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Tungaloy

ø6 mm,
ø0.250"ø5 mm

ø8 mm,
ø0.312"

ø10 mm,
ø0.375"

ø12 mm,
ø0.5"

ø16 mm,
ø0.625"

ø20 mm,
ø0.75"

ø25 mm,
ø1"

ø32 mm, 
only for VED 

series

VEH, VEE, VED

VMT

VTR

VMT***IS VMT***UN VMT***W

VTR***WVTR***IS
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Extensive tool diameter range from 5 to 32 mm,  
0.250" to 1".
Covers a broad range of applications from precision 
machining to large size parts.

Square

ISO metric

ISO metric

Unified Whitworth

Whitworth

55° partial profile60° partial profile

Threading

Threading

Thread milling heads
With multiple teeth 
for ISO, Unified, and Whitworth threads

Thread milling heads
With single tooth 
for ISO and Whitworth threads
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L/D APMX P M K N S H

VEE**-04…
VED**-04…

ø0.250" - 

ø0.750"
(ø5 - ø20 mm)

4 0.8XD
0.200" - 

0.620"
(4 - 15 mm)

R 30/45
S04 - 

S12
I013

VEE**I…
ø0.312" - ø1"
(ø8 - ø25 mm)

4
0.6 - 

0.8XD

0.220" - 

0.866"
(5 - 22 mm)

38
S05 - 

S15
I015

VEE**-03…
ø0.312" - 

ø0.500"
(ø7.7 - ø19.7 mm)

3 0.5XD
0.200" - 

0.374"
(4 - 12 mm)

38/45
S05 - 

S12
I016

VEE**A02…
ø0.375" - 

ø0.500"
(ø10 - ø12 mm)

2 0.7XD
0.270" - 

0.374"
(7 - 9 mm)

R 45
S06 - 

S08
I016

VEE**A03…
ø0.312" - 

ø0.750"
(ø8 - ø20 mm)

3 0.6XD
0.200" - 

0.500"
(5 - 12 mm)

R 45
S05 - 

S12
I017

VEE**R…
ø0.312" - ø1"
(ø8 - ø25 mm)

4, 

5, 6

0.6 - 

0.8XD

0.200" - 

0.866"
(5 - 22 mm)

45
S05 - 

S15
I018

VEE**C…
ø0.312" - ø1"
(ø8 - ø25 mm)

4
0.6 - 

0.8XD

0.200" - 

0.620"
(5 - 22 mm)

45
S05 - 

S15
I019

VED**-06…,
VEE**-06…

ø0.312" - 

ø0.500"
(ø8 - ø12 mm)

6
0.6 - 

0.8XD

0.200" - 

0.374"
(5 - 9 mm)

30/45/

50

S05 - 

S08
I020

VED**-08/10…,
VEE**-08/10…

ø0.625" - ø1"
(ø16 - ø25 mm)

8, 10 0.8XD
0.470" - 

0.866"
(12 - 22 mm)

30/50
S10 - 

S15
I021

VFX**-02…
ø0.375" - 

ø0.750"
(ø10 - ø20 mm)

2 0.06XD
0.020" - 

0.059"
(0.6 - 1.5 mm)

- -
S06 - 

S12
I024

L/D APMX P M K N S H

VEH... ø8 - ø20 mm 4
0.6 - 

0.8XD
5 - 15 mm R S05 - 

S12
I012

VEH... ø8 - ø32 mm 4
1.2 - 

1.5XD
12 - 38 mm R S05 - 

S21
I012

VED**R… ø8 - ø25 mm
4, 

5, 6
1.5XD 12 - 37 mm 47

S05 - 

S15
I018

VED**-07/09… ø8 - ø25 mm 7, 9 1.5XD 12 - 37 mm R S05 - 

S15
I021

VFM… ø12 - ø25 mm 6 0.3XD 3.6 - 7.5 mm R -
S05 - 

S10
I023

VFX**-04/06… ø12, ø16 mm 4, 6 0.05XD 0.6 - 1.05 mm - -
S08- 

S10
I025
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Head 
geometry

Designation Appearance

Application

Tool dia.
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Cutting edge 
length

Corner 
geometry

Helix 
angle

Pitch CRKS

Workpiece 
material
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Head 
geometry

Designation Appearance

Application

Tool dia.

N
o

. 
o

f 
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u
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s

Cutting edge 
length

Corner 
geometry

Helix 
angle

Pitch CRKS

Workpiece 
material

Remarks Page
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 : First choice    : Second choice

 : First choice    : Second choice

Square, Face mill, High feed (Inch)

Square, Face mill, High feed (Metric)

Variable

Variable

Variable

Square

Square

Face mill

High 
feed

High 
feed

Quick Guide

R/

Chamfered

Sharp 

edge

Chamfered

Chamfered

R/

Chamfered

R/

Chamfered

Chamfered

General

For key 

way

Serrated 

cutting 

edge

Rough/

Finish 

combination 

geometry

Small 

width of 

cut 

Small 

width of 

cut 

Long 

edge

Serrated 

cutting 

edge/

Long 

edge

Small 

width of 

cut/Long 

edge

With 

coolant 

hole

Regular

Variable

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Variable

Variable

Regular

Variable

Variable

Regular
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VBB**-BM…
ø0.312"  - ø0.625"

(ø8 - ø16 mm)
2 0 S05 - S10 I026

VBB**-BG…
ø0.312"  - ø0.625"

(ø8 - ø16 mm)
2 0 S05 - S10 I026

VBD**-BG…
ø0.312"  - ø0.625"

(ø8 - ø16 mm)
2 30 S05 - S10 I027

VBD**-BG-04…
VBE**-BG-04…

ø0.250"  - ø1"
(ø5 - ø20 mm)

4 30/38 S04 - S15 I027

VBB**-SG…
ø0.375" - ø0.750"

(ø10 - ø20 mm)
2 0 S05 - S10 I028

VBE**-BGA…
ø0.312"  - ø0.750"

(ø8 - ø20 mm)
2 45 S05 - S12 I028

R

VRB**-02…
VRC**-02…

ø0.625" - ø0.750"
(ø10 - ø20 mm)

2 0/15 S06 - S12 I030

VRD**-06…
ø0.312"  - ø0.625"

(ø8 - ø16 mm)
6 30 S05 - S10 I030

P M K N S H

VBO... ø8 - ø16 mm 4, 5 30 S05 - S10 I032

VBO... ø10 - ø16 mm 4 30 S06 - S10 I032

VBN... ø10 - ø16 mm 6 35 S06 - S10 I032

VBL... ø8 - ø16 mm 6 30 S05 - S10 I033
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Head 
geometry

Designation Appearance

Application

Tool dia.
No. of 
cutting 
edges

Helix 
angle

Pitch CRKS

Workpiece 
material

Remarks Page
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Head 
geometry

Designation Appearance

Application

Tool dia.
No. of 
cutting 
edges

Helix 
angle

Pitch CRKS

Workpiece 
material

Remarks Page
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 : First choice    : Second choice

 : First choice    : Second choice

Profiling (ball, radius, barrel) (Inch)

Profiling (ball, radius, barrel) (Metric)

Ball

Radius

Barrel

Bull nose

Lens

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Economical 

type

High 

accuracy h7

Low cutting 

force

Low cutting 

force

High 
accuracy h7/ 

Sphere 
cutting edge

Economical 

type

Profiling/

Long edge

Profiling/

Short edge

Profiling

Profiling
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P M K N S H

VCA**-04/06…
ø0.375"

(ø10 - ø20 mm)
4, 6 45 0

S06 - 

S12
I035

VGC**-02…
ø0.312" - ø0.625"

(ø7.8 - ø16 mm)
2 - 10

S05 - 

S10
I039

P M K N S H

VCW**-02… ø11.8 mm 2 45 0 S06 I035

VCR**-02… ø8 - ø20 mm 2 R 0
S05 - 

S12
I035

VCP**-02… ø8 - ø16.5 mm 2 30/45/60 0
S05 - 

S10
I036

VDS... ø8 - ø16 mm 2 45 10
S05 - 

S10
I037

VDP**-02… ø1.07 - ø6.46 mm 2 - 0
S04 - 

S12
I038

P M K N S H

VTB**-06…
0.056" - 0.312"

(2 - 8 mm)

ø0.500" - ø1"
(ø13.5 - ø25 mm)

6 R 0
S05 - 

S10
I042

VTB**-C006…
0.062", 0.078"

(2 mm)

ø0.500"
(ø13.5 mm)

6 0 S05 I043
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 : First choice    : Second choice

 : First choice    : Second choice

 : First choice    : Second choice

Multi-function (chamfering, spot drill, center hole, counterboring)

Inch

Metric

Multi-function (chamfering, spot drill, center hole, counterboring)

Slotting (Inch)

Chamfering

Chamfering

Chamfering
Spot drill

Center hole

Counterboring

Slotting

Head 
geometry

Designation Appearance

Center 
edge 

(Z-feed 
capability)

Tool dia.
No. of 
cutting 
edges

Chamfering 
angle

Helix 
angle

Pitch CRKS

Workpiece 
material

Remarks Page

Head 
geometry

Designation Appearance

Center 
edge 

(Z-feed 
capability)

Tool dia.
No. of 
cutting 
edges

Chamfering 
angle

Helix 
angle

Pitch CRKS

Workpiece 
material

Remarks Page

Without

With

Without

Without

With

With

With

Chamfered

Head 
geometry

Designation Appearance Groove width Tool dia.
No. of 
cutting 
edges

Edge 
shape

Helix 
angle

Pitch CRKS

Workpiece 
material

Remarks Page

Quick Guide

For 

counterboring

Back 
chamfering 
capability

Low cutting 

force

For center 

hole

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular
With 45° 

chamfer
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P M K N S H

VST**-3… 1.2 - 3.17 mm ø15.7 - ø17.7 mm 3 R 0 S06 I040

VST**-4/6… 0.76 - 10 mm ø21.7 - ø27.7 mm 4, 6 R 0
S08, 

S10
I041

VST**A45… 3.4 - 5.5 mm ø17.7 - ø21.7 mm 3, 4 0
S06, 

S08
I041

P M K N S H

VMT***IS 3 - 6
ø10 - 

ø16 mm
M12X0.75

S05 - 

S08
I044

VMT***UN 3, 4, 5
ø10 - 

ø16 mm

9/16-24 

UNEF

S05 - 

S08
I044

VMT***W 4
ø10, 

ø16 mm
G1/4

S05, 

S08
I045

VTR***IS 3, 4
ø15.7 - 

ø21.7 mm
M20X0.5

S06, 

S08
I045

VTR***W 4 ø21.7 mm G3/4 S08 I045

I048 - 

I050

- - - I050

-
I051, 

I052

- - I048

- I053

- - - I053

- - - I054
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 : First choice    : Second choice

Metric

Slotting (Metric)

Slotting

Chamfered

Head 
geometry

Designation Appearance Groove width Tool dia.
No. of 
cutting 
edges

Edge 
shape

Helix 
angle

Pitch CRKS

Workpiece 
material

Remarks Page

Regular

Regular

Regular

For 

chamfering, 

45° chamfer 

angle

 : First choice    : Second choiceThreading

Threading

Head 
geometry

Designation Appearance Feature
Wiper 
edge

No. of 
cutting 
edges

Tool dia.
Internal/
External

Thread 
type

Min. 
thread 

size
CRKS

Workpiece 
material

Page

Full profile With

Full profile With

Full profile With

Partial profile Without

Partial profile Without

Internal ISO metric

Internal Unified

Internal/

External
Whitworth

Internal/

External

60° partial 

profile

Internal/

External

55° partial 

profile

Shank Neck Appearance

Material

Page
Steel Carbide

Carbide
(with coolant 

hole)

Tungsten
(with coolant 

hole)

Shank

Straight Straight

Weldon Straight

Straight Taper

High rigidity shank

Straight (slotting)

Adaptor for TungFlex

ER collet
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R

ISO

0.312" 0.375" 0.500" 0.625" 0.750" 1.000"

- 200  - 400 
0.002 - 
0.004 

0.003 - 
0.005 

0.003 - 
0.005 

0.004 - 
0.006 

0.004 - 
0.007 

0.004 - 
0.007 

0.6 x 
DC

0.02 x 
DC

- 100  - 200
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006 

0.004 - 
0.007

0.004 - 
0.007

0.6 x 
DC

0.02 x 
DC

40 - 50 
HRC

260  - 530 
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006 

0.004 - 
0.007

0.004 - 
0.007

0.6 x 
DC

0.02 x 
DC

50 - 60 
HRC

130  - 300 
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006 

0.004 - 
0.007

0.004 - 
0.007

0.6 x 
DC

0.02 x 
DC

ISO

0.250" 0.312" 0.375" 0.500" 0.625" 0.750" 1.000"

- 300 HB 260 - 590
0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 300 HB 200 - 460
0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

30 - 40

HRC
200 - 400

0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 200 HB 130 - 330
0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

150 - 250

HB
260 - 660

0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

150 - 250

HB
260 - 660

0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 660 - 2297
0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 330 - 980
0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 130 - 260
0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 66 - 130
0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

40 - 50

HRC
130 - 260

0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

50 - 60

HRC
66 - 200

0.001 - 
0.003

0.001 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.004 - 
0.007

0.6 x DC 0.25 x DC

Radius

Square

Chamfering

Slotting

Others
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Threading

or more

STANDARD CUTTING CONDITIONS

VEH, VEE: 3 flutes, VED / VEE: 4 flutes, VEE-A, VEE-I, 

VEE-R, VED-R, VEE-C

Shoulder milling 

Workpiece material Hardness

Cutting
speed
Vc 

(sfm)

Depth of 
cut

ap (in)

Feed per tooth: fz (ipt)

Tool diameter: DC (in)
Width of 

cut
ae (in)

Width 
of cut
ae

 (in)

VED / VEE: 6 flutes, VED / VEE: 8, 10 flutes, VED: 7, 9 flutes

Hardened steel
H13, etc.

Hardened steel
D2, etc.

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

Heat-resistant alloys
Inconel 718, etc.

Workpiece material Hardness

Cutting
speed
Vc 

(sfm)

Depth 
of cut
ap
 (in)

Feed per tooth: fz (ipt)

Tool diameter: DC (in)

Low carbon steels
1045, 1055, etc.

High carbon steels
4140, 5120, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
S30400, S31600, etc.

Grey cast irons  
No.250B, No.300B, etc.

Ductile cast irons
60-40-18, etc.

Aluminum alloys
Si < 13%

Aluminum alloys
Si ≥13%

Hardened steel
H13, etc.

Hardened steel
D2, etc.

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

Heat-resistant alloys
Inconel 718, etc.
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VFX**-04/06.. .

CRKS

RMPXD
C

S
F

M
S

D
C

e
8

RE APMX
LF

KAPR CRKS

D
C

S
F

M
S

D
C

e
8

RE APMX
LF

KAPR

R R

Metric AH715 AH725 AH750 NOF FHA DC DCSFMS APMX RE KAPR CRKS LF RMPX fz(mm/t)

VFX120L0.60R18E04S08 4 20° 12 11.5 0.6 1.8 97° S08 16.5 5° KEYV-S08 15 0.16 - 0.67 2

VFX120L0.60R18H04S08 4 20º 12 11.5 0.6 1.8 97º S08 16.5 5° KEYV-S08 15 0.16 - 0.67 1

VFX120L0.65R12E06S08 6 20° 12 11.5 0.65 0.6 97° S08 12 3° KEYV-S08 15 0.16 - 0.54 2

VFX160L0.80R22E04S10 4 20° 16 15.4 0.8 2.2 97° S10 20.5 5° KEYV-S10 28 0.2 - 0.75 2

VFX160L0.80R22H04S10 4 20º 16 15.4 0.8 2.2 97º S10 20.5 5° KEYV-S10 28 0.2 - 0.75 1

VFX160L1.05R20E06S10 6 20° 16 15.4 1.05 1 97° S10 16 3° KEYV-S10 28 0.2 - 0.65 2

ISO

ø10 mm ø12 mm ø16 mm ø20 mm

fz (ipt) ap (in) fz (ipt) ap (in) fz (ipt) ap (in) fz (ipt) ap (in)

- 300 HB 328 - 656
0.012 - 
0.028

0.020
0.016 - 
0.031

0.020
0.020 - 
0.035

0.030
0.024 - 
0.039

0.039
0.6 x 
DC

- 300 HB 262 - 591
0.008 - 
0.024

0.020
0.012 - 
0.028

0.020
0.016 - 
0.031

0.030
0.020- 
0.035

0.039
0.6 x 
DC

30 - 40 
HRC

262 - 525
0.008 - 
0.020

0.016
0.008 - 
0.020

0.016
0.012 - 
0.024

0.020
0.012 - 
0.024

0.030
0.6 x 
DC

- 200 HB 197 - 328
0.008 - 
0.024

0.016
0.008 - 
0.024

0.016
0.012 - 
0.028

0.020
0.012 - 
0.028

0.030
0.6 x 
DC

150 - 250 
HB

328 - 722
0.012 - 
0.028

0.020
0.016 - 
0.031

0.030
0.020 - 
0.035

0.030
0.024 - 
0.039

0.039
0.6 x 
DC

150 - 250 
HB

328 - 722
0.008 - 
0.024

0.020
0.012 - 
0.028

0.030
0.016 - 
0.031

0.030
0.020 - 
0.035

0.039
0.6 x 
DC

- 131 - 262
0.008 - 
0.020

0.016
0.008 - 
0.020

0.016
0.008 - 
0.024

0.020
0.008 - 
0.024

0.020
0.25 x 

DC

- 66 - 131
0.004 - 
0.012

0.012
0.004 - 
0.012

0.012
0.004 - 
0.012

0.016
0.004 - 
0.012

0.016
0.25 x 

DC

40 - 50 
HRC

131 - 262
0.008 - 
0.016

0.012
0.008 - 
0.016

0.012
0.012 - 
0.020

0.016
0.012 - 
0.020

0.016
0.45 x 

DC

50 - 60 
HRC

66 - 197
0.004 - 
0.008

0.008
0.004 - 
0.008

0.008
0.004 - 
0.012

0.012
0.004 - 
0.012

0.012
0.25 x 

DC

ae (in)
Vc 

(sfm)
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4, 6 f lute,  roughing

Torque: Recommended clamping torque: N∙m

Slot milling is not recommended for workpiece materials such as stainless steel where chips tend to adhere. 

Also max. ae < 0.4D.

2 pieces per package

 : Line up

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

Wrench Torque Fig.

High feed

Fig. 1 Fig. 2

STANDARD CUTTING CONDITIONS

VFX: 2, 4, 6 flutes

High feed milling

Low carbon steels
1045, 1055, etc.

Alloy steel
4140, 8620, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
S30400, S31600, etc.

Grey cast irons  
No.250B, No.300B, etc.

Ductile cast irons
60-40-18, etc.

Hardened steel
H13, etc.

Hardened steel
D2, etc.

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

Heat-resistant alloys
Inconel 718, etc.

Workpiece material Hardness

Cutting
speed

Width 
of cutFeed per 

tooth
Feed per 

tooth
Feed per 

tooth
Feed per 

tooth
Depth of 

cut
Depth of 

cut
Depth of 

cut
Depth of 

cut

Please note that the feed per tooth should not exceed the maximum feed per tooth for each product.
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Tungaloy

ISO

0.250" 0.312" 0.375" 0.500" 0.625" 0.750" 1.000"

- 300 HB 328 - 656
0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.4 x DC

- 300 HB 262 - 591
0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.4 x DC

30 - 40 

HRC
262 - 525

0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.4 x DC

- 200 HB 197 - 328
0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.4 x DC

150 - 250

HB
328 - 722

0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.4 x DC

150 - 250

HB
328 - 722

0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.4 x DC

- 656 -2297
0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.4 x DC

- 328 - 984
0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.4 x DC

- 131 - 262
0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.2 x DC

50 - 60

HRC
66 - 131

0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.2 x DC

- 131 - 262
0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.2 x DC

50 - 60

HRC
66 - 197

0.001 - 

0.003

0.002 - 

0.003

0.002 - 

0.004

0.002 - 

0.004

0.003 - 

0.005

0.003 - 

0.006

0.003 - 

0.006
0.3 x DC 0.2 x DC

ISO

0.250" 0.312" 0.375" 0.500" 0.625" 0.750" 1.000"

- 300 HB 394 - 820
0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007 
0.1 x DC 0.15 x DC

- 300 HB 328 - 722
0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.1 x DC 0.15 x DC

30 - 40 

HRC
328 - 656

0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.1 x DC 0.15 x DC

- 200 HB 262 - 394
0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.1 x DC 0.15 x DC

150 - 250

HB
394 - 919

0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.1 x DC 0.15 x DC

150 - 250

HB
394 -919

0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.1 x DC 0.15 x DC

- 984 - 3281
0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.1 x DC 0.15 x DC

- 492 - 1312
0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.1 x DC 0.15 x DC

- 164 - 328
0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.08 x DC 0.1 x DC

50 - 60

HRC
98 - 164

0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.08 x DC 0.1 x DC

- 164 - 328
0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.08 x DC 0.1 x DC

50 - 60

HRC
98 - 262

0.001 -

0.003

0.001 -

0.004

0.002 -

0.004

0.002 -

0.004

0.002 -

0.005

0.002 -

0.007

0.004 - 

0.007
0.08 x DC 0.1 x DC
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STANDARD CUTTING CONDITIONS

VBB-BM / BG / SG, VBD-BG, VBE-BGA

Profiling for roughing

VBB-BM / BG / SG, VBD-BG, VBE-BGA

Profiling for semi-finishing and finishing

Low carbon steels
1045, 1055, etc.

High carbon steels 
4140, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
304, 316, etc.

Grey cast irons
250, 300, etc.

Ductile cast irons
400-15S, etc.

Aluminum alloys
Si < 13%

Aluminum alloys
Si ≥13%

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

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.

H13, etc.
Hardened steel

SKD11, SKH, etc.
D2, etc.

Workpiece material
Hard-
ness

Cutting

speed

Vc (sfm)

Tool diameter: DC (in)
Depth of 

cut

ap (in)

Pick 

feed
P f (in)

Feed per tooth: fz (ipt)

Low carbon steels
1045, 1055, etc.

High carbon steels 
4140, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
304, 316, etc.

Grey cast irons
250, 300, etc.

Ductile cast irons
400-15S, etc.

Aluminum alloys
Si < 13%

Aluminum alloys
Si ≥13%

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

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.

H13, etc.
Hardened steel

SKD11, SKH, etc.
D2, etc.

Workpiece material
Hard-
ness

Cutting

speed

Vc (sfm)

Tool diameter: DC (in)
Depth of 

cut

ap (in)

Pick 

feed
P f (in)

Feed per tooth: fz (ipt)
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Tungaloy

ISO

0.312" 0.375" 0.500" 0.625" 0.750"

- 300 HB 262 - 591
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 300 HB 197 - 459
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

30 - 40 
HRC

197 - 394
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 200 HB 131 - 328
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

150 - 250 
HB

262 - 656
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

150 - 250 
HB

262 - 656
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 656 - 2297
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 328 - 984
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 131 - 262
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

- 66 - 131
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

40 - 50 
HRC

131 - 262
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

50 - 60 
HRC

66 - 197
0.002 - 
0.004

0.003 - 
0.005

0.003 - 
0.005

0.004 - 
0.006

0.004 - 
0.007

0.6 x DC 0.25 x DC

ISO

0.312" 0.375" 0.500" 0.625" 0.750"

- 300 HB 164 - 230
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

- 300 HB 131 - 262
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

30 - 40 
HRC

131 - 230
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

- 200 HB 98 - 197
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

150 - 250 
HB

164 - 394
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

150 - 250 
HB

164 - 394
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

- 427 - 1312
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

- 230 - 656
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

- 66 - 131
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

- 33 - 66
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

40 - 50 
HRC

82 - 197
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC

50 - 60 
HRC

33 - 98
0.001 - 
0.002

0.0016 - 
0.002

0.002 - 
0.0024

0.0024 - 
0.0031

0.0028 - 
0.0039

0.5 x DC
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STANDARD CUTTING CONDITIONS

VRB, VRC, VRD

Shoulder milling 

Workpiece material Hardness

Cutting
speed
Vc 

(sfm)

Depth of 
cut

ap (in)

Feed per tooth: fz (ipr)

Tool diameter: DC (in)
Width of 

cut
ae (in)

Workpiece material Hardness

Cutting
speed
Vc 

(sfm)

Depth of cut

ap 
(in)

Feed per tooth: fz (ipr)

Tool diameter: DC (in)

Slotting

VRB, VRC, VRD

Low carbon steels
1045, 1055, etc.

High carbon steels 
4140, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
304, 316, etc.

Grey cast irons
250, 300, etc.

Ductile cast irons
400-15S, etc.

Aluminum alloys
Si < 13%

Aluminum alloys
Si ≥13%

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

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.

H13, etc.
Hardened steel

SKD11, SKH, etc.
D2, etc.

Low carbon steels
1045, 1055, etc.

High carbon steels 
4140, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
304, 316, etc.

Grey cast irons
250, 300, etc.

Ductile cast irons
400-15S, etc.

Aluminum alloys
Si < 13%

Aluminum alloys
Si ≥13%

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

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.

H13, etc.
Hardened steel

SKD11, SKH, etc.
D2, etc.
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R

VBO100L08.0R250-4S06 56° 70.8° 85°

VBO120L09.0R300-4S08 58° 71.6° 85°

VBO160L13.0R400-4S10 56° 70.3° 85°

VBO100L15.0R850-5S06 20° 27.3° 35°

VBO120L19.0R800-5S08 19° 29.3° 40°

VBO160L25.0R750-5S10 10° 26.7° 43°

VBN

VBN100L13.0R450-6S06 0° 15.1° 29°

VBN120L15.0R500-6S08 0° 15.1° 29°

VBN160L18.0R600-6S10 0° 15.1° 29°

44

ISO

10 mm 12 mm 16 mm

- 300 HB 328 - 656 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

- 300 HB 262 - 591 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

30 - 40 HRC 262 - 525 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

- 200 HB 197 - 328 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

150 - 250 HB 328 - 722 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

150 - 250 HB 328 - 722 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

- 656 - 2297 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

- 328 - 984 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

- 131 - 262 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

- 66 - 131 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

40 - 50 HRC 131 - 262 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

50 - 60 HRC 66 - 197 0.002 - 0.004 0.002 - 0.004 0.003 - 0.005 0.004

Radius

Square

Chamfering

Slotting
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Threading

Others

or more

The VBO/VBN milling heads are designed for the use on 5-axis machines. However, they are also effective 
on 3-axis machining centers when either of the following conditions is satisfied.

1. The angled walls or curved surfaces to be 

machined have tilt angles within the range 

specified in the chart on the right.

2. Use as a regular tapered ball mill with only 

the nose radius of the tool tip, and not 

the radius on the tool side, to be used. 

Please note that the working diameter will 

be smaller that those of a ball mill of the 

same working diameter. 

Designation
Applicable ranges of tilt angles on workpiece

Min. Mean Max.

VBO-short

VBO-long

TIPS FOR USING ON 3-A XIS MACHINES

Feed per tooth: fz (ipt)

Tool diameter: DC (in)

STANDARD CUTTING CONDITIONS

VBO, VBN, VBL

Profiling

Workpiece material Hardness

Cutting
speed
Vc 

(sfm)

Cusp height
(in)

Low carbon steels
1045, 1055, etc.

High carbon steel 
4140, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
304, 316, etc.

Gray cast irons
250, 300, etc.

Ductile cast irons
400-15S, etc.

Aluminum alloys
Si < 13%

Aluminum alloys
Si ≥13%

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

Heat-resistant alloys
Inconel718, etc.

Hardened steel
H13, etc.

Hardened steel
D2, etc.
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D
C 90°

LF

CRKS

D
C

S
FM

S

CDX

KAPR

VDS.. .

Metric AH725 NOF FHA DC DCSFMS CDX KAPR CRKS LF

VDS080A45-02S05 2 10° 8 7.7 3.7 45° S05 15 KEYV-S05 7

VDS100A45-02S06 2 10° 10 9.7 4.4 45° S06 19 KEYV-S06 10

VDS120A45-02S08 2 10° 12 11.7 5.4 45° S08 23 KEYV-S08 15

VDS160A45-02S10 2 10° 16 15.3 7.1 45° S10 28 KEYV-S10 28

ISO

- 300 HB 197 - 328 0.0024 - 0.0047

- 300 HB 164 - 262 0.0024 - 0.0047

30 - 40 HRC 131 - 230 0.0024 - 0.0047

- 200 HB 98 - 164 0.0024 - 0.0047

150 - 250 HB 262 - 394 0.0024 - 0.0047

150 - 250 HB 262 - 394 0.0024 - 0.0047

- 328 - 656 0.0031 - 0.0063

- 98 - 164 0.002 - 0.0039

- 66 - 131 0.0016 - 0.0031

40 - 50 HRC 98 - 164 0.002 - 0.0039

50 - 60 HRC 66 - 131 0.0016 - 0.0031
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Chamfering
Spot drill

CDX = Max. hole depth
CRKS = Connection screw size

Torque: Recommended clamping torque: N∙m

2 pieces per package

2 f lu te,  chamfer ing ang le:  45°,  he l i x  cut t ing edge

Wrench Torque

 : Line up

STANDARD CUTTING CONDITIONS

VCP, VDS

Spot drill

Workpiece material Hardness
Cutting speed

Vc (sfm)

Feed

f (ipr)

Carbon steel
1045, 1055, etc.

Alloy steel
4140, 8620, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
304, 316, etc.

Gray cast irons
250, 300, etc.

Ductile cast irons
400-15S, etc.

Hardened steel
H13, etc.

Hardened steel
D2, etc.

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

Heat-resistant alloys
Inconel 718, etc.

Aluminum alloys
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120°
60°

CRKS CRKS
LF

LU

LF

LU

D
C

±
0

.0
2 D

C
±

0
.0

2

D
C

S
F

M
S

1
2
0
º

60º

D
C

S
F

M
S

D
C

2

VDP**-02.. .

Metric AH725 NOF FHA DC±0.02 DC2 DCSFMS LU CRKS LF

VDP107L1.60A30-02S04 2 0° 1.07 - 6 1.6 S04 10 KEYV-S05 4 1

VDP165L2.40A30-02S04 2 0° 1.65 - 6 2.4 S04 10 KEYV-S05 4 1

VDP207L2.90A30-02S04 2 0° 2.07 - 6 2.9 S04 10 KEYV-S05 4 1

VDP328L04.6A30-02S05 2 0° 3.28 - 8 4.6 S05 15 KEYV-S05 7 1

VDP412L05.9A30-02S06 2 0° 4.12 - 10 5.9 S06 19 KEYV-S06 10 1

VDP513L07.2A30-02S08 2 0° 5.13 - 12 7.2 S08 23 KEYV-S08 15 1

VDP646L08.9A30-02S10 2 0° 6.46 - 16 8.9 S10 28 KEYV-S10 28 1

VDP324L4.38B30-02S08 2 0° 3.24 6.77 12 4.4 S08 23 KEYV-S08 15 2

VDP409L5.60B30-02S08 2 0° 4.09 8.56 12.7 5.6 S08 23 KEYV-S08 15 2

VDP509L6.89B30-02S12 2 0° 5.09 10.69 18.45 6.9 S12 25.5 KEYV-S12 28 2

VDP641L8.63B30-02S12 2 0° 6.41 13.29 20 8.6 S12 25.5 KEYV-S12 28 2

ISO
VDP107 VDP165 VDP207

VDP324 / 
VDP328

VDP409 / 
VDP412

VDP509 /
VDP513

VDP641

- 300 HB 131 - 262
0.0008 - 
0.0016

0.001 - 
0.002

0.001 - 
0.002

0.0016 - 
0.0031

0.002 - 
0.0039

0.002 - 
0.0039

0.0024 - 
0.0047

- 300 HB 98 - 164
0.0008 - 
0.0016

0.001 - 
0.002

0.001 - 
0.002

0.0016 - 
0.0031

0.002 - 
0.0039

0.002 - 
0.0039

0.0024 - 
0.0047

30 - 40 HRC 66 - 98
0.0008 - 
0.0016

0.001 - 
0.002

0.001 - 
0.002

0.0016 - 
0.0031

0.002 - 
0.0039

0.002 - 
0.0039

0.0024 - 
0.0047

- 200 HB 49 - 82
0.0006 - 
0.0012

0.0008 - 
0.0016

0.0008 - 
0.0016

0.0016 - 
0.0031

0.002 - 
0.0039

0.002 - 
0.0039

0.0024 - 
0.0047

150 - 250 HB 197 - 328
0.0008 - 
0.0016

0.001 - 
0.002

0.001 - 
0.002

0.002 - 
0.0035

0.0028 - 
0.0005

0.0028 - 
0.0047

0.0047 - 
0.0071

150 - 250 HB 197 - 328
0.0008 - 
0.0016

0.001 - 
0.002

0.001 - 
0.002

0.0016 - 
0.0031

0.002 - 
0.0039

0.002 - 
0.0039

0.0039 - 
0.0059

- 49 - 82
0.0004 - 
0.0008

0.0004 - 
0.0008

0.0006 - 
0.0012

0.0016 - 
0.0028

0.0016 - 
0.0028

0.0016 - 
0.0028

0.0016 - 
0.0028

- 33 - 66
0.0004 - 
0.0008

0.0004 - 
0.0008

0.0006 - 
0.0012

0.0012 - 
0.0024

0.0012 - 
0.0024

0.0012 - 
0.0024

0.0012 - 
0.0024

40 - 50 HRC 49 - 82 - - -
0.0016 - 
0.0028

0.0016 - 
0.0028

0.0016 - 
0.0028

0.0016 - 
0.0028

50 - 60 HRC 33 - 66 - - -
0.0012 - 
0.0024

0.0012 - 
0.0024

0.0012 - 
0.0024

0.0012 - 
0.0024

moreor morr morr orooor momoorere
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Threading

2 f lute,  A/B type center

CRKS = Connection screw size

Torque: Recommended clamping torque: N∙m

2 pieces per package

 : Line up

Fig. 1   Type A Fig. 2   Type B

Wrench Torque Fig.

Center hole

STANDARD CUTTING CONDITIONS

VDP

Center drill

Carbon steel
1045, 1055, etc.

Alloy steel
4140, 8620, etc.

Prehardened steel
PX5, NAK80, etc.

Stainless steels
304, 316, etc.

Gray cast irons
250, 300, etc.

Ductile cast irons
400-15S, etc.

Hardened steel
H13, etc.

Hardened steel
D2, etc.

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

Heat-resistant alloys
Inconel 718, etc.

Workpiece material Hardness

Feed : f (ipt)
Cutting speed

Vc (sfm)
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VGC**-02.. .

Metric AH725 NOF FHA DC DCSFMS APMX RE CRKS LF

VGC078L08.0R02-02S05 2 10° 7.8 7.6 8 0.2 S05 10 KEYV-S05 7

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

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

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

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

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

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

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

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

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

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

VGC160L15.0R04-02S10 2 10° 16 15.2 15 0.4 S10 19 KEYV-S10 28

VGC160L15.0R08-02S10 2 10° 16 15.2 15 0.8 S10 19 KEYV-S10 28

D
C

h
6

CRKS

D
C

S
F

M
S

LF

APMXRE

3°

Inch AH725 NOF FHA DC DCSFMS APMX RE CRKS LF

VGC031L31R016-U02S05  � 2 10º 0.312 0.297 0.310 0.016 S05 0.390 KEYV-S05 5.16

VGC037L38R016-U02S06  � 2 10º 0.375 0.360 0.380 0.016 S06 0.485 KEYV-S06 7.38

VGC050L43R016-U02S08 � 2 10º 0.500 0.453 0.433 0.016 S08 0.600 KEYV-S08 11.06

VGC056L46R016-U02S08 � 2 10º 0.562 0.450 0.460 0.016 S08 0.590 KEYV-S08 11.06

VGC062L60R016-U02S10 � 2 10º 0.625 0.600 0.600 0.016 S10 0.750 KEYV-S10 20.65

VGC062L60R032-U02S10 � 2 10º 0.625 0.600 0.600 0.032 S10 0.750 KEYV-S10 20.65

ISO

HB 300 - 131 - 262 0.002  - 0.003 

HB 300 - 98 - 164 0.002  - 0.003

HRC 40 - 30 66 - 98 0.002 - 0.003 

HB 200 - 49 - 82 0.002  - 0.003 

HB 250 - 150 197 - 328 0.002  - 0.004

HB 250 - 150 197 - 328 0.002 - 0.003 

- 49 - 82 0.002 - 0.003 

- 33 - 66 0.001  - 0.002

HRC 50 - 40 49 - 82 0.002 - 0.003 

HRC 60 - 50 33 - 66 0.001  - 0.002 
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2 f lute,  for  counterbor ing (can be used for  mi l l ing)

Can drill with step feed (Maximum depth: ap x 0.5)

Torque: Recommended clamping torque: Ibs∙ft (*N∙m)

2 pieces per package

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

Wrench Torque*

 : Line up

Counterboring

Wrench Torque

STANDARD CUTTING CONDITIONS

VGC

Counterboring

Low carbon steels

1045, 1055, etc. 

