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... Forkeyway/ Corner 7.7 -
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VEE**| & Finishing A\ round / Cg'mer/ 4 08-025 - S05-S15 38 %k k *k ¢ * Y 1066
e Inishing . . raaius 20 -0 - -
1 Variable pitch Chamfered
m 4 Al round / 4.5
VEE**R... Roughing ~ Serrated ~ Chamfered "™ 08-025 - S05-S15 45 * % % % % % 1066
Square cutting edge
G semi. | Allround/
VEE**C... fnishin Edge Chamfered 4 ©8-225 - S05-S15 45 Y % % ¥ % Y 1067
9 combination
'\\‘
1 Fiishing  Alround SO 2 o10-g12 - S06-508 45 % % 1067
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<
43
/.4 Finishing  Allround ~~ COM€T 3 o8.020 - S05-S12 45 ¥ K 1068
VEE**Aos !jl radius
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woke_ o Corner
ng** gg’ ’ Finishing ~ All round radius/ 6 08-012 - S05-S08 305/35/ AGR AR A¢ * % 1068
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x| > Corner
ng** gg/qg’ Finishing  All round radius/ 8, 10016-025 - S10-S15 30/50 Y¥ % % % 1069
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VRB**-02.../ % . Corner
VRC*-02 O/ Finishing Al round radius 2 010-020 - S06-S12 0/15 Yk % %k Yr % Y 1069
LR ‘
Radi 5
adius VRD**-06... @ Finishing ~ All round (r:;’(;?uesr 6 o8-016 - S05-S10 30 % % * ¢ * ¢ 1070
VFX**-02... & Roughing I—Iiliqu?#re]i/d High feed 2 010-020 - S06-S12 - s % % Y % % 072
High
feed S Al round
VFX**-04... Roughing Higfﬁze{j High feed 4 012,016 - S08,S10 - % % % Y¢ % % 1072
VBB**-BM... § Roughing Al round Ball 2 08-016 - S05-S10 0 %k % * W *k Y 1073
VBB**-BG... 1 ﬁfi‘zm;g Al round Ball 2 o8-016 - S05-S10 0 %k % Kk V¢ *k ¢ 1073
Cm VBD**-BG... A Finishing  All round Ball 2 08-016 - S05-S10 30 %k %k k Y *k Y 1073
Ball
o 5;},
zgg** BBg/ Q‘H Finishing Al round Ball 4 06-025 - S05-S15 30/38 k K k Y Kk Y 1074
VBB**-SG... éf} Finishing A”Sg;]‘g‘rg/ Ball 2 010-020 - S05-S15 0 ok Kk k ¥r *k Y 1074
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TUNGMEISTER

Choose the best head-shank
combination for more efficiency!
Minimize setup time while
maximizing productivity!

Wide range of cutting heads Three kinds of shank
23 kinds of cutting heads are available. Flexible combinations material

The head exchange is easy and highly
accurate with the precision thread.

Users can choose the most suitable

TungMeister can be combination according to the

applied to all kinds machining parameters, length and
of endmill machining rigidity required.
applications.

ER collet Adaptor for TungFlex
Straight shank & neck Straight shank & taper neck

V & =
| —_—

Straight shank & neck (carbide)  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 Highly accurate repeatability
drastically!! - Accuracy can be main-
- Machine downtime is decreased considerably. tained by touching the
- Enables users to only change cutting head, taper and face.
simplifying set-ups. - Repeatability is guaranteed

Increases productivity by 90% and Is. not a concem for
E ) . machine operators.
xchange Time / Piece

TUNGASAIE':!S-I:!E'RII less than 1 minute mHead exchange accuracy
olid endmi h i
10 minutes Height: £ 0.02 mm

Run out:
<0.02 mm

Reference pages: 1064 - 1091
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TUNGMEISTER
JDESIGNATION SYSTEM

V SS D10 LO70 S 06-W-A

o jo Jo _jJo
Shank
Fm @ Shank material
V  |TungMeister D08 |28 LO70 (70 S Steel
D10 (210 (] Carbide
D12 |02 W[ Tungsten
SS |Straight neck D16 (016 S Cylindrical
TS |[Taper neck D20 |020 W [ Weldon © Additional feature
SC |[Slotting D25 |025 A |with coolant hole
ST |[for T-Slotting D32 |032 Thread size
AD |TungFlex adapter VSC, VAD type 05 |[S05 M (TungFlex adapters)
ER [ER collet holder 100 10 06 |S06
120 |o12 08°1 508
130|013 1001510
180 |o18 12
210|021 I 515
VER type
11 Collet size
16 | Collet size
Head

® Square endmill

V E E 080 L05.0 ROO - 03 S05

o _Jo Joe Jo ____Jo6 _________Jo_____JoJo _Jo

o Ball nose endmiill

VBD200L15.0-BG-04S12

o Jo Jo Jo ____Jo o __Jejoe _Jo |

S
e}
CEC— ;:
V  [TungMeister B 0° Nose radius | Variable pitch
(& 15° RO0 | Sharp edge A for aluminium
D [30° R005 |R0.05 R__ | for roughing
E Square E |38°-50° RO1 |RO.1 C Roughing + finishing
B Ball nose F 60° R05 |RO0.5
R Radius T Land R10_|R1.0
FX |for high feec.i H Variable helix Chamfer type General purpose
CA |for chamfering C15 [0.15 x 45° 02 |2
CP_|Spot drilling C30 0.3 x 45° 06 |6
cw | for chamfering 060 |06 C60 0.6 x 45° Grooving head VST type
(front and back) 200 |020 Chamfering head 03 |3
S AGo_so e
GC | for counter boring Length R chamfering head
DP | for center drilling [07.0 17 =16 TR10 9
S for slotting L15.0 |15 R16 IR1 .6 S05 [S05
T for T-slot milling Groove width B-all nose S06 |S06
MT Threading W1.50 [1.5 SG |Sphere / high precision SO0 508
(full profile) W1.57 [1.57 BM |Ball / general purpose £l S10
TR | Threading W10.0 |10 BG |Ball / high precision 2:: 2_1':
(partial profile) Threading
IS** |1SO metric, pitch**
UN** |Unified, **TPI
W** | Whitworth, pitch**
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TUNGMEISTER

VEH...

4 flute square head, for general purpose (TungMeister)

A

DCes

Ui g
1A =
il

APMX

=LF

APMX = Max. depth of cut

CRKS = Connection screw size
Designation AH725 NOF  FHA m DCSFMS APMX RE CRKS LF Wrench Torque*
VEHO080L05.0R05104S05 () 4 35 -39 0.5 S05 10 KEYV-S05 7
VEHO080L05.0R10104S05 [ ) 4 35-39 8 7.7 5 1 S05 10 KEYV-S05 7
VEH100L07.0R05104S06 () 4 35 -39 10 9.7 7 0.5 S06 13 KEYV-S06 10
VEH100L07.0R10104S06 [ ) 4 35-39 10 9.7 7 1 S06 13 KEYV-S06 10
VEH120L09.0R05104S08 ) 4 35-39 12 11.7 9 0.5 S08 16.5 KEYV-S08 15
VEH120L09.0R10104S08 () 4 35-39 12 1.7 9 1 S08 16.5 KEYV-S08 15
VEH160L12.0R05104S10 () 4 35-39 16 15.3 12 0.5 sS10 20.5 KEYV-S10 28
VEH160L12.0R10104S10 [ ) 4 35-39 16 15.3 12 1 S10 20.5 KEYV-S10 28
VEH200L15.0R05104S12 ) 4 35-39 20 18.3 15 0.5 S12 25.5 KEYV-S12 28
VEH200L15.0R10104S12 ) 4 35-39 20 18.3 15 1 S12 25.5 KEYV-S12 28
* Recommended clamping torque (N-m) @: Line up
2 pieces per package
VEE**-03...
4 flute square head, for general purpose (TungMeister)
. RE CRKS 4
& f Y
N q’ 5]
» ° S @ ’C
«}I S| NN 3= =y
o O
8 =
APMX
LF APMX = Max. depth of cut
- > CRKS = Connection screw size
Designation AH725  NOF FHA m DCSFMS APMX CRKS  LF Wrench  Torque*
VEE080L05.0R00-03S05 () 3 7.7 S05 10 KEYV-S05 7
VEE100L07.0R00-03S06 ® 3 45° 10 9.7 7 S06 13 KEYV-S06 10
VEE120L09.0R00-03S08 ° 3 45° 12 11.7 9 S08 16.5 KEYV-S08 15
* Recommended clamping torque (N - m) ®: Line up
2 pieces per package
Reference pages: Standard cutting conditions — 1070 - 1071




TUNGMEISTER

VEE**-04...,

VED**-04...

4 flute square head, for general purpose (TungMeister)

RE CRKS 4& @ V
kY SN i
; z A=y
a 4 =
5, =
_APMX
LF APMX = Max. depth of cut
— > CRKS = Connection screw size
Designation AH725 NOF  FHA [T DCSFMS APMX RE CRKS LF  Wrench  Torque*
VEE060L05.0R00-04S05 ) 4 45° 6 - S05 10 KEYV-S05 7
VEE080L05.0R00-04S05 ® 4 45° 8 7.7 5 - S05 10 KEYV-S05 7
VED080L05.0R05-04S05 o 4 30° 8 7.7 5 0.5 S05 10 KEYV-S05 7
VEDO080L05.0R10-04S05 ® 4 30° 8 7.7 5 1 S05 10 KEYV-S05 7
VED080L05.0R15-04S05 ® 4 30° 8 7.7 5 1.5 S05 10 KEYV-S05 7
VEE100L07.0R00-04S06 ) 4 45° 10 9.7 7 - S06 13 KEYV-S06 10
VED100L07.0R05-04S06 o 4 30° 10 9.7 7 0.5 S06 13 KEYV-S06 10
VEE100L07.0R05-04S06 ) 4 45° 10 9.7 7 0.5 S06 13 KEYV-S06 10
VED100L07.0R10-04S06 ) 4 30° 10 9.7 7 1 S06 13 KEYV-S06 10
VEE100L07.0R10-04S06 () 4 45° 10 9.7 7 1 S06 13 KEYV-S06 10
VEE120L09.0R00-04S08 ® 4 45° 12 1.7 9 - S08 16.5 KEYV-S08 15
VED120L09.0R05-04S08 e 4 30° 12 1.7 9 0.5 S08 16.5 KEYV-S08 15
VEE120L09.0R05-04S08 ® 4 45° 12 11.7 9 0.5 S08 16.5 KEYV-S08 15
VED120L09.0R10-04S08 ° 4 30° 12 11.7 9 1 S08 16.5 KEYV-S08 15
VEE120L09.0R10-04S08 ) 4 45° 12 11.7 9 1 S08 16.5 KEYV-S08 15
VEE160L12.0R00-04510 ® 4 45° 16 15.3 12 - S10 20.5 KEYV-S10 28
VED160L12.0R05-04510 ) 4 30° 16 15.3 12 0.5 S10 20.5 KEYV-S10 28
VEE160L12.0R05-04S10 ® 4 45° 16 15.3 12 0.5 S10 20.5 KEYV-S10 28
VED160L12.0R10-04S10 ) 4 30° 16 15.3 12 1 $10 20.5 KEYV-S10 28
VEE160L12.0R10-04S10 () 4 45° 16 15.3 12 1 S10 20.5 KEYV-S10 28
VED160L12.0R15-04S10 ® 4 30° 16 15.3 12 15 S10 20.5 KEYV-S10 28
VEE160L12.0R15-04510 o 4 45° 16 15.3 12 1.5 S10 20.5 KEYV-S10 28
VED160L12.0R20-04S510 ) 4 30° 16 15.3 12 2 S10 20.5 KEYV-S10 28
VEE160L12.0R20-04510 ) 4 45° 16 15.3 12 2 S10 20.5 KEYV-S10 28
VED160L12.0R30-04S510 ® 4 30° 16 15.3 12 3 S10 20.5 KEYV-S10 28
VEE160L12.0R30-04S10 ® 4 45° 16 15.3 12 3 S10 20.5 KEYV-S10 28
VED160L12.0R40-04S10 ) 4 30° 16 15.3 12 4 S10 205 KEYV-S10 28
VEE160L12.0R40-04S10 () 4 45° 16 15.3 12 4 S10 20.5 KEYV-S10 28
VEE200L15.0R00-04S12 ® 4 45° 20 18.3 15 - S12 255 KEYV-S12 28
VED200L15.0R05-04512 ® 4 30° 20 18.3 15 0.5 S12 25.5 KEYV-S12 28 =
VED200L15.0R10-04S12 ® 4 30° 20 18.3 15 1 S12 25.5 KEYV-S12 28 .g
VED200L15.0R20-04512 ° 4 30° 20 18.3 15 2 S12 255 KEYV-S12 28 5
VED200L15.0R30-04512 ) 4 30° 20 18.3 15 3 S12 255 KEYV-S12 28
*R mmen lamping tor N-m
2 p?ec:es pzr szgk(;:e ping forae (m) ®: Line up
VEE**-03...
3 flute square head, for key way (TungMeister)
~ CRKS 4&4 V
S \ ;
) @ &
; - ==
‘ﬁ 8[@ | 78 P-
8, =
APMX
APMX = Max. depth of cut
LF CRKS = Connection screw size
Designation AH725 NOF  FHA m DCSFMS APMX RE CRKS LF  Wrench  Torque*
VEE077L04.0R02-03S05 e 3 38° 7.7 0.2 S05 10 KEYV-S05 7
VEE097L05.0R03-03S06 ) 3 38° 9.7 9.7 5 0.3 S06 13 KEYV-S06 10
VEE117L07.0R03-03S08 ® 3 38° 11.7 11.7 7 0.3 S08 16.5 KEYV-S08 15
VEE157L08.0R03-03510 ® 3 38° 15.7 15.3 8 0.3 S10 20.5 KEYV-S10 28
VEE197112.0R04-03512 ) 3 38° 19.7 18.3 12 0.4 s12 255 KEYV-S12 28
e g el o Linoup
Reference pages: Standard cutting conditions — 1070 - 1071
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TUNGMEISTER

VEE**I...

4 flute square head, variable pitch, for chatter dampening (TungMeister)

~.
§ CRKS 4&4 V
\\\h - Y ol )
,}I 3 1 2 a= g,
i o &
APMX | -
RE,CHW/ <~ =
APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 NOF FHA [IGSiDCSFMS APMX RE CHW CRKS LF  Wrench  Torque*
VEEO080L05.0C30104S05 ® 4 38° 8 7.7 5 - 0.3 S05 10 KEYV-S05 7
VEE100L07.0C40104S06 ° 4 38° 10 9.7 7 - 0.4 S06 13 KEYV-S06 10
VEE120L09.0C50104S08 ® 4 38° 12 11.7 9 - 0.5 S08 16.5  KEYV-S08 15
VEE160L12.0C60104S10 ° 4 38° 16 15.3 12 - 0.6 S10 20.5  KEYV-S10 28
VEE200L15.0C60104512 ® 4 38° 20 18.3 15 - 0.6 S12 255  KEYV-S12 28
VEE250L.22.0C60104S15 ® 4 38° 25 23.9 22 - 0.6 S15 37 KEYV-W20 40
VEE250L.22.0R00104S15 ° 4 38° 25 23.9 22 - - S15 37 KEYV-W20 40
VEE250L.22.0R05104515 ° 4 38° 25 23.9 22 0.5 - S15 37 KEYV-W20 40
VEE2501L.22.0R10104S15 (] 4 38° 25 23.9 22 1 - S15 37 KEYV-W20 40
VEE250L.22.0R20104S15 ° 4 38° 25 23.9 22 2 - S15 37 KEYV-W20 40
VEE250L.22.0R30104S15 ® 4 38° 25 23.9 22 3 - S15 37 KEYV-W20 40
* Recommended clamping torque(N + m) ®: Line up
VEE080 ~ VEE200: 2 pieces per package
VEE250: 1 piece per package
VEE**R...
4 flute square head, variable pitch, for chatter dampening (TungMeister)
2 - s BBy
\ % ) e ® <RMPX = é%
S %
° Y g s
%} Crw, 7 APMX
LE APMX = Max. depth of cut
~ = CRKS = Connection screw size
%% Designation AH725 NOF FHA [T DCSFMS APMX CHW CRKS LF  RMPX Wrench  Torque*
VEE080L05.0C25R04S05 ° 4 45° 8 7.7 5 0.25 S05 10 90° KEYV-S05 7
VEE100L07.0C30R04S06 ° 4 45° 10 9.7 7 0.3 S06 13 90° KEYV-S06 10
U7 VEE120L09.0C35R04S08 ® 4 45° 12 11.7 9 0.35 S08 16.5 90° KEYV-S08 15
VEE160L12.0C40R05S10 ° 5 45° 16 15.3 12 0.4 S10 20.5 7° KEYV-S10 28
VEE200L15.0C40R06S12 ® 6 45° 20 18.3 15 0.4 S12 25.5 3° KEYV-S12 28
VEE250L22.0C50R06S15 ° 6 45° 25 23.9 22 0.5 S15 37 3° KEYV-W20 40
®: Line up

* Recommended clamping torque (N + m)
VEEO080 ~ VEE200: 2 pieces per package
VEE250: 1 piece per package

Reference pages: Standard cutting conditions — 1070 - 1071
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TUNGMEISTER

VEE**C...

Square head, roughing and finishing combination type (TungMeister)

CRKS 4&4 V

W
A

i

# APMX = Max. depth of cut

CRKS = Connection screw size

Designation AH725 NOF  FHA [WC90W DCSFMS APMX CHW CRKS LF  Wrench  Torque*
VEEO80L05.0C30C04S05 ° 4 45° 8 7.7 5 03 S05 10 KEYV-S05 7
VEE100L07.0C30C04S06 ° 4 450 10 9.7 7 0.3 S06 13 KEYV-S06 10
VEE120L09.0C40C04S08 [ J 4 45° 12 11.7 9 0.4 S08 16.5 KEYV-S08 15
VEE160L12.0C60C04S10 [ J 4 45° 16 15.3 12 0.6 S10 20.5 KEYV-S10 28
VEE200L15.0C60C04S12 ° 4 45° 20 18.3 15 0.6 S12 255 KEYV-S12 28
VEE250L22.0C60C04S15 [ ] 4 45° 25 23.9 22 0.6 S15 37 KEYV-W20 40

* Recommended clamping torque(N - m) ®: Line up

VEEO80 ~ VEE200: 2 pieces per package
VEE250: 1 piece per package

TUNGMEISTER

VEE**AO02...

2 flute square head, for aluminium machining (TungMeister)

B ok ity

n v =
g E o -
(&)
A8 L 8 s
&kﬁ Oy
APMX
LF APMX = Max. depth of cut
> CRKS = Connection screw size

Designation KsisF NOF FHA [MCEIMIDCSFMS APMX RE CRKS LF  Wrench  Torque* 5
VEE100L07.0R05A02S06 [ ] 2 45° 10 9.7 7 0.5 S06 13 KEYV-S06 10 LICJ

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

VEE120L09.0R05A02S08 [ J 2 45° 12 1.7 9 0.5 S08 16.5 KEYV-S08 15

* Recommended clamping torque(N-m) ®: Line up

2 pieces per package

Reference pages: Standard cutting conditions — 1070 - 1071
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TUNGMEISTER

VEE**AO03...

3 flute square head, for aluminium machining (TungMeister)

“hdhY

2N CRKS
£ Q‘ ‘
2 =g
2 ‘%1 8 i & 2
Oy T
=2 APMX
APMX = Max. depth of cut
CRKS = Connection screw size
Designation ks15F NOF  FHA [W[GDCSFMS APMX RE CRKS LF  Wrench  Torque*
VEEO80L05.0R05A03S05 [ ] 3 45° 8 7.7 5 0.5 S05 10 KEYV-S05 7
VEE100L06.0R05A03S06 o 3 45° 10 9.7 6 0.5 S06 13 KEYV-S06 10
VEE100L06.0R10A03S06 [ J 3 45° 10 9.7 6 1 S06 13 KEYV-S06 10
VEE120L08.0R05A03S08 [ J 3 45° 12 1.7 8 0.5 S08 16.5 KEYV-S08 15
VEE120L08.0R10A03S08 [ ] 3 45° 12 11.7 8 1 S08 16.5 KEYV-S08 15
VEE160L10.0R00A03S10 [ ] 3 45° 16 15.3 10 - S10 20.5 KEYV-S10 28
VEE160L10.0R10A03S10 [ ] 3 45° 16 15.3 10 1 S10 20.5 KEYV-S10 28
VEE160L10.0R20A03S10 [ ] 3 45° 16 15.3 10 2 S10 20.5 KEYV-S10 28
VEE200L12.0R05A03S12 [ ] 3 45° 20 18.3 12 0.5 S12 255 KEYV-S12 28
VEE200L12.0R10A03S12 [ ] 3 45° 20 18.3 12 1 S12 255 KEYV-S12 28
VEE200L12.0R20A03S12 [ ] 3 45° 20 18.3 12 2 S12 255 KEYV-S12 28
* Recommended clamping torque(N-m) ®: Line up
2 pieces per package
VED**-06..., VEE**-06...
6 flute square head, for difficult-to-cut material (TungMeister)
CRKS 4&4 V
A— {
% z =\e A=
I Al
e o} =
al =
RE, CHW;
LF APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 AH750 NOF FHA [N DCSFMS APMX RE CHW CRKS LF  Wrench  Torque*
VEEO080L05.0R05-06S05 o 6 45° 8 7.7 5 0.5 - S05 10 KEYV-S05 7
VEEO80L05.0R10-06S05 [} 6 45° 8 7.7 5 1 - S05 10 KEYV-S05 7
VEEO80L05.0R15-06S05 [ ] 6 45° 8 7.7 5) 1.5 - S05 10 KEYV-S05 7
VEEO080L05.0C10-06S05 [ J 6 50° 8 7.7 5 - 0.1 S05 10 KEYV-S05 7
VEE100L07.0R00-06S06 [ J 6 45° 10 9.7 7 - - S06 13 KEYV-S06 10
VED100L07.0R05-06S06 [ ] 6 30° 10 9.7 7 0.5 - S06 13 KEYV-S06 10
VEE100L07.0R05-06S06 [ ] 6 45° 10 9.7 7 0.5 - S06 13 KEYV-S06 10
VED100L07.0R10-06S06 [ ] 6 30° 10 9.7 7 1 - S06 13 KEYV-S06 10
VEE100L07.0R10-06S06 o 6 45° 10 9.7 7 1 - S06 13 KEYV-S06 10
VED100L07.0R15-06S06 [ ] 6 30° 10 9.7 7 1.5 - S06 13 KEYV-S06 10
VEE100L07.0R15-06S06 [ ) 6 45° 10 9.7 7 1.5 - S06 13 KEYV-S06 10
VEE100L07.0C10-06S06 [ ] 6 50° 10 9.7 7 - 0.1 S06 13 KEYV-S06 10
VEE120L09.0R00-06S08 o 6 45° 12 1.7 9 - - S08 16.5  KEYV-S08 15
VED120L09.0R05-06S08 o 6 30° 12 1.7 9 0.5 - S08 16.5  KEYV-S08 15
VED120L09.0R10-06S08 [ ] 6 30° 12 1.7 9 1 - S08 16.5  KEYV-S08 15
VEE120L09.0R10-06S08 [ ] 6 45° 12 1.7 9 1 - S08 16.5  KEYV-S08 15
VEE120L09.0R15-06S08 [ ] 6 45° 12 11.7 9 1.5 - S08 16.5  KEYV-S08 15
VEE120L09.0C10-06S08 [ J 6 50° 12 1.7 9 - 0.1 S08 16.5  KEYV-S08 15
* Recommended clamping torque(N-m) ®: Line up
2 pieces per package
Reference pages: Standard cutting conditions — 1070 - 1071




TUNGMEISTER

VED**-08,10..., VEE**-08,10...

8-10 flute square head, for difficult-to-cut material (TungMeister)

CRKS 4 V
SRS - “fa
==
o B
APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 AH750 NOF FHA WG90 DCSFMS APMX RE CHW CRKS LF  Wrench  Torque*
VED160L12.0R05-08S10 ) 8 30° 16 15.3 12 0.5 - S10 205 KEYV-S10 28
VED160L12.0R10-08510 ° 8 30° 16 15.3 12 1 - S10 205 KEYV-S10 28
VED160L12.0R16-08510 ® 8 30° 16 15.3 12 1.6 - S10 205 KEYV-S10 28
VED160L12.0R20-08510 ® 8 30° 16 15.3 12 2 - S10 205 KEYV-S10 28
VEE160L12.0C20-08510 () 8 50° 16 15.3 12 - 0.2 S10 205 KEYV-S10 28
VED200L15.0R10-10S12 ® 10 30° 20 18.3 15 1 - S12 255  KEYV-S12 28
VED200L15.0R20-10S12 o 10 30° 20 18.3 15 2 - S12 255 KEYV-S12 28
VEE200L15.0C20-10S12 ® 10 50° 20 18.3 15 - 0.2 S12 255  KEYV-S12 28
VED250L22.0R10-10S15 () 10 30° 25 23.9 22 1 - S15 37  KEYV-W20 40
VED250L.22.0R20-10S15 ® 10 30° 25 23.9 22 2 - S15 37  KEYV-W20 40
* Recommended clamping torque(N-m) ®: Line up
VED/VEE160 ~ VED/VEE200: 2 pieces per package
VED250: 1 piece per package
VRB**-02..., VRC**-02...
2 flute radius head (TungMeister)
_—~
S P e Y
2 ) %) =
» Mg 1 2 <
8 2
L =t
RE /|APMX|
LF APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 NOF FHA [WISNDCSFMS APMX RE KARP CRKS LF  Wrench  Torque*
VRC100L07.0R05-02S06 ® 2 15° 10 9.5 7 0.5 95° S06 124  KEYV-S06 10 =
VRC100L07.0R10-02S06 ® 2 15° 10 9.5 7 1 95° S06 124 KEYV-S06 10 g
VRB100L06.0R20-02S06 ° 2 0° 10 9.2 6 2 g7° S06 12.4  KEYV-S06 10 w
VRB120L05.7R30-02S06 ® 2 0° 12 9.5 5.7 3 97° S06 9.1  *KEYV-S08 10
VRB120L05.4R40-02S06 ® 2 0° 12 9.5 5.4 4 97° S06 9.1  *KEYV-S08 10
VRB120L06.3R16-02S08 ° 2 0° 12 11.5 5.9 1.6 97° S08 11.1 KEYV-S08 15
VRB120L06.2R20-02S08 ® 2 0° 12 11.5 6.2 2 g7° S08 11.1 KEYV-S08 15
VRB120L06.1R25-02S08 ® 2 0° 12 11.5 5.8 2.5 97° S08 11.1 KEYV-S08 15
VRB120L06.1R30-02S08 ® 2 0° 12 11.5 5.7 3 97° S08 11.1 KEYV-S08 15
VRB120L05.9R40-02S08 ® 2 0° 12 11.5 5.5 4 97° S08 11.1 KEYV-S08 15
VRB160L08.0R50-02S10 ° 2 0° 16 15.2 8 5 g7° S10 20.2  KEYV-S10 28
VRB200L11.1R30-02512 ® 2 0° 20 18.3 11 3 97° $12 17 KEYV-S12 28
VRB200L11.5R40-02512 ® 2 0° 20 18.3 11.3 4 97° S12 17.3  KEYV-S12 28
VRB200L11.5R50-02512 ® 2 0° 20 18.3 11.3 5 97° S12 17.3  KEYV-S12 28
VRB200L11.4R60-02512 ® 2 0° 20 18.3 11.2 6 97° S12 17.3  KEYV-S12 28
VRB200L11.3R80-02512 ® 2 0° 20 18.3 11.1 8 97° S12 17.3  KEYV-S12 28
Note: Suitable for contouring operation. ®: Line up

**The wrench size for these heads is different from the ones for the other
head types.

* Recommended clamping torque(N-m)

2 pieces per package

Reference pages: Standard cutting conditions — 1070 - 1071
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TUNGMEISTER

VRD**-06...

Radius head with 6 ground flutes (TungMeister)

Designation AH725
VRD080L04.0R20-06S05

VRD100L05.0R30-06S06
VRD120L07.0R40-06S08
VRD160L09.0R50-06S10

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

B STANDARD CUTTING CONDITIONS
Shoulder milling (VEH, VEE: 3 flutes, VED/VEE: 4 flutes, VEE-A, VEE-I, VEE-R, VEE-C, VRB, VRC,

VRD)

ISO

ofmore

S

Workpiece material

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

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

Prehardened steel
PX5, NAK8O, 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, 55NiCrMoVe, etc.

Hardened steel
SKD11, SKH, etc.
X153CrMoV12, HS18-0-1, etc.
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Hard-

ness

Vc (m/min)

Cutting

speed

-300HB 80-180

- 300 HB

30 - 40

HRC

-200 HB

150 - 250

HB

150 - 250

HB

40 - 50

HRC

50 - 60

HRC

60 - 140

60 - 120

40 -100

80 - 200

80 - 200

200 - 700

100 - 300

40 - 80

20 - 40

40 - 80

20 - 60

CRKS

(D)

=

ML

- )

O

[a)

NOF  FHA [WIE DCSFMS APMX

6 30° 8 7.7 4
6 30° 10 9.7 5
6 30° 12 11.7 7
6 30° 16 15.3 9

14
<9°
RE CRKS LF
2 S05 10
3 S06 13
4 S08 16.5
5 S10 20.5

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

Wrench

KEYV:
KEYV:

-S05
-S06

KEYV-S08
KEYV-S10

Feed per tooth: fz (mm/t)
Tool diameter: DC (mm)
6 8 10 12 16 20 25
0.03- 0.05- 0.07- 0.08- 0.09- 0.1- 0.1 -
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1- 0.1-
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1 - 0.1 -
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1- 0.1-
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1- 0.1-
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1 - 0.1 -
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1 - 0.1 -
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1- 0.1 -
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1 - 0.1 -
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1 - 0.1 -
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1 - 0.1 -
0.07 0.09 0.12 0.13 0.15 0.17 0.17
0.03- 0.05- 0.07- 0.08- 0.09- 0.1 - 0.1 -
0.07 0.09 0.12 0.13 0.15 0.17 0.17

Torque*
7
10
15

28
®: Line up

Depth of pick feed
ap (mm) Pf (mm)
%ﬁ; 0.25 x DC
%ﬁf 0.25 x DC
%ﬁ; 0.25 x DC
%&; 0.25 x DC
%ﬁ; 0.25x DC
%ﬁ; 0.25 x DC
%ﬁf 0.25x DC
%ﬁ; 0.25 x DC
%ﬁf 0.05 x DC
%ﬁf 0.05 x DC
%ﬁ; 0.05 x DC
%&f 0.05 x DC




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

Cutting Feed per tooth: fz (mm/t) Depth of
ISO Workpiece material Hard- speed Tool diameter: DC (mm) cut
ness H mm
Ve (m/min) 6 8 10 12 16 20 25 2p(mm)
Low carbon steels _ _ _ _ _ _ _
S45C, S55C, etc. -300HB  80-180 0'8367 0'[‘))%9 0'822 Ogﬁa 0-((1)91)5 %‘117 0'051 0.5xDC
C45, C55, etc. - . : . o b b
High carbon steels 0.03- 0.05- 0.07- 008- 0.09- 01- 0.07-
. SCMA440, SCr415, etc. -300HB 60 - 140 0.07 0.09 012 043 015 017 04 05xDC
42CrMo4, 15Cr3, etc. . . . . d d o
B e 30 - 40 i 0.03- 0.05- 0.07- 0.08- 0.09- 01- 0.07-
PX5, NAK80, etc. HRC 60 -120 0.07 0.09 0.12 0.13 0.15 0.17 By DERIEE
Stainless steels _ _ _ _ _ _ _
M SUS304, SUS316, etc. ~200HB  40-100 0327 0'8%9 0'832 0'(??3 0'(?35 %‘117 0.051 0.5x DC
X5CrNi18-9, X5CrNiMo17-12-2, etc. - - : : : . .
Grey cast irons 150 - 250 0.03- 005- 007- 008- 0.09- 01- 0.07-
FC250, FC300, etc. 80 - 200 : : : : : : : 0.5 x DC
. 50, 300, eto. HB 0.07 0.09 0.12 0.13 0.15 0.17 0.1
Ductile cast irons 150 - 250 0.03- 0.05- 0.07- 0.08- 0.09- 01- 0.07-
FCDA400, etc. 80 - 200 : : : : : : : 0.5x DC
400-155, oto. HB 0.07 0.09 0.12 0.13 0.15 0.17 0.10
Aluminium alloys ) i 0.03- 005- 007- 008- 0.09- 01- 0.07-
. Si<13% 200 -700 0.07 0.09 0.12 0.13 0.15 0.17 0.1 08xDbC
Aluminium alloys ~ B 0.03- 0.05- 0.07- 0.08- 0.09- 0.1-  0.07 -
Si=13% (RO 0.07 0.09 0.12 0.13 0.15 0.17 gq LOREE
Titanium alloys i i 0.03- 0.05- 0.07- 0.08- 0.09- 01- 0.07-
s Ti-6AI-4V, etc. 40-80 0.07 0.09 0.12 0.13 0.15 0.17 By RIS
Heat-resistant alloys _ _ 0.03 - 0.05 - 0.07 - 0.08 - 0.09 - 0.1- 0.07 -
Inconel 718, etc. 20-40 0.07 0.09 0.12 0.13 0.15 0.17 gy UOREE
Hardened steel 40 - 50 0.03- 005- 007- 008- 0.09- 01- 0.07-
SO, BT O HRC 4026 007 009 012 013 015 0.7 g UARIES
H X40CrMoV5 1, 55NiCrMoVe6, etc. - - . . o b s
Hardened steel - - _ _ _ _ _ _
SRS 0 w00 0% 0D om0l a1 00 oo
X153CrMoV12, HS18-0-1, etc. - - . . . . .

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

Feed per tooth: fz (mm/t)

Cutting D
. . Hard- . epth of .
ISO Workpiece material naesds speed Tool diameter: DC (mm) cut Pl;‘fﬂ?r:\en?)d
Ve (m/min) g 10 12 16 20 25 ap(mm)
Titanium alloys ) ) 005- 007- 008- 009- 01- 01-
s Ti-6AI-4V, etc. 60-120 009 012 013 045 017 o017 °8xDC 002xDC
Heat-resistant alloys _ B 0.05 - 0.07 - 0.08 - 0.09 - 0.1- 0.1 - E
Inconel 718, etc. 30-€0 009 012 013 o015 o017 o017 06xPC 002xDC 5
L
Hardened steel 40 - 50 0.05- 0.07- 008- 0.09- 0.1- 0.1-
e s KEte, HRc ~ 80160 009 012 013 015 o017 o047 °08xPC  002xDC
H rMoV5 1, 55NiCrMoVe6, etc.
Hardened steel - - - - - - -
SKD11, SKH, etc. 53Rgo 40 - 90 0.06 0'012 0'0? 0'091’ 0'117 0'117 06xDC  0.02xDC
X153CrMoV12, HS18-0-1, etc. 0.09 0. 013 0150 0.
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TUNGMEISTER

VFEX**-02...

2 fulte head for high feed milling (TungMeister)

)

=

CRKS

DChe

{

DCSFMS

RE [ | _LAPMX

<10°

LF APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 NOF  FHA [WTSINIDCSFMS APMX RE® CRKS LF  Wrench Torque* fz(mm/)
VFX100L00.6R20-02S06 [ ) 2 0° 10 9.6 0.6 2 S06 12.5  KEYV-S06 10 0.3-0.6
VFX120L01.0R25-02S08 [ ] 2 0° 12 1.5 1.0 25 S08 1.1 KEYV-S08 15 0.5-1.0
VFX160L01.1R30-02S10 [ ] 2 0° 16 15.2 1.1 3 S10 20 KEYV-S10 28 0.55-1.1
VFX200L01.5R33-02S12 [ ] 2 0° 20 18.3 1.5 3.3 S12 17.5  KEYV-S12 28 0.75-1.5
(1) Corner radius for CAM programming ®: Line up
Note: Please use tapered neck shank or tungsten shank for VFX head.
* Recommended clamping torque (N-m)
2 pieces per package
VFX**-04...
4 fulte head for high feed milling (TungMeister)
~KAPR CRKS /\ é)"”
A ) {?
w
3 2 b=
(a] n
o
a
APMX
RE = LF APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 NOF FHA [WGIDCSFMS APMX RE KAPR CRKS LF  Wrench Torque* fz(mm/)
@ VFX120L0.60R18H04S08 [ ] 4 20° 11.5 0.6 1.8 97° S08 16.5 KEYV-S08 15 0.16-0.67
VFX160L0.80R22H04S10 [ ] 4 20° 15.4 0.8 2.2 97° S10 20.5 KEYV-S10 28 0.2-0.75
* Recommended clamping torque (N-m) ®: Line up
2 pieces per package
B STANDARD CUTTING CONDITIONS
High feed milling (VFX)
o010 012 016 020
Workpi Cutting Width
ISO n(':atgll'iez;ie Hardness speed Feed per Feed per Feed per Feed per of cut
Ve (m/min) tooth tooth tooth tooth ae (mm)
fz (mm/t) fz (mm/t) fz (mm/t) fz (mm/t)
Low carbon steels
S45C, S55C, etc. -300HB 100 - 200 0.3-0.7 0.4-0.8 0.5-0.9 0.6 -1 0.6 x DC
C45, C55, etc.
High carbon steels
SCM440, SCr415, etc. - 300 HB 80 - 180 0.3-0.7 0.4-0.8 0.5-0.9 0.6 x DC
42CrMo4, 15Cr3, etc.
Prehardened steel
PX5, NAK8O, etc. 30-40HRC 80-160 0.2-0.5 0.2-0.5 0.3-0.6 0.3-0.6 0.6 x DC
Stainless steels
M SUS304, SUS316, etc. - 200 HB 60 - 100 0.2-0.6 0.2-0.6 0.3-0.7 0.3-0.7 0.6 x DC
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Grey cast irons
FC250, FC300, etc. 150-250 HB 100 - 220 0.3-0.7 0.4-0.8 0.5-0.9 0.6 -1 0.6 x DC
250, 300, etc.
Ductile cast irons
FCDA400, etc. 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
400-15S, etc.
Titanium alloys _ _ _ _ _ _
s Ti-6AI-4V, eto. 40 - 80 0.2-0.5 0.2-0.5 0.2-0.6 0.2-0.6 0.25 x DC
Heat-resistant alloys _ _ _ _ _ -
Inconel 718, etc. 20 -40 0.1-0.3 0.1-0.3 0.1-0.3 0.1-0.3 0.25 x DC
Hardened steel
SKD61, SKT4, etc. 40-50HRC  40-80 0.2-0.4 0.2-04 0.3-0.5 0.3-0.5 0.45 x DC
X40CrMoV5 1, 55NiCrMoV6, etc.
Hardened steel
SKD11, SKH, etc. 50-60HRC 20 -60 0.1-0.2 0.1-0.2 0.1-0.3 0.1-0.3 0.25 x DC

X153CrMoV12, HS18-0-1, etc.

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

VBB**-BM...

2 flute ball nose head for roughing (TungMeister)

CRKS @@Q
‘ . @
g Ve 2
a (L 8
) Oy
APMX
- LF > APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 NOF  FHA [WGIEW DCSFMS APMX CRKS  LF Wrench  Torque*
VBB080L08.0-BM-02S05 ) 2 P S05 10 KEYV-S05 7
VBB100L10.0-BM-02S06 ® 2 0° 10 9.5 10 S06 12.4 KEYV-S06 10
VBB120L12.0-BM-02S08 () 2 0° 12 11.5 11.5 S08 15.3 KEYV-S08 15
VBB160L16.0-BM-02S10 [ 2 0° 16 15.2 16 S10 19.1 KEYV-S10 28
* Recommended clamping torque(N-m) ®: Line up
2 pieces per package
VBB**-BG...
2 flute ball nose head for semi-finishing (TungMeister)
CRKS @ - Q
/ H‘ y gl
,>1 5| NN 2
O n
a o
a
y y
APMX
LF APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH750 NOF  FHA DCSFMS APMX CRKS  LF Wrench  Torque*
VBB080L08.0-BG-02S05 () 2 0° 8 7.6 8 S05 10 KEYV-S05 7
VBB100L10.0-BG-02S06 ® 2 0° 10 9.6 10 S06 12.4 KEYV-S06 10
VBB120L12.0-BG-02S08 ) 2 0° 12 11.5 12 S08 15.3 KEYV-S08 15
VBB160L16.0-BG-02S10 [ 2 0° 16 15.2 16 S10 19.1 KEYV-S10 28
* Recommended clamping torque(N-m) ®: Line up
2 pieces per package
TUNGMEISTE®R £
vVBD**-BG... E
Ball nose head with 2 ground flutes for finishing (TungMeister)
RE CRKS @ ’LQ
APMX
|_|: APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725  NOF FHA m DCSFMS APMX RE CRKS LF  Wrench  Torque*
VBD080L05.0-BG-02S05 () 2 5 3.982" S05 10 KEYV-S05 7
VBD100L07.0-BG-02S06 ) 2 30° 10 9.7 7 4.982" S06 13 KEYV-S06 10
VBD120L09.0-BG-02S08 () 2 30° 12 11.7 9 5.978% S08 16.5 KEYV-S08 15
VBD160L09.5-BG-02S10 ® 2 30° 16 15.3 9 7.978% S10 20.5 KEYV-S10 28
®: Line up

RE tolerance: (1) £ 0.010 (2) + 0.012
* Recommended clamping torque(N-m)

2 pieces per package

Reference pages: Standard cutting conditions — 1075
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TUNGMEISTER

vBD**-BG..., VBE**-BG...
Ball nose head with 4 ground flutes for finishing (TungMeister)

P RE
S VBE  RE 17on CRKS ygp  FEG
'\&«” - i 0 ﬁ s
g N it =
/ Q %] a X 18]
: LI & i — g
L APMX_| APMX
- LF
- LF » APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 NOF  FHA DCSFMS APMX RE CRKS LF  Wrench  Torque*
VBEOB0L05.5-BG-04S05 ° 4 3g° 6 8 55 29877  S05 10 KEYV-S05 7
VBD080L05.0-BG-04S05 [ J 4 30° 8 7.7 5 3.982" S05 10 KEYV-S05 7
VBD100L07.0-BG-04S06 [ ] 4 30° 10 9.7 7 4.982" S06 13 KEYV-S06 10
VBD120L09.0-BG-04S08 [ J 4 30° 12 11.7 9 5.978% S08 16.5 KEYV-S08 15
VBD160L12.0-BG-04S10 ° 4 30° 16 16.3 12 79787 S0 205  KEYV-S10 28
VBD200L15.0-BG-04S12 [ J 4 30° 20 18.3 15 9.972% S12 255 KEYV-S12 28
VBD250L22.0-BG-04S15 [ ] 4 30° 25 23.9 22 12.470° S15 37 KEYV-W20 40

RE tolerance: (1) £ 0.01 (2) £0.012 (3) = 0.02
* Recommended clamping torque(N-m)
VBEO060/VBD080 ~ VBD200: 2 pieces per package, VBD250: 1 piece per package

TUNGMEISTER

VBB**-SG...
2 flute ball nose head, with spherical designed edge (TungMeister)

®: Line up

| <APMX_ 'CRL()Sl @ -q
Mg @Eﬁ I =
NS,

720<i>

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

Designation AH725 NOF  FHA [WI DCSFMS APMX CRKS  LF Wrench  Torque*
VBB100L08.0-SG-02S05 [} 2 0° 10 7.6 7.5 S05 10 KEYV-S05 7
VBB120L09.6-SG-02S06 [ J 2 0° 12 9.5 9 S06 11.6 *KEYV-S08 10

% VBB160L12.9-SG-02S08 [} 2 0° 16 12.2 12 S08 15.4 *KEYV-S10 15
VBB200L16.1-SG-02S10 [ J 2 0° 20 15.2 15 S10 18.4 KEYV-S10 28
Also capable of pull cutting on the vertical wall ®: Line up

** The wrench size for these heads is different from the ones for the other head types.
* Recommended clamping torque(N-m). 2 pieces per package

TUNGMEISTER

VBE**-BGA...
Ball nose head with 2 ground flutes for aluminium machining (TungMeister)

a=

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

Designation Ks15F NOF  FHA [WGIGNDCSFMS APMX RE CRKS LF  Wrench  Torque*
VBEO80L05.0-BGA02S05 ) 2 45° 8 7.7 5 3.982" S05 10 KEYV-S05 7
VBE100L07.0-BGA02S06 () 2 45° 10 9.7 7 4.982" S06 13 KEYV-S06 10
VBE120L09.0-BGA02S08 () 2 45° 12 11.7 9 5.987” S08 16.5 KEYV-S08 15
VBE160L12.0-BGA02S10 ® 2 45° 16 15.3 12 7.978" S10 20.5 KEYV-S10 28
VBE200L15.0-BGA02S12 ® 2 45° 20 18.3 15 9.972% S12 25.5 KEYV-S12 28
RE tolerance: (1) £0.01 (2) +0.012 * Recommended clamping torque(N-m). 2 pieces per package @®: Line up

Reference pages: Standard cutting conditions — 1075
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B STANDARD CUTTING CONDITIONS
Standard cutting conditions: Roughing (VBB-BM / BG / SG, VBD-BG, VBE-BGA)

ISO Workpiece material

Low carbon steels
S45C, S55C, etc.
C45, C55, etc.
High carbon steels
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK8O, etc.

Stainless steels
SUS304, SUS316, etc.

Grey cast irons
FC250, FC300, etc.
250, 300, etc.

Ductile cast irons
FCD400, etc.
400-158S, etc.

Aluminium alloys
Si< 13%

Aluminium alloys
Si=13%

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

S

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.
X40CrMoV5 1, 55NiCrMoVe6, etc.
Hardened steel

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

Standard cutting conditions: Profiling for semi-finishing and finishing

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

Feed per tooth: fz (mm/t)

Depth of

cut Pick feed

(vBB-BM / BG / SG, VBD-BG, VBE-BGA)

ISO Workpiece material

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

High carbon steels
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.
Prehardened steel
PX5, NAK8O, etc.

Stainless steels
SUS304, SUS316, 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.

S

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.
X40CrMoV5 1, 55NiCrMoVe, etc.

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

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

ap (mm) Pf (mm)

0.3xDC 0.4xDC

0.3xDC 0.4xDC
0.3xDC 0.4xDC
0.3xDC 0.4xDC
0.3xDC 0.4xDC
0.3xDC 0.4xDC
0.3xDC 0.4xDC
0.3xDC 0.4xDC
0.3xDC 0.2xDC
0.3xDC 0.2xDC
0.3xDC 0.2xDC

0.3xDC 0.2xDC

Depth of

cut Pick feed

Cutting
Hard- "
ness speed Tool diameter: DC (mm)
Ve (m/min) g 8 10 12 16 20 25
003 004 005 006 007 008 0.8
-300HB 100-200 547 08 -010 -011 -013 -0.15 -0.15
003 004 005 006 007 008 0.8
-800HB 80-180 4457 _0o8 -010 -011 -013 -015 -0.15
30-40 oo Lo 003 004 005 006 007 008 0.8
HRC -007 -008 -010 -011 -013 -015 -0.15
003 004 005 006 007 008 0.8
-200HB 60-100 447 008 -010 -011 -013 -015 -0.15
150-250 |00 oog 003 004 005 006 007 008 0.8
HB -007 -008 -010 -011 -013 -015 -0.15
150-250 |0 o0 003 004 005 006 007 008 0.8
HB -007 -008 -010 -0.11 -013 -0.15 -0.15
003 004 005 006 007 008 0.8
: 200-700 5457 .008 -010 -011 -013 -015 -0.15
003 004 005 006 007 008 0.8
) 100-800 507 -008 -010 -011 -013 -0.45 -0.15
i 40- 80 003 004 005 006 007 008 0.8
-007 -008 -010 -011 -013 -0.15 -0.15
50-60 0 .o 003 004 005 006 007 008 0.8
HRC -007 -008 -010 -011 -013 -0.15 -0.15
) e 003 004 005 006 007 008 0.8
-007 -008 -010 -0.11 -013 -0.15 -0.15
50-60 .o oo 003 004 005 006 007 008 0.8
HRC -007 -008 -010 -011 -013 -0.15 -0.15
y Cutting Feed per tooth: fz (mm/t)
ard- speed Tool diameter: DC (mm)
ness .
Vc (m/min) 6 8 10 12 16 20 25
004 006 007 008  0.09 0.1 0.1
-800HB 120-250 449 041 -012 -013 -016 -0.48 -0.18
004 006 007 008 009 0.1 0.1
-800HB 100-220 449 041 -012 -013 -016 -0.18 -0.18
30-40 00 o00 004 006 007 008  0.09 0.1 0.1
HRC -009 -011 -012 -013 -0.16 -0.18 -0.18
004 006 007 008  0.09 0.1 0.1
-200HB 80-120 459 _041 -012 -013 -0.16 -0.48 -0.18
150-250 o0 oo 004 006 007 008 009 0.1 0.1
HB -009 -011 -012 -013 -0.16 -0.18 -0.18
150-250 L0 ooo 004 006 007 008 0.9 0.1 0.1
HB -009 -011 -012 -013 -0.16 -0.18 -0.18
004 006 007 008  0.09 0.1 0.1
- 300-1000 - 549 011 -042 -043 -046 -018 -0.18
004 006 007 008  0.09 0.1 0.1
. 150-400 509 011 -012 -013 -016 -018 -0.18
) e 004 006 007 008 009 0.1 0.1
-009 -011 -012 -013 -0.16 -0.18 -0.18
50-60 .o o 004 006 007 008 0.9 0.1 0.1
HRC -009 -011 -012 -013 -0.16 -0.18 -0.18
i 50- 100 004 006 007 008  0.09 0.1 0.1
-009 -011 -012 -013 -0.16 -0.18 -0.18
50-60 .0 oo 004 006 007 008 009 0.1 0.1
HRC -009 -011 -012 -013 -0.16 -0.18 -0.18

ap (mm) Pf (mm)

0.1 xDC 0.15xDC

Endmill

0.1xDC 0.15xDC

0.1 xDC 0.15xDC
0.1xDC 0.15xDC
0.1xDC 0.15xDC
0.1 xDC 0.15xDC
0.1xDC 0.15xDC
0.1xDC 0.15xDC
0.08xDC 0.1 xDC
0.08xDC 0.1 xDC
0.08xDC 0.1 xDC

0.08xDC 0.1 xDC
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TUNGMEISTER

VCP**-02...
2 flute head, for spot drilling and chamfering (TungMeister)

R KAPR P
N i, CRKS Ca =
i%;‘ A

;r”* ,{ (] i

=

38 , >

S CDX
APMX LE APMX = Max. depth of cut
> - CRKS = Connection screw size

Designation ~ AH725 NOF SIG FHA [E[S# DCSFMS APMX CDX CRKS LF  DC KAPR Wrench Torque*

DCXzo

DCSFMS

VCP100L09.5A30-02S06 [ ] 2 60° 0° 10 9.5 8.5 7.5 S06 11.75 1.5 60°  KEYV-S06 10
VCP120L12.0A30-02S08 o 2 60° 0° 12 1.5 1 9.2 S08 15.4 1.5 60° KEYV-S08 15
VCP160L15.0A30-02S10 o 2 60° 0° 16 15.2 16 12 S10 20.2 25 60°  KEYV-S10 28
VCPO080L07.7A45-02S05 [ ] 2 90° 0° 8 7.6 7.5 3.7 S05 9.75 1 45°  KEYV-S05 7
VCPO083L07.9A45-02S05 [ ) 2 90° 0° 8.3 7.6 7.5 3.8 S05 10 1 45°  KEYV-S05 7
VCP100L09.0A45-02S06 [ ] 2 90° 0° 10 9.5 9.5 4.4 S06 11.75 1.5 45°  KEYV-S06 10
VCP104L09.0A45-02S06 [ ] 2 90° 0° 10.4 9.5 9.5 4.6 S06 11.75 1.5 45°  KEYV-S06 10
VCP120L12.0A45-02S08 [ ] 2 90° 0° 12 11.5 11.5 5.4 S08 15.4 1.5 45°  KEYV-S08 15
VCP124L12.0A45-02S08 [ ] 2 90° 0° 12.4 11.5 11.5 5.6 S08 15.4 1.5 45°  KEYV-S08 15
VCP160L15.0A45-02S10 [ ] 2 90° 0° 16 15.2 15 71 S10 18.8 1.5 45°  KEYV-S10 28
VCP165L15.0A45-02S10 o 2 90° 0° 16.5 15.2 15 71 S10 18.8 15 45°  KEYV-S10 28
VCP100L09.5A60-02S06 [ ] 2 120° 0° 10 9.5 9.5 2.7 S06 12.7 1.5 30° KEYV-S06 10
<:m VCP120L12.0A60-02S08 o 2 120° 0° 12 11.5 11.5 3.3 S08 15.2 1.5 30° KEYV-S08 15
VCP160L15.5A60-02S10 [ ] 2 120° 0° 16 15.2 16 4.4 S10 19.9 1.5 30° KEYV-S10 28
®: Line up

Minimum hole diameter 1.5 mm
* Recommended clamping torque(N-m)
2 pieces per package

TUNGMEISTER

VDP**-02...
@ 2 flute head, with chamfered edge, for spot drilling (TungMeister)

LF
= = CRKS
LU,
S —» g Y
. ) AT
| ay
60°
CRKS = Connection screw size
Designation AH725 NOF  FHA [OWJ7N DCSFMS LU CRKS LF Wrench  Torque*
VDP328L04.6A30-02505 ° 2 0° 3.28 8 46 S05 15 KEYV-S05 7
VDP412L05.9A30-02S06 [ J 2 0° 4.12 10 5.9 S06 19 KEYV-S06 10
VDP513L07.2A30-02S08 ([ 2 0° 5.13 12 7.2 S08 23 KEYV-S08 15
VDP646L.08.9A30-02S10 [ J 2 0° 6.46 16 8.9 S10 28 KEYV-S10 28

* Recommended clamping torque(N-m) ®: Line up

2 pieces per package

Reference pages: Standard cutting conditions — 1077
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mm STANDARD CUTTING CONDITIONS
Drilling (VCP, VDP)

Cutting Feed: f (mm/rev)
1ISO Workpiece material Hardness speed
Vc (m/min) VDP328 VDP412 VDP513 VDP646 VCP
Low carbon steels
S45C, S55C, etc. - 300 HB 40 - 80 0.04 - 0.08 0.05-0.10 0.05-0.10 0.06 - 0.12 0.06 - 0.12
C45, C55, etc.
High carbon steels
SCM440, SCr415, etc. - 300 HB 30 - 50 0.04 - 0.08 0.05-0.10 0.05-0.10 0.06 - 0.12 0.06 - 0.12
42CrMo4, 15Cr3, etc.
Prehardened steel 30-40
PX5, NAKSO, etc. HRC 20 - 30 0.04 - 0.08 0.05-0.10 0.05-0.10 0.06 - 0.12 0.06 - 0.12
Stainless steels
M SUS304, SUS316, etc. -200 HB 15-25 0.04 - 0.08 0.05-0.10 0.05-0.10 0.06 - 0.12 0.06 - 0.12
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Grey cast irons 150 - 250
FC250, FC300, etc. 60 - 100 0.05 - 0.09 0.07 - 0.12 0.07 - 0.12 0.12-0.18 0.12-0.18
250, 300, etc. HB
Ductile cast irons 150 - 250
FCDA400, etc. 60 - 100 0.04 - 0.08 0.05-0.10 0.05-0.10 0.10-0.15 0.10-0.15
400-15S, etc. HB
Titanium alloys
s Ti-6AI-4V, etc. - 15-25 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07
Atezib st slloye - 10-20 0.03-0.06 0.03-0.06 0.03-006 003-0.06  0.03-0.06
Inconel 718, etc.
SKD61, SKT4, etc. 40 - 50
X40CrMoV5 1, 15-25 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07 0.04 - 0.07
Hardened stesl  22NICTMoVG, etc. HRC
ardened steel  gkp14, SKH, etc. =020
X153CrMoV12, 10-20 0.03 - 0.06 0.03 - 0.06 0.03 - 0.06 0.03 - 0.06 0.03 - 0.06
HS18-0-1, etc. HRC

Endmill
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TUNGMEISTER

VGC**-02...
2 flute head, for counterboring (TungMeister)

ﬂ]‘ CRKS

L
J

DCSFM

RE/  APMX

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

Designation AH725 NOF FHA DCSFMS APMX RE CRKS LF Wrench Torque*
VGCO078L08.0R02-02S05 [ ] 2 10° 7.8 7.6 7.7 0.2 S05 10 KEYV-S05 7
VGCO080L08.0R04-02S05 o 2 10° 8 7.6 7.7 0.4 S05 10 KEYV-S05 7
VGCO080L08.0R10-02S05 o 2 10° 8 7.6 7.7 1 S05 10 KEYV-S05 7
VGCO080L08.0R20-02S05 [ ] 2 10° 8 7.6 7.7 2 S05 10 KEYV-S05 7
VGC098L09.0R03-02S06 o 2 10° 9.8 9.5 9 0.3 S06 12.4 KEYV-S06 10
VGC100L09.0R04-02S06 [ ] 2 10° 10 9.5 9 0.4 S06 12.4 KEYV-S06 10
VGC100L09.0R10-02S06 o 2 10° 10 9.5 9 1 S06 124 KEYV-S06 10
VGC100L09.0R20-02S06 o 2 10° 10 9.5 9 2 S06 12.4 KEYV-S06 10
VGC117L10.0R03-02S08 o 2 10° 11.7 11.5 10 0.3 S08 14.2 KEYV-S08 15
VGC120L10.0R04-02S08 [ J 2 10° 12 11.5 10 0.4 S08 14.2 KEYV-S08 15
VGC120L10.0R10-02S08 [ J 2 10° 12 115 10 1 S08 14.2 KEYV-S08 15
VGC120L10.0R20-02S08 [ ] 2 10° 12 11.5 10 2 S08 14.2 KEYV-S08 15
VGC157L15.0R03-02S10 [ ] 2 10° 15.7 15.2 15 0.3 S10 19 KEYV-S10 28
VGC160L15.0R04-02S10 [ ] 2 10° 16 15.2 14.9 0.4 S10 19 KEYV-S10 28
VGC160L15.0R08-02S10 o 2 10° 16 15.2 14.9 0.8 S10 19 KEYV-S10 28

Also capable of drilling with step feed (Max. depth = ap x 0.5) ®: Line up

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

£

Reference pages: Standard cutting conditions — 1079
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B STANDARD CUTTING

Counter boring (VGC)

ISO

P
M
K
s
B

Workpiece material

Low carbon steels
S45C, S55C, etc.

C45, C55, etc.

High carbon steels

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

Prehardened steel
PX5, NAK8O, etc.

Stainless steels

SUS304, SUS316, etc.
X5CrNi18-9, X5CrNiMo17-12-2, etc.

Hardened steel

Grey cast irons
FC250, FC300, etc.

250, 300, etc.

Ductile cast irons

FCD400, etc.
400-158S, etc.

Titanium alloys

Ti-6AI-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

SKD61, SKT4, etc.
X40CrMoV5 1, 55NiCrMoVe6, etc.

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

CONDITIONS

Hardness

- 300 HB

- 300 HB

30 - 40 HRC

- 200 HB

150 - 250 HB

150 - 250 HB

40 - 50 HRC

50 - 60 HRC

Cutting speed
Ve (m/min)

40-80

30-50

20-30

15 - 25

60 - 100

60 - 100

15-25

10 -20

15 -25

10 - 20

Feed per tooth
fz (mm/t)

0.04 - 0.08

0.04 - 0.08

0.04 - 0.08

0.04 - 0.08

0.05 - 0.09

0.04 - 0.08

0.04 - 0.07

0.03 - 0.06

0.04 - 0.07

0.03 - 0.06

Endmill
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TUNGMEISTER

VCA**-04,06...

4 or 6 flute head, without center cutting edge, for countersinking and chamfering (TungMeister)

LF CRKS ﬁ?

I
A O L 4 ol
(a]
S A .
o O
A X—\ “M o
APMX
45° APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 NOF FHA [GIS@NDCSFMS APMX DC CRKS LF  Wrench  Torque*
VCA100L04.0A45-04S06 [ ] 4 0° 10 10 4 1.95 S06 13 KEYV-S06 10
VCA120L05.0A45-04S08 o 4 0° 12 12 5 1.95 S08 16.5 KEYV-S08 15
VCA127L05.3A45-04S08 [ J 4 0° 12.7 12.7 5.3 1.98 S08 16.5 KEYV-S08 15
VCA160L06.5A45-06S10 [ ] 6 0° 16 16 6.5 3 S10 20.3 KEYV-S10 28
VCA200L07.5A45-06S12 o 6 0° 20 18.3 7.5 5 S12 25.5 KEYV-S12 28
* Recommended clamping torque(N-m) @®: Line up

2 pieces per package

TUNGMEISTER

VCW**-02...

2 flute head, for front and back chamfering (TungMeister)

% o

N
1S CRKS
y (%]
44: Q 8@%/%( A ‘%
ST %
APMX e
T‘ CF APMX = Max. depth of cut
~ APMX2 CRKS = Connection screw size
Designation AH725 NOF FHA »le; DCSFMS APMX APMX2 CF CRKS LF Wrench Torque*
VCW118L05.0A45-02S06 o 2 0° 11.8 9.3 5) 1.2 2 S06 1.2 KEYV-S08 10
Also capable of reverse chamfering ®: Line up

* The wrench size for these heads is different from the ones for the other head types.
* Recommended clamping torque(N-m)
2 pieces per package

TUNGMEISTER

VCR**-02...

2 flute head, for concave radius chamfering (TungMeister)

-
DCXn1o
DC
|
DCSFMS

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

Designation AH725 NOF FHA [IE[0@pcsSFMs DC  APMX RE CRKS LF  Wrench  Torque*
VCRO080L07.5R10-02S05 [ J 2 0° 8 7.6 5.8 7.5 1 S05 10.5 KEYV-S05 7
VCR100L09.5R16-02506 ° 2 0° 10 95 68 95 16  S06 125  KEYV-S06 10
VCR100L09.5R25-02506 ° 2 % 10 95 51 95 25  S06 125  KEYV-S06 10
VCR127L12.0R30-02S08 [ J 2 0° 12.7 12.2 6.5 12 3 S08 15.6 KEYV-S08 15
VCR127L12.0R40-02S08 o 2 0° 12.7 12.2 4.7 12 4 S08 15.6 KEYV-S08 15
VCR160L15.0R50-02S10 [ J 2 0° 16 15.2 6.2 15 5 S10 19.1 KEYV-S10 28
VCR200L07.0R60-02512 ° 2 % 20 183 8 7 6 S12 174 KEYV-S12 28
* Recommended clamping torque(N-m) ®: Line up

2 pieces per package

Reference pages: Standard cutting conditions — 1081
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B STANDARD CUTTING CONDITIONS

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

ISO Workpiece mate

rial

Low carbon steels
S45C, S55C, etc.

C45, C55, etc.

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

Prehardened steel
PX5, NAK8O, etc.

Stainless steels

Grey cast irons

250, 300, etc.

400-15S, etc.

Aluminium alloys

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

M

K

N
s

SUS304, SUS316, etc.
X5CrNi18-9, X5CrNiMo17-12-2, etc.

FC250, FC300, etc.

Ductile cast irons
FC250, FC300, etc.

Heat-resistant alloys

Inconel 718, etc.

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

Hardened steel

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

Cutting speed

Hardness Vc (m/min)
- 300 HB 60 - 100
- 300 HB 50 - 80
30 - 40 HRC 40-70
- 200 HB 30-50
150 - 250 HB 80 -120
150 - 250 HB 80 -120
B} 100 - 200
3 30 - 50
. 20 - 40
40 - 50 HRC 30-50
50 - 60 HRC A=l

Il TOLERANCE OF TOOL DIAMETER

Feed
f (mm/rev)

0.06 - 0.12

0.06 - 0.12

0.06 - 0.12

0.06 - 0.12

0.06 - 0.12

0.06 - 0.12

0.08 - 0.15

0.05-0.1

0.04 - 0.08

0.05-0.1

0.04 - 0.08

Basic dimensions (mm) Permissible dimensional deviations (um)

> < e8 e9 h6 h7 h9 h10 z9

6 10 -25 -25 0 0 0 0 +78
-47 -61 -9 -15 -36 -58 +42
-32 -32 0 0 0 0 +93

10 14
-59 -75 -11 -18 -43 -70 +50
-32 -32 0 0 0 0 +103

14 18
-59 -75 -11 -18 -43 -70 +60
-40 -40 0 0 0 0

18 30 -
-73 -92 -13 -21 -52 -84

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

Endmill
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TUNGMEISTER

VST**-3...

3 tooth slotting head, 1.2-3.17 mm slot width (TungMeister)

Designation
VST157W1.50R010-3S06
VST157W1.57R020-3S06
VST157W2.00R020-3S06
VST157W2.39R020-3S06
VST157W2.50R020-3S06
VST157W3.00R020-3S06
VST157W3.17R020-3S06
VST177W1.20R005-3S06
VST177W1.40R005-3S06
VST177W1.50R010-3S06
VST177W1.57R020-3S06
VST177W1.70R005-3S06
VST177W2.00R020-3S06
VST177W2.20R110-3S06
VST177W2.39R020-3S06
VST177W2.50R020-3S06
VST177W3.00R020-3S06
VST177W3.17R020-3S06

(1) CW is based on DIN471/472.
* Recommended clamping torque(N-m)

2 pieces per package

GH130

NOF

W W W W Wwow wWwwowowwowowowww wow

FHA
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°

//T\\

DC
N

15.7
15.7
15.7
15.7
15.7
15.7
15.7
17.7
17.7
17.7
17.7
17.7
17.7
17.7
17.7
17.7
17.7
17.7

1.57

2.39
2.5

3.17

Reference pages: Standard cutting conditions — 1085

RE
0.1
0.2
0.2
0.2
0.2
0.2
0.2
0.05
0.05
0.1
0.2
0.05
0.2
1.1
0.2
0.2
0.2
0.2

CDX

22

CRKS = Connection screw size

CW < 1.2 mm
CRKS
x
o
flow
CRKS CDX Wrench
S06 2.8 KEYV-177
S06 2.8 KEYV-177
S06 2.8 KEYV-177
S06 2.8 KEYV-177
S06 2.8 KEYV-177
S06 2.8 KEYV-177
S06 2.8 KEYV-177
S06 3.8 KEYV-177
S06 3.8 KEYV-177
S06 3.8 KEYV-177
S06 3.8 KEYV-177
S06 3.8 KEYV-177
S06 3.8 KEYV-177
S06 3.8 KEYV-177
S06 3.8 KEYV-177
S06 3.8 KEYV-177
S06 3.8 KEYV-177
S06 3.8 KEYV-177

Torque*
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10

®: Line up




TUNGMEISTER

VST**-4,6...

4 or 6 tooth slotting head, 0.76-10.0 mm slot width (TungMeister)

S Q CW <1.0 mm Elﬁ
\ CRKS
AN ‘\) | =<
(7 4/) . Fa)
U\ ) Y
¥ |
TR —
=~ 3 cw
8 e -— 8 CRKS = Connection

screw size

Designation GH130 NOF  FHA m RE CRKS CDX  Wrench  Torque*

VST217W0.76R000-4S08 ® 4 0° 21.7 0.76 = S08 15 KEYV-217 15
VST217W0.86R000-4S08 ° 4 0° 21.7 0.86" - S08 1.7 KEYV-217 15
VST217W0.96R000-4S08 ° 4 ° 21.7 0.96" - S08 1.9 KEYV-217 15
VST217W1.00R005-4S08 ° 4 0° 21.7 1 0.05 S08 2 KEYV-217 15
VST217W1.20R005-4S08 ® 4 0° 21.7 12" 0.05 S08 45 KEYV-217 15
VST217W1.40R005-4S08 ° 4 0° 21.7 1.4" 0.05 S08 4.5 KEYV-217 15
VST217W1.57R000-4S08 ° 4 0° 21.7 1,57 = S08 45 KEYV-217 15
VST217W1.70R010-4S08 ® 4 0° 21.7 1.7" 0.1 S08 45 KEYV-217 15
VST217W1.95R020-4S08 ° 4 0° 21.7 1.95" 0.2 S08 45 KEYV-217 15
VST217W2.00R020-4S08 ™ 4 0° 21.7 2 0.2 S08 4.5 KEYV-217 15
VST217W2.25R020-4S08 ® 4 0° 21.7 225" 0.2 S08 4.5 KEYV-217 15
VST217W2.39R020-4S08 ° 4 0° 21.7 2.39 0.2 S08 4.5 KEYV-217 15
VST217W2.50R020-4S08 ° 4 0° 21.7 25 0.2 S08 4.5 KEYV-217 15
VST217W2.75R020-4S08 ™ 4 0° 21.7 275" 0.2 S08 4.5 KEYV-217 15
VST217W3.00R020-4S08 ° 4 ° 21.7 B 0.2 S08 4.5 KEYV-217 15
VST217W3.17R020-4508 ° 4 0° 21.7 3.17 0.2 S08 4.5 KEYV-217 15
VST217W3.25R020-4S08 ® 4 0° 21.7 3.25" 0.2 S08 45 KEYV-217 15
VST217W4.00R020-4S08 o 4 0° 21.7 4 0.2 S08 4.5 KEYV-217 15
VST217W4.25R020-4S08 ° 4 0° 21.7 425" 0.2 S08 4.5 KEYV-217 15
VST217W4.75R020-4S08 ® 4 0° 21.7 4.75 0.2 S08 4.5 KEYV-217 15
VST217W5.25R020-4S08 ° 4 0° 21.7 525" 0.2 S08 45 KEYV-217 15
VST277W2.50R020-6S10 ° 6 0° 27.7 25 0.2 S10 6 KEYV-T40L 28
VST277W5.25R020-6S10 ® 6 0° 27.7 5.25 0.2 S10 6 KEYV-T40L 28
VST277W10.0R020-6510 ° 6 0° 27.7 10 0.2 $10 6 KEYV-T40L 28
(1) CW is based on DIN471/472. ®: Line up

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

TUNGMEISTER

VST**A45...

Endmill

3 or 4 tooth slotting head, for chamfering (TungMeister)

VST177 DG é 0.1 vsT217 pg

KAPR jKAPR

\
@ il
CRKS
-l oW

<7. .
CRKS = Connection screw size

Designation GH130 NOF FHA KAPR CRKS CDX CF Wrench Torque*
VST177L01.40A45-3S06 o 3 0° 17.7 3.4 45° S06 1.4 - KEYV-177 10
VST217L01.70A45-4S08 () 4 0° 21.7 55 45° S08 1.7 1.5 KEYV-217 15

) ®: Line up
* Recommended clamping torque(N-m)

2 pieces per package

Reference pages: Standard cutting conditions — 1085

Tungaloy 1083




TUNGMEISTER

VTB**-06...
6 tooth T-slotting head, 3-8 mm slot width (TungMeister)

A

oo s
. i,
Y
RE
(03

CDX

!
W

CRKS = Connection screw size

Designation GH130 NOF  FHA CDX CRKS RE Wrench  Torque*
VTB135W3.00R04-06S05 [ J 6 0° 13.5 3 2.65 S05 0.4 KEYV-T20 7
VTB135W4.00R04-06S05 [ ] 6 0° 18.5 4 2.65 S05 0.4 KEYV-T20 7
VTB160W2.00R04-06506 ° 6 0 16 2 2.9 S06 0.4 KEYV-T20 10
VTB160W3.00R04-06S06 [ J 6 0° 16 3 2.9 S06 0.4 KEYV-T25 10
VTB160W4.00R04-06S06 [ J 6 0° 16 4 2.9 S06 0.4 KEYV-T25 10
VTB165W2.00R04-06S06 [ J 6 0° 16.5 2 3.15 S06 0.4 KEYV-T20 10
VTB165W3.00R04-06506 ° 6 0° 16.5 3 3.15 S06 0.4 KEYV-T25 10
VTB165W4.00R04-06S06 [ J 6 0° 16.5 4 3.15 S06 0.4 KEYV-T25 10
VTB195W4.00R04-06S08 [ J 6 0° 19.5 4 3.45 S08 0.4 KEYV-T30L 15
VTB195W5.00R04-06S08 [ J 6 0° 19.5 5 3.45 S08 0.4 KEYV-T30L 15
VTB195W6.00R04-06508 ° 6 0 195 6 3.45 s08 04 KEYV-T30L 15
VTB225W5.00R04-06S08 [ J 6 0° 22.5 5 4.95 S08 0.4 KEYV-T40L 15
VTB225W6.00R04-06S08 [ J 6 0° 22.5 6 4.95 S08 0.4 KEYV-T40L 15
VTB225W8.00R04-06S08 [ J 6 0° 22.5 8 4.95 S08 0.4 KEYV-T40L 15

[mm VTB250W6.00R04-06S08 ° 6 0 25 6 5.9 S08 04 KEYV-T50L 15
VTB250W8.00R04-06S08 [ J 6 0° 25 8 5.9 S08 0.4 KEYV-T50L 15
VTB250W5.00R04-06S10 [ J 6 0° 25 5 4.3 S10 0.4 KEYV-T50L 28
VTB250W6.00R04-06S10 [ J 6 0° 25 6 4.3 S10 0.4 KEYV-T50L 28
VTB250W8.00R04-06510 ° 6 0 25 8 43 s10 04 KEYV-T50L 28
* Recommended clamping torque(N-m) ®: Line up

2 pieces per package

TUNGMEISTER

VTB**C15-06...
6 tooth T-slotting head, with chamfered edge, 2 mm slot width (TungMeister)

9 I

CHW 7| A
| D
CW (@) ) :
CRKS = Connection screw size
Designation GH130 NOF FHA DC - 805 CW:005 CDX CRKS CHW Wrench Torque*
VTB135W2.00C15-06S05 [ ] 6 0° 13.5 2 2.65 S05 0.15 KEYV-T20 7
* Recommended clamping torque(N-m) ®: Line up

2 pieces per package

Reference pages: Standard cutting conditions — 1085
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mm STANDARD CUTTING CONDITIONS
Slotting (VST, VTB)

VST type VTB type
. . Hardness - -
ISO Workpiece material HB Cutting speed Feed per tooth Cutting speed Feed per tooth
Vc (m/min) fz (mm/t) Vc (m/min) fz (mm/t)
Low carbon steels
S45C, S55C, etc. - 300 80 - 180 0.05-0.15 80 - 180 0.08-0.18
C45, C55, etc.
High carbon steels
SCM440, SCr415, etc. - 300 60 - 120 0.04 - 0.12 60 - 120 0.05-0.15
42CrMo4, 15Cr3, etc.
Stainless steels
M SUS304, SUS316, etc. - 200 50-120 0.04 -0.12 50 -120 0.05-0.15
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Grey cast irons
FC250, FC300, etc. 150 - 250 100 - 200 0.05-0.15 100 - 200 0.08 - 0.18
250, 300, etc.
Ductile cast irons
FCD400, etc. 150 - 250 100 - 200 0.04 - 0.12 100 - 200 0.05-0.15
400-158, etc.
Aluminium alloys
. Si<13% - 200 - 600 0.05-0.15 200 - 600 0.08 - 0.18
Aluminium alloys
Si >13% - 100 - 300 0.03-0.13 100 - 300 0.05-0.15
Titanium alloys
s Ti-6AI-4V. etc. - 40 - 60 0.04 - 0.12 40 - 60 0.05-0.15
Heat-resistant alloys - 15-35 0.02 - 0.1 15-35 0.02 - 0.1

Inconel 718, etc.

Endmill
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TUNGMEISTER

VSSD**-W-A

Cylindrical shank + straight neck, with coolant hole (TungMeister)

4

N

Designation
VSSD10L070S06-W-A
VSSD10L090S06-W-A
VSSD10L110S06-W-A
VSSD12L070S08-W-A
VSSD12L090S08-W-A
VSSD12L110S08-W-A
VSSD12L130S08-W-A
VSSD16L070S10-W-A
VSSD16L090S10-W-A
VSSD16L110S10-W-A
VSSD16L130S10-W-A
VSSD20L090S12-W-A
VSSD20L130S12-W-A

DCONMS
10

10
10
12
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BD

CRKS

BD
9.6

9.6

9.6

11.5
11.5
1.5
11.5
15.2
15.2
15.2
15.2
18.3
18.3

@

CRKS = Connection screw size

Shank shape Shank material

~ e T o
1 | 2
1 S — E

» 2,
LB J
L LBX o

LF LBX LB CRKS

70 20 19 S06 Cylindrical

90 40 39 S06 Cylindrical

110 60 59 S06 Cylindrical

70 20 19 S08 Cylindrical

) 40 39 S08 Cylindrical

110 60 59 S08 Cylindrical

130 80 79 S08 Cylindrical

70 20 18.5 s10 Cylindrical

% 40 36.5 S10 Cylindrical

110 60 58.5 s10 Cylindrical

130 80 785 S10 Cylindrical

90 40 37 s12 Cylindrical

130 80 77 s12 Cylindrical

Tungsten
Tungsten
Tungsten
Tungsten
Tungsten
Tungsten
Tungsten
Tungsten
Tungsten
Tungsten
Tungsten
Tungsten
Tungsten




TUNGMEISTER

VSSD...

Cylindrical shank + straight neck (TungMeister)

_7(/)[
i =
m (@)
(&)
[ [a)]
CRKS /1< LB
LBX
CRKS = Connection screw size
Designation DCONMS BD LF LBX LB CRKS Shank shape Shank material
VSSD08L060S05-S 8 7.6 60 15 12.5 S05 Cylindrical Steel
VSSDO08L070S05-C 8 7.6 70 20 18.5 S05 Cylindrical Carbide
VSSD08L090S05-C 8 7.6 90 40 38.5 S05 Cylindrical Carbide
VSSD08L110S05-C 8 7.6 110 60 58.5 S05 Cylindrical Carbide
VSSD10L070S06-C 10 9.6 70 20 18.5 S06 Cylindrical Carbide
VSSD10L075S06-S 10 9.6 75 20 17.5 S06 Cylindrical Steel
VSSD10L090S06-C 10 9.6 90 40 38.5 S06 Cylindrical Carbide
VSSD10L110S06-C 10 9.6 110 60 58.5 S06 Cylindrical Carbide
VSSD10L150S06-C 10 9.6 150 100 98.5 S06 Cylindrical Carbide
VSSD12L070S08-C 12 11.5 70 20 17 S08 Cylindrical Carbide
VSSD12L090S08-C 12 11.5 90 40 38 S08 Cylindrical Carbide
VSSD12L090S08-S 12 11.5 90 16 13.5 S08 Cylindrical Steel
VSSD12L110S08-C 12 11.5 110 60 58 S08 Cylindrical Carbide
VSSD12L130S08-C 12 11.5 130 80 78 S08 Cylindrical Carbide
VSSD16L090S10-C 16 15.2 90 40 38 S10 Cylindrical Carbide
VSSD16L100S10-S 16 15.2 100 20 18 S10 Cylindrical Steel
VSSD16L110S10-C 16 15.2 110 60 58 S10 Cylindrical Carbide
VSSD16L130S10-C 16 15.2 130 80 78 S10 Cylindrical Carbide
VSSD16L150S10-C 16 15.2 150 100 98 S10 Cylindrical Carbide
VSSD20L090S12-C 20 18.3 90 40 37 S12 Cylindrical Carbide
VSSD20L120S12-S 20 18.3 120 25 20.5 S12 Cylindrical Steel
VSSD20L130S12-C 20 18.3 130 80 77 S12 Cylindrical Carbide
VSSD20L200S12-C 20 18.3 200 120 117 S12 Cylindrical Carbide
VSSD25L120S15-C 25 23.9 120 60 58 S15 Cylindrical Carbide
VSSD25L135815-S 25 23.9 135 35 33 S15 Cylindrical Steel
VSSD25L170S15-C 25 23.9 170 100 98 S15 Cylindrical Carbide
VSSD25L250S15-C 25 23.9 250 150 148 S15 Cylindrical Carbide
TUNGMEISTE®R 5
©
hy
VSSD**W...
Weldon shank + straight neck (TungMeister)
TW 1 2t
fa) [l /] I I
2 N VARRN S i
! ay
CRKS (LB -
LBX
LF
- o CRKS = Connection screw size
Designation DCONMS BD LF LBX LB CRKS Shank shape Shank material
VSSD12L055W05-S 12 7.6 55 3.8 - S05 Weldon Steel
VSSD16L065W06-S 16 9.6 65 6 - S06 Weldon Steel
VSSD16L065W08-S 16 11.5 65 4 - S08 Weldon Steel
VSSD20L070W10-S 20 15.2 70 4 - S10 Weldon Steel
VSSD25L075W12-S 25 18.3 75 6 - S12 Weldon Steel
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TUNGMEISTER

VTSD...
Cylindrical shank + tapered neck (TungMeister)

(%)
I =
3 2
/B 8
CRKS 4/‘ BHTA | g |
LBX ‘
» = LF
CRKS = Connection screw size
Designation BHTA DCONMS BD LF LBX LB CRKS  Shank shape Shank material
VTSD12L080S05-S 85° 12 7.6 80 25 = S05 Cylindrical Steel
VTSD12L100S05-S 89° 12 7.6 100 35 29 S05 Cylindrical Steel
VTSD12L110S05-C 89° 12 7.6 110 60 56 S05 Cylindrical Carbide
VTSD12L130S05-C 89° 12 7.6 130 80 7 S05 Cylindrical Carbide
VTSD16L125S06-S 85° 16 9.6 125 34 31 S06 Cylindrical Steel
VTSD16L130S08-C 89° 16 11.5 130 80 76.5 S08 Cylindrical Carbide
VTSD16L140S08-S 85° 16 11.5 140 22 19 S08 Cylindrical Steel
VTSD16L150S05-C 89° 16 7.6 150 100 91 S05 Cylindrical Carbide
VTSD16L150S06-C 89° 16 9.6 150 100 94.5 S06 Cylindrical Carbide
VTSD16L150S08-C 89° 16 11.5 150 100 98 S08 Cylindrical Carbide
VTSD16L160S06-S 89° 16 9.6 160 55 46.5 S06 Cylindrical Steel
VTSD16L170S06-C 89° 16 9.6 170 120 116.5 S06 Cylindrical Carbide
VTSD20L140S10-S 85° 20 15.2 140 27.5 = S10 Cylindrical Steel
VTSD20L170S08-C 89° 20 11.5 170 120 112 S08 Cylindrical Carbide
VTSD20L170S08-S 89° 20 11.5 170 80 69.5 S08 Cylindrical Steel
VTSD20L170S10-C 89° 20 15.2 170 120 119 S10 Cylindrical Carbide
VTSD20L190S10-C 89° 20 15.2 190 140 = S10 Cylindrical Carbide
VTSD20L190S10-S 89° 20 15.2 190 80 73 S10 Cylindrical Steel
VTSD20L210S10-C 89° 20 15.2 210 160 = S10 Cylindrical Carbide
VTSD25L160S12-S 85° 25 18.3 160 40 - S12 Cylindrical Steel
VTSD25L170S10-S 85° 25 15.2 170 56 = S10 Cylindrical Steel
VTSD25L180S12-C 89° 25 18.3 180 120 115 S12 Cylindrical Carbide
VTSD25L210S12-S 89° 25 18.3 210 100 94.5 S12 Cylindrical Steel
VTSD25L250S12-C 89° 25 18.3 250 140 136.5 S12 Cylindrical Carbide
VTSD32L155815-S 85° 32 23.9 155 45 = S15 Cylindrical Steel
VTSD32L190S12-S 85° 32 18.3 190 80 - S12 Cylindrical Steel
VTSD32L220S15-S 85° 32 23.9 220 100 = S15 Cylindrical Steel
VTSD32L250815-C 89° 32 23.9 250 150 145 S15 Cylindrical Carbide
VTSD32L300S15-C 89° 32 23.9 300 200 198 S15 Cylindrical Carbide

VTSD**-W-A
Cylindrical shank + tapered neck, with coolant hole (TungMeister)

2
o 2 ®
,,,,,,,,,,,,,,,,,,,,,,,,,,, =
,,,,,,,,,,,,,,,,,,,,,,,,,,, o)
(&)
(=)
LF
& - o CRKS = Connection screw size
Designation BHTA DCONMS BD LF LBX LB CRKS  Shank shape Shank material
VTSD12L110S06-W-A 89° 12 9.6 110 60 59 S06 Cylindrical Tungsten
VTSD16L170S06-W-A 89° 16 9.6 170 120 116 S06 Cylindrical Tungsten
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TUNGMEISTER

VSC...

Cylindrical shank for VST slotting heads (TungMeister)

VSC type VSC-A type @
J
CRKS » CRKS (%)
‘ 2 f 2
[a) [a) S —
q B e o
Y LD) 2 YO
LF - LF =
CRKS = Connection screw size
Designation DCONMS BD LF CRKS Coolant hole  Shank shape Shank material
VSC100L100S06-C 10 10 100 S06 Without Cylindrical Carbide
VSC120L100S08-C-A 12 12 100 S08 With Cylindrical Carbide

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.

TUNGMEISTER

VSTD...
Cyrindrical shank for VTB slotting head (TungMeister)

CRKS 0
RS

) 1=

al | zZ

m o

Y Y 8

- LF
CRKS = Connection screw size
Designation DCONMS BD LF CRKS Shank shape Shank material

VSTD08L070S05-S 8 8 70 S05 Cylindrical Steel
VSTD10L080S06-S 10 10 80 S06 Cylindrical Steel
VSTD12L090S08-S 12 12 90 S08 Cylindrical Steel
VSTD16L100S10-S 16 16 100 S10 Cylindrical Steel

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.

TUNGMEISTER TUNGFLEX

VAD**-M...
Adapter for TungFlex conversion

Endmill

CRKS i
' (%))
n 2
o )]
(]
@ RS,
vy 2Oy 0O
LB '
~ " LF iR LS H
' l«————» CRKS = Connection
screw size
Designation 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 1.7 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
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TUNGMEISTER

VER...

¥ Adapter for ER collect chucks

\

P

CRKS = Connection screw size

Designation SS BD LF
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
I TORQUE WRENCHES
. . Connection TM Head Torque
Appearance Designation Stock e description (N-m)
o
g TORQUEWRENCH5-50NM9x12 ) - - -
T
TM-WRENCH-6-05 ° S05 7
5 VED, VEE
2 § TM-WRENCH-8-06 ° S06 VEE-I, VEE-R 10
Q0
c@ VEE-C, VEE-A
[ TM-WRENCH-10- ’ 1
23 CH-10-08 ° S08 VRD. 5
.- TM-WRENCH-13-10 ° s10 VBD-BG 28
&< VBE-BGA
o TM-WRENCH-16-12 ° S12 VDP, VCA 28
TM-WRENCH-20-15 ° S15 40
3 é’ TM-WRENCH-4E-05 ° S05 VRB, VRC 7
S TM-WRENCH-5E-06 ° S06 VFX, VBB-BM 10
o VBB-BG
55 TM-WRENCH-7E-08 ° S08 VBB-SG 15
§ou TM-WRENCH-8E-10 ° 10 VCP, VGC 28
oeg TM-WRENCH-9E-12 ™ S12 VCW, VCR 28
[P
foNe)
o & INSERT-TOOL-9X12MM ) - - -
0“S |_
88
VTB135
BIT-SOCKET-T20-DRIVE ° S05,S06 | VTB160W2.00 | 7,10
" VTB165W2.00
[© VTB160W3.00
X - - -
§ BIT-SOCKET-T25-DRIVE ° S06 VTB160W4.00 10
P BIT-SOCKET-T30-DRIVE ° S08 VTB165W3.00 15
= BIT-SOCKET-T40-DRIVE ° S08, S10 VTB165W4.00 15, 28
5 VTB195
= VST277
BIT-SOCKET-T50-DRIVE ° S08, S10 VTB225 15, 28
VTB250
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I WRENCH
KEYV-..., KEYV-S..., KEYV-T..., KEYV-T**L, KEYV-W20

Appearance Designation zgp:v?,‘:stii:: 'I'(t;lrg#)e Applicable head
KEYV-S05 S05 7
Square
KEYV-S06 S06 10 Ball
/_\/-—/7;/ KEYV-S08 08 15 Radius
Q//"A” KEYV-S10 S10 28 Drilling
KEYV-S12 st12 28 CChatmfZ””_g
KEYV-W20 S15 40 ounter boring
KEYV-177 S06 10
‘ Slotting VST type
KEYV-217 S08 15
S08 15 .
KEYV-T40L Slotting VST, VTB type
S10 28
S05 7
KEYV-T20
S06 10
KEYV-T25 S06 10
Slotting VTB type
KEYV-T30L S08 15
S08 15
KEYV-T50L
S10 28

Note: Wrenches are sold separately.

B CAUTIONARY POINTS IN USE

- The cutting heads specified 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. OK

- 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 %Gap
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.

Endmill
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