 S12

15 S15

A

M

1 3 4 7

8

5

6

2

R00

R005 R0.05

R01 R0.1

R05 R0.5

R10 R1.0

C15 0.15 x 45°

C30 0.3 x 45°

C60 0.6 x 45°

A30 30°

A60 60°

R10 R1.0

R16 R1.6

SG

BM

BG

IS**

UN**

W**

I

A

R

C

3

B 0°

C 15°

D 30°

E 38° - 50°

F 60°

T

H

L07.0 7

L15.0 15

W1.50 1.5

W1.57 1.57

W10.0 10

V

E

B

R

FX

CA

CP

CW

CR

GC

DP

S

T

MT

TR

02 2

06 6

03 3

04 4

S05 S05

S06 S06

S08 S08

S10 S10

S12 S12

S15 S15

V E E 080 L05.0 R00 - 03 S05

V B D 200 L15.0 - BG - 04 S12

060 ø6

200 ø20

1

1

1 6 7

8

9

4

5

2

2

2

3

3

4

4

5

5

6

6

7

7

8

8

9

9

G
ra

d
e

In
s
e
rt

E
xt

. T
oo

lh
ol

de
r

In
t. 

To
ol

ho
ld

er
T

h
re

a
d

in
g

G
ro

o
v
in

g
M

in
ia

tu
re

 t
o

o
l

M
ill

in
g

 c
u
tt

e
r

E
n
d

m
ill

D
ri
lli

n
g

 t
o

o
l

To
o

lin
g

 S
ys

te
m

U
s
e
r'

s
 G

u
id

e
In

d
e
x

DESIGNATION SYSTEM

Shank

Head
Square endmill

Ball nose endmill

TungMeister

Series

Shank type

Shank diameter (mm) Length (mm) Shank material

Additional feature

Shape of shank

Connection screw size

Straight neck

Taper neck

Slotting

for T-Slotting

TungFlex adapter

ER collet holder
VSC, VAD type

VER type

Cylindrical 

Weldon 

Collet size 

Collet size 

Steel

Carbide

Tungsten

with coolant hole

Thread size
(TungFlex adapters)

Series Helix angle / Rake face

Cutting edge 

TungMeister

Square

Ball nose

Radius

for high feed 

for chamfering

Spot drilling

for chamfering
(front and back)

for R chamfering

for counter boring

for center drilling

for slotting

for T-slot milling

Land

Cutting edge length (mm)

Diameter (mm)

Length

Groove width

Corner shape / Angle

Nose radius

Chamfer type

Chamfering head

R chamfering head

Sphere / high precision

Ball / general purpose

Ball / high precision

ISO metric, pitch**

Unifi ed, **TPI

Whitworth, pitch**

Ball nose

Threading

Sharp edge

The number of fl utes

Additional feature

Connection screw size

Grooving head VST type

General purpose

Variable pitch

for aluminium 

for roughing

Roughing + fi nishing

Threading
(full profi le)

Threading
(partial profi le)

Variable helix
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R

CRKS

1 = 2

D
C

S
FM

S

D
C

e
8

LF

APMX

1° 2°

2° 1°
RE

 

AH725 NOF FHA DC DCSFMS APMX RE CRKS LF

VEH080L05.0R05I04S05 4 35 - 39 8 7.7 5 0.5 S05 10 KEYV-S05 7

VEH080L05.0R10I04S05 4 35 - 39 8 7.7 5 1 S05 10 KEYV-S05 7

VEH100L07.0R05I04S06 4 35 - 39 10 9.7 7 0.5 S06 13 KEYV-S06 10

VEH100L07.0R10I04S06 4 35 - 39 10 9.7 7 1 S06 13 KEYV-S06 10

VEH120L09.0R05I04S08 4 35 - 39 12 11.7 9 0.5 S08 16.5 KEYV-S08 15

VEH120L09.0R10I04S08 4 35 - 39 12 11.7 9 1 S08 16.5 KEYV-S08 15

VEH160L12.0R05I04S10 4 35 - 39 16 15.3 12 0.5 S10 20.5 KEYV-S10 28

VEH160L12.0R10I04S10 4 35 - 39 16 15.3 12 1 S10 20.5 KEYV-S10 28

VEH200L15.0R05I04S12 4 35 - 39 20 18.3 15 0.5 S12 25.5 KEYV-S12 28

VEH200L15.0R10I04S12 4 35 - 39 20 18.3 15 1 S12 25.5 KEYV-S12 28

VEH.. .

LF

RE CRKS

D
C

h
6

APMX

D
C

S
F

M
S

AH725 NOF FHA DC DCSFMS APMX CRKS LF

VEE080L05.0R00-03S05 3 45º 8 7.7 5 S05 10 KEYV-S05 7

VEE100L07.0R00-03S06 3 45º 10 9.7 7 S06 13 KEYV-S06 10

VEE120L09.0R00-03S08 3 45º 12 11.7 9 S08 16.5 KEYV-S08 15

VEE**-03.. .
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Radius

Ball

Square

chamfering

Slotting

Others

moreor morr morr orooor momoorere

* Recommended clamping torque (N・m)

2 pieces per package
: Line up

* Recommended clamping torque (N·m)

2 pieces per package
•: Line up

Designation Wrench Torque*

4 f lute square head, for  genera l  purpose (TungMeister )

4 f lute square head, for  genera l  purpose (TungMeister )

Designation Wrench Torque*

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

Standard cutting conditions → I070 - I071Reference pages:



Tungaloy I065

H

J
K
L
M

A
B
C
D
E
F
G

I

CRKS

D
C

e
8

APMX

LF

RE

D
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M
S

AH725 NOF FHA DC DCSFMS APMX RE CRKS LF

VEE060L05.0R00-04S05 4 45º 6 8 5 - S05 10 KEYV-S05 7

VEE080L05.0R00-04S05 4 45º 8 7.7 5 - S05 10 KEYV-S05 7

VED080L05.0R05-04S05 4 30º 8 7.7 5 0.5 S05 10 KEYV-S05 7

VED080L05.0R10-04S05 4 30º 8 7.7 5 1 S05 10 KEYV-S05 7

VED080L05.0R15-04S05 4 30º 8 7.7 5 1.5 S05 10 KEYV-S05 7

VEE100L07.0R00-04S06 4 45º 10 9.7 7 - S06 13 KEYV-S06 10

VED100L07.0R05-04S06 4 30º 10 9.7 7 0.5 S06 13 KEYV-S06 10

VEE100L07.0R05-04S06 4 45º 10 9.7 7 0.5 S06 13 KEYV-S06 10

VED100L07.0R10-04S06 4 30º 10 9.7 7 1 S06 13 KEYV-S06 10

VEE100L07.0R10-04S06 4 45º 10 9.7 7 1 S06 13 KEYV-S06 10

VEE120L09.0R00-04S08 4 45º 12 11.7 9 - S08 16.5 KEYV-S08 15

VED120L09.0R05-04S08 4 30º 12 11.7 9 0.5 S08 16.5 KEYV-S08 15

VEE120L09.0R05-04S08 4 45º 12 11.7 9 0.5 S08 16.5 KEYV-S08 15

VED120L09.0R10-04S08 4 30º 12 11.7 9 1 S08 16.5 KEYV-S08 15

VEE120L09.0R10-04S08 4 45º 12 11.7 9 1 S08 16.5 KEYV-S08 15

VEE160L12.0R00-04S10 4 45º 16 15.3 12 - S10 20.5 KEYV-S10 28

VED160L12.0R05-04S10 4 30º 16 15.3 12 0.5 S10 20.5 KEYV-S10 28

VEE160L12.0R05-04S10 4 45º 16 15.3 12 0.5 S10 20.5 KEYV-S10 28

VED160L12.0R10-04S10 4 30º 16 15.3 12 1 S10 20.5 KEYV-S10 28

VEE160L12.0R10-04S10 4 45º 16 15.3 12 1 S10 20.5 KEYV-S10 28

VED160L12.0R15-04S10 4 30º 16 15.3 12 1.5 S10 20.5 KEYV-S10 28

VEE160L12.0R15-04S10 4 45º 16 15.3 12 1.5 S10 20.5 KEYV-S10 28

VED160L12.0R20-04S10 4 30º 16 15.3 12 2 S10 20.5 KEYV-S10 28

VEE160L12.0R20-04S10 4 45º 16 15.3 12 2 S10 20.5 KEYV-S10 28

VED160L12.0R30-04S10 4 30º 16 15.3 12 3 S10 20.5 KEYV-S10 28

VEE160L12.0R30-04S10 4 45º 16 15.3 12 3 S10 20.5 KEYV-S10 28

VED160L12.0R40-04S10 4 30º 16 15.3 12 4 S10 20.5 KEYV-S10 28

VEE160L12.0R40-04S10 4 45º 16 15.3 12 4 S10 20.5 KEYV-S10 28

VEE200L15.0R00-04S12 4 45º 20 18.3 15 - S12 25.5 KEYV-S12 28

VED200L15.0R05-04S12 4 30º 20 18.3 15 0.5 S12 25.5 KEYV-S12 28

VED200L15.0R10-04S12 4 30º 20 18.3 15 1 S12 25.5 KEYV-S12 28

VED200L15.0R20-04S12 4 30º 20 18.3 15 2 S12 25.5 KEYV-S12 28

VED200L15.0R30-04S12 4 30º 20 18.3 15 3 S12 25.5 KEYV-S12 28

VEE**-04.. . ,  VED**-04.. .

D
C

h
6

CRKS

APMX

LF

RE

D
C

S
F

M
S

AH725 NOF FHA DC DCSFMS APMX RE CRKS LF

VEE077L04.0R02-03S05 3 38º 7.7 7.7 4 0.2 S05 10 KEYV-S05 7

VEE097L05.0R03-03S06 3 38º 9.7 9.7 5 0.3 S06 13 KEYV-S06 10

VEE117L07.0R03-03S08 3 38º 11.7 11.7 7 0.3 S08 16.5 KEYV-S08 15

VEE157L08.0R03-03S10 3 38º 15.7 15.3 8 0.3 S10 20.5 KEYV-S10 28

VEE197L12.0R04-03S12 3 38º 19.7 18.3 12 0.4 S12 25.5 KEYV-S12 28

VEE**-03.. .
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* Recommended clamping torque (N·m) 

2 pieces per package
: Line up

* Recommended clamping torque(N・m)
2 pieces per package : Line up

4 f lute square head, for  genera l  purpose (TungMeister )

Designation Wrench Torque*

Designation Wrench Torque*

3 f lute square head, for  key way (TungMeister )

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

Standard cutting conditions → I070 - I071Reference pages:
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I066

R

CRKS

1 = 2

D
C

S
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M
S

D
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LF

APMX

1° 2°

2° 1°
RE, CHW

AH725 NOF FHA DC DCSFMS APMX RE CHW CRKS LF

VEE080L05.0C30I04S05 4 38º 8 7.7 5 - 0.3 S05 10 KEYV-S05 7

VEE100L07.0C40I04S06 4 38º 10 9.7 7 - 0.4 S06 13 KEYV-S06 10

VEE120L09.0C50I04S08 4 38º 12 11.7 9 - 0.5 S08 16.5 KEYV-S08 15

VEE160L12.0C60I04S10 4 38º 16 15.3 12 - 0.6 S10 20.5 KEYV-S10 28

VEE200L15.0C60I04S12 4 38º 20 18.3 15 - 0.6 S12 25.5 KEYV-S12 28

VEE250L22.0C60I04S15 4 38º 25 23.9 22 - 0.6 S15 37 KEYV-W20 40

VEE250L22.0R00I04S15 4 38º 25 23.9 22 - - S15 37 KEYV-W20 40

VEE250L22.0R05I04S15 4 38º 25 23.9 22 0.5 - S15 37 KEYV-W20 40

VEE250L22.0R10I04S15 4 38º 25 23.9 22 1 - S15 37 KEYV-W20 40

VEE250L22.0R20I04S15 4 38º 25 23.9 22 2 - S15 37 KEYV-W20 40

VEE250L22.0R30I04S15 4 38º 25 23.9 22 3 - S15 37 KEYV-W20 40

VEE**I . . .

LF

CRKS

D
C

e
9

D
C

S
F

M
S

APMXCHW

RMPX

AH725 NOF FHA DC DCSFMS APMX CHW CRKS LF RMPX

VEE080L05.0C25R04S05 4 45º 8 7.7 5 0.25 S05 10 90º KEYV-S05 7

VEE100L07.0C30R04S06 4 45º 10 9.7 7 0.3 S06 13 90º KEYV-S06 10

VEE120L09.0C35R04S08 4 45º 12 11.7 9 0.35 S08 16.5 90º KEYV-S08 15

VEE160L12.0C40R05S10 5 45º 16 15.3 12 0.4 S10 20.5 7º KEYV-S10 28

VEE200L15.0C40R06S12 6 45º 20 18.3 15 0.4 S12 25.5 3º KEYV-S12 28

VEE250L22.0C50R06S15 6 45º 25 23.9 22 0.5 S15 37 3º KEYV-W20 40
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Radius

Ball

Square

chamfering

Slotting

Others

* Recommended clamping torque (N・m)
VEE080 ~ VEE200: 2 pieces per package
VEE250: 1 piece per package

: Line up

* Recommended clamping torque(N・m)
VEE080 ~ VEE200: 2 pieces per package
VEE250: 1 piece per package

: Line up

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

4 f lute square head, var iable p i tch,  for  chatter  dampening (TungMeister )

Designation Wrench Torque*

4 f lute square head, var iable p i tch,  for  chatter  dampening (TungMeister )

Designation Wrench Torque*

Standard cutting conditions → I070 - I071Reference pages:
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LF

CRKS

D
C

S
F

M
S
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APMX
CHW

AH725 NOF FHA DC DCSFMS APMX CHW CRKS LF

VEE080L05.0C30C04S05 4 45º 8 7.7 5 0.3 S05 10 KEYV-S05 7

VEE100L07.0C30C04S06 4 45º 10 9.7 7 0.3 S06 13 KEYV-S06 10

VEE120L09.0C40C04S08 4 45º 12 11.7 9 0.4 S08 16.5 KEYV-S08 15

VEE160L12.0C60C04S10 4 45º 16 15.3 12 0.6 S10 20.5 KEYV-S10 28

VEE200L15.0C60C04S12 4 45º 20 18.3 15 0.6 S12 25.5 KEYV-S12 28

VEE250L22.0C60C04S15 4 45º 25 23.9 22 0.6 S15 37 KEYV-W20 40

VEE**C.. .

CRKS

LF

D
C
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M
S

APMX

RE

KS15F NOF FHA DC DCSFMS APMX RE CRKS LF

VEE100L07.0R05A02S06 2 45º 10 9.7 7 0.5 S06 13 KEYV-S06 10

VEE100L07.0R10A02S06 2 45º 10 9.7 7 1 S06 13 KEYV-S06 10

VEE120L09.0R05A02S08 2 45º 12 11.7 9 0.5 S08 16.5 KEYV-S08 15

VEE**A02.. .
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* Recommended clamping torque(N・m)
VEE080 ~ VEE200: 2 pieces per package
VEE250: 1 piece per package

: Line up

* Recommended clamping torque(N·m)
2 pieces per package

: Line up

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

Square head, roughing and f in ish ing combinat ion type (TungMeister )

Designation Wrench Torque*

2 f lute square head, for  a lumin ium machin ing (TungMeister )

Designation Wrench Torque*

Standard cutting conditions → I070 - I071Reference pages:
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AH725 AH750 NOF FHA DC DCSFMS APMX RE CHW CRKS LF

VEE080L05.0R05-06S05 6 45º 8 7.7 5 0.5 - S05 10 KEYV-S05 7

VEE080L05.0R10-06S05 6 45º 8 7.7 5 1 - S05 10 KEYV-S05 7

VEE080L05.0R15-06S05 6 45º 8 7.7 5 1.5 - S05 10 KEYV-S05 7

VEE080L05.0C10-06S05 6 50º 8 7.7 5 - 0.1 S05 10 KEYV-S05 7

VEE100L07.0R00-06S06 6 45º 10 9.7 7 - - S06 13 KEYV-S06 10

VED100L07.0R05-06S06 6 30º 10 9.7 7 0.5 - S06 13 KEYV-S06 10

VEE100L07.0R05-06S06 6 45º 10 9.7 7 0.5 - S06 13 KEYV-S06 10

VED100L07.0R10-06S06 6 30º 10 9.7 7 1 - S06 13 KEYV-S06 10

VEE100L07.0R10-06S06 6 45º 10 9.7 7 1 - S06 13 KEYV-S06 10

VED100L07.0R15-06S06 6 30º 10 9.7 7 1.5 - S06 13 KEYV-S06 10

VEE100L07.0R15-06S06 6 45º 10 9.7 7 1.5 - S06 13 KEYV-S06 10

VEE100L07.0C10-06S06 6 50º 10 9.7 7 - 0.1 S06 13 KEYV-S06 10

VEE120L09.0R00-06S08 6 45º 12 11.7 9 - - S08 16.5 KEYV-S08 15

VED120L09.0R05-06S08 6 30º 12 11.7 9 0.5 - S08 16.5 KEYV-S08 15

VED120L09.0R10-06S08 6 30º 12 11.7 9 1 - S08 16.5 KEYV-S08 15

VEE120L09.0R10-06S08 6 45º 12 11.7 9 1 - S08 16.5 KEYV-S08 15

VEE120L09.0R15-06S08 6 45º 12 11.7 9 1.5 - S08 16.5 KEYV-S08 15

VEE120L09.0C10-06S08 6 50º 12 11.7 9 - 0.1 S08 16.5 KEYV-S08 15

R

LF

RE CRKS

D
C

h
6

D
C

S
F

M
S

APMX

KS15F NOF FHA DC DCSFMS APMX RE CRKS LF

VEE080L05.0R05A03S05 3 45º 8 7.7 5 0.5 S05 10 KEYV-S05 7

VEE100L06.0R05A03S06 3 45º 10 9.7 6 0.5 S06 13 KEYV-S06 10

VEE100L06.0R10A03S06 3 45º 10 9.7 6 1 S06 13 KEYV-S06 10

VEE120L08.0R05A03S08 3 45º 12 11.7 8 0.5 S08 16.5 KEYV-S08 15

VEE120L08.0R10A03S08 3 45º 12 11.7 8 1 S08 16.5 KEYV-S08 15

VEE160L10.0R00A03S10 3 45º 16 15.3 10 - S10 20.5 KEYV-S10 28

VEE160L10.0R10A03S10 3 45º 16 15.3 10 1 S10 20.5 KEYV-S10 28

VEE160L10.0R20A03S10 3 45º 16 15.3 10 2 S10 20.5 KEYV-S10 28

VEE200L12.0R05A03S12 3 45º 20 18.3 12 0.5 S12 25.5 KEYV-S12 28

VEE200L12.0R10A03S12 3 45º 20 18.3 12 1 S12 25.5 KEYV-S12 28

VEE200L12.0R20A03S12 3 45º 20 18.3 12 2 S12 25.5 KEYV-S12 28

VEE**A03.. .

D
C

S
F

M
S

RE, CHW

CRKS

5°

D
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LF

APMX

VED**-06.. . ,  VEE**-06.. .
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Radius

Ball

Square

chamfering

Slotting

Others

or more

* Recommended clamping torque(N·m)
2 pieces per package

: Line up

* Recommended clamping torque(N·m)
2 pieces per package

: Line up

3 f lute square head, for  a lumin ium machin ing (TungMeister )

Designation Wrench Torque*

6 f lute square head, for  d i f f icu l t- to-cut mater ia l  (TungMeister )

Designation Wrench Torque*

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

Standard cutting conditions → I070 - I071Reference pages:

≤
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AH725 AH750 NOF FHA DC DCSFMS APMX RE CHW CRKS LF

VED160L12.0R05-08S10 8 30º 16 15.3 12 0.5 - S10 20.5 KEYV-S10 28

VED160L12.0R10-08S10 8 30º 16 15.3 12 1 - S10 20.5 KEYV-S10 28

VED160L12.0R16-08S10 8 30º 16 15.3 12 1.6 - S10 20.5 KEYV-S10 28

VED160L12.0R20-08S10 8 30º 16 15.3 12 2 - S10 20.5 KEYV-S10 28

VEE160L12.0C20-08S10 8 50º 16 15.3 12 - 0.2 S10 20.5 KEYV-S10 28

VED200L15.0R10-10S12 10 30º 20 18.3 15 1 - S12 25.5 KEYV-S12 28

VED200L15.0R20-10S12 10 30º 20 18.3 15 2 - S12 25.5 KEYV-S12 28

VEE200L15.0C20-10S12 10 50º 20 18.3 15 - 0.2 S12 25.5 KEYV-S12 28

VED250L22.0R10-10S15 10 30º 25 23.9 22 1 - S15 37 KEYV-W20 40

VED250L22.0R20-10S15 10 30º 25 23.9 22 2 - S15 37 KEYV-W20 40

LF

CRKS

RE

KARP

D
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APMX

R

AH725 NOF FHA DC DCSFMS APMX RE KARP CRKS LF

VRC100L07.0R05-02S06 2 15º 10 9.5 7 0.5 95º S06 12.4 KEYV-S06 10

VRC100L07.0R10-02S06 2 15º 10 9.5 7 1 95º S06 12.4 KEYV-S06 10

VRB100L06.0R20-02S06 2 0º 10 9.2 6 2 97º S06 12.4 KEYV-S06 10

VRB120L05.7R30-02S06 2 0º 12 9.5 5.7 3 97º S06 9.1 **KEYV-S08 10

VRB120L05.4R40-02S06 2 0º 12 9.5 5.4 4 97º S06 9.1 **KEYV-S08 10

VRB120L06.3R16-02S08 2 0º 12 11.5 5.9 1.6 97º S08 11.1 KEYV-S08 15

VRB120L06.2R20-02S08 2 0º 12 11.5 6.2 2 97º S08 11.1 KEYV-S08 15

VRB120L06.1R25-02S08 2 0º 12 11.5 5.8 2.5 97º S08 11.1 KEYV-S08 15

VRB120L06.1R30-02S08 2 0º 12 11.5 5.7 3 97º S08 11.1 KEYV-S08 15

VRB120L05.9R40-02S08 2 0º 12 11.5 5.5 4 97º S08 11.1 KEYV-S08 15

VRB160L08.0R50-02S10 2 0º 16 15.2 8 5 97º S10 20.2 KEYV-S10 28

VRB200L11.1R30-02S12 2 0º 20 18.3 11 3 97º S12 17 KEYV-S12 28

VRB200L11.5R40-02S12 2 0º 20 18.3 11.3 4 97º S12 17.3 KEYV-S12 28

VRB200L11.5R50-02S12 2 0º 20 18.3 11.3 5 97º S12 17.3 KEYV-S12 28

VRB200L11.4R60-02S12 2 0º 20 18.3 11.2 6 97º S12 17.3 KEYV-S12 28

VRB200L11.3R80-02S12 2 0º 20 18.3 11.1 8 97º S12 17.3 KEYV-S12 28

VRB**-02.. . ,  VRC**-02.. .

LF

CRKS
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APMX
RE, CHW
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* Recommended clamping torque(N·m)
VED/VEE160 ~ VED/VEE200: 2 pieces per package
VED250: 1 piece per package

: Line up

Note: Suitable for contouring operation. 
**  The wrench size for these heads is diff erent from the ones for the other 
head types. 

*  Recommended clamping torque(N·m)
 2 pieces per package

: Line up

2 f lute radius head (TungMeister )

Designation Wrench Torque*

8-10 f lute square head, for  d i f f icu l t- to-cut mater ia l  (TungMeister )

Designation Wrench Torque*

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

Standard cutting conditions → I070 - I071Reference pages:

≤
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ISO

6 8 10 12 16 20 25

- 300 HB 80 - 180
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.25 x DC

- 300 HB 60 - 140
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.25 x DC

30 - 40

HRC
60 - 120

0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.25 x DC

- 200 HB 40 - 100
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.25 x DC

150 - 250

HB
80 - 200

0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.25 x DC

150 - 250

HB
80 - 200

0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.25 x DC

- 200 - 700
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.25 x DC

- 100 - 300
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.25 x DC

- 40 - 80
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.05 x DC

- 20 - 40
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.05 x DC

40 - 50

HRC
40 - 80

0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.05 x DC

50 - 60

HRC
20 - 60

0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 -

0.17

0.6 x 

DC
0.05 x DC

7°

D
C

S
F

M
S

LF

CRKS

RE

D
C

e
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APMX

9°

R

AH725 NOF FHA DC DCSFMS APMX RE CRKS LF

VRD080L04.0R20-06S05 6 30º 8 7.7 4 2 S05 10 KEYV-S05 7

VRD100L05.0R30-06S06 6 30º 10 9.7 5 3 S06 13 KEYV-S06 10

VRD120L07.0R40-06S08 6 30º 12 11.7 7 4 S08 16.5 KEYV-S08 15

VRD160L09.0R50-06S10 6 30º 16 15.3 9 5 S10 20.5 KEYV-S10 28

VRD**-06.. .
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Ball

chamfering

Slotting

Others

Radius

Square

or more

STANDARD CUTTING CONDITIONS

Workpiece material Hard-
ness

Cutting 

speed

Vc (m/min)

Feed per tooth: fz (mm/t)

Tool diameter: DC (mm)
Depth of

cut
ap (mm)

Pick feed
Pf (mm)

* Recommended clamping torque(N·m)
2 pieces per package

: Line up

Radius head with 6 ground f lutes (TungMeister )

Designation Wrench Torque*

APMX = Max. depth of cut
CRKS = Connection screw size

Low carbon steels
S45C, S55C, etc. 

C45, C55, etc.

High carbon steels
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast irons  
FC250, FC300, etc.

250, 300, etc.

Ductile cast irons
FCD400, etc.
400-15S, etc.

Aluminium alloys
Si < 13%

Aluminium alloys
Si 13%

Hardened steel
SKD61, SKT4, etc.

X40CrMoV5 1, 55NiCrMoV6, etc.

Hardened steel
SKD11, SKH, etc.

X153CrMoV12, HS18-0-1, etc.

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Shoulder milling (VEH, VEE: 3 fl utes, VED/VEE: 4 fl utes, VEE-A, VEE-I, VEE-R, VEE-C, VRB, VRC, 

VRD)
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ISO

6 8 10 12 16 20 25

- 300 HB 80 - 180
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.5 x DC

- 300 HB 60 - 140
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.5 x DC

30 - 40

HRC
60 - 120

0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.5 x DC

- 200 HB 40 - 100
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.5 x DC

150 - 250

HB
80 - 200

0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.5 x DC

150 - 250

HB
80 - 200

0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.10
0.5 x DC

- 200 - 700
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.5 x DC

- 100 - 300
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.5 x DC

- 40 - 80
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.5 x DC

- 20 - 40
0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.5 x DC

40 - 50

HRC
40 - 80

0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.2 x DC

50 - 60

HRC
20 - 60

0.03 - 

0.07

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.07 -

0.1
0.2 x DC

ISO

8 10 12 16 20 25

- 60 - 120
0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 - 

0.17
0.6 x DC 0.02 x DC

- 30 - 60
0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 - 

0.17
0.6 x DC 0.02 x DC

40 - 50

HRC
80 - 160

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 - 

0.17
0.6 x DC 0.02 x DC

50 - 60

HRC
40 - 90

0.05 - 

0.09

0.07 - 

0.12

0.08 - 

0.13

0.09 - 

0.15

0.1 - 

0.17

0.1 - 

0.17
0.6 x DC 0.02 x DC
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Workpiece material Hard-
ness

Cutting 

speed

Vc (m/min)

Feed per tooth: fz (mm/t)

Tool diameter: DC (mm)
Depth of

cut
ap (mm)

Slot milling (VEH, VEE: 3 fl utes, VED/VEE: 4 fl utes, VEE-A, VEE-I, VEE-R, VEE-C, VRB, VRC, 
VRD)

Low carbon steels
S45C, S55C, etc. 

C45, C55, etc.

High carbon steels
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast irons  
FC250, FC300, etc.

250, 300, etc.

Ductile cast irons
FCD400, etc.
400-15S, etc.

Aluminium alloys
Si < 13%

Aluminium alloys
Si 13%

Hardened steel
SKD61, SKT4, etc.

X40CrMoV5 1, 55NiCrMoV6, etc.

Hardened steel
SKD11, SKH, etc.

X153CrMoV12, HS18-0-1, etc.

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Shoulder milling (VED / VEE: 6 fl utes, VED / VEE: 8, 10 fl utes)

Hardened steel
SKD61, SKT4, etc.

X40CrMoV5 1, 55NiCrMoV6, etc.

Hardened steel
SKD11, SKH, etc.

X153CrMoV12, HS18-0-1, etc.

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Workpiece material Hard-
ness

Cutting 

speed

Vc (m/min)

Feed per tooth: fz (mm/t)

Tool diameter: DC (mm)
Depth of

cut
ap (mm)

Pick feed
Pf (mm)
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ISO

ø10 ø12 ø16 ø20

- 300 HB 100 - 200 0.3 - 0.7 0.4 - 0.8 0.5 - 0.9 0.6 - 1 0.6 x DC

- 300 HB 80 - 180 0.3 - 0.7 0.4 - 0.8 0.5 - 0.9 0.6 x DC

30 - 40 HRC 80 - 160 0.2 - 0.5 0.2 - 0.5 0.3 - 0.6 0.3 - 0.6 0.6 x DC

- 200 HB 60 - 100 0.2 - 0.6 0.2 - 0.6 0.3 - 0.7 0.3 - 0.7 0.6 x DC

150 - 250 HB 100 - 220 0.3 - 0.7 0.4 - 0.8 0.5 - 0.9 0.6 - 1 0.6 x DC

150 - 250 HB 100 - 220 0.2 - 0.6 0.3 - 0.7 0.4 - 0.8 0.5 - 0.9 0.6 x DC

- 40 - 80 0.2 - 0.5 0.2 - 0.5 0.2 - 0.6 0.2 - 0.6 0.25 x DC

- 20 - 40 0.1 - 0.3 0.1 - 0.3 0.1 - 0.3 0.1 - 0.3 0.25 x DC

40 - 50 HRC 40 - 80 0.2 - 0.4 0.2 - 0.4 0.3 - 0.5 0.3 - 0.5 0.45 x DC

50 - 60 HRC 20 - 60 0.1 - 0.2 0.1 - 0.2 0.1 - 0.3 0.1 - 0.3 0.25 x DC

D
C

S
F

M
S

LF

CRKS

RE

D
C

h
9

APMX

10°

AH725 NOF FHA DC DCSFMS APMX RE(1) CRKS LF fz (mm/t)

VFX100L00.6R20-02S06 2 0º 10 9.6 0.6 2 S06 12.5 KEYV-S06 10 0.3-0.6

VFX120L01.0R25-02S08 2 0º 12 11.5 1.0 2.5 S08 11.1 KEYV-S08 15 0.5-1.0

VFX160L01.1R30-02S10 2 0º 16 15.2 1.1 3 S10 20 KEYV-S10 28 0.55-1.1

VFX200L01.5R33-02S12 2 0º 20 18.3 1.5 3.3 S12 17.5 KEYV-S12 28 0.75-1.5

VFX**-02.. .

CRKS

D
C

S
F

M
S

D
C
e8

RE APMX
LF

KAPR

AH725 NOF FHA DC DCSFMS APMX RE KAPR CRKS LF fz (mm/t)

VFX120L0.60R18H04S08 4 20º 12 11.5 0.6 1.8 97º S08 16.5 KEYV-S08 15 0.16-0.67

VFX160L0.80R22H04S10 4 20º 16 15.4 0.8 2.2 97º S10 20.5 KEYV-S10 28 0.2-0.75

VFX**-04.. .
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Radius

chamfering

Slotting

moreor morr morr orooor momoorere

Ball

Square

Others

STANDARD CUTTING CONDITIONS

(1) Corner radius for CAM programming

Note: Please use tapered neck shank or tungsten shank for VFX head. 
* Recommended clamping torque (N·m)
2 pieces per package

: Line up

: Line up * Recommended clamping torque (N·m)
2 pieces per package

Feed per tooth should not exceed the maximum value for each product.

Designation Wrench Torque*

4 fu l te head for  h igh feed mi l l ing (TungMeister )

Designation Wrench Torque*

2 fu l te head for  h igh feed mi l l ing (TungMeister )

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

High feed milling (VFX)

Low carbon steels
S45C, S55C, etc.

C45, C55, etc.

Workpiece 
material Hardness

Width 
of cut

ae (mm)

Feed per 
tooth

fz (mm/t)

High carbon steels
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast irons
FC250, FC300, etc.

250, 300, etc.

Ductile cast irons
FCD400, etc.
400-15S, etc.

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.

X40CrMoV5 1, 55NiCrMoV6, etc.

Hardened steel
SKD11, SKH, etc.

X153CrMoV12, HS18-0-1, etc.

Cutting
speed

Vc (m/min)

≤

Feed per 
tooth

fz (mm/t)

Feed per 
tooth

fz (mm/t)

Feed per 
tooth

fz (mm/t)
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LF

CRKS

D
C

S
F
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APMX

AH725 NOF FHA DC DCSFMS APMX CRKS LF

VBB080L08.0-BM-02S05 2 0º 8 7.6 8 S05 10 KEYV-S05 7

VBB100L10.0-BM-02S06 2 0º 10 9.5 10 S06 12.4 KEYV-S06 10

VBB120L12.0-BM-02S08 2 0º 12 11.5 11.5 S08 15.3 KEYV-S08 15

VBB160L16.0-BM-02S10 2 0º 16 15.2 16 S10 19.1 KEYV-S10 28

VBB**-BM...

LF

CRKS

D
C

S
F

M
S

D
C

h
7

APMX

AH750 NOF FHA DC DCSFMS APMX CRKS LF

VBB080L08.0-BG-02S05 2 0º 8 7.6 8 S05 10 KEYV-S05 7

VBB100L10.0-BG-02S06 2 0º 10 9.6 10 S06 12.4 KEYV-S06 10

VBB120L12.0-BG-02S08 2 0º 12 11.5 12 S08 15.3 KEYV-S08 15

VBB160L16.0-BG-02S10 2 0º 16 15.2 16 S10 19.1 KEYV-S10 28

VBB**-BG.. .

LF

CRKS

D
C

S
F

M
S

RE

D
C

e
8

APMX

AH725 NOF FHA DC DCSFMS APMX RE CRKS LF

VBD080L05.0-BG-02S05 2 30º 8 7.7 5 3.982
(1)

S05 10 KEYV-S05 7

VBD100L07.0-BG-02S06 2 30º 10 9.7 7 4.982
(1)

S06 13 KEYV-S06 10

VBD120L09.0-BG-02S08 2 30º 12 11.7 9 5.978
(2)

S08 16.5 KEYV-S08 15

VBD160L09.5-BG-02S10 2 30º 16 15.3 9 7.978
(2)

S10 20.5 KEYV-S10 28

VBD**-BG.. .
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* Recommended clamping torque(N·m)
2 pieces per package

RE tolerance: (1) ± 0.010　(2) ± 0.012

* Recommended clamping torque(N·m)
2 pieces per package

* Recommended clamping torque(N·m)
2 pieces per package

: Line up

: Line up

: Line up

2 f lute bal l  nose head for  roughing (TungMeister )

Designation Wrench Torque*

2 f lute bal l  nose head for  semi- f in ish ing (TungMeister )

Designation Wrench Torque*

Designation Wrench Torque*

Bal l  nose head with 2 ground f lutes for  f in ish ing (TungMeister )

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

Standard cutting conditions → I075Reference pages:
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ø
D

c
e
8

L

ø
d

1

SR 11.7 ° 

ap

CRKS

D
C

S
F

M
S

RE

LF

APMX

D
C

e
8

VBD**-BG.. . ,  VBE**-BG.. .

AH725 NOF FHA DC DCSFMS APMX RE CRKS LF

VBE060L05.5-BG-04S05 4 38º 6 8 5.5 2.987
(1)

S05 10 KEYV-S05 7

VBD080L05.0-BG-04S05 4 30º 8 7.7 5 3.982
(1)

S05 10 KEYV-S05 7

VBD100L07.0-BG-04S06 4 30º 10 9.7 7 4.982
(1)

S06 13 KEYV-S06 10

VBD120L09.0-BG-04S08 4 30º 12 11.7 9 5.978
(2)

S08 16.5 KEYV-S08 15

VBD160L12.0-BG-04S10 4 30º 16 15.3 12 7.978
(2)

S10 20.5 KEYV-S10 28

VBD200L15.0-BG-04S12 4 30º 20 18.3 15 9.972
(2)

S12 25.5 KEYV-S12 28

VBD250L22.0-BG-04S15 4 30º 25 23.9 22 12.470
(3)

S15 37 KEYV-W20 40

D
C

e
8

LF

D
C

S
F

M
S

CRKSRE 11.7 ° 

APMX

VBE VBD

LF

CRKS

D
C

S
F

M
S

D
C

h
7

120°

APMX

AH725 NOF FHA DC DCSFMS APMX CRKS LF

VBB100L08.0-SG-02S05 2 0º 10 7.6 7.5 S05 10 KEYV-S05 7

VBB120L09.6-SG-02S06 2 0º 12 9.5 9 S06 11.6 **KEYV-S08 10

VBB160L12.9-SG-02S08 2 0º 16 12.2 12 S08 15.4 **KEYV-S10 15

VBB200L16.1-SG-02S10 2 0º 20 15.2 15 S10 18.4 KEYV-S10 28

VBB**-SG.. .

LF

CRKS

D
C

S
F

M
S

RE

D
C

e
8

APMX

KS15F NOF FHA DC DCSFMS APMX RE CRKS LF

VBE080L05.0-BGA02S05 2 45º 8 7.7 5 3.982
(1)

S05 10 KEYV-S05 7

VBE100L07.0-BGA02S06 2 45º 10 9.7 7 4.982
(1)

S06 13 KEYV-S06 10

VBE120L09.0-BGA02S08 2 45º 12 11.7 9 5.987
(2)

S08 16.5 KEYV-S08 15

VBE160L12.0-BGA02S10 2 45º 16 15.3 12 7.978
(2)

S10 20.5 KEYV-S10 28

VBE200L15.0-BGA02S12 2 45º 20 18.3 15 9.972
(2)

S12 25.5 KEYV-S12 28

VBE**-BGA.. .
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Others

moreor morr morr orooor momoorere

Square

Ball

RE tolerance:  (1) ± 0.01　(2) ± 0.012　(3) ± 0.02

* Recommended clamping torque(N·m)
VBE060/VBD080 ~ VBD200: 2 pieces per package,  VBD250: 1 piece per package

Also capable of pull cutting on the vertical wall
** The wrench size for these heads is diff erent from the ones for the other head types. 

* Recommended clamping torque(N·m). 2 pieces per package

RE tolerance:  (1) ± 0.01　(2) ± 0.012   * Recommended clamping torque(N·m). 2 pieces per package

: Line up

: Line up

: Line up

Bal l  nose head with 4 ground f lutes for  f in ish ing (TungMeister )

Designation Wrench Torque*

2 f lute bal l  nose head, wi th spher ica l  des igned edge (TungMeister )

Designation Wrench Torque*

Bal l  nose head with 2 ground f lutes for  a lumin ium machin ing (TungMeister )

Designation Wrench Torque*

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

Standard cutting conditions → I075Reference pages:
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ISO

6 8 10 12 16 20 25

- 300 HB 100 - 200
0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.4 x DC

- 300 HB 80 - 180
0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.4 x DC

30 - 40 

HRC
80 - 160

0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.4 x DC

- 200 HB 60 - 100
0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.4 x DC

150 - 250

HB
100 - 220

0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.4 x DC

150 - 250

HB
100 - 220

0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.4 x DC

- 200 - 700
0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.4 x DC

- 100 - 300
0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.4 x DC

- 40 - 80
0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.2 x DC

50 - 60

HRC
20 - 40

0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.2 x DC

- 40 - 80
0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.2 x DC

50 - 60

HRC
20 - 60

0.03 

- 0.07

0.04 

- 0.08

0.05 

- 0.10

0.06 

- 0.11

0.07 

- 0.13

0.08 

- 0.15

0.08 

- 0.15
0.3 x DC 0.2 x DC

ISO

6 8 10 12 16 20 25

- 300 HB 120 - 250
0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.1 x DC 0.15 x DC

- 300 HB 100 - 220
0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.1 x DC 0.15 x DC

30 - 40 

HRC
100 - 200

0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.1 x DC 0.15 x DC

- 200 HB 80 - 120
0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.1 x DC 0.15 x DC

150 - 250

HB
120 - 280

0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.1 x DC 0.15 x DC

150 - 250

HB
120 - 280

0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.1 x DC 0.15 x DC

- 300 - 1000
0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.1 x DC 0.15 x DC

- 150 - 400
0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.1 x DC 0.15 x DC

- 50 - 100
0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.08 x DC 0.1 x DC

50 - 60

HRC
30 - 50

0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.08 x DC 0.1 x DC

- 50 - 100
0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.08 x DC 0.1 x DC

50 - 60

HRC
30 - 80

0.04 

- 0.09

0.06 

- 0.11

0.07 

- 0.12

0.08 

- 0.13

0.09 

- 0.16

0.1 

- 0.18

0.1 

- 0.18
0.08 x DC 0.1 x DC

G
ra

d
e

In
s
e
rt

E
xt

. T
oo

lh
ol

de
r

In
t. 

To
ol

ho
ld

er
T

h
re

a
d

in
g

G
ro

o
v
in

g
M

in
ia

tu
re

 t
o

o
l

M
ill

in
g

 c
u
tt

e
r

E
n
d

m
ill

D
ri
lli

n
g

 t
o

o
l

To
o

lin
g

 S
ys

te
m

U
s
e
r'

s
 G

u
id

e
In

d
e
x

STANDARD CUTTING CONDITIONS

Standard cutting conditions: Roughing (VBB-BM / BG / SG, VBD-BG, VBE-BGA)

Low carbon steels
S45C, S55C, etc. 

C45, C55, etc.

High carbon steels 
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast irons
FC250, FC300, etc.

250, 300, etc.

Ductile cast irons
FCD400, etc.
400-15S, etc.

Aluminium alloys
Si < 13%

Aluminium alloys
Si 13%

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.

X40CrMoV5 1, 55NiCrMoV6, etc.

Hardened steel
SKD11, SKH, etc.

X153CrMoV12, HS18-0-1, etc.

Workpiece material Hard-
ness

Cutting

speed

Vc (m/min)
Tool diameter: DC (mm)

Depth of 

cut

ap (mm)

Pick feed

P f (mm)

Feed per tooth: fz (mm/t)

Standard cutting conditions: Profi ling for semi-fi nishing and fi nishing
(VBB-BM / BG / SG, VBD-BG, VBE-BGA)

Low carbon steels
S45C, S55C, etc. 

C45, C55, etc.

High carbon steels 
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast irons
FC250, FC300, etc.

250, 300, etc.

Ductile cast irons
FCD400, etc.
400-15S, etc.

Aluminium alloys
Si < 13%

Aluminium alloys
Si 13%

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.

X40CrMoV5 1, 55NiCrMoV6, etc.

Hardened steel
SKD11, SKH, etc.

X153CrMoV12, HS18-0-1, etc.

Workpiece material Hard-
ness

Cutting

speed

Vc (m/min)

Tool diameter: DC (mm)
Depth of 

cut

ap (mm)

Pick feed

P f (mm)

Feed per tooth: fz (mm/t)
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LF

14
0°

APMX

KAPR

SIG

AH725 NOF SIG FHA DCX DCSFMS APMX CDX CRKS LF DC KAPR
VCP100L09.5A30-02S06 2 60º 0º 10 9.5 8.5 7.5 S06 11.75 1.5 60º KEYV-S06 10

VCP120L12.0A30-02S08 2 60º 0º 12 11.5 11 9.2 S08 15.4 1.5 60º KEYV-S08 15

VCP160L15.0A30-02S10 2 60º 0º 16 15.2 16 12 S10 20.2 2.5 60º KEYV-S10 28

VCP080L07.7A45-02S05 2 90º 0º 8 7.6 7.5 3.7 S05 9.75 1 45º KEYV-S05 7

VCP083L07.9A45-02S05 2 90º 0º 8.3 7.6 7.5 3.8 S05 10 1 45º KEYV-S05 7

VCP100L09.0A45-02S06 2 90º 0º 10 9.5 9.5 4.4 S06 11.75 1.5 45º KEYV-S06 10

VCP104L09.0A45-02S06 2 90º 0º 10.4 9.5 9.5 4.6 S06 11.75 1.5 45º KEYV-S06 10

VCP120L12.0A45-02S08 2 90º 0º 12 11.5 11.5 5.4 S08 15.4 1.5 45º KEYV-S08 15

VCP124L12.0A45-02S08 2 90º 0º 12.4 11.5 11.5 5.6 S08 15.4 1.5 45º KEYV-S08 15

VCP160L15.0A45-02S10 2 90º 0º 16 15.2 15 7.1 S10 18.8 1.5 45º KEYV-S10 28

VCP165L15.0A45-02S10 2 90º 0º 16.5 15.2 15 7.1 S10 18.8 1.5 45º KEYV-S10 28

VCP100L09.5A60-02S06 2 120º 0º 10 9.5 9.5 2.7 S06 12.7 1.5 30º KEYV-S06 10

VCP120L12.0A60-02S08 2 120º 0º 12 11.5 11.5 3.3 S08 15.2 1.5 30º KEYV-S08 15

VCP160L15.5A60-02S10 2 120º 0º 16 15.2 16 4.4 S10 19.9 1.5 30º KEYV-S10 28

VCP**-02.. .

CRKS
LF

LU

D
C

D
C

S
F

M
S

1
2
0
º

60º

AH725 NOF FHA DC± 0.02 DCSFMS LU CRKS LF

VDP328L04.6A30-02S05 2 0º 3.28 8 4.6 S05 15 KEYV-S05 7

VDP412L05.9A30-02S06 2 0º 4.12 10 5.9 S06 19 KEYV-S06 10

VDP513L07.2A30-02S08 2 0º 5.13 12 7.2 S08 23 KEYV-S08 15

VDP646L08.9A30-02S10 2 0º 6.46 16 8.9 S10 28 KEYV-S10 28

VDP**-02.. .
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Ball

Slotting

moreor morr morr orooor momoorere

Others

chamfering

Square

* Recommended clamping torque(N·m)
2 pieces per package

Minimum hole diameter ø1.5 mm

* Recommended clamping torque(N·m)

2 pieces per package

: Line up

: Line up

Designation Wrench Torque*

2 f lute head, wi th chamfered edge, for  spot dr i l l ing (TungMeister )

Designation Wrench Torque*

2 f lute head, for  spot dr i l l ing and chamfer ing (TungMeister )

APMX = Max. depth of cut
CRKS = Connection screw size

CRKS = Connection screw size

Standard cutting conditions → I077Reference pages:
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ISO
VDP328 VDP412 VDP513 VDP646 VCP

- 300 HB 40 - 80 0.04 - 0.08 0.05 - 0.10 0.05 - 0.10 0.06 - 0.12 0.06 - 0.12

- 300 HB 30 - 50 0.04 - 0.08 0.05 - 0.10 0.05 - 0.10 0.06 - 0.12 0.06 - 0.12

30 - 40 

HRC
20 - 30 0.04 - 0.08 0.05 - 0.10 0.05 - 0.10 0.06 - 0.12 0.06 - 0.12

- 200 HB 15 - 25 0.04 - 0.08 0.05 - 0.10 0.05 - 0.10 0.06 - 0.12 0.06 - 0.12

150 - 250 

HB
60 - 100 0.05 - 0.09 0.07 - 0.12 0.07 - 0.12 0.12 - 0.18 0.12 - 0.18

150 - 250 

HB
60 - 100 0.04 - 0.08 0.05 - 0.10 0.05 - 0.10 0.10 - 0.15 0.10 - 0.15

- 15 - 25 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07

- 10 - 20 0.03 - 0.06 0.03 - 0.06 0.03 - 0.06 0.03 - 0.06 0.03 - 0.06

40 - 50 

HRC
15 - 25 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07

50 - 60 

HRC
10 - 20 0.03 - 0.06 0.03 - 0.06 0.03 - 0.06 0.03 - 0.06 0.03 - 0.06
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STANDARD CUTTING CONDITIONS

Drilling (VCP, VDP)

Workpiece material Hardness
Feed: f (mm/rev)Cutting

speed
Vc (m/min)

Low carbon steels
 S45C, S55C, etc. 

C45, C55, etc.
High carbon steels

SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast irons
FC250, FC300, etc.

250, 300, etc.
Ductile cast irons

FCD400, etc.
400-15S, etc.

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

SKD61, SKT4, etc.
X40CrMoV5 1, 

55NiCrMoV6, etc.

SKD11, SKH, etc.
X153CrMoV12, 
HS18-0-1, etc.

Hardened steel
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APMXRE

3°

AH725 NOF FHA DC DCSFMS APMX RE CRKS LF

VGC078L08.0R02-02S05 2 10º 7.8 7.6 7.7 0.2 S05 10 KEYV-S05 7

VGC080L08.0R04-02S05 2 10º 8 7.6 7.7 0.4 S05 10 KEYV-S05 7

VGC080L08.0R10-02S05 2 10º 8 7.6 7.7 1 S05 10 KEYV-S05 7

VGC080L08.0R20-02S05 2 10º 8 7.6 7.7 2 S05 10 KEYV-S05 7

VGC098L09.0R03-02S06 2 10º 9.8 9.5 9 0.3 S06 12.4 KEYV-S06 10

VGC100L09.0R04-02S06 2 10º 10 9.5 9 0.4 S06 12.4 KEYV-S06 10

VGC100L09.0R10-02S06 2 10º 10 9.5 9 1 S06 12.4 KEYV-S06 10

VGC100L09.0R20-02S06 2 10º 10 9.5 9 2 S06 12.4 KEYV-S06 10

VGC117L10.0R03-02S08 2 10º 11.7 11.5 10 0.3 S08 14.2 KEYV-S08 15

VGC120L10.0R04-02S08 2 10º 12 11.5 10 0.4 S08 14.2 KEYV-S08 15

VGC120L10.0R10-02S08 2 10º 12 11.5 10 1 S08 14.2 KEYV-S08 15

VGC120L10.0R20-02S08 2 10º 12 11.5 10 2 S08 14.2 KEYV-S08 15

VGC157L15.0R03-02S10 2 10º 15.7 15.2 15 0.3 S10 19 KEYV-S10 28

VGC160L15.0R04-02S10 2 10º 16 15.2 14.9 0.4 S10 19 KEYV-S10 28

VGC160L15.0R08-02S10 2 10º 16 15.2 14.9 0.8 S10 19 KEYV-S10 28

VGC**-02.. .
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moreor morr morr orooor momoorere

Others

Square

Also capable of drilling with step feed (Max. depth = ap x 0.5)
* Recommended clamping torque(N·m)
2 pieces per package

: Line up

Designation Wrench Torque*

2 f lute head, for  counterbor ing (TungMeister )

APMX = Max. depth of cut
CRKS = Connection screw size

Standard cutting conditions → I079Reference pages:
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ISO

- 300 HB 40 - 80 0.04 - 0.08

- 300 HB 30 - 50 0.04 - 0.08

30 - 40 HRC 20 - 30 0.04 - 0.08

- 200 HB 15 - 25 0.04 - 0.08

150 - 250 HB 60 - 100 0.05 - 0.09

150 - 250 HB 60 - 100 0.04 - 0.08

- 15 - 25 0.04 - 0.07

- 10 - 20 0.03 - 0.06

40 - 50 HRC 15 - 25 0.04 - 0.07

50 - 60 HRC 10 - 20 0.03 - 0.06

G
ra

d
e

In
s
e
rt

E
xt

. T
oo

lh
ol

de
r

In
t. 

To
ol

ho
ld

er
T

h
re

a
d

in
g

G
ro

o
v
in

g
M

in
ia

tu
re

 t
o

o
l

M
ill

in
g

 c
u
tt

e
r

E
n
d

m
ill

D
ri
lli

n
g

 t
o

o
l

To
o

lin
g

 S
ys

te
m

U
s
e
r'

s
 G

u
id

e
In

d
e
x

STANDARD CUTTING CONDITIONS

Counter boring (VGC)

Workpiece material Hardness
Cutting speed
Vc (m/min)

Feed per tooth
fz (mm/t)

Low carbon steels
S45C, S55C, etc.

C45, C55, etc.

High carbon steels
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast irons
FC250, FC300, etc.

250, 300, etc.
Ductile cast irons

FCD400, etc.
400-15S, etc.

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

SKD61, SKT4, etc.

X40CrMoV5 1, 55NiCrMoV6, etc.

SKD11, SKH, etc.

X153CrMoV12, HS18-0-1, etc.

Hardened steel
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APMX

AH725 NOF FHA DCX DCSFMS APMX DC CRKS LF

VCA100L04.0A45-04S06 4 0º 10 10 4 1.95 S06 13 KEYV-S06 10

VCA120L05.0A45-04S08 4 0º 12 12 5 1.95 S08 16.5 KEYV-S08 15

VCA127L05.3A45-04S08 4 0º 12.7 12.7 5.3 1.98 S08 16.5 KEYV-S08 15

VCA160L06.5A45-06S10 6 0º 16 16 6.5 3 S10 20.3 KEYV-S10 28

VCA200L07.5A45-06S12 6 0º 20 18.3 7.5 5 S12 25.5 KEYV-S12 28

VCA**-04,06.. .

CRKS

APMX2
CF

9
0
°

90°

D
C

LF

D
C

S
F

M
S

APMX

ø
1
,2

AH725 NOF FHA DC DCSFMS APMX APMX2 CF CRKS LF

VCW118L05.0A45-02S06 2 0º 11.8 9.3 5 1.2 2 S06 11.2 KEYV-S08 10

VCW**-02.. .

LF

CRKS

RE

D
C

S
F

M
S

D
C

D
C

X
h

1
0

APMX

R

AH725 NOF FHA DCX DCSFMS DC APMX RE CRKS LF

VCR080L07.5R10-02S05 2 0º 8 7.6 5.8 7.5 1 S05 10.5 KEYV-S05 7

VCR100L09.5R16-02S06 2 0º 10 9.5 6.8 9.5 1.6 S06 12.5 KEYV-S06 10

VCR100L09.5R25-02S06 2 0º 10 9.5 5.1 9.5 2.5 S06 12.5 KEYV-S06 10

VCR127L12.0R30-02S08 2 0º 12.7 12.2 6.5 12 3 S08 15.6 KEYV-S08 15

VCR127L12.0R40-02S08 2 0º 12.7 12.2 4.7 12 4 S08 15.6 KEYV-S08 15

VCR160L15.0R50-02S10 2 0º 16 15.2 6.2 15 5 S10 19.1 KEYV-S10 28

VCR200L07.0R60-02S12 2 0º 20 18.3 8 7 6 S12 17.4 KEYV-S12 28

VCR**-02.. .
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Square

chamfering

* Recommended clamping torque(N·m)
2 pieces per package

Also capable of reverse chamfering
* The wrench size for these heads is diff erent from the ones for the other head types. 
* Recommended clamping torque(N·m)
2 pieces per package

* Recommended clamping torque(N·m)
2 pieces per package

: Line up

: Line up

: Line up

Designation Wrench Torque*

4 or 6 f lute head, wi thout center  cutt ing edge, for  counters ink ing and chamfer ing (TungMeister )

2 f lute head, for  f ront and back chamfer ing (TungMeister )

Designation Wrench Torque*

2 f lute head, for  concave radius chamfer ing (TungMeister )

Designation Wrench Torque*

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

APMX = Max. depth of cut
CRKS = Connection screw size

Standard cutting conditions → I081Reference pages:
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> e8 e9 h6 h7 h9 h10 z9

6 10
-25

-47

-25

-61

0

-9

0

-15

0

-36

0

-58

+78

+42

10 14
-32

-59

-32

-75

0

-11

0

-18

0

-43

0

-70

+93

+50

14 18
-32

-59

-32

-75

0

-11

0

-18

0

-43

0

-70

+103

+60

18 30
-40

-73

-40

-92

0

-13

0

-21

0

-52

0

-84
-

ISO

- 300 HB 60 - 100 0.06 - 0.12

- 300 HB 50 - 80 0.06 - 0.12

30 - 40 HRC 40 - 70 0.06 - 0.12

- 200 HB 30 - 50 0.06 - 0.12

150 - 250 HB 80 - 120 0.06 - 0.12

150 - 250 HB 80 - 120 0.06 - 0.12

- 100 - 200 0.08 - 0.15

- 30 - 50 0.05 - 0.1

- 20 - 40 0.04 - 0.08

40 - 50 HRC 30 - 50 0.05 - 0.1

50 - 60 HRC 20 - 40 0.04 - 0.08
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STANDARD CUTTING CONDITIONS

TOLERANCE OF TOOL DIAMETER

Basic dimensions (mm) Permissible dimensional deviations (μm)

Chamfering and countersinking (VCA, VCW, VCR, VCP)

Workpiece material Hardness
Cutting speed
Vc (m/min)

Feed
f (mm/rev)

Low carbon steels
S45C, S55C, etc. 

C45, C55, etc.
High carbon steels

SCM440, SCr415, etc. 
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast irons
FC250, FC300, etc.

250, 300, etc.
Ductile cast irons

FC250, FC300, etc.
400-15S, etc.

Aluminium alloys

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

SKD61, SKT4, etc.
X40CrMoV5 1, 55NiCrMoV6, etc.

SKD11, SKH, etc.
X153CrMoV12, HS18-0-1, etc.

Hardened steel

JISB0401-2: 1998 (ISO286-2: 1988) extract
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RE
CW CW

CW ≦ 1.2 mm

C
D

X

C
D

X

CRKS

GH130 NOF FHA DC CW± 0.02 RE CRKS CDX

VST157W1.50R010-3S06 3 0º 15.7 1.5 0.1 S06 2.8 KEYV-177 10

VST157W1.57R020-3S06 3 0º 15.7 1.57 0.2 S06 2.8 KEYV-177 10

VST157W2.00R020-3S06 3 0º 15.7 2 0.2 S06 2.8 KEYV-177 10

VST157W2.39R020-3S06 3 0º 15.7 2.39 0.2 S06 2.8 KEYV-177 10

VST157W2.50R020-3S06 3 0º 15.7 2.5 0.2 S06 2.8 KEYV-177 10

VST157W3.00R020-3S06 3 0º 15.7 3 0.2 S06 2.8 KEYV-177 10

VST157W3.17R020-3S06 3 0º 15.7 3.17 0.2 S06 2.8 KEYV-177 10

VST177W1.20R005-3S06 3 0º 17.7   1.2
(1)

 0.05 S06 3.8 KEYV-177 10

VST177W1.40R005-3S06 3 0º 17.7   1.4
(1)

 0.05 S06 3.8 KEYV-177 10

VST177W1.50R010-3S06 3 0º 17.7 1.5 0.1 S06 3.8 KEYV-177 10

VST177W1.57R020-3S06 3 0º 17.7 1.57 0.2 S06 3.8 KEYV-177 10

VST177W1.70R005-3S06 3 0º 17.7   1.7
(1)

 0.05 S06 3.8 KEYV-177 10

VST177W2.00R020-3S06 3 0º 17.7 2 0.2 S06 3.8 KEYV-177 10

VST177W2.20R110-3S06 3 0º 17.7 2.2 1.1 S06 3.8 KEYV-177 10

VST177W2.39R020-3S06 3 0º 17.7 2.39 0.2 S06 3.8 KEYV-177 10

VST177W2.50R020-3S06 3 0º 17.7 2.5 0.2 S06 3.8 KEYV-177 10

VST177W3.00R020-3S06 3 0º 17.7 3 0.2 S06 3.8 KEYV-177 10

VST177W3.17R020-3S06 3 0º 17.7 3.17 0.2 S06 3.8 KEYV-177 10

VST**-3. . .
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Square

(1) CW is based on DIN471/472. 

* Recommended clamping torque(N·m)

2 pieces per package

: Line up

3 tooth s lot t ing head, 1.2-3.17 mm slot  width (TungMeister )

Designation Wrench Torque*

CRKS = Connection screw size

Standard cutting conditions → I085Reference pages:

≤
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CW

CW ≦1.0 mm

C
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X
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X

DC

RECW

CRKS

C
D

X

DC
CRKS

RE

CW

GH130 NOF FHA DC CW± 0.02 RE CRKS CDX

VST217W0.76R000-4S08 4 0º 21.7   0.76
(1)

 - S08 1.5 KEYV-217 15

VST217W0.86R000-4S08 4 0º 21.7  0.86
(1)

 - S08 1.7 KEYV-217 15

VST217W0.96R000-4S08 4 0º 21.7   0.96
(1)

 - S08 1.9 KEYV-217 15

VST217W1.00R005-4S08 4 0º 21.7 1 0.05 S08 2 KEYV-217 15

VST217W1.20R005-4S08 4 0º 21.7   1.2
(1)

 0.05 S08 4.5 KEYV-217 15

VST217W1.40R005-4S08 4 0º 21.7   1.4
(1)

 0.05 S08 4.5 KEYV-217 15

VST217W1.57R000-4S08 4 0º 21.7 1.57 - S08 4.5 KEYV-217 15

VST217W1.70R010-4S08 4 0º 21.7   1.7
(1)

 0.1 S08 4.5 KEYV-217 15

VST217W1.95R020-4S08 4 0º 21.7   1.95
(1)

 0.2 S08 4.5 KEYV-217 15

VST217W2.00R020-4S08 4 0º 21.7 2 0.2 S08 4.5 KEYV-217 15

VST217W2.25R020-4S08 4 0º 21.7   2.25
(1)

 0.2 S08 4.5 KEYV-217 15

VST217W2.39R020-4S08 4 0º 21.7 2.39 0.2 S08 4.5 KEYV-217 15

VST217W2.50R020-4S08 4 0º 21.7 2.5 0.2 S08 4.5 KEYV-217 15

VST217W2.75R020-4S08 4 0º 21.7   2.75
(1)

 0.2 S08 4.5 KEYV-217 15

VST217W3.00R020-4S08 4 0º 21.7 3 0.2 S08 4.5 KEYV-217 15

VST217W3.17R020-4S08 4 0º 21.7 3.17 0.2 S08 4.5 KEYV-217 15

VST217W3.25R020-4S08 4 0º 21.7   3.25
(1)

 0.2 S08 4.5 KEYV-217 15

VST217W4.00R020-4S08 4 0º 21.7 4 0.2 S08 4.5 KEYV-217 15

VST217W4.25R020-4S08 4 0º 21.7   4.25
(1)

 0.2 S08 4.5 KEYV-217 15

VST217W4.75R020-4S08 4 0º 21.7 4.75 0.2 S08 4.5 KEYV-217 15

VST217W5.25R020-4S08 4 0º 21.7   5.25
(1)

 0.2 S08 4.5 KEYV-217 15

VST277W2.50R020-6S10 6 0º 27.7 2.5 0.2 S10 6 KEYV-T40L 28

VST277W5.25R020-6S10 6 0º 27.7 5.25 0.2 S10 6 KEYV-T40L 28

VST277W10.0R020-6S10 6 0º 27.7 10 0.2 S10 6 KEYV-T40L 28

VST**-4,6. . .

R0.1

C
D

X

CW

CRKS

DC

C
D

X

CF

CRKS

CW

KAPRKAPRKAPR KAPR

DC

GH130 NOF FHA DC CW KAPR CRKS CDX CF

VST177L01.40A45-3S06 3 0º 17.7 3.4 45º S06 1.4 - KEYV-177 10

VST217L01.70A45-4S08 4 0º 21.7 5.5 45º S08 1.7 1.5 KEYV-217 15

VST**A45.. .

VST217VST177
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* Recommended clamping torque(N·m)
2 pieces per package

(1) CW is based on DIN471/472. 

* Recommended clamping torque(N·m)
2 pieces per package

: Line up

: Line up

4 or 6 tooth s lot t ing head, 0.76-10.0 mm slot  width (TungMeister )

Designation Wrench Torque*

3 or 4 tooth s lot t ing head, for  chamfer ing (TungMeister )

Designation Wrench Torque*

CRKS = Connection screw size

CRKS = Connection 
screw size

Standard cutting conditions → I085Reference pages:

≤
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33333333333

4444444444444444444444444

CRKS

CW

D
C

C
D

XRE

GH130 NOF FHA DC CW± 0.02 CDX CRKS RE

VTB135W3.00R04-06S05 6 0º 13.5 3 2.65 S05 0.4 KEYV-T20 7

VTB135W4.00R04-06S05 6 0º 13.5 4 2.65 S05 0.4 KEYV-T20 7

VTB160W2.00R04-06S06 6 0º 16 2 2.9 S06 0.4 KEYV-T20 10

VTB160W3.00R04-06S06 6 0º 16 3 2.9 S06 0.4 KEYV-T25 10

VTB160W4.00R04-06S06 6 0º 16 4 2.9 S06 0.4 KEYV-T25 10

VTB165W2.00R04-06S06 6 0º 16.5 2 3.15 S06 0.4 KEYV-T20 10

VTB165W3.00R04-06S06 6 0º 16.5 3 3.15 S06 0.4 KEYV-T25 10

VTB165W4.00R04-06S06 6 0º 16.5 4 3.15 S06 0.4 KEYV-T25 10

VTB195W4.00R04-06S08 6 0º 19.5 4 3.45 S08 0.4 KEYV-T30L 15

VTB195W5.00R04-06S08 6 0º 19.5 5 3.45 S08 0.4 KEYV-T30L 15

VTB195W6.00R04-06S08 6 0º 19.5 6 3.45 S08 0.4 KEYV-T30L 15

VTB225W5.00R04-06S08 6 0º 22.5 5 4.95 S08 0.4 KEYV-T40L 15

VTB225W6.00R04-06S08 6 0º 22.5 6 4.95 S08 0.4 KEYV-T40L 15

VTB225W8.00R04-06S08 6 0º 22.5 8 4.95 S08 0.4 KEYV-T40L 15

VTB250W6.00R04-06S08 6 0º 25 6 5.9 S08 0.4 KEYV-T50L 15

VTB250W8.00R04-06S08 6 0º 25 8 5.9 S08 0.4 KEYV-T50L 15

VTB250W5.00R04-06S10 6 0º 25 5 4.3 S10 0.4 KEYV-T50L 28

VTB250W6.00R04-06S10 6 0º 25 6 4.3 S10 0.4 KEYV-T50L 28

VTB250W8.00R04-06S10 6 0º 25 8 4.3 S10 0.4 KEYV-T50L 28

VTB**-06.. .

  0
 - 0.05

C
D

X

D
C

CRKS

CW

CHW

GH130 NOF FHA DC CW± 0.05 CDX CRKS CHW

VTB135W2.00C15-06S05 6 0º 13.5 2 2.65 S05 0.15 KEYV-T20 7

VTB**C15-06.. .

  0
 - 0.05
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Radius

Ball

chamfering

Others

Slotting

Square

or more

* Recommended clamping torque(N·m)
2 pieces per package

* Recommended clamping torque(N·m)
2 pieces per package

: Line up

: Line up

Designation Wrench Torque*

6 tooth T-s lot t ing head, wi th chamfered edge, 2 mm slot  width (TungMeister )

Designation Wrench Torque*

6 tooth T-s lot t ing head, 3-8 mm slot  width (TungMeister )

CRKS = Connection screw size

CRKS = Connection screw size

Standard cutting conditions → I085Reference pages:



Tungaloy I085

H

J
K
L
M

A
B
C
D
E
F
G

I

ISO

- 300 80 - 180 0.05 - 0.15 80 - 180 0.08 - 0.18

- 300 60 - 120 0.04 - 0.12 60 - 120 0.05 - 0.15

- 200 50 - 120 0.04 - 0.12 50 - 120 0.05 - 0.15

150 - 250 100 - 200 0.05 - 0.15 100 - 200 0.08 - 0.18

150 - 250 100 - 200 0.04 - 0.12 100 - 200 0.05 - 0.15

- 200 - 600 0.05 - 0.15 200 - 600 0.08 - 0.18

- 100 - 300 0.03 - 0.13 100 - 300 0.05 - 0.15

- 40 - 60 0.04 - 0.12 40 - 60 0.05 - 0.15

- 15 - 35 0.02 - 0.1 15 - 35 0.02 - 0.1
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STANDARD CUTTING CONDITIONS

Slotting (VST, VTB)

Workpiece material
Hardness

HB

VST type VTB type

Cutting speed
Vc (m/min)

Cutting speed
Vc (m/min)

Feed per tooth
fz (mm/t)

Feed per tooth
fz (mm/t)

Low carbon steels
S45C, S55C, etc.
 C45, C55, etc.

High carbon steels
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Stainless steels
SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast irons
FC250, FC300, etc.

250, 300, etc. 

Ductile cast irons
FCD400, etc.
400-15S, etc.

Aluminium alloys
Si < 13%

Aluminium alloys
Si ≥13%

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.
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B
D

D
C

O
N

M
S

CRKS
LF

LBX

LB

DCONMS BD LF LBX LB CRKS

VSSD10L070S06-W-A 10 9.6 70 20 19 S06

VSSD10L090S06-W-A 10 9.6 90 40 39 S06

VSSD10L110S06-W-A 10 9.6 110 60 59 S06

VSSD12L070S08-W-A 12 11.5 70 20 19 S08

VSSD12L090S08-W-A 12 11.5 90 40 39 S08

VSSD12L110S08-W-A 12 11.5 110 60 59 S08

VSSD12L130S08-W-A 12 11.5 130 80 79 S08

VSSD16L070S10-W-A 16 15.2 70 20 18.5 S10

VSSD16L090S10-W-A 16 15.2 90 40 36.5 S10

VSSD16L110S10-W-A 16 15.2 110 60 58.5 S10

VSSD16L130S10-W-A 16 15.2 130 80 78.5 S10

VSSD20L090S12-W-A 20 18.3 90 40 37 S12

VSSD20L130S12-W-A 20 18.3 130 80 77 S12

VSSD**-W-A
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Radius

Ball

chamfering

Slotting

Others

Square

Cyl indr ica l  shank + stra ight neck,  wi th coolant hole (TungMeister )

Designation Shank shape Shank material

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

CRKS = Connection screw size
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CRKS

LF
LBX

LB

B
D

D
C

O
N

M
S

DCONMS BD LF LBX LB CRKS

VSSD08L060S05-S 8 7.6 60 15 12.5 S05

VSSD08L070S05-C 8 7.6 70 20 18.5 S05

VSSD08L090S05-C 8 7.6 90 40 38.5 S05

VSSD08L110S05-C 8 7.6 110 60 58.5 S05

VSSD10L070S06-C 10 9.6 70 20 18.5 S06

VSSD10L075S06-S 10 9.6 75 20 17.5 S06

VSSD10L090S06-C 10 9.6 90 40 38.5 S06

VSSD10L110S06-C 10 9.6 110 60 58.5 S06

VSSD10L150S06-C 10 9.6 150 100 98.5 S06

VSSD12L070S08-C 12 11.5 70 20 17 S08

VSSD12L090S08-C 12 11.5 90 40 38 S08

VSSD12L090S08-S 12 11.5 90 16 13.5 S08

VSSD12L110S08-C 12 11.5 110 60 58 S08

VSSD12L130S08-C 12 11.5 130 80 78 S08

VSSD16L090S10-C 16 15.2 90 40 38 S10

VSSD16L100S10-S 16 15.2 100 20 18 S10

VSSD16L110S10-C 16 15.2 110 60 58 S10

VSSD16L130S10-C 16 15.2 130 80 78 S10

VSSD16L150S10-C 16 15.2 150 100 98 S10

VSSD20L090S12-C 20 18.3 90 40 37 S12

VSSD20L120S12-S 20 18.3 120 25 20.5 S12

VSSD20L130S12-C 20 18.3 130 80 77 S12

VSSD20L200S12-C 20 18.3 200 120 117 S12

VSSD25L120S15-C 25 23.9 120 60 58 S15

VSSD25L135S15-S 25 23.9 135 35 33 S15

VSSD25L170S15-C 25 23.9 170 100 98 S15

VSSD25L250S15-C 25 23.9 250 150 148 S15

VSSD.. .

CRKS

LF
LBX

LB

B
D

D
C

O
N

M
S

DCONMS BD LF LBX LB CRKS

VSSD12L055W05-S 12 7.6 55 3.8 - S05

VSSD16L065W06-S 16 9.6 65 6 - S06

VSSD16L065W08-S 16 11.5 65 4 - S08

VSSD20L070W10-S 20 15.2 70 4 - S10

VSSD25L075W12-S 25 18.3 75 6 - S12

VSSD**W.. .
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Cyl indr ica l  shank + stra ight neck (TungMeister )

Shank shape Shank material

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Steel

Carbide

Carbide

Carbide

Carbide

Steel

Carbide

Carbide

Carbide

Carbide

Carbide

Steel

Carbide

Carbide

Carbide

Steel

Carbide

Carbide

Carbide

Carbide

Steel

Carbide

Carbide

Carbide

Steel

Carbide

Carbide

Weldon shank + stra ight neck (TungMeister )  

Designation Shank shape Shank material

Weldon

Weldon

Weldon

Weldon

Weldon

Steel

Steel

Steel

Steel

Steel

CRKS = Connection screw size

CRKS = Connection screw size

Designation
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CRKS

D
C

O
N

M
S

B
D

LF
LBX

LBBHTA

BHTA DCONMS BD LF LBX LB CRKS

VTSD12L080S05-S 85º 12 7.6 80 25 - S05

VTSD12L100S05-S 89º 12 7.6 100 35 29 S05

VTSD12L110S05-C 89º 12 7.6 110 60 56 S05

VTSD12L130S05-C 89º 12 7.6 130 80 77 S05

VTSD16L125S06-S 85º 16 9.6 125 34 31 S06

VTSD16L130S08-C 89º 16 11.5 130 80 76.5 S08

VTSD16L140S08-S 85º 16 11.5 140 22 19 S08

VTSD16L150S05-C 89º 16 7.6 150 100 91 S05

VTSD16L150S06-C 89º 16 9.6 150 100 94.5 S06

VTSD16L150S08-C 89º 16 11.5 150 100 98 S08

VTSD16L160S06-S 89º 16 9.6 160 55 46.5 S06

VTSD16L170S06-C 89º 16 9.6 170 120 116.5 S06

VTSD20L140S10-S 85º 20 15.2 140 27.5 - S10

VTSD20L170S08-C 89º 20 11.5 170 120 112 S08

VTSD20L170S08-S 89º 20 11.5 170 80 69.5 S08

VTSD20L170S10-C 89º 20 15.2 170 120 119 S10

VTSD20L190S10-C 89º 20 15.2 190 140 - S10

VTSD20L190S10-S 89º 20 15.2 190 80 73 S10

VTSD20L210S10-C 89º 20 15.2 210 160 - S10

VTSD25L160S12-S 85º 25 18.3 160 40 - S12

VTSD25L170S10-S 85º 25 15.2 170 56 - S10

VTSD25L180S12-C 89º 25 18.3 180 120 115 S12

VTSD25L210S12-S 89º 25 18.3 210 100 94.5 S12

VTSD25L250S12-C 89º 25 18.3 250 140 136.5 S12

VTSD32L155S15-S 85º 32 23.9 155 45 - S15

VTSD32L190S12-S 85º 32 18.3 190 80 - S12

VTSD32L220S15-S 85º 32 23.9 220 100 - S15

VTSD32L250S15-C 89º 32 23.9 250 150 145 S15

VTSD32L300S15-C 89º 32 23.9 300 200 198 S15

VTSD.. .

CRKS

LF
LBX

LBBHTA

B
D

D
C

O
N

M
S

BHTA DCONMS BD LF LBX LB CRKS

VTSD12L110S06-W-A 89º 12 9.6 110 60 59 S06

VTSD16L170S06-W-A 89º 16 9.6 170 120 116 S06

VTSD**-W-A 
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Radius

Ball

chamfering

Slotting

Others

Square

Designation Shank shape Shank material

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Steel

Steel

Carbide

Carbide

Steel

Carbide

Steel

Carbide

Carbide

Carbide

Steel

Carbide

Steel

Carbide

Steel

Carbide

Carbide

Steel

Carbide

Steel

Steel

Carbide

Steel

Carbide

Steel

Steel

Steel

Carbide

Carbide

Cyl indr ica l  shank + tapered neck (TungMeister )

Designation Shank shape Shank material

Cyl indr ica l  shank + tapered neck, wi th coolant hole (TungMeister )

Cylindrical

Cylindrical

Tungsten

Tungsten

CRKS = Connection screw size

CRKS = Connection screw size
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B
D

D
C

O
N

M
S

LF

CRKS

B
D

D
C

O
N

M
S

LF

CRKS

DCONMS BD LF CRKS

VSC100L100S06-C 10 10 100 S06

VSC120L100S08-C-A 12 12 100 S08

VSC.. . 

B
D

D
C

O
N

M
SCRKS

LF

DCONMS BD LF CRKS

VSTD08L070S05-S 8 8 70 S05

VSTD10L080S06-S 10 10 80 S06

VSTD12L090S08-S 12 12 90 S08

VSTD16L100S10-S 16 16 100 S10

VSTD.. . 

H

C
R

K
S

M
S

LF

D
C

S
F

M
S

B
D

CRKS

LB
LS

BD DCSFMS LF LS LB CRKS CRKSMS H

VAD130L016S08-S-M8 11.7 13 16 17.5 6 S08 M8 11

VAD130L025S08-S-M8 11.7 13 25 17.5 20 S08 M8 11

VAD180L020S08-S-M10 11.7 18 20 20 12 S08 M10 13

VAD180L025S08-S-M10 11.7 18 25 20 15 S08 M10 11

VAD210L020S08-S-M12 11.7 21 20 20 10 S08 M12 12.75

VAD210L025S08-S-M12 11.7 21 25 20 13 S08 M12 12.75

　　　　　　　　　　

VAD**-M.. .
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VSC shank should be used with VST slotting head. 
If other types of heads are used, please be sure not to exceed the maximum depth of cut for each head (See ap for each head). 
VSC shank does not have external clearance, and it may interfere with the workpiece during machining.  

VSTD shank should be used with VTB slotting head. 
If other types of heads are used, please be sure not to exceed the maximum depth of cut for each head (See ap for each head). 
VSTD shank does not have external clearance, and it may interfere with the workpiece during machining.  

VSC  type VSC-A type

Cyl indr ica l  shank for  VST s lot t ing heads (TungMeister )

Designation Shank shapeCoolant hole Shank material

Cylindrical

Cylindrical

Without

With

Carbide

Carbide

Cyr indr ica l  shank for  VTB s lot t ing head (TungMeister )

Designation Shank shape Shank material

Cylindrical

Cylindrical

Cylindrical

Cylindrical

Steel

Steel

Steel

Steel

Adapter for  TungFlex convers ion

Designation

CRKS = Connection screw size

CRKS = Connection screw size

CRKS = Connection 
screw size
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TORQUEWRENCH5-50NM9x12 - - -

TM-WRENCH-6-05 S05
VED, VEE

VEE-I, VEE-R

VEE-C, VEE-A

VRD, 

VBD-BG

VBE-BGA

VDP, VCA

7

TM-WRENCH-8-06 S06 10

TM-WRENCH-10-08 S08 15

TM-WRENCH-13-10 S10 28

TM-WRENCH-16-12 S12 28

TM-WRENCH-20-15 S15 40

TM-WRENCH-4E-05 S05 7

TM-WRENCH-5E-06 S06 10

TM-WRENCH-7E-08 S08 15

TM-WRENCH-8E-10 S10 28

TM-WRENCH-9E-12 S12 28

INSERT-TOOL-9X12MM - - -

BIT-SOCKET-T20-DRIVE S05, S06

VTB135

VTB160W2.00

VTB165W2.00

7, 10

BIT-SOCKET-T25-DRIVE S06
VTB160W3.00

VTB160W4.00
10

BIT-SOCKET-T30-DRIVE S08 VTB165W3.00 15

BIT-SOCKET-T40-DRIVE S08, S10
VTB165W4.00

VTB195
15, 28

BIT-SOCKET-T50-DRIVE S08, S10

VST277

VTB225

VTB250

15, 28

SS BD LF CRKS

VER11CL006S05-S ER11 7.92 6 S05

VER11CL020S05-S ER11 7.92 20 S05

VER16CL012S05-S ER16 7.92 12 S05

VER16CL020S05-S ER16 7.92 20 S05

VER16CL010S06-S ER16 9.92 10 S06

VER16CL020S06-S ER16 9.92 20 S06

VER16CL006S08-S ER16 11.6 6 S08

VER16CL020S08-S ER16 11.6 20 S08
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Designation Stock
Connection
screw size

TM Head
description

Torque
(N∙m)

TORQUE WRENCHES

Designation

Adapter for  ER col lect  chucks

CRKS = Connection screw size

VRB, VRC
VFX, VBB-BM

VBB-BG

VCP, VGC
VCW, VCR

VBB-SG

LF

B
D

SS
CRKS



Tungaloy I091

H

J
K
L
M

A
B
C
D
E
F
G

I

KEYV-S05 S05 7

KEYV-S06 S06 10

KEYV-S08 S08 15

KEYV-S10 S10 28

KEYV-S12 S12 28

KEYV-W20 S15 40

KEYV-177 S06 10

KEYV-217 S08 15

KEYV-T40L
S08 15

S10 28

KEYV-T20
S05 7

S06 10

KEYV-T25 S06 10

KEYV-T30L S08 15

KEYV-T50L
S08 15

S10 28
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OK

CAUTIONARY POINTS IN USE
· The cutting heads specifi ed by Tungaloy must be used. Avoid using alternate heads 

that are not Tungaloy products as this will damage the shank and can cause severe 

accident or injury.

· Before setting the head, clean the connection screw with an air blast or a wiping cloth 

to remove chips and other foreign matter that may remain.

· Do not apply the lubricant to the connection screw.

· Please use the correct “Wrench” with the correct cutting head. Tighten the head 

slowly until the face of the head contacts the shank. (Please refer to the picture 

shown on the right.) Do not re-tightening or over-tightening. Excessive tightening may 

cause the cutting head to break.

· Do not apply excessive force or a hammer when tightening or exchanging the cutting 

heads.

Note: Wrenches are sold separately. 

Gap

KEYV-.. . ,  KEYV-S.. . ,  KEYV-T.. . ,  KEYV-T**L,  KEYV-W20

Appearance Designation
Connection
screw size

Torque 
(N·m)

Applicable head

Square

Ball

Radius

Drilling

Chamfering

Counter boring

Slotting VST type

Slotting VST, VTB type

Slotting VTB type