High carbon steels

4140,etc.

Prehardened steel

PX5, NAK80 etc

Stainless steels

304, 316, etc.

Grey cast irons

250, 300, etc.

Ductile cast irons

400-15S, etc.

Hardened steel
SKD61, SKT4 etc

H13, etc.
Hardened steel

SKD11, SKH etc 
D2, etc.

Titanium alloys

Ti-6Al-4V etc

Heat-resistant alloys

Inconel 718 etc

Workpiece material Hardness
Cutting speed

Vc (sfm)

Feed per tooth

fz (ipt)

･ When drilling, the step feed (pecking) operation should be applied with the depth of 0.011" - 0.019" per step.

･ Apply the same cutting conditions as the VEE type head when conducting shoulder milling or slotting operations.
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ISO
ø10 

(0.394")
ø12 

(0.472")

ø15.4 (0.606"), 

ø15.7 (0.618"), 

ø16 (0.630")

ø21.7
(0.787")

< 0.25 %C 420 125 328 - 820 0.0031 0.0035 0.0047 0.0059

650 190 262 - 689 0.0031 0.0035 0.0047 0.0059

< 0.55 %C 850 250 213 - 558 - - - -

750 220 361 - 591 0.0028 0.0031 0.0039 0.0047

1000 300 312 - 525 0.0028 0.0031 0.0039 0.0047

600 200 295 - 525 0.002 0.002 0.0028 0.0031

930 275 213 - 656 0.002 0.002 0.0028 0.0031

1000 300 230 - 689 0.002 0.002 0.0028 0.0031

1200 350 312 - 525 0.002 0.002 0.0028 0.0031

680 200 427 - 558 0.002 0.002 0.0028 0.0031

1100 325 246 - 328 0.002 0.002 0.0028 0.0031

680 200 361 - 558 0.002 0.002 0.0028 0.0031

820 240 230 - 509 0.002 0.002 0.0028 0.0031

600 180 279 - 328 0.002 0.002 0.0028 0.0031

- 180 394 - 525 0.0031 0.0035 0.0047 0.0059

- 260 246 - 525 0.0031 0.0035 0.0047 0.0059

- 160 230 - 492 0.0031 0.0035 0.0047 0.0059

- 250 361 - 459 0.0031 0.0035 0.0047 0.0059

- 130 394 - 525 0.0031 0.0035 0.0047 0.0059

- 230 361 - 459 0.0031 0.0035 0.0083 0.0059

- 60 525 - 984 0.0031 0.0035 0.0047 0.0059

- 100 - - - - -

- 75 492 - 1148 0.0031 0.0035 0.0047 0.0059

- 90 - - - - -

>12% Si - 130 328 - 820 0.002 0.002 0.0028 0.0031

>1% Pb - 110 - - - - -

- 90 - - - - -

- 100 - - - - -

- - 328 - 1312 0.0043 0.0047 0.0059 0.0071

- - - - - - -

- 200 - - - - -

- 280 - - - - -

- 250 66 - 262 0.0012 0.0012 0.0016 0.0016

- 350 - - - - -

- 320 - - - - -

RM 400 - - - - -

RM 1050 - 66 - 262 0.0012 0.0012 0.0016 0.0016

- 55 HRC 180 - 213 - - - -

- 60 HRC 148 - 180 - - - -

- 400 295 - 344 - - - -

- 55 HRC 180 - 213 - - - -
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Threading

Alpha+beta alloys cured

Cast

Cured

Cured

Annealed

Annealed

Hard rubber

Duroplastics, fiber plastics

Electrolitic copper

Brass

Free cutting

High temperature

Cured

Cured

Not cureable

Not cureable

Pearlitic

Ferritic

Pearlitic

Ferritic

Pearlitic

Ferritic/martensitic

Annealed

Martensitic

Ferritic/martensitic

Quenched and tempered

Annealed

Annealed

Annealed

Quenched and tempered

Annealed

Quenched and tempered

Annealed

Quenched and tempered

Hardened

Hardened

Cast

Hardened

Cutting speed

(sfm)

Feed (ipt)

STANDARD CUTTING CONDITIONS

Non-alloy 
steel and 
cast steel, 
free cutting 
steel

≥ 0.25 %C

≥ 0.55 %C

Low alloy steel and cast 
steel
(less than 5% of alloying 
elements)

High alloyed steel, cast 
steel, and tool steel

Stainless steel and cast 
steel

Stainless steel

Cast iron nodular (GGG)

Gray cast iron (GG)

Malleable cast iron

Aluminum-wrought alloy

Aluminum-
cast, alloyed

≤12% Si

Copper 
alloys

Non-
metallic

High temp. 
alloys

Fe based

Ni or 
Co based

Titanium Ti alloys

Hardened steel

Chilled cast iron

Cast iron

Material Condition

Tensile
strength

[N/mm2]

Hardness 

HB

Tool dia. (in)

VMT, VTR

Threading
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Metric DCONMS BD LF CRKS

VSSD06L050S04-S 6 5.8 50 S04

VSSD06L060S04-C 6 5.8 60 S04

VSSD08L050S04-S 8 5.8 50 S04

VSSD08L060S04-C 8 5.8 60 S04

VSSD10L055S05-S 10 7.6 55 S05

VSSD12L065S06-S 12 9.6 65 S06

VSSD16L065S08-S 16 11.6 65 S08

VSSD20L070S10-S 20 15.3 70 S10

VSSD25L075S12-S 25 18.3 75 S12

VSSD32L100S15-S 32 23.9 100 S15

VSSD40L100S21-S 40 30 100 S21

VSSD.. .

B
D

D
C

O
N

M
S

CRKS

LF

Inch DCONMS BD LF LBX LB CRKS

VSS031L250S05US  0.312 0.300 2.500 0.590 0.567 S05

VSS031L300S05UC  0.312 0.300 3.000 1.000 0.950 S05

VSS031L350S05UC  0.312 0.300 3.500 1.500 1.450 S05

VSS031L400S05UC  0.312 0.300 4.000 2.000 1.950 S05

VSS031L300S05UW  0.312 0.299 3.000 1.000 0.978 S05

VSS031L450S05UW  0.312 0.299 4.500 2.000 1.978 S05

VSS037L300S06US  0.375 0.364 3.000 0.787 0.768 S06

VSS037L400S06UC  0.375 0.364 4.000 1.250 1.200 S06

VSS037L475S06UC  0.375 0.364 4.750 2.000 1.950 S06

VSS037L355S06UW  0.375 0.364 3.550 0.750 0.680 S06

VSS050L350S08US  0.500 0.480 3.540 0.630 0.530 S08

VSS050L400S08UC  0.500 0.480 4.000 1.500 1.400 S08

VSS050L550S08UC  0.500 0.480 5.500 2.500 2.450 S08

VSS050L425S08UW  0.500 0.480 4.252 0.630 0.594 S08

VSS062L400S10US  0.625 0.598 4.000 0.787 0.744 S10

VSS062L325S10UC  0.625 0.600 3.250 1.250 1.180 S10

VSS062L450S10UC  0.625 0.600 4.500 2.500 2.430 S10

VSS062L550S10UC  0.625 0.600 5.500 3.500 3.430 S10

VSS062L700S10UC  0.625 0.600 7.000 5.000 4.930 S10

VSS075L500S12US  0.750 0.720 5.000 1.000 0.880 S12

VSS075L400S12UC  0.750 0.720 4.000 1.500 1.430 S12

VSS075L550S12UC  0.750 0.720 5.500 3.000 2.930 S12

VSS075L800S12UC  0.750 0.720 8.000 4.500 4.430 S12

VSS100L537S15US  1.000 0.957 5.375 1.375 1.313 S15

VSS100L475S15UC  1.000 0.957 4.750 2.375 2.313 S15

VSS100L675S15UC  1.000 0.957 6.750 4.000 3.938 S15

VSS100L1000S15UC  1.000 0.957 10.000 6.000 5.938 S15

CRKS

LF
LBX

LB
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Radius

Square

Chamfering

Slotting

Others

Ball

Threading

Cylindrical Steel

Cylindrical Carbide

Cylindrical Steel

Cylindrical Carbide

Cylindrical Steel

Cylindrical Steel

Cylindrical Steel

Cylindrical Steel

Cylindrical Steel

Cylindrical Steel

Cylindrical Steel

High r ig id i ty  shank

CRKS = Connection screw size

Shank materialShank shape

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

Tungsten

Tungsten

Steel

Carbide

Carbide

Tungsten

Steel

Carbide

Carbide

Tungsten

Steel

Carbide

Carbide

Carbide

Carbide

Steel

Carbide

Carbide

Carbide

Steel

Carbide

Carbide

Carbide

CRKS = Connection screw size

Stra ight neck and cy l indr ica l  shank
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CRKS CRKS

LF
LBX
LB

B
D

D
C

O
N

M
S

D
C

O
N

M
S

LF
LBX
LB

B
D

VSSD.. .

Metric DCONMS BD LF LBX LB CRKS

VSSD08L060S05-S 8 7.6 60 15 12.8 S05 1

VSSD08L070S05-C 8 7.6 70 20 19 S05 1

VSSD08L090S05-C 8 7.6 90 40 39 S05 1

VSSD08L110S05-C 8 7.6 110 60 59 S05 1

VSSD10L070S06-C 10 9.6 70 20 18.5 S06 1

VSSD10L075S06-S 10 9.6 75 20 19.4 S06 1

VSSD10L090S06-C 10 9.6 90 40 38.5 S06 1

VSSD10L110S06-C 10 9.6 110 60 58.5 S06 1

VSSD10L150S06-C 10 9.6 150 100 98.5 S06 1

VSSD12L070S08-C 12 11.5 70 20 17 S08 1

VSSD12L070S08-C-A 12 11.5 70 20 17 S08 2

VSSD12L090S08-C 12 11.5 90 40 37 S08 1

VSSD12L090S08-S 12 11.5 90 16 13.6 S08 1

VSSD12L090S08-S-A 12 11.5 90 16 13.6 S08 2

VSSD12L090LS08-C-A 12 11.5 90 40 37 S08 2

VSSD12L090LS08-S-A 12 11.5 90 42 37 S08 2

VSSD12L110S08-C 12 11.5 110 60 58 S08 1

VSSD12L110S08-C-A 12 11.5 110 60 57 S08 2

VSSD12L130S08-C 12 11.5 130 80 78 S08 1

VSSD12L130S08-C-A 12 11.5 130 80 77 S08 2

VSSD16L090S10-C 16 15.2 90 40 38 S10 1

VSSD16L090S10-C-A 16 15.2 90 40 38 S10 2

VSSD16L100S10-S 16 15.2 100 20 18 S10 1

VSSD16L100S10-S-A 16 15.2 100 20 18 S10 2

VSSD16L100LS10-S-A 16 15.2 100 42 38 S10 2

VSSD16L110S10-C 16 15.2 110 60 58 S10 1

VSSD16L110S10-C-A 16 15.2 110 60 58 S10 2

VSSD16L130S10-C 16 15.2 130 80 78 S10 1

VSSD16L130S10-C-A 16 15.2 130 80 78 S10 2

VSSD16L150S10-C 16 15.2 150 100 98 S10 1

VSSD20L090S12-C 20 18.3 90 40 37 S12 1

VSSD20L120S12-S 20 18.3 120 25 20.5 S12 1

VSSD20L130S12-C 20 18.3 130 80 77 S12 1

VSSD20L200S12-C 20 18.3 200 120 117 S12 1

VSSD25L120S15-C 25 23.9 120 60 58 S15 1

VSSD25L135S15-S 25 23.9 135 35 33 S15 1

VSSD25L170S15-C 25 23.9 170 100 98 S15 1

VSSD25L250S15-C 25 23.9 250 150 148 S15 1

VSSD32L100S21-S 32 30 100 35 32 S21 1

VSSD32L150S21-S 32 30 150 54 50 S21 1
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Cylindrical Steel

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Steel

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Steel

Cylindrical Steel

Cylindrical Carbide

Cylindrical Steel

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Steel

Cylindrical Steel

Cylindrical Steel

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Steel

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Steel

Cylindrical Carbide

Cylindrical Carbide

Cylindrical Steel

Cylindrical Steel

Stra ight neck and cy l indr ica l  shank

CRKS = Connection screw size

Shank material Fig.Shank shape

Fig. 1 Fig. 2



I050

R

CRKS

LF
LBX

LB

B
D

D
C

O
N

M
S

Metric 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.. .

Inch DCONMS BD LF LBX LB CRKS

VSS050L218W05US 0.500 0.299 2.185 0.174 - S05

VSS062L258W06US 0.625 0.366 2.559 0.226 - S06

VSS062L258W08US 0.625 0.480 2.559 0.125 - S08

VSS075L275W10US 0.750 0.598 2.756 0.131 - S10

VSS100L300W12US 1.000 0.720 3.000 0.283 - S12
B

D

D
C

O
N

M
S

CRKS
LFLBX

LB

VSSD**-W-A.. .

Metric 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
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Radius

Square

Chamfering

Slotting

Others

Ball

Threading

Weldon

Weldon

Weldon

Weldon

Weldon

Steel

Steel

Steel

Steel

Steel

Stra ight neck and weldon shank

CRKS = Connection screw size

Shank material

Shank material

Shank shape

Shank shape

Weldon

Weldon

Weldon

Weldon

Weldon

Steel

Steel

Steel

Steel

Steel

Stra ight shank and neck with coolant hole

CRKS = Connection screw size

Shank material

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten

Tungsten
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Tungaloy

CRKS

D
C

O
N

M
S

B
D

LF
LBX

LBBHTA

Inch BHTA DCONMS BD LF LBX LB CRKS

VTS050L300S05US 85° 0.500 0.300 3.000 1.000 0.930 S05

VTS050L400S05US 89° 0.500 0.300 4.000 1.500 1.300 S05

VTS062L500S06US 85° 0.625 0.370 5.000 1.380 1.283 S06

VTS062L630S06US 89° 0.625 0.364 6.300 2.170 1.750 S06

VTS062L550S08US 85° 0.625 0.480 5.500 0.870 0.770 S08

VTS075L650S08US 89° 0.750 0.480 6.500 3.150 2.770 S08

VTS075L550S10US 85° 0.750 0.598 5.500 0.880 - S10

VTS100L670S10US 89° 1.000 0.598 6.700 2.295 - S10

VTS075L750S10US 89° 0.750 0.600 7.500 3.150 2.950 S10

VTS100L630S12US 89° 1.000 0.720 6.300 1.600 - S12

VTS100L800S12US 89° 1.000 0.720 8.000 3.750 3.400 S12

VTS125L600S15US 85° 1.250 0.957 6.000 1.750 1.594  S15

VTS125L750S12US 89° 1.250 0.720 7.500 3.150 - S12

VTS037L350S05UC 89° 0.375 0.300 3.500 1.500 - S05

VTS050L450S05UC 89° 0.500 0.300 4.500 2.500 2.354 S05

VTS062L600S05UC 89° 0.625 0.300 6.000 4.000 3.900 S05

VTS050L550S06UC 89° 0.500 0.364 5.500 2.500 2.470 S06

VTS062L650S06UC 89° 0.625 0.364 6.500 3.500 3.380 S06

VTS062L650S08UC 89° 0.625 0.480 6.500 3.500 3.440 S08

VTS075L700S08UC 89° 0.750 0.480 7.000 4.000 3.900 S08

VTS075L650S10UC 89° 0.750 0.600 6.500 4.000 - S10

VTS075L880S10UC 89° 0.750 0.600 8.800 6.300 6.240 S10

VTS100L1000S12UC 89° 1.000 0.720 10.000 5.500 - S12

VTS125L1000S15UC 89° 1.250 0.957 10.000 6.000 - S15

VTS125L1200S15UC 89° 1.250 0.941 12.000 8.000 - S15

VTS075L550S06UW 85° 0.750 0.370 5.500 2.240 - S06

VTS062L670S06UW 89° 0.625 0.364 6.700 2.180 1.770 S06

VTS075L670S08UW 89° 0.750 0.480 6.700 3.150 2.770 S08

VTS.. .
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CRKS = Connection screw size

Shank material

Steel

Steel

Steel

Steel

Steel

Steel

Steel

Steel

Steel

Steel

Steel

Steel

Steel

Carbide

Carbide

Carbide

Carbide

Carbide

Carbide

Carbide

Carbide

Carbide

Carbide

Carbide

Carbide

Tungsten

Tungsten

Tungsten

Tapered neck and cy l indr ica l  shank



I052

R

CRKS

D
C

O
N

M
S

B
D

BHTA

LF
LBX

LB

VTSD.. .

Metric BHTA DCONMS BD LF LBX LB CRKS

VTSD08L080S04-S 87.4° 8 5.8 80 24 - S04

VTSD12L080S05-S 85° 12 7.6 80 25 - S05

VTSD12L100S05-S 89° 12 7.6 100 35 29 S05

VTSD12L110S05-C 89° 12 7.6 110 60 56 S05

VTSD12L130S05-C 89° 12 7.6 130 80 77 S05

VTSD16L125S06-S 85° 16 9.6 125 34 31 S06

VTSD16L130S08-C 89° 16 11.5 130 80 76.5 S08

VTSD16L140S08-S 85° 16 11.5 140 22 19 S08

VTSD16L150S05-C 89° 16 7.6 150 100 91 S05

VTSD16L150S06-C 89° 16 9.6 150 100 94.5 S06

VTSD16L150S08-C 89° 16 11.5 150 100 98 S08

VTSD16L160S06-S 89° 16 9.6 160 55 46.5 S06

VTSD16L170S06-C 89° 16 9.6 170 120 116.5 S06

VTSD20L140S10-S 85° 20 15.2 140 27.5 - S10

VTSD20L170S08-C 89° 20 11.5 170 120 112 S08

VTSD20L170S08-S 89° 20 11.5 170 80 69.5 S08

VTSD20L170S10-C 89° 20 15.2 170 120 119 S10

VTSD20L190S10-C 89° 20 15.2 190 140 - S10

VTSD20L190S10-S 89° 20 15.2 190 80 73 S10

VTSD20L210S10-C 89° 20 15.2 210 160 - S10

VTSD25L160S12-S 85° 25 18.3 160 40 - S12

VTSD25L170S10-S 85° 25 15.2 170 56 - S10

VTSD25L180S12-C 89° 25 18.3 180 120 115 S12

VTSD25L210S12-S 89° 25 18.3 210 100 94.5 S12

VTSD25L250S12-C 89° 25 18.3 250 140 136.5 S12

VTSD32L155S15-S 85° 32 23.9 155 45 - S15

VTSD32L190S12-S 85° 32 18.3 190 80 - S12

VTSD32L220S15-S 88° 32 23.9 220 100 - S15

VTSD32L250S15-C 89° 32 23.9 250 150 145 S15

VTSD32L300S15-C 89° 32 23.9 300 200 198 S15

VTSD40L150S21-S 85° 40 30 150 57 - S21

CRKS

LF
LBX

LB

B
D

D
C

O
N

M
S

BHTA

VTSD**-W-A.. .

Metric BHTA DCONMS BD LF LBX LB CRKS

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

VTSD16L170S06-W-A 89° 16 9.6 170 120 116 S06
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Radius

Square

Chamfering

Slotting

Others

Ball

Threading

Taper neck and stra ight shank 

CRKS = Connection screw size

Shank material

Steel

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

Steel

Tungsten

Tungsten

Stra ight shank and taper neck with coolant hole

CRKS = Connection screw size

Shank material
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Tungaloy

H

C
R

K
S

M
S

LF

D
C

S
F

M
S

B
D

CRKS

LB
LS

VAD**-M.. .

Metric 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

D
C

O
N

M
S

B
D

LF

CRKS

B
D

CRKS

LF

D
C

O
N

M
S

VSC.. .

VSTD.. .

Metric DCONMS BD LF CRKS

VSC100L100S06-C 10 10 100 S06

VSC120L100S08-C-A 12 12 100 S08

Metric DCONMS BD LF CRKS

VSTD06L070S04-S 6 6 70 S04

VSTD08L070S05-S 8 8 70 S05

VSTD10L080S06-S 10 10 80 S06

VSTD12L090S08-S 12 12 90 S08

VSTD16L100S10-S 16 16 100 S10

B
D

D
C

O
N

M
S

LF

CRKS

Inch DCONMS BD LF CRKS

VSC095L080S06-C 0.375 0.375 3.150 S06

VSC127L120S08-C-A 0.500 0.500 4.724 S08

Inch DCONMS BD LF CRKS

  VST031L275S05US  0.312 0.312 2.750 S05

  VST037L325S06US  0.375 0.375 3.250 S06

  VST050L375S08US  0.500 0.500 3.750 S08

  VST062L400S10US  0.625 0.625 4.000 S10
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TungFlex convers ion adaptor 

CRKS = Connection screw size

Steel

Steel

Steel

Steel

Steel

Steel

Shank material

VSC-A typeVSC type

Carbide

Carbide

Steel

Steel

Steel

Steel

Steel

Stra ight shank for  VST type s lot t ing heads

Stra ight shank for  VTB type T-s lot t ing heads

CRKS = Connection screw size

CRKS = Connection screw size

Shank material

Shank material

For VSC-C type shank, just VST slotting head is recommended. 

If other heads are used on the VSC-C shank, the depth of cut must be smaller than the max. ap in each head. 

The VSC-C type shank does not have external clearance, so the shank may interfere with the work piece.

For VSTD type shank, just VTB T-slotting head is recommended. 

If other heads are used on the VSTD shank, the depth of cut must be smaller than the max. ap in each head. 

The VSTD type shank does not have external clearance, so the shank may interfere with the work piece.

Air hole

without

with

Shank materialAir hole

Carbide

Carbide

without

with

Shank material

Steel

Steel

Steel

Steel
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R

KEYV-S05
S04 2.95 4

S05 5.16 7

KEYV-S06 S06 7.38 10

KEYV-S08 S08 11.06 15

KEYV-S10 S10 20.65 28

KEYV-S12 S12 20.65 28

KEYV-W20 S15 29.50 40

KS-24 S21 81.13 110

KEYV-177 S06 7.38 10

KEYV-217 S08 11.06 15

KEYV-T20
S05 5.16 7

Slotting VTB

Face mill

S06 7.38 10

KEYV-T25 S06 7.38 10

KEYV-T30L S08 11.06 15

KEYV-T40L
S08 11.06 15 Slotting VST, VTB

Face millS10 20.65 28

KEYV-T50L
S08 11.06 15 Slotting VTB

Face millS10 20.65 28

VER.. .

Metric SS BD LF CRKS

VER11AL006S04-S ER11 5.8 6 S04

VER11AL006S05-S ER11 7.9 6 S05

VER11AL020S05-S ER11 7.9 20 S05

VER16AL012S05-S ER16 7.9 12 S05

VER16AL020S05-S ER16 7.9 20 S05

VER16AL010S06-S ER16 9.9 10 S06

VER16AL020S06-S ER16 9.9 20 S06

VER16AL006S08-S ER16 11.6 6 S08

VER16AL020S08-S ER16 11.6 20 S08

LF

B
D

SS
CRKS
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Radius

Square

Chamfering

Slotting

Others

Ball

Threading

Appearance Designation
Connection 
screw size

Torque
(Ib·ft)

Torque
(N·m)

Applicable head

Square
Ball

Radius
Drilling

Chamfering
Counterboring

Barrel
Lens

Bull nose
Indexable modular head

Square

Slotting VST

Threading VTR

WRENCHES

Note: Wrenches are sold separately. 

Stra ight neck with ER11/16 col let

CRKS = Connection screw size

Steel

Steel

Steel

Steel

Steel

Steel

Steel

Steel

Steel

Shank material
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33

44

MTEC**ISO
P = 0.5 - 3 mm

MTECS**ISO
P = 0.25 - 2.5 mm

MTECD**ISO
P = 0.7 - 2 mm

MTECZ**ISO
P = 1 - 2 mm

MTECI**A60
P = 0.35 - 3 mm

MTECSH**ISO
P = 0.35 - 2 mm

MTECI**ISO
P = 0.25 - 0.5 mm

VMT**IS**-...
P = 0.75 - 3 mm

ETTL...
P = 1.5 - 3 mm

VTR**IS**-...
P = 0.5 - 4.5 mm

D**-D...
P = 1.5 - 6 mm

MTECQ**ISO
P = 1 - 3.5 mm

MTECB**ISO
P = 0.5 - 3 mm

tungaloy.com/us
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Tool selection guide for internal ISO metric threads

Highly economical tool 
design

Cost reduction

2-corner double sided inserts

I057 - I079Reference pages:

First choice 
geometry

For better 
chip 

evacuation

General
right hand

For hardened 
steel left hand

Single point 
right hand

Drilling + Threading
Left hand

For through holes

For blind holes

General
For greater 

depths

Multi point
Single point

Single point
pitch adjustable

right handMulti pointSingle point

fo
r 

in
te

rn
a

l 
c

o
o

la
n

t

interchangeable Short length

Endmill typeIndexable

Head



Tungaloy I057

H

J
K
L
M

A
B
C
D
E
F
G

I

MTECI-A60

LF

DCONMS

DCONMS

(mm)

DC

(mm)
NOF

LH

(mm)

LF

(mm)

min. max. min. max. min. max. min. max.

MTECI03019C5A60 0.35 0.6 0.35 0.6 40 72 40 72 3 1.9 3 5.2 39 AH710

MTECI06032C9A60 0.5 1.0 0.5 1.0 24 48 24 48 6 3.2 3 9.5 57 AH710

MTECI0604C12A60 0.5 1.0 0.5 1.0 24 48 24 48 6 4 3 12.5 58 AH710

MTECI0605D20A60 0.5 0.8 0.4 0.8 28 56 32 64 6 5 4 20 58 AH725

MTECI0808D28A60  0.5 0.8 0.4 0.8 28 56 32 64 8 8 4 28 64 AH725

MTECI0808D30A60  1.0 1.75 0.8 1.5 14 28 16 32 8 8 4 30 64 AH725

MTECI1010D35A60 1.0 1.75 0.8 1.5 14 28 16 32 10 10 4 35 73 AH725

MTECI1212E40A60 2.0 3.0 1.75 2.5 8 13 10 15 12 12 5 40 84 AH725

MTECI1616E50A60   8 13 10 15 16 16 5 50 101 AH725

LH

DC
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ISO metr ic (M),  Unif ied (UN, UNC, UNF, UNFE, UNS)

Standard cutting conditions → I070 - I072Reference pages:

Designation
Pitch (mm)

ISO Metric Unified

Application range
TPI

Application range

Coolant 
hole Grade

InternalInternal

≥M6

≥M9

≥M10

≥M12

≥M16

≥M20

≥M1/4

≥M3/8

≥M7/16

≥M1/2

≥M11/16

≥M13/16

Without

Without

Without

With

With

With

With

With

With

External

Pitch (mm)

External

≥M2.5x0.35 

≥M2.5x0.4 

≥M2.5x0.45

≥M3x0.5

≥M3x0.6

≥M4x0.5 

≥M4x0.6 

≥M4x0.7 

≥M4.5x0.75

≥M4.5x0.8

≥M5x1

≥M5x0.5 

≥M5x0.6 

≥M5x0.7 

≥M5x0.75

≥M5x0.8

≥M6x1

≥#3-72UN

≥#3-64UN

≥#3-56UN

≥#3-48UN

≥#4-44UN

≥#4-40UN

≥#8-48UN

≥#8-44UN

≥#8-40UN

≥#8-36UN

≥#8-48UN

≥#10-28UN

≥#10-24UN

≥#10-48UN

≥#10-44UN

≥#10-40UN

≥#10-36UN

≥#12-32UN

≥#12-28UN

≥#12-24UN

TPI



I058

33

44

Metric TP DCONMS DC NOF APMX LF

MTEC06022C50.5ISO  0.5 6 2.2 3 5.3 58 AH725

MTEC06038C100.5ISO  0.5 6 3.8 3 10.3 58 AH725

MTEC06031C70.7ISO  0.7 6 3.1 3 7.4 58 AH725

MTEC06045C100.75ISO  0.75 6 4.5 3 10 58 AH725

MTEC06036C90.8ISO  0.8 6 3.6 3 9.2 58 AH725

MTEC0604C101.0ISO  1 6 4 3 10.5 58 AH725

MTEC0604C141.0ISO  1 6 4 3 14.5 58 AH725

MTEC0606C121.0ISO  1 6 6 3 12.5 58 AH725

MTEC0808D161.0ISO  1 8 8 4 16.5 64 AH725

MTEC0605C141.25ISO  1.25 6 5 3 14.4 58 AH725

MTEC0605C191.25ISO  1.25 6 5 3 19.4 58 AH725

MTEC0807C171.5ISO  1.5 8 7 3 17.3 64 AH725

MTEC0807C241.5ISO  1.5 8 7 3 24.8 76 AH725

MTEC1010D211.5ISO  1.5 10 10 4 21.8 73 AH725

MTEC1616F331.5ISO  1.5 16 16 6 33.8 105 AH725

MTEC0808C201.75ISO  1.75 8 8 3 20.1 64 AH725

MTEC0808C281.75ISO  1.75 8 8 3 28.9 76 AH725

MTEC1010C272.0ISO  2 10 10 3 27 73 AH725

MTEC1010C392.0ISO  2 10 10 3 39 105 AH725

MTEC1212D272.0ISO  2 12 12 4 27 84 AH725

MTEC2020F412.0ISO  2 20 20 6 41 105 AH725

MTEC1414D332.5ISO  2.5 14 14 4 33.8 84 AH725

MTEC1414D482.5ISO  2.5 14 14 4 48.8 105 AH725

MTEC1616C403.0ISO  3 16 16 3 40.5 105 AH725

MTEC1616C583.0ISO  3 16 16 3 58.5 120 AH725

MTEC-ISO

MTECI-ISO

Metric DCONMS DC NOF LH LF

MTECI03007C30.25ISO 0.25 6 0.72 3 3.6 39 AH710

MTECI03009C40.25ISO 0.25 6 0.9 3 4.3 39 AH710

MTECI03011C50.3ISO 0.3 6 1.05 3 5.0 39 AH710

MTECI03012C60.35ISO 0.35 6 1.2 3 5.7 39 AH710

MTECI03016C70.4ISO 0.4 6 1.55 3 7.1 39 AH710

MTECI03024C100.5ISO 0.5 6 2.37 3 10.6 39 AH710

LF

D
C D
C

O
N

M
S

LH
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Without
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Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

≥ M3

≥ M5

≥ M4

≥ M6

≥ M5

≥ M6

≥ M6

≥ M9

≥ M10

≥ M8

≥ M8

≥ M10

≥ M10

≥ M14

≥ M20

≥ M12

≥ M12

≥ M14

≥ M14

≥ M18

≥ M24

≥ M20

≥ M20

≥ M24

≥ M24

Sol id carbide internal  threading endmi l l ,  for  ISO metr ic prof i le

Coolant 
hole

GradeApplication range

D
C

TP

APMX
LF

D
C

O
N

M
S

15°
60°

P/4

P/8

P

おねじ

めねじNUT

SCREW

Without

Without

Without

Without

Without

Without

≥M1

≥M1.2

≥M1.4

≥M1.6

≥M2

≥M3

Pitch Application range
Coolant 

hole
Grade

Sol id carbide internal  threading endmi l l ,  for  ISO metr ic prof i le

ISO metr ic (M)

60°

P/4

P/8

P

おねじ

めねじNUT

SCREW

Standard cutting conditions → I070 - I072Reference pages:
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MTECB-ISO

Metric TP DCONMS DC NOF APMX LF

MTECB06038C100.5ISO  0.5 6 3.8 3 10.3 58 AH725

MTECB06031C70.7ISO  0.7 6 3.1 3 7.4 58 AH725

MTECB06045C100.75ISO  0.75 6 4.5 3 10.1 58 AH725

MTECB1010D240.75ISO  0.75 10 10 4 24.4 73 AH725

MTECB06038C90.8ISO  0.8 6 3.8 3 9.2 58 AH725

MTECB06046C101.0ISO  1 6 4.6 3 10.5 58 AH725

MTECB06046C141.0ISO  1 6 4.6 3 14.5 58 AH725

MTECB0606C121.0ISO  1 6 6 3 12.5 58 AH725

MTECB0808D161.0ISO  1 8 8 4 16.5 64 AH725

MTECB1010D241.0ISO  1 10 10 4 24.5 73 AH725

MTECB0606C141.25ISO  1.25 6 6 3 14.4 58 AH725

MTECB0606C191.25ISO  1.25 6 6 3 19.4 58 AH725

MTECB08078C171.5ISO  1.5 8 7.8 3 17 64 AH725

MTECB08078C241.5ISO  1.5 8 7.8 3 24.8 76 AH725

MTECB1010D211.5ISO  1.5 10 10 4 21.8 73 AH725

MTECB1212D261.5ISO  1.5 12 12 4 26.3 84 AH725

MTECB1616F331.5ISO  1.5 16 16 6 33.8 105 AH725

MTECB1009C201.75ISO  1.75 10 9 3 20.1 73 AH725

MTECB1009C281.75ISO  1.75 10 9 3 28.9 73 AH725

MTECB1010C272.0ISO  2 10 10 3 27 73 AH725

MTECB12118D272.0ISO  2 12 11.8 4 27 84 AH725

MTECB12118D392.0ISO  2 12 11.8 4 39 105 AH725

MTECB1615E332.5ISO  2.5 16 15 5 33.8 105 AH725

MTECB1615E482.5ISO  2.5 16 15 5 48.8 105 AH725

MTECB2018D583.0ISO  3 20 18 4 58.5 120 AH725
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Coolant 
hole

Grade

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

≥ M5

≥ M4

≥ M6

≥ M12

≥ M5

≥ M6

≥ M6

≥ M9

≥ M10

≥ M12

≥ M8

≥ M8

≥ M10

≥ M10

≥ M14

≥ M16

≥ M20

≥ M12

≥ M12

≥ M14

≥ M16

≥ M16

≥ M20

≥ M20

≥ M24

Sol id carbide internal  threading endmi l l ,  wi th coolant hole,  for  ISO metr ic prof i le

D
C

TP
APMX

LF

D
C

O
N

M
S

15°
60°

P/4

P/8

P

おねじ

めねじNUT

SCREW

Application range

Standard cutting conditions → I070 - I072Reference pages:
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Metric TP Application range DCONMS DC NOF APMX LH LF

MTECQ1212D381.0ISO  1 12 12 4 21 38 84 AH725

MTECQ1010D301.5ISO  1.5 10 10 4 18 30 73 AH725

MTECQ2020F562.0ISO  2 20 20 6 34 56 105 AH725

MTECQ2020D453.5ISO  3.5 20 20 4 28 45.5 105 AH725

Metric TP DCONMS DC NOF APMX LF

MTECZ06048C101.0ISO  1 6 4.8 3 10.5 58 AH725

MTECZ0808D161.0ISO  1 8 8 4 16.5 64 AH725

MTECZ0606C141.25ISO  1.25 6 6 3 14.4 58 AH725

MTECZ0606C191.25ISO  1.25 6 6 3 19.4 58 AH725

MTECZ08078C171.5ISO  1.5 8 7.8 3 17 64 AH725

MTECZ1010D211.5ISO  1.5 10 10 4 21.8 73 AH725

MTECZ1212D261.5ISO  1.5 12 12 4 26.3 84 AH725

MTECZ1616E331.5ISO  1.5 16 16 5 33.8 101 AH725

MTECZ1009C281.75ISO  1.75 10 9 3 28.9 73 AH725

MTECZ1010C272.0ISO  2 10 10 3 27 73 AH725

MTECZ12118D272.0ISO  2 12 11.8 4 27 84 AH725

MTECQ-ISO

MTECZ-ISO
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With
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With
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With

≥ M6

≥ M10

≥ M8

≥ M8

≥ M10

≥ M14

≥ M16

≥ M20

≥ M12

≥ M14

≥ M16

≥M14

≥M13

≥M24

≥M26

Sol id carbide deep internal  threading endmi l l ,  wi th internal  coolant hole,  for  ISO metr ic prof i le

Solid carbide internal threading endmil l for through hole, with coolant hole in the flute, for ISO metric profi le

Coolant
hole

Grade

Coolant 
hole

GradeApplication range

TP

D
C

APMX

LF
LH

D
C

O
N

M
S

60°

P/4

P/8

P

おねじ

めねじNUT

SCREW

TP

D
C

APMX

LF
D

C
O

N
M

S

60°

P/4

P/8

P

おねじ

めねじ

15°

NUT

SCREW

Standard cutting conditions → I070 - I072Reference pages:
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Metric TP Application range DCONMS DC NOF LH LF

MTECS03007C20.25ISO  0.25 3 0.72 3 2.5 39 AH725

MTECS03009C30.25ISO  0.25 3 0.9 3 3 39 AH725

MTECS03011C40.3ISO    0.3 3 1.05 3 4 39 AH725

MTECS03012C50.35ISO    0.35 3 1.2 3 4.8 39 AH725

MTECS03016C60.4ISO    0.4 3 1.53 3 6 39 AH725

MTECS06016C40.4ISO  0.4 6 1.53 3 4.5 58 AH725

MTECS03017C70.45ISO    0.45 3 1.65 3 7 39 AH725

MTECS06017C50.45ISO  0.45 6 1.65 3 5 58 AH725

MTECS0602C50.45ISO  0.45 6 1.95 3 5.5 58 AH725

MTECS0602C70.45ISO  0.45 6 1.95 3 7.5 58 AH725

MTECS06024C60.5ISO  0.5 6 2.37 3 6.5 58 AH725

MTECS06024C90.5ISO  0.5 6 2.37 3 9.5 58 AH725

MTECS06024C90.5ISOL  0.5 6 2.37 3 9.5 105 AH725

MTECS03024C120.5ISO  0.5 3 2.4 3 12.5 39 AH725

MTECS03024C150.5ISO  0.5 3 2.4 3 15.5 39 AH725

MTECS06054D200.5ISO  0.5 6 5.35 4 20 58 AH725

MTECS06028C100.6ISO  0.6 6 2.75 3 10.5 58 AH725

MTECS06028C70.6ISO  0.6 6 2.75 3 7.5 58 AH725

MTECS06031C120.7ISO  0.7 6 3.1 3 12.5 58 AH725

MTECS06031C120.7ISOL  0.7 6 3.1 3 12.5 105 AH725

MTECS06031C160.7ISO  0.7 6 3.1 3 16.7 58 AH725

MTECS06031C90.7ISO  0.7 6 3.1 3 9 58 AH725

MTECS0808D250.75ISO  0.75 8 8 4 25 64 AH725

MTECS06038C120.8ISO  0.8 6 3.8 3 12.5 58 AH725

MTECS06038C160.8ISO  0.8 6 3.8 3 16 58 AH725

MTECS06038C160.8ISOL  0.8 6 3.8 3 16 105 AH725

MTECS06047C141.0ISO  1 6 4.65 3 14 58 AH725

MTECS06047C201.0ISO  1 6 4.65 3 20 58 AH725

MTECS06047C201.0ISOL  1 6 4.65 3 20 105 AH725

MTECS0606C181.25ISO  1.25 6 6 3 18 58 AH725

MTECS0606C241.25ISO  1.25 6 6 3 24 58 AH725

MTECS08078C231.5ISO  1.5 8 7.8 3 23 64 AH725

MTECS08078C311.5ISO  1.5 8 7.8 3 31.5 64 AH725

MTECS1009C261.75ISO  1.75 10 9 3 26 73 AH725

MTECS12118D352.0ISO  2 12 11.8 4 35 84 AH725

MTECS12118D502.0ISO  2 12 11.8 4 50 105 AH725

MTECS1615E432.5ISO  2.5 16 15 5 43 100 AH725
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Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without
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Without

Without

Without

Without

Without

Without
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≥M1

≥M1.2

≥M1.4

≥M1.6

≥M2

≥M2

≥M2.2

≥M2.2

≥M2.5

≥M2.5

≥M3

≥M3

≥M3

≥M3

≥M3

≥M6

≥M3.5

≥M3.5

≥M4

≥M4

≥M4

≥M4

≥M10

≥M5

≥M5

≥M5

≥M6

≥M6

≥M6

≥M8

≥M8

≥M10

≥M10

≥M12

≥M16

≥M16

≥M20

Smal l  d iameter sol id carbide internal  threading endmi l l ,  short  edge type, for  ISO metr ic prof i le

Coolant 
hole Grade

TP

D
C

LF

LH D
C

O
N

M
S

60°

P/4

P/8

P

おねじ

めねじNUT

SCREW

Standard cutting conditions → I070 - I072Reference pages:
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Metric TP DCONMS DC NOF LH LF

MTECSH03012C50.35ISO  0.35 3 1.2 3 4.8 39 AH750

MTECSH03016C60.4ISO  0.4 3 1.55 3 6 39 AH750

MTECSH06016C40.4ISO  0.4 6 1.55 3 4.5 58 AH750

MTECSH06017C50.45ISO  0.45 6 1.65 3 5 58 AH750

MTECSH0602C50.45ISO  0.45 6 1.95 3 5.5 58 AH750

MTECSH0602C70.45ISO  0.45 6 1.95 3 7.5 58 AH750

MTECSH06024C60.5ISO  0.5 6 2.35 3 6.5 58 AH750

MTECSH06024C90.5ISO  0.5 6 2.35 3 9.5 58 AH750

MTECSH06028C70.6ISO  0.6 6 2.75 3 7.5 58 AH750

MTECSH06031C120.7ISO  0.7 6 3.1 3 12.5 58 AH750

MTECSH06038C120.8ISO  0.8 6 3.8 3 12.5 58 AH750

MTECSH06047C141.0ISO  1 6 4.65 3 14 58 AH750

MTECSH06047C201.0ISO  1 6 4.65 3 20 58 AH750

MTECSH0606C181.25ISO  1.25 6 5.95 3 18 58 AH750

MTECSH0606C241.25ISO  1.25 6 5.95 3 24 58 AH750

MTECSH08078C231.5ISO  1.5 8 7.8 3 23 64 AH750

MTECSH1009C261.75ISO  1.75 10 9 3 26 73 AH750

MTECSH12118D352.0ISO  2 12 11.8 4 35 84 AH750

MTECSH-ISO

Metric TP DCONMS DC NOF LH LF CHW L1

MTECD06032C110.7ISO  0.7 M4 6 3.15 3 11.6 58 0.2 0.7 AH725

MTECD0604C140.8ISO  0.8 M5 6 4 3 14.4 58 0.3 0.8 AH725

MTECD08047C141.0ISO  1 M6-M7 8 4.7 3 14 64 0.4 1 AH725

MTECD08061D181.25ISO  1.25 M8-M9 8 6.1 4 18 64 0.5 1.3 AH725

MTECD08078D231.5ISO  1.5 M10-M12 8 7.8 4 23 64 0.6 1.5 AH725

MTECD1009D261.75ISO  1.75 M12-M14 10 9 4 26 73 0.6 1.8 AH725

MTECD12118D352.0ISO  2 M16-M19 12 11.8 4 35 84 0.6 2 AH725

MTECD-ISO

MTECE-ISO

Metric TP DCONMS DC NOF APMX LF

MTECE1010D161.0ISO  1 10 10 4 16.5 73 AH725

MTECE1010D161.25ISO  1.25 10 10 4 16.9 73 AH725

MTECE1010D151.5ISO  1.5 10 10 4 15.8 73 AH725

MTECE1212D201.5ISO  1.5 12 12 4 20.3 84 AH725

MTECE1212D201.75ISO  1.75 12 12 4 20.1 84 AH725

MTECE1212D212.0ISO  2 12 12 4 21 84 AH725
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≥M1.6

≥M2

≥M2

≥M2.2

≥M2.5

≥M2.5

≥M3

≥M3

≥M3.5

≥M4

≥M5

≥M6

≥M6

≥M8

≥M8

≥M10

≥M12

≥M16

Smal l  d iameter sol id carbide internal  threading endmi l l ,  short  edge type, le f t  hand cutt ing,  for  ISO metr ic 
prof i le

Application range

TP

D
C

LF
LH D

C
O

N
M

S

60°

P/4

P/8

P

おねじ

めねじNUT

SCREW

Coolant 
hole Grade

Without

Without

With

With

With

With

With

Without

Without

Without

Without

Without

Without

Smal l  d iameter sol id carbide endmi l l  for  internal  threading, dr i l l ing,  and chamfer ing,  short  edge type, le f t 
hand cutt ing,  for  ISO metr ic prof i le

Sol id carbide external  threading endmi l l ,  for  ISO metr ic prof i le

Application range

D
C

CHW TPL1

LF
LH D

C
O

N
M

S

60°

P/4

P/8

P

おねじ

めねじNUT

SCREW

TP

D
C

LF
APMX

D
C

O
N

M
S

60°

P/4

P/8

P

おねじ

めねじ

15°

NUT

SCREW

Coolant 
hole Grade

GradeCoolant hole
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Metric TPI DCONMS DC NOF APMX LF

MTEC06032C632UN  32 6 3.2 3 6.8 58 AH725

MTEC0604C1128UN  28 6 4 3 11.3 58 AH725

MTEC0606C1428UN  28 6 6 3 14.5 58 AH725

MTEC0605C1424UN  24 6 5 3 14.3 58 AH725

MTEC0807C2124UN  24 8 7 3 20 64 AH725

MTEC06045C1220UN  20 6 4.5 3 12.1 58 AH725

MTEC0807C2120UN  20 8 7 3 20 64 AH725

MTEC1212E2720UN  20 12 12 5 27.3 84 AH725

MTEC0605C1418UN  18 6 5 3 14.8 58 AH725

MTEC1010D2618UN  18 10 10 4 26.1 73 AH725

MTEC0606C1616UN  16 6 6 3 16.7 58 AH725

MTEC1212D3116UN  16 12 12 4 30 84 AH725

MTEC1615E3714UN  14 16 15 5 37.2 105 AH725

MTEC0808C2213UN  13 8 8 3 22.5 64 AH725

MTEC1010C2612UN  12 10 10 3 26.5 73 AH725

MTEC1616E4112UN  12 16 16 5 41.3 105 AH725

MTEC1010C2811UN  11 10 10 3 28.9 73 AH725

MTEC1212C3410UN  10 12 12 3 34.3 84 AH725

MTEC1615C389UN  9 16 15 3 38.1 105 AH725

MTEC1616C428UN  8 16 16 3 42.9 105 AH725

MTEC-UN

Metric TPI DCONMS DC NOF APMX LF

MTECB06032C632UN  32 6 3.2 3 6.8 58 AH725

MTECB0606C1432UN  32 6 6 3 16 58 AH725

MTECB0605C1128UN  28 6 5 3 11.3 58 AH725

MTECB08066C1424UN  24 8 6.6 3 14.3 64 AH725

MTECB0808D2124UN  24 8 8 4 20.6 64 AH725

MTECB0808C2120UN  20 8 8 3 21 64 AH725

MTECB1010D2220UN  20 10 10 4 22.3 73 AH725

MTECB06056C1418UN  18 6 5.6 3 14.8 58 AH725

MTECB12113D2618UN  18 12 11.3 4 26.1 84 AH725

MTECB08067C1616UN  16 8 6.7 3 16.7 64 AH725

MTECB1212D3116UN  16 12 12 4 31 84 AH725

MTECB1616E3714UN  14 16 16 5 37.2 105 AH725

MTECB10092C2213UN  13 10 9.2 3 22.5 73 AH725

MTECB12114C2811UN  11 12 11.4 3 28.9 84 AH725

MTECB16144D3410UN  10 16 14.4 4 34.3 105 AH725

MTECB20195D428UN  8 20 19.5 4 42.9 105 AH725

MTECB-UN
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Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Sol id carbide internal  threading endmi l l ,  for  UN prof i le

Unif ied (UN, UNC, UNF, UNFE, UNS)

Coolant 
hole

Grade

60°

P/4

P/8

P

おねじ

めねじ

D
C

LF

APMX

D
C

O
N

M
S

15°

NUT

SCREW

Application 
range

≤ #8 (0.164)

≤ 1/4

≤ 5/16

≤ 5/16

≤ 3/8

≤ 1/4

≤ 7/16

≤ 11/16

≤ 5/16

≤ 9/16

≤ 3/8

≤ 5/8

≤ 13/16

≤ 1/2

≤ 9/16

≤ 13/16

≤ 5/8

≤ 11/16

≤ 7/8

≤ 15/16

Sol id carbide internal  threading endmi l l ,  wi th coolant hole,  for  UN prof i le

60°

P/4

P/8

P

おねじ

めねじ

D
C

LF

APMX

D
C

O
N

M
S

15°

NUT

SCREW

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

With

Coolant 
hole

Grade
Application 

range

≥ #8 (0.164)

≥ 5/16

≥ 1/4

≥ 5/16

≥ 3/8

≥ 7/16

≥ 1/2

≥ 5/16

≥ 9/16

≥ 3/8

≥ 5/8

≥ 13/16

≥ 1/2

≥ 5/8

≥ 3/4

≥ 1

Standard cutting conditions → I070 - I072Reference pages:
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Metric TPI DCONMS DC NOF APMX LF

MTECZ1010D2220UN  20 10 10 4 22.3 73 AH725

MTECZ12113D2618UN  18 12 11.3 4 26.1 84 AH725

MTECZ08067C1616UN  16 8 6.7 3 16.7 64 AH725

MTECZ16144D3410UN  10 16 14.4 4 34.3 101 AH725

MTECZ-UN

Metric TPI DCONMS DC NOF LH LF

MTECS03012C880UN  80 3 1.15 3 8 39 AH725

MTECS03015C672UN  72 3 1.45 3 6 39 AH725

MTECS06016C656UN  56 6 1.65 3 6.6 58 AH725

MTECS06016C456UN  56 6 1.65 3 4.4 58 AH725

MTECS06019C548UN  48 6 1.9 3 5.2 58 AH725

MTECS03021C1240UN  40 3 2.1 3 12 39 AH725

MTECS06021C840UN  40 6 2.1 3 8 58 AH725

MTECS06021C640UN  40 6 2.1 3 6.3 58 AH725

MTECS06024C940UN  40 6 2.45 3 9.6 58 AH725

MTECS06033C936UN  36 6 3.3 3 9 58 AH725

MTECS06025C732UN  32 6 2.55 3 7.1 58 AH725

MTECS06025C1032UN  32 6 2.55 3 10.5 58 AH725

MTECS06032C932UN  32 6 3.2 3 9.5 58 AH725

MTECS06032C1232UN  32 6 3.2 3 12.5 58 AH725

MTECS06037C1032UN  32 6 3.7 3 10.5 58 AH725

MTECS06037C1532UN  32 6 3.7 3 15 58 AH725

MTECS0605C1428UN  28 6 5 3 14.5 58 AH725

MTECS0605C1928UN  28 6 5 3 19 58 AH725

MTECS08066C1724UN  24 8 6.6 3 17 64 AH725

MTECS08066C2424UN  24 8 6.6 3 24 64 AH725

MTECS06047C1420UN  20 6 4.75 3 14 58 AH725

MTECS06047C1920UN  20 6 4.75 3 19 58 AH725

MTECS06047C1920UN-L  20 6 4.75 3 19 105 AH725

MTECS0808C2520UN  20 8 8 3 25 64 AH725

MTECS0606C1718UN  18 6 6 3 17 58 AH725

MTECS0606C2318UN  18 6 6 3 23 58 AH725

MTECS1212D3518UN  18 12 12 4 35 84 AH725

MTECS08067C2216UN  16 8 6.7 3 22 64 AH725

MTECS08067C3016UN  16 8 6.7 3 30.2 64 AH725

MTECS08077C2514UN  14 8 7.7 3 25 64 AH725

MTECS10092C2713UN  13 10 9.2 3 27.5 73 AH725

MTECS12114C3411UN  11 12 11.4 3 34.5 84 AH725

MTECS12114C5011UN  11 12 11.4 3 50 105 AH725

MTECS-UN
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Sol id carbide internal  threading endmi l l ,  wi th coolant hole in the f lute,  for  UN prof i le

Coolant 
hole

Grade

D
C

LF

APMX

D
C

O
N

M
S

60°

P/4

P/8

P

おねじ

めねじ

15°

NUT

SCREW

Application 
range

≥ 1/2

≥ 9/16

≥ 3/8

≥ 3/4

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Without

Smal l  d iameter sol id carbide internal  threading endmi l l ,  short  edge type, for  UN prof i le

Coolant 
hole

Grade

D
C

LF
LH D

C
O

N
M

S

60°

P/4

P/8

P

おねじ

めねじNUT

SCREW

Application 
range

≤ #0 (0.060)

≤ #1 (0.073)

≤ #2 (0.086)

≤ #2 (0.086)

≤ #3 (0.099)

≤ #4 (0.112)

≤ #4 (0.112)

≤ #4 (0.112)

≤ #5 (0.125)

≤ #8 (0.164)

≤ #6 (0.138)

≤ #6 (0.138)

≤ #8 (0.164)

≤ #8 (0.164)

≤ #10 (0.190)

≤ #10 (0.190)

≤ 1/4

≤ 1/4

≤ 5/16

≤ 5/16

≤ 1/4

≤ 1/4

≤ 1/4

≤ 7/16

≤ 5/16

≤ 5/16

≤ 5/8

≤ 3/8

≤ 3/8

≤ 7/16

≤ 1/2

≤ 5/8

≤ 5/8

Standard cutting conditions → I070 - I072Reference pages:
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MTECSH-UN

Metric TPI DCONMS DC NOF APMX LF

MTECE1010D1624UN  24 10 10 4 16.4 73 AH725

MTECE1212E2120UN  20 12 12 5 21 84 AH725

MTEC E-UN

Metric TPI DCONMS DC NOF LH LF

MTECSH06012C480UN  80 6 1.15 3 4 58 AH725

MTECSH06016C656UN  56 6 1.65 3 6.6 58 AH725

MTECSH06019C548UN  48 6 1.9 3 5.2 58 AH725

MTECSH06021C640UN  40 6 2.1 3 6.3 58 AH725

MTECSH06021C840UN  40 6 2.1 3 8 58 AH725

MTECSH06024C740UN  40 6 2.45 3 7 58 AH725

MTECSH06024C940UN  40 6 2.45 3 9.6 58 AH725

MTECSH06025C1032UN  32 6 2.55 3 10.5 58 AH725

MTECSH06032C932UN  32 6 3.2 3 9.5 58 AH725

MTECSH06037C1032UN  32 6 3.7 3 10.5 58 AH725

MTECSH06037C1532UN  32 6 3.7 3 15 58 AH725

MTECSH06042C1128UN  28 6 4.2 3 11 58 AH725

MTECSH0605C1428UN  28 6 5 3 14.5 58 AH725

MTECSH06035C1024UN  24 6 3.5 3 10.6 58 AH725

MTECSH08066C1724UN  24 8 6.6 3 17 64 AH725

MTECSH08066C2424UN  24 8 6.6 3 24 64 AH725

MTECSH06047C1920UN  20 6 4.75 3 19 58 AH725

MTECSH0808C2520UN  20 8 8 3 25 64 AH725

MTECSH0606C1718UN  18 6 6 3 17 58 AH725

MTECSH0606C2318UN  18 6 6 3 23 58 AH725

MTECSH08067C2216UN  16 8 6.7 3 22 64 AH725

MTECSH08077C2514UN  14 8 7.7 3 25 64 AH725

MTECSH10092C2713UN  13 10 9.2 3 27.5 73 AH725

MTECSH12114C3411UN  11 12 11.4 3 34.5 84 AH725
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Without
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Without

Without

Without

Without
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Without

Smal l  d iameter sol id carbide internal  threading endmi l l ,  short  edge type, le f t  hand cutt ing,  for  UN prof i le , 
for  hardened steel

Coolant 
hole

Grade

Sol id carbide external  threading endmi l l ,  for  UN prof i le

Coolant hole Grade

Without

Without

D
C

LF
LH D

C
O

N
M

S

60°

P/4

P/8

P

おねじ

めねじNUT

SCREW

D
C

LF

APMX D
C

O
N

M
S

60°

P/4

P/8

P

おねじ

めねじ

15°

NUT

SCREW

Application 
range

≥ #0 (0.060)

≥ #2 (0.086)

≥ #3 (0.099)

≥ #4 (0.112)

≥ #4 (0.112)

≥ #5 (0.125)

≥ #5 (0.125)

≥ #6 (0.138)

≥ #8 (0.164)

≥ #10 (0.190)

≥ #10 (0.190)

≥ #12 (0.216)

≥ 1/4

≥ #10 (0.190)

≥ 5/16

≥ 5/16

≥ 1/4

≥ 7/16

≥ 5/16

≥ 5/16

≥ 3/8

≥ 7/16

≥ 1/2

≥ 5/8

Standard cutting conditions → I070 - I072Reference pages:
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MTEC-W

Metric TPI DCONMS DC NOF APMX LF

MTEC0606C928W  28 1/16, 1/8 6 6 3 9.5 58 AH725

MTEC0808C1419W  19 1/4 , 3/8 8 8 3 14 64 AH725

MTEC1212D1914W  14 1/2, 5/8, 3/4, 7/8 12 12 4 19.3 84 AH725

MTEC1212D2614W  14 1/2, 5/8, 3/4, 7/8 12 12 4 26.3 84 AH725

MTEC1212C2411W  11 12 12 3 24.2 84 AH725

MTEC1616D3811W  11 16 16 4 38.1 105 AH725

MTECB-W

Metric TPI DCONMS DC NOF APMX LF

MTECB08078C1428W  28 1/8 8 7.8 3 14.1 64 AH725

MTECB1010D1619W  19 1/4, 3/8 10 10 4 16.7 73 AH725

MTECB1616E2614W  14 1/2, 5/8, 3/4, 7/8 16 16 5 26.3 105 AH725

MTECB1616D3811W  11 16 16 4 38.1 105 AH725

MTECB2020E4711W  11 20 20 5 47.3 105 AH725

MTECZ-W

Metric TPI DCONMS DC NOF APMX LF

MTECZ08078C1428W  28 1/8 8 7.8 3 14.1 64 AH725

MTECZ1010D1619W  19 1/4, 3/8 10 10 4 16.7 73 AH725

MTECZ1616E2614W  14 1/2, 5/8, 3/4, 7/8 16 16 5 26.3 101 AH725
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Whitwor th paral lel  pipe thread (G, Rp, BSP, PF, PS)

Sol id carbide internal  and external  threading endmi l l ,  for  G, BSP prof i le

Without

Without

Without

Without

Without

Without

Application range

Sol id carbide internal  and external  threading endmi l l ,  wi th coolant hole,  for  G, BSP prof i le

Application range

55° R=0.137P

P

おねじ

めねじ

D
C

LF

APMX

D
C

O
N

M
S

15°

SCREW

NUT

55° R=0.137P

P

おねじ

めねじ

D
C

LF

APMX

D
C

O
N

M
S

15° SCREW

NUT

Coolant 
hole Grade

Coolant 
hole Grade

Without

Without

Without

Without

Without

With

With

With

Application range

Sol id carbide internal  and external  threading endmi l l  for  through hole,  wi th coolant hole,  for  G, BSP prof i le

SCREW

NUT

D
C

LF

APMX

D
C

O
N

M
S

55° R=0.137P

P

おねじ

めねじ

15°
SCREW

NUT

Coolant 
hole Grade

≥ 1

≥ 1

≥ 1

≥ 1

Standard cutting conditions → I070 - I072Reference pages:
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MTECS-W

Metric TPI DCONMS DC NOF LH LF

MTECS08078C1928W  28  1/8 8 7.8 3 19.5 64 AH725

MTECS1010D3019W  19  1/4, 3/8 10 10 4 30 73 AH725

MTECS1212D3714W  14 1/2, 5/8, 3/4, 7/8 12 12 4 37 84 AH725

MTEC-BSPT

Metric TPI DCONMS DC NOF APMX LF

MTEC0606C928BSPT  28 1/8 6 6 3 9.5 58 AH725

MTEC0808C1419BSPT  19 1/4, 3/4 8 8 3 14 64 AH725

MTEC1212D1914BSPT  14 1/2, 7/8 12 12 4 19.1 84 AH725

MTEC1616D2811BSPT (1) 11 1, 1 1/4, 1 1/2, 2, 2 1/2 16 16 4 28.9 105 AH725
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Without

Without

Without

Without

Sol id carbide internal  and external  threading endmi l l ,  short  edge type, for  G, BSP prof i le

Application range

Without

Without

Without

Application range

Sol id carbide internal  and external  threading endmi l l .  for  R,  RC,  BSPT prof i le

D
C

LF

LH D
C

O
N

M
S

55° R=0.137P

P

おねじ

めねじ

SCREW

NUT

D
C

LF

APMX

D
C

O
N

M
S

90°

27.5° 27.5°

R=0.137P

Taper 1:16

P

おねじ

めねじ

15° SCREW

NUT

Coolant 
hole Grade

Coolant 
hole Grade

(1) When the hole depth to be threaded exceeds APMX, use ETTL025M022W25.0F043R03-RT instead. 

Tapered pipe thread (R, Rc, RT, BSPT)

Standard cutting conditions → I070 - I072Reference pages:
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以上以上以上上以上以以上

Metric TPI DCONMS DC NOF APMX LF

MTECZ08076C1027NPTF  27 1/8 8 7.6 3 10.8 64 AH725

MTECZ1010D1618NPTF  18 1/4, 3/8 10 10 4 16.2 73 AH725

NPTF
MTECZ-NPTF

Metric TPI DCONMS DC NOF APMX LF

MTEC0606C927NPT  27 1/16, 1/8 6 6 3 9.9 58 AH725

MTEC0808C1418NPT  18 1/4, 3/8 8 8 3 14.8 64 AH725

MTEC1212D2014NPT  14 1/2, 3/4 12 12 4 20.9 84 AH725

MTEC1616D2711.5NPT  11.5 1, 1 1/4, 1 1/2, 2 16 16 4 27.6 105 AH725

MTEC2020D398NPT (1) 8 2 1/2 - 6 20 20 4 39.7 105 AH725

MTEC-NPT
NPT

MTECB-NPT

Metric TPI DCONMS DC NOF APMX LF

MTECB08076C1027NPT  27 1/8 8 7.6 3 10.8 64 AH725

MTECB1010D1618NPT  18 1/4, 3/8 10 10 4 16.2 73 AH725

MTECB16155D2214NPT  14 1/2, 3/4 16 15.5 4 22.7 105 AH725
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Sol id carbide internal  and external  threading endmi l l  for  through hole,  wi th coolant hole in the f lute, 
for  NPTF prof i le

Application range

D
C

LF

APMX

D
C

O
N

M
S

90°

30° 30°

Taper 1:16

P

おねじ

めねじ

15°
SCREW

NUT

Coolant 
hole Grade

Without

Without

Without

Without

Without

With

With

With

Application range

Sol id carbide internal  and external  threading endmi l l .  for  NPT prof i le

Application range

Sol id carbide internal  and external  threading endmi l l ,  wi th coolant hole,  for  NPT prof i le

D
C

LF

APMX

D
C

O
N

M
S

90°

30° 30°

Taper 1:16

P

おねじ

めねじ

15° SCREW

NUT

D
C

LF

APMX

D
C

O
N

M
S

90°

30° 30°

Taper 1:16

P

おねじ

めねじ

15° SCREW

NUT

Coolant 
hole Grade

Coolant 
hole Grade

Standard cutting conditions → I070 - I072Reference pages:
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Metric TP DCONMS DC NOF LH LF

MTECS06032C100.7MJ 0.7 6 3.2 3 10 58 AH725

MTECS06039C120.8MJ 0.8 6 3.9 3 12.5 58 AH725

MTECS06048C151.0MJ 1 6 4.8 3 15 58 AH725

MTECS08061C201.25MJ 1.25 8 6.1 3 20 64 AH725

MTECS0808C251.5MJ 1.5 8 8 3 25 64 AH725

MTECS10092C301.75MJ 1.75 10 9.2 3 30 73 AH725

MTECS1010C352.0MJ 2 10 10 3 35 73 AH725

MJ
MTECS-MJ

UNJ (UNJ, UNJC, UNJF, UNJEF)
MTECS-UNJ

Metric TPI DCONMS DC NOF LH LF

MTECS06033C1032UNJ 32 6 3.3 3 10.5 58 AH725

MTECS08051C1628UNJ 28 8 5.1 3 16 64 AH725

MTECS08067C2024UNJ 24 8 6.7 3 20 64 AH725

MTECS06049C1620UNJ 20 6 4.9 3 16 58 AH725

MTECS0808C2820UNJ 20 8 8 3 28 64 AH725

MTECS08061C2018UNJ 18 8 6.15 3 20 64 AH725

MTECS08069C2416UNJ 16 8 6.9 3 24 64 AH725

MTECS10094C2713UNJ 13 10 9.4 3 27.5 73 AH725
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Without
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Application range

Smal l  d iameter sol id carbide internal  threading endmi l l ,  short  edge type, wi th coolant hole,  for  MJ prof i le

Smal l  d iameter sol id carbide internal  threading endmi l l ,  short  edge type, wi th coolant hole,  for  UNJ prof i le

Application range

D
C

LF
LH D

C
O

N
M

S

60°
5/16P

Rmax 0.18042P
Rmin 0.15011P おねじ

めねじNUT

SCREW

D
C

LF
LH D

C
O

N
M

S

60°
5/16P

Rmax 0.18042P
Rmin 0.15011P おねじ

めねじNUT

SCREW

Coolant 
hole Grade

Coolant 
hole Grade

Without

With

With

Without

With

With

With

With

≥ #8

≥ 1/4

≥ 5/16

≥ 1/4

≥ 7/16

≥ 5/16

≥ 3/8

≥ 1/2

≥ 4

≥ 5

≥ 6

≥ 8

≥ 10

≥ 12

≥ 14

Standard cutting conditions → I070 - I072Reference pages:



I070

ISO

AH725

420 125 328 - 820

650 190 262 - 689

850 250 213 - 558

750 220 361 - 591

1000 300 312 - 525

600 200 295 - 525

930 275 213 - 656

1000 300 230 - 689

1200 350 312 - 525

680 200 427 - 558

1100 325 246 - 328

680 200 361 - 558

820 240 230 - 509

600 180 279 - 328

- 180 394 - 525

- 260 246 - 525

- 160 230 - 492

- 250 361 - 459

- 130 394 - 525

- 230 361 - 459

- 60 525 - 984

- 100 -

- 75 492 - 1148

- 90 -

- 130 328 - 820

- 110 -

- 90 -

- 100 -

- - 328 - 1312

- - -

- 200 -

- 280 -

- 250 66 - 262

- 350 -

- 320 -

RM 400 - -

RM 1050 - 66 - 262

- 55 HRC 180 - 213

- 60 HRC 148 - 180

- 400 295 - 344

- 55 HRC 180 - 213
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STANDARD CUTTING CONDITIONS

Material

Non-alloy steel and 
cast steel, free cutting 
steel

Low alloy steel and cast steel
(less than 5% of alloying elements)

High alloyed steel, cast steel, 
and tool steel

Stainless steel and cast steel

Stainless steel

Cast iron nodular (GGG)

Gray cast iron (GG)

Malleable cast iron

Aluminum- wrought alloy

Aluminum-cast,
alloyed

Copper alloys

Hardened steel

Chilled cast iron

Cast iron

Non-metallic

High temp. alloys

Titanium Ti alloys

Fe based

Ni or Co based

Condition

Alpha+beta alloys cured

Cast

Cured

Cured

Annealed

Annealed

Hard rubber

Duroplastics, fiber plastics

Electrolitic copper

Brass

Free cutting

High temperature

Cured

Cured

Not cureable

Not cureable

Pearlitic

Ferritic

Pearlitic

Ferritic

Pearlitic

Ferritic/martensitic

Annealed

Martensitic

Ferritic/martensitic

Quenched and tempered

Annealed

Annealed

Annealed

Quenched and tempered

Annealed

Quenched and tempered

Annealed

Quenched and tempered

Hardened

Hardened

Cast

Hardened

Tensile
strength

[N/mm2]

Hardness 

HB

Cutting speed

(sfm)

< 0.25 %C

≥ 0.25 %C

< 0.55 %C

≥ 0.55 %C

≤12% Si

>12% Si

>1% Pb
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H

J
K
L
M

A
B
C
D
E
F
G

I

ø2 (0.079") ø3 (0.118") ø4 (0.157") ø6 (0.236") ø8 (0.315") ø10 (0.394") ø12 (0.472") ø14 (0.551") ø16 (0.630") ø20 (0.787") ø25 (0.984") ø30 (1.181")

0.0012 0.0016 0.0016 0.0024 0.0028 0.0031 0.0035 0.0043 0.0047 0.0059 0.0071 0.0083

0.0012 0.0016 0.0016 0.0024 0.0028 0.0031 0.0035 0.0043 0.0047 0.0059 0.0071 0.0083

- - - - - - - - - - - -

0.0008 0.0012 0.0012 0.002 0.0024 0.0028 0.0031 0.0035 0.0039 0.0047 0.0059 0.0071

0.0008 0.0012 0.0012 0.002 0.0024 0.0028 0.0031 0.0035 0.0039 0.0047 0.0059 0.0071

0.0008 0.0008 0.0012 0.0012 0.0016 0.002 0.002 0.0024 0.0028 0.0031 0.0039 0.0043

0.0008 0.0008 0.0012 0.0012 0.0016 0.002 0.002 0.0024 0.0028 0.0031 0.0039 0.0043

0.0008 0.0008 0.0012 0.0012 0.0016 0.002 0.002 0.0024 0.0028 0.0031 0.0039 0.0043

0.0008 0.0008 0.0012 0.0012 0.0016 0.002 0.002 0.0024 0.0028 0.0031 0.0039 0.0043

0.0008 0.0008 0.0012 0.0012 0.0016 0.002 0.002 0.0024 0.0028 0.0031 0.0039 0.0043

0.0008 0.0008 0.0012 0.0012 0.0016 0.002 0.002 0.0024 0.0028 0.0031 0.0039 0.0043

0.0008 0.0008 0.0012 0.0012 0.0016 0.002 0.002 0.0024 0.0028 0.0031 0.0039 0.0043

0.0008 0.0008 0.0012 0.0012 0.0016 0.002 0.002 0.0024 0.0028 0.0031 0.0039 0.0043

0.0008 0.0008 0.0012 0.0012 0.0016 0.002 0.002 0.0024 0.0028 0.0031 0.0039 0.0043

0.0012 0.0016 0.0016 0.0024 0.0028 0.0031 0.0035 0.0043 0.0047 0.0059 0.0071 0.0083

0.0012 0.0016 0.0016 0.0024 0.0028 0.0031 0.0035 0.0043 0.0047 0.0059 0.0071 0.0083

0.0012 0.0016 0.0016 0.0024 0.0028 0.0031 0.0035 0.0043 0.0047 0.0059 0.0071 0.0083

0.0012 0.0016 0.0016 0.0024 0.0028 0.0031 0.0035 0.0043 0.0047 0.0059 0.0071 0.0083

0.0012 0.0016 0.0016 0.0024 0.0028 0.0031 0.0035 0.0043 0.0047 0.0059 0.0071 0.0083

0.0012 0.0016 0.0016 0.0024 0.0028 0.0031 0.0035 0.0043 0.0083 0.0059 0.0071 0.0083

0.0012 0.0016 0.0016 0.0024 0.0028 0.0031 0.0035 0.0043 0.0047 0.0059 0.0071 0.0083

- - - - - - - - - - - -

0.0012 0.0016 0.0016 0.0024 0.0028 0.0031 0.0035 0.0043 0.0047 0.0059 0.0071 0.0083

- - - - - - - - - - - -

0.0008 0.0008 0.0012 0.0012 0.0016 0.002 0.002 0.0024 0.0028 0.0031 0.0039 0.0047

- - - - - - - - - - - -

- - - - - - - - - - - -

- - - - - - - - - - - -

0.002 0.0024 0.0028 0.0035 0.0039 0.0043 0.0047 0.0051 0.0059 0.0071 0.0087 0.0098

- - - - - - - - - - - -

- - - - - - - - - - - -

- - - - - - - - - - - -

0.0008 0.0008 0.0008 0.0012 0.0012 0.0012 0.0012 0.0016 0.0016 0.0016 0.002 0.002

- - - - - - - - - - - -

- - - - - - - - - - - -

- - - - - - - - - - - -

0.0008 0.0008 0.0008 0.0012 0.0012 0.0012 0.0012 0.0016 0.0016 0.0016 0.002 0.002

- - - - - - - - - - - -

- - - - - - - - - - - -

- - - - - - - - - - - -

- - - - - - - - - - - -
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When using long edge type tools, Feed should be reduced to 40% of above table.

Feed (ipr)

Tool dia. : mm (in)
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ISO
ø0.059"
(ø1.5 mm)

ø0.079"
(ø2 mm)

ø0.118"
(ø3 mm)

ø0.157"
(ø4 mm)

ø0.197"
(ø5 mm)

ø0.236"
(ø6 mm)

ø0.276"
(ø7 mm)

ø0.315"
(ø8 mm)

ø0.354"
(ø9 mm)

ø0.394"
(ø10 mm)

ø0.472"
(ø12 mm)

ø0.551"
(ø14 mm)

ø0.591"
(ø15 mm)

197 - 394 0.002 0.002 0.0028 0.0035 0.0043 0.0051 0.0055 0.0059 0.0063 0.0063 0.0067 0.0071 0.0071

197 - 295 0.0016 0.002 0.0024 0.0031 0.0035 0.0039 0.0047 0.0051 0.0055 0.0055 0.0063 0.0067 0.0071

164 - 262 0.0016 0.0016 0.002 0.002 0.0024 0.0028 0.0028 0.0031 0.0035 0.0039 0.0047 0.0051 0.0055

230 - 295 0.0016 0.0016 0.002 0.002 0.0024 0.0028 0.0028 0.0031 0.0035 0.0039 0.0047 0.0051 0.0055

197 - 295 0.0012 0.0012 0.0016 0.002 0.0024 0.0024 0.0028 0.0031 0.0035 0.0039 0.0043 0.0047 0.0051

131 - 262 0.002 0.002 0.0028 0.0035 0.0043 0.0051 0.0055 0.0059 0.0063 0.0063 0.0067 0.0071 0.0071

262 - 492 0.002 0.002 0.0028 0.0035 0.0043 0.0051 0.0055 0.0059 0.0063 0.0063 0.0067 0.0071 0.0071

164 - 656 0.0039 0.0043 0.0047 0.0055 0.0063 0.0071 0.0075 0.0075 0.0075 0.0075 0.0075 0.0079 0.0079

66 - 131 0.0012 0.0012 0.0016 0.0016 0.002 0.0024 0.0024 0.0024 0.0028 0.0028 0.0028 0.0031 0.0031

tungaloy.com/us
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Thread Milling - Procedure

MTECS

Small Diameter, Short edge type

Starting 
Point

Center 
Location

Tangential 
Arc Exit

Thread 
Milling

End PointTangential Arc 
Engagement

STANDARD CUTTING CONDITIONS

Feed (ipr)

Material
Cutting 
speed
(sfm)

Low & medium
carbon steels

High carbon
steels

Alloy steels,
treated steels

Cast steels

Stainless steels

Nickel alloys,
titanium alloys

Cast iron

Aluminum

Synthetics, 
duroplastics, 
thermoplastics
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SolidThread MTECS is used for the production of small internal threads. These thread mills feature a short 3-tooth cutting zone with 

3 flutes and a released neck between the cutting zone and the shank. This unique tool design offers very precise profiles and a high 

performance AH725 submicron carbide grade with PVD titanium aluminum nitride coating. The very short profile exerts a low force 

which minimizes tool bending. This facilitates parallel and high thread precision for the entire length.

MTECS  Small Diameter, Short edge type

SolidThread vs. Tap

Features

Compared to taps, the SOLIDTHREAD is more
accurate, thread machining is substantially faster and

there is no danger of a broken tap being stuck

in the hole.

•  Minimum thread size of MTECS: M1x0.25 (0.75 mm pre hole diameter)

  up to M20x2.50

• 2xD and 3xD threading lengths

•  High cutting speeds

•  Short cycle time

•  Low cutting forces due to the short contact profile 

   resulting in accurate and parallel thread

•  Prevents oval threads near thin walls

•  No more dealing with broken taps

•  Reliable threading in blind holes

•  Excellent performance on hardened steel, 

   high temperature alloys and titanium

Criteria
Thread surface quality

Thread geometry
Thread tolerance
Machining time

Machining load

Range of thread diameters

Right-/Left-hand threading

Thread mill
High

Very accurate

4H, 5H, 6H with std. cutter

Shorter or same as tap

Very low

Wide range of diameters

Same cutter

Taps
Medium

Medium

6H with standard tap, 4H with special tap

Short

High

Specific tap for each thread size

Specific tap for right- and left-hand

Pitch
2.5 mm

Pitch
0.25 mm
(M1x0.25)

(able to thread a wide range of hole sizes)
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DC

APMX
LH

LF

DC
ON

M
S

Metric DC APMX CICT DCONMS LH LF

ETTL25M017W25.0F026R02 (1) 17 25 2 25 26 85 TL25D...

ETTL25M017W25.0F036R02 (1) 17 25 2 25 36 95 TL25D...

ETTL25M019W25.0F032R02 19 25 2 25 32 92 TL25D...

ETTL25M019W25.0F044R02 19 25 2 25 44 104 TL25D...

ETTL25M021W25.0F037R03 20.5 25 3 25 37 96 TL25D...

ETTL25M021W25.0F044R03 20.5 25 3 25 44 103 TL25D...

ETTL25M022W25.0F043R03 22 25 3 25 43 102 TL25D...

ETTL25M022W25.0F055R03 22 25 3 25 55 114 TL25D...

ETTL25M030W25.0F055R05 30 25 5 25 55 115 TL25D...

ETTL25... SSTM4-3.6P T-8D

P

M

K

N

S

H

INSL W1 S

A
H

7
2

5

ø17 ø19 ø20.5 ø22 ø30

TL25DIR1.5ISO 1.5 - 16 0.984 0.276 0.122

TL25DIR2.0ISO 2 - 12 0.984 0.276 0.122

TL25DIR3.0ISO (2) 3 - 8 0.984 0.276 0.122

TL25DIR20UN - 20 19 0.984 0.276 0.122

TL25DIR12UN - 12 11 0.984 0.276 0.122

TL25DIR9UN (2) - 9 8 0.984 0.276 0.122

TL25DIR8UN (2) - 8 7 0.984 0.276 0.122

TL25DEIR14W - 14 13 0.984 0.276 0.122

TL25DEIR11W - 11 10 0.984 0.276 0.122

INSL S

W
1

TL25D.. . 
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Indexable thread mi l l ing cutter ,  long edge type

Thread mil l ing cutter

: First choice

: Second choice

SPARE PARTS

Designation Clamping screw Wrench

Designation

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

Coated

Thread type

ISO Metric

Unified

Whitworth

(parallel pipe)

Application

Internal

Internal

Internal and 
external

Do not use this tool when the hole depth to be threaded exceeds the cutter’s LH value.

(2) Does not fi t the DC = 17 mm holder

with
with
with
with
with
with
with
with
with

Pitch

(mm)

Threads

 per 

inch

Number 

of threads 

per edge

(1) Inserts with a thread pitch of ≥ 3 mm or ≥ 9TPI  are not mountable.

Oil hole Insert

: Line up

INSERT

Standard cutting conditions → I077Reference pages:

≥ M19 ≥ M21 ≥ M23 ≥ M24 ≥ M32

≥ M20 ≥ M22 ≥ M23 ≥ M25 ≥ M33

- ≥ M23 ≥ M25 ≥ M26 ≥ M34

≥ 3/4 ≥ 7/8 ≥ 7/8 ≥ 15/16 ≥ 1 5/16

≥ 13/16 ≥ 7/8 ≥ 15/16 ≥ 1 ≥ 1 5/16

- ≥ 7/8 ≥ 15/16 ≥ 1 ≥ 1 3/8

- ≥ 15/16 ≥ 1 ≥ 1 1/16 ≥ 1 3/8

≥ G1/2 ≥ G5/8 ≥ G3/4 ≥ G3/4 -

≥ G1 ≥ G1 ≥ G1 ≥ G1 ≥ G1

Applicable thread sizes for 
the given cutter diameters: DC (mm)
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DC
ON

M
S

DC

LF
APMX
LH

Metric DC APMX CICT DCONMS LH LF

ETTL25M017W25.0F026R02-PT 17.47 25 2 25 25.5 85 TL25SEIR...

ETTL25M022W25.0F043R03-PT 22.2 25 3 25 43 102 TL25SEIR...

ETTL...-PT SSTM4-3.6P T-8D

S

W
1

INSL

TL25SEIR.. . 

P

M

K

N

S

H

INSL W1 S

A
H

7
2

5

ø17.47 ø22.2

BSPT
TL25SEIR14BSPT - 14 13 0.984 0.276 0.122 1/2, 3/4 3/4

TL25SEIR11BSPT - 11 10 0.984 0.276 0.122

NPT
TL25SEIR14NPT - 14 13 0.984 0.276 0.122 1/2, 3/4 3/4

TL25SEIR11.5NPT - 11.5 11 0.984 0.276 0.122 1, 1 1/4, 1 1/2, 2 (1) 1, 1 1/4, 1 1/2, 2 (1)

NPTF TL25SEIR14NPTF - 14 13 0.984 0.276 0.122 1/2, 3/4 3/4

ETTL25M017W25.0F026R02-PT,
TL25SEIR11BSPT
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Indexable thread mi l l ing cutter ,  long edge type

Thread mil l ing cutter

SPARE PARTS
Designation Clamping screw Wrench

with
with

Oil hole Insert

Internal and 
external

Internal and 

external

Internal and 

external

INSERT

Standard cutting conditions → I077Reference pages:

: First choice

: Second choice

Designation

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

Coated

Thread type Application
Pitch

(mm)

Threads

 per 

inch

Number 

of threads 

per edge

(1)  Do not use this insert when the hole depth to be threaded exceeds the cutter’s LH.

Applicable thread sizes for 
the given cutter diameters: DC (mm)

≥ 1 (1) ≥ 1 (1)

Excellent surface finish

Helical tap

(of HSS)

Machine: BT50
Thread: Rc1

Flawed finish

Burr formation

: Line up
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P

M

K

N

S

H

INSL h S

A
H

7
2

5

LN25DIR1.5ISO 1.5 - 0.984 0.276 0.122

LN25DIR2.0ISO 2 - 0.984 0.276 0.122

LN25DIR3.0ISO (2) 3 - 0.984 0.276 0.122

LN25DIR20UN - 20 0.984 0.276 0.122

LN25DIR12UN - 12 0.984 0.276 0.122

LN25DIR8UN (2) - 8 0.984 0.276 0.122

LN25DEIR14W - 14 0.984 0.276 0.122

LN25DEIR11W - 11 0.984 0.276 0.122

INSL

h

S

APMX

LH
LF

D
C

D
C

O
N

M
S

Metric DC APMX CICT DCONMS LH LF

ETLN25M017W25.0F026R02 (1) 17 25 2 25 26 85 LN25….

ETLN25M017W25.0F036R02 (1) 17 25 2 25 36 95 LN25….

ETLN25M019W25.0F032R02 19 25 2 25 32 92 LN25….

ETLN25M019W25.0F044R02 19 25 2 25 44 104 LN25….

ETLN25M021W25.0F037R03 20.5 25 3 25 37 96 LN25….

ETLN25M021W25.0F044R03 20.5 25 3 25 44 103 LN25….

ETLN25M022W25.0F043R03 22 25 3 25 43 102 LN25….

ETLN25M022W25.0F055R03 22 25 3 25 55 114 LN25….

ETLN25M030W25.0F055R05 30 25 5 25 55 115 LN25….

ETLN25... SSTM3-3 T-6F

LN25.. . 
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INSERT

: First choice

: Second choice

Designation
Pitch
(mm)

Threads
per
inch

ApplicationThread type

Coated

InternalISO Metric

InternalUnified

Internal and externalWhitworth

(2) Does not fi t the DC 17 holder

InsertCoolant hole

With

With

With

With

With

With

With

With

With

SPARE PARTS
Designation Clamping screw Wrench

Recommended clamping torque: 1 N·m

Indexable thread mi l l ing cutter,  long edge type

Thread mil l ing cutter

Steel 

Stainless 

Cast iron 

Non-ferrous

Superalloys

Hard materials

Standard cutting conditions → I077Reference pages:

(1) Inserts with a thread pitch of ≥ 3 mm or ≥ 8TPI do not fi t.

: Line up
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H

J
K
L
M

A
B
C
D
E
F
G

I

(B) (A)

AH725 328 - 656 0.004 - 0.012

AH725 230 - 492 0.004 - 0.012

AH725 230 - 558 0.004 - 0.012

AH725 230 - 558 0.004 - 0.012

AH725 295 - 459 0.004 - 0.012

AH725 197 - 427 0.002 - 0.012

AH725 262 - 1312 0.004 - 0.016

AH725 33 - 98 0.001 - 0.004

AH725 66 - 295 0.001 - 0.004

ISO Workpiece material Grade
Cutting speed

Vc (sfm)
Feed per tooth

fz (ipt)

Low carbon steel

High carbon steel

High carbon steel

Cast steel

Stainless steel

Cast iron

Aluminum

Heat-resistant alloys

Titanium alloy
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Inser t  instal lat ion

1. Use airgun or rag to thoroughly clean all the insert pockets free from dust 

or chips.

2. Lightly tighten Screw "A" first, then Screw "B" until the insert becomes 

stationary.

3. Lightly tighten the screws for other insert(s) in the same matter as men-

tioned in #1 and #2 above.

4. Firmly tighten Screw "A", then Screw "B".

Use the recommended torque strengths when tightening the screws.

5. Firmly tighten the screws for other insert(s) in the same manner as men-

tioned in #4 above.

6. Inspect to make sure there is no gap between the insert and the insert 

seat. Measure the radial runout before use.

Climb milling is recommended.

STANDARD CUTTING CONDITIONS
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IC

INSL S

60°
RE

LF

D
C

O
N

M
S

LH

D
C

Metric DC CICT DCONMS LH LF

D23-D25-45R 23 1 25 45 115 M28 - M30 T1-R...

D25-D25-45R 25 1 25 45 115 M32 - M42 T1-R...

D38-D32-85R 38 2 32 85 165 M45 - M56 T1-R...

D50-D42-100R 50 4 42 100 190 M58 - M68 T1-R...

D55-D42-100R 55 4 42 100 190 M64 - M85 T2-R...

D60-D42-100R 60 4 42 100 190 M70 - M85 T2-R...

D80-D42-100R 80 6 42 100 190 M90 - T2-R...

D23-D25... - D50-D42... CSTB-4 T-15F

D55-D42... - D80-D42... CSTB-5 T-20F

P

M

K

N

S

H

RE INSL IC S

G
H

3
3

0

T1-R14 0.006 0.567 0.375 0.187

T1-R28 0.011 0.567 0.375 0.187

T2-R14 0.006 0.701 0.500 0.250

T2-R28 0.011 0.701 0.500 0.250

T*-R.. .
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: First choice

: Second choice

INSERT

Recommended clamping torque: CSTB-4 = 3.5 N·m, CSTB-5 = 5 N·m

Indexable thread mi l l ing cutter,  s ingle tooth

Designation

Coated

Designation Clamping screw Wrench

Range of internal thread Insert

SPARE PARTS

Thread mil l ing cutter

Right hand, 4 inserts

Steel 

Stainless 

Cast iron 

Non-ferrous

Superalloys

Hard materials

Standard cutting conditions → I079Reference pages:

: Line up
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ISO

≥ 200 HB GH330 490 - 660 0.012 - 0.016

≥ 300 HB GH330 490 - 660 0.007 - 0.010

≥ 50 HRC GH330 100 - 160 0.006 - 0.008

≥ 300 HB GH330 490 - 660 0.002 - 0.005

1.5 1.75 2 2.5 3 3.5 4 4.5 5 5.5 6

D23-D25-45R
T1-R14 M28 M28 M29 M29 M30 M30 - - - - -

T1-R28 - - - - M30 M30 - - - - -

D25-D25-45R
T1-R14 M30 M30 M31 M31 M32 M32 M36 M36 - - -

T1-R28 - - - - M32 M32 M36 M36 - - -

D38-D32-85R
T1-R14 M43 M43 M44 M44 M45 M45 M46 M46 M48 M56 -

T1-R28 - - - - M45 M45 M46 M46 M48 M56 -

D50-D42-100R
T1-R14 M55 M55 M56 M56 M57 M57 M58 M58 M59 M59 -

T1-R28 - - - - M57 M57 M58 M58 M59 M59 -

D55-D42-100R
T2-R14 M60 M60 M61 M61 M62 M62 M63 M63 M64 M64 M65

T2-R28 - - - - M62 M62 M63 M63 M64 M64 M65

D60-D42-100R
T2-R14 M65 M65 M66 M66 M67 M67 M68 M68 M69 M69 M70

T2-R28 - - - - M67 M67 M68 M68 M69 M69 M70

D80-D42-100R
T2-R14 M85 M85 M86 M86 M87 M87 M88 M88 M89 M89 M90

T2-R28 - - - - M87 M87 M88 M88 M89 M89 M90

16 14 13 12 11 10 9 8 7 6 5 4.5 4

D23-D25-45R
T1-R14 1 1/8 1 1/8 1 1/8 1 1/8 1 1/8 1 3/16 1 3/16 1 3/16 1 3/16 - - - -

T1-R28 - - - - - 1 3/16 1 3/16 1 3/16 1 3/16 - - - -

D25-D25-45R
T1-R14 1 3/16 1 3/16 1 3/16 1 1/4 1 1/4 1 1/4 1 1/4 1 1/4 1 5/16 1 3/8 1 3/4 - -

T1-R28 - - - - - 1 1/4 1 1/4 1 1/4 1 5/16 1 3/8 1 3/4 - -

D38-D32-85R
T1-R14 1 11/16 1 3/4 1 3/4 1 3/4 1 3/4 1 3/4 1 3/4 1 3/4 1 13/16 1 13/16 1 7/8 2 -

T1-R28 - - - - - 1 3/4 1 3/4 1 3/4 1 13/16 1 13/16 1 7/8 2 -

D50-D42-100R
T1-R14 2 1/4 2 1/4 2 1/4 2 1/4 2 1/4 2 1/4 2 1/4 2 1/4 2 1/4 2 3/8 2 3/8 2 3/8 -

T1-R28 - - - - - 2 1/4 2 1/4 2 1/4 2 1/4 2 3/8 2 3/8 2 3/8 -

D55-D42-100R
T2-R14 2 3/8 2 3/8 2 3/8 2 3/8 2 1/2 2 1/2 2 1/2 2 1/2 2 1/2 2 1/2 2 5/8 2 5/8 2 3/4

T2-R28 - - - - - 2 1/2 2 1/2 2 1/2 2 1/2 2 1/2 2 5/8 2 5/8 2 3/4

D60-D42-100R
T2-R14 2 5/8 2 5/8 2 5/8 2 5/8 2 5/8 2 5/8 2 5/8 2 5/8 2 3/4 2 3/4 2 3/4 2 7/8 3

T2-R28 - - - - - 2 5/8 2 5/8 2 5/8 2 3/4 2 3/4 2 3/4 2 7/8 3

D80-D42-100R
T2-R14 3 3/8 3 3/8 3 3/8 3 3/8 3 3/8 3 1/2 3 1/2 3 1/2 3 1/2 3 1/2 3 1/2 3 5/8 3 3/4

T2-R28 - - - - - 3 1/2 3 1/2 3 1/2 3 1/2 3 1/2 3 1/2 3 5/8 3 3/4
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THREADING MILLS AND APPLICABLE THREADS

STANDARD CUTTING CONDITIONS

Mild steels , Unhardened steels

Carbon steels, Alloy steels

Die steels

Stainless steels

Workpiece material Hardness Grade
Cutting speed

Vc (sfm)
Feed per tooth

fz (ipt)

Designation Insert
Pitch (mm)

Designation Insert
TPI

Internal threading - Metric threads (M)

Internal threading - Unified threads (UN, UNC, UNF, UNEF)

Climb milling is recommended.
When threading a blind hole, use a right hand cutter in right-hand rotation. Cut up from the bottom to prevent chip recutting.
When machining internal threads from the mouth, use the left-hand cutter in left-hand rotation. 
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Coated Cermet Uncoated

Uncoated

Coated

Land widthRake angle

Land widthRake angle
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Applicable millShape Designation

Applicable millShape Designation
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Applicable millShape Designation
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Applicable millShape Designation
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Applicable millShape Designation

Coated Uncoated

Applicable millShape Designation
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Applicable millShape Designation
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Land widthRake angle
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Applicable millDesignationShape
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Rake angle

Land widthRake angle

Land widthRake angle

Applicable millDesignationShape

Uncoated

PCD

Applicable millDesignationShape

Cermet

ISO Designation

(Metric)

Uncoated

DX140: Packing quantity = 1pc.
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Applicable millShape Designation
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DX140: Packing quantity = 1pc.

Applicable millShape Designation

Uncoated PCD

DX140: Packing quantity = 1pc.

Applicable millShape Designation

Coated Cermet Ceramic Uncoated

: Line up

Applicable millShape Designation
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Rake angle

Applicable millShape Designation

Coated Cermic Uncoated
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Applicable millDesignationShape

CeramicCoated

� SPMR1605PPTR-MJ, SPMR1605PPPR-ML, SPMR1605PPTR-MH

Applicable millShape Designation

Coated Uncoated

Land widthRake angle

Land widthRake angle

Land widthRake angle

DesignationShape Applicable mill

Cermet Uncoated

Applicable millDesignationShape

Uncoated

Land widthRake angle
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: Line up

Uncoated

Applicable millDesignationShape

Applicable millShape Designation

Cermet Uncoated

Applicable millDesignationShape

Cermet

Applicable millShape Designation

Coated

Rake angle

Applicable millShape Designation

DX140: Packing quantity = 1pc.

Wiper edge
-DIA
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Applicable millShape Designation

Coated
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Center edge
insert

Peripheral edge 
insert

Rake angle

Rake angle

Applicable millShape Designation

Rake angle

Rake angle

: Line up
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Applicable millShape Designation

Rake angle

Applicable millShape Designation

Coated

Rake angle

Rake angle

: Line up

Coated

Center edge
insert

Peripheral edge 
insert

Regular edge

Wiper edge

Applicable millDesignationShape

DX140: Packing quantity = 1pc.
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Regular edge

Wiper edge

Applicable millDesignationShape

DX140: Packing quantity = 1pc.

: Line up

Applicable millShape Designation

DX140: Packing quantity = 1pc.

Wiper edge

Regular edge

Wiper for burr 
removal

Applicable millDesignationShape

Uncoated
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Applicable millDesignationShape

Applicable millDesignationShape
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Applicable millDesignationShape
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CBN
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Designation Product name Page

ECP44□□R-U Chamfering cutter H247

EDPD09063R EDPD09 endmill, shank type H114

EEN09R□□□M… DoPent endmill, shank type H076

EEN09R□□□U0125W… DoPent endmill, shank type H076

EFE12050R TFE endmill, shank type H110

EFE12050RU TFE endmill, shank type H110

EFP40□□R EFP4000R endmill, shank type H268

EGD44□□R EGD4400 endmill, shank type H125

ELD05R□□□M… TungQuad roughing endmill, shank type H170

ELD05R□□□U□□□□W… TungQuad roughing endmill, shank type H170

ELS11R□□□M… TungRec roughing endmill, shank type H164

ELS11R□□□U□□□□W… TungRec roughing endmill, shank type H164

EMD4403RI-S32 EMD4400RI endmill, shank type H120

EME44□□R… EME4400 endmill, shank type H117

EMS09080R EMS09 endmill, shank type H264

EPA□□R□□□M… Tung-Tri endmill, shank type H146, H147

EPA□□R□□□U□□□□-□□N Tung-Tri endmill, shank type H146

EPA□□R□□□U□□□□W… Tung-Tri endmill, shank type H146

EPAV□□M□□□C… TungForce-Rec endmill, shank type H136, H137

EPAV□□U□.□□C□.□□R… TungForce-Rec endmill, shank type H136

EPAV□□U□.□□W□.□□R… TungForce-Rec endmill, shank type H136

EPD05R□□□M… TungQuad chamfering cutter H169

EPD05R□□□U□□□□-… TungQuad chamfering cutter H169

EPD05R□□□U□□□□W… TungQuad chamfering cutter H169

EPM11R□□□M… TecMill square shoulder endmill, shank type H189

EPM11R□□□U□□□□W… TecMill square shoulder endmill, shank type H189

EPO□□R□□□M… TungRec endmill, shank type H158, H159

EPO□□R□□□U□□□□-… TungRec endmill, shank type H158

EPO□□R□□□U□□□□W… TungRec endmill, shank type H158

EPQ□□R□□□M… DoRec endmill, shank type H175

EPQ□□R□□□U□□□W… DoRec endmill, shank type H175

EPTC16M□□□C… TungTri-Shred endmill, shank type H197

EPTC16U2.00W1.25R04 TungTri-Shred endmill, shank type H197

EPTN□□M0□□C… DoForce-Tri endmill, shank type H171

EPTN□□U□.□□C… DoForce-Tri endmill, shank type H171

EPV16R□□□M… Tung-AluMill endmill, shank type H183

EPV16R□□□U□□□□W… Tung-AluMill endmill, shank type H183

EPW13R□□□M… TungMill endmill, shank type H194

EPYD06M050C32.0R… TungSpeed-Mill endmill, shank type H105

EPYD06U2.00C1.25R08 TungSpeed-Mill endmill, shank type H105

EPYP12M□□□C… TungSpeed-Mill cutter body H180

ERC□□R0□□M… RoundSplit endmill, shank type H081

ERC□□R□□□U□□□□-… RoundSplit endmill, shank type H081

ERC□□R□□□U□□□□W… RoundSplit endmill, shank type H081

ERP□□R□□□M… FixRMill endmill, shank type H088

ERP□□R□□□U□□□□-… FixRMill endmill, shank type H088

ERRQ12M040C32.0R04 FixRMill -New design- endmill, shank type H086

ESE30□□R ESE3000R endmill, shank type H202

ESE40□□R… ESE4000R endmill, shank type H204

ETLN25M□□□W25.0F□□□R… Indexable threading cutter I076

ETTL25M□□□W25.0F□□□R… Indexable threading cutter I074

Designation Product name Page

1QP-SECW12X4ZETR-B TFE insert H112

1QP-SECW12X4ZETR-W TFE insert H112

2QP-SECW12X412ZETR TFE insert H112

A

AOGT□□□□□□PDFR-AJ TungRec insert H167

AOGT070204PDFR-AJ TungRec insert H167

AOMT□□□□□□PDPR-MJ TungRec insert H167

AOMT070□□□PDPR-MJ TungRec insert H167

AOMT070208PDPR-HJ TungRec insert H167

APMR190616PR-MJ TZP19 insert H262

APMT120416PR-MJ TZP12 insert H261

ASG□□N… TungMini-Slit side cutter H211

ASGT11T□□□PDFR-AJ TungRec insert H167

ASGW11T30□PDFR-D TungRec insert H167

ASMT11T□□□PDPR-MJ TungRec insert H167

ASMT11T304PDPR-MS TungRec insert H167

ASN□□R□□□M… TecTangential-Slot axial drive slot mill H220

ASV□□N… TungThinSlit axial drive slot mill H215

ASW□□N… TungUniversalSlot axial drive slot mill H217

AVGT□□□□□□PBER-MJ TungForce-Rec insert H141

AVGT□□□□□□PBFR-AJ TungForce-Rec insert H141

AVGT□□□□□□PDFR-AM TungForce-Rec insert H141

AVMT□□□□□□PDER-MM TungForce-Rec insert H141

AVMT□□□□□□PPER-MM TungForce-Rec insert H141

C

C□TLA15M□□□R□□L… Tung-Tri roughing cutter with TungCap connection H151

D

D□□-D□□-□□R Indexable threading cutter I078

DCMW□□□□04TN EBP insert H241

DPCW11T3ZFR TZF11 insert H263

DPD09… DPD09 cutter body H114

E

EASD05M□□□C… TungQuad chamfering cutter H244

EAW13R□□□M… TungMill face endmill, shank type H072

EBB□□□MS EBB endmill H242

EBD… EBD endmill H243

EBFM□□□□□C… BallFinishNose endmill, shank type H225

EBFM□□□□□S… BallFinishNose endmill, shank type H225

EBFU□□□S□□□C… BallFinishNose endmill, shank type H225

EBFU□□□T□□□S… BallFinishNose endmill, shank type H225

EBP… EBP endmill H240

EBRM□□T□□S… BallRoughNose endmill, shank type H234

EBRU□□□W□□□S… BallRoughNose endmill, shank type H234

ECC31005R-... Chamfering cutter H248

ECC31005RU-... Chamfering cutter H248

ECP44□□R Chamfering cutter H247
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Designation Product name Page

ETTL25M□□□W25.0F□□□R□□-PT Indexable threading cutter I075

EVLX□□M□□□C□□.0R… DoMultiRec endmill H255

EVLX□□U□.□□C□.□□R… DoMultiRec endmill H255

EVLX□□U□.□□W□.□□R… DoMultiRec endmill H255

EVX... Endmill with central cutting edge, shank type H259

EVX□□□□□…U Endmill with central cutting edge, shank type H259

EWD□□□□□R EWD05/07/10 endmill, shank type H236

EWD□□□□□RU EWD05/07/10 endmill, shank type H236

EXLN□□M□□□C… DoTwistBall endmill, shank type H048

EXLN□□U□.□□C□.□□R… DoTwistBall endmill, shank type H048

EXLS02M□□□C… TungForceFeed endmill, shank type H040

EXLS02U□.□□C… TungForceFeed endmill, shank type H040

EXN02R□□□M… AddDoFeed endmill, shank type H020

EXN02R□□□U… AddDoFeed endmill, shank type H020

EXN03R□□□M… DoFeed endmill, shank type H024, H025

EXN03R□□□U… DoFeed endmill, shank type H024

EXN06R□□□M… DoFeed endmill, shank type H025

EXN06R□□□U… DoFeed endmill, shank type H025

EXP□□□□□R… MillFeed endmill, shank type H053

EXP□□□□□R…U MillFeed endmill, shank type H053

EXSW09M□□□C… MillQuadFeed cutter head H060

EXSW09U□.□□C… MillQuadFeed cutter head H060

EXWX03M□□□C… DoFeedTri endmill, shank type H044

EXWX03U□.□□C… DoFeedTri endmill, shank type H044

H

HBFM□□M… BallFinishNose cutter head H226

HBRM□□M… BallRoughNose cutter head H234

HFWX04M□□□M… DoMini-Mill cutter head H233

HFZN10M□□□M□□R… AddForceBarrel cutter head H231

HPA□□R□□□MM… Tung-Tri cutter head H147

HPAV□□M□□□M… TungForce-Rec cutter head H139

HPAV06M□□□S… TungForce-Rec cutter head H138

HPO□□R□□□MM… TungRec cutter head H160

HRP□□R□□□MM… FixRMill cutter head H089

HVLX□□M□□□M□□R02 DoMultiRec cutter head H256

HWD07R□□□MM… HWD07 Cutter head H236

HXLN□□M□□□M… DoTwistBall cutter head H048

HXLS02M□□□M… TungForceFeed cutter head H040

HXN02R□□□M… AddDoFeed cutter head H020

HXN03R□□□MM… DoFeed cutter head H026

HXSW09M□□□M… MillQuadFeed cutter head H061

HXWX03M□□□C… DoFeedTri cutter head H044

L

LMEU□□□□□□ZNEN-MJ TecTangential-Slot insert H222

LMMU□□□□□□PNER-MJ TecMill insert H192

LN25D... Insert for threading cutter I076

LNCQ0906□-... NMS09 / EMS09 insert H265

LNGU0303ZER-MH DoFeed 03insert H031

LNGU06X5ZER-MH DoFeed 06insert H031

LNGU06X5ZER-W DoFeed 06insert H031

LNMU0202ZER-MM AddDoFeed 02insert H021

LNMU0303□ER-MJ DoFeed 03insert H031

LNMU0303□ER-ML DoFeed 03insert H031

LNMU0303ZER-MS DoFeed 03insert H031

LNMU06X5ZER-MJ DoFeed 06insert H031

LNMU06X5ZER-ML DoFeed 06insert H031

LNMX□□□□R□-MJ DoTwistBall insert H050

LNMX□□□□R□-ML DoTwistBall insert H050

LNMX□□□□ZER-HJ DoTwistBall insert H050

LNMX0405ZER-HL DoTwistBall insert H050

LPTC16□□□□B… TungTri-Shred roughing cutter H199

LPTC16U□.□□B… TungTri-Shred roughing cutter H199

LQMU□□□□□□P□ER-MJ DoRec insert H177

LSMT0202R2-MM TungForceFeed insert H041

LSMT0202ZER-HM TungForceFeed insert H041

LXMU□□□□□□PER-MM DoMultiRec insert H257

M

MS□□R/L MS cutter body H266

MTEC□□□□□□□□.□ISO 60° solid carbide threading endmill I058

MTEC□□□□□□□□BSPT BSPT solid carbide threading endmill I067

MTEC□□□□□□□□UN 60° solid carbide threading endmill I063

MTEC□□□□□□□□NPT BSPT solid carbide threading endmill I068

MTEC□□□□□□□□W BSPT solid carbide threading endmill I066
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MTECB□□□□□□□□.□ISO
ISO solid carbide threading endmill, with cool-

ant hole
I059

MTECB□□□□□□□□□NPT
NPT solid carbide threading endmill, with cool-

ant hole
I068

MTECB□□□□□□□□□UN
ISO solid carbide threading endmill, with cool-

ant hole
I063

MTECB□□□□□□□□□W
NPT solid carbide threading endmill, with cool-

ant hole
I066

MTECD□□□□□□□□.□ISO
ISO solid carbide thread mill for boring, thread-

ing, chamfering 
I062

MTECE□□□□□□□□.□ISO ISO solid carbide external threading endmill I062

MTECE□□□□□□□□□UN ISO solid carbide external threading endmill I065

MTECI□□□□□C□□.□ISO 60° solid carbide threading endmill I058

MTECI□□□□C□A60 60° solid carbide threading endmill I057

MTECI□□□□D□□A60 60° solid carbide threading endmill I057

MTECI□□□□E□□A60 60° solid carbide threading endmill I057

MTECQ□□□□□□□□.□ISO
ISO solid carbide deep threading endmill, with 

coolant hole, with coolant hole
I060

MTECS□□□□□□□□.□ISO
ISO small diameter solid carbide threading 

endmill, short edge type
I061

MTECS□□□□□□□.□ISOL
ISO small diameter solid carbide threading 

endmill, short edge type
I061

MTECS□□□□□□□□.□MJ
MJ small diameter solid carbide threading 

endmill, short edge type, with coolant hole
I069

MTECS□□□□□□□□.□MJ
MJ small diameter solid carbide threading 

endmill, short edge type, with coolant hole
I069

MTECS□□□□□□□□UN-L
ISO small diameter solid carbide threading 

endmill, short edge type
I064

MTECS□□□□□□□□UNJ
MJ small diameter solid carbide threading 

endmill, short edge type, with coolant hole
I069

MTECS□□□□□□□□□UN
ISO small diameter solid carbide threading 

endmill, short edge type
I064

MTECS□□□□□□□□□UNJ
MJ small diameter solid carbide threading 

endmill, short edge type, with coolant hole
I069

MTECS□□□□□□□□□W
Whitworth solid carbide thread mill for thread-

ing, short edge type
I067

MTECS06047C1920UN-L
ISO small diameter solid carbide threading 

endmill, short edge type
I064

MTECSH□□□□□□□.□ISO
ISO solid carbide thread mill for machining, 

short edge type, left hand
I062

MTECSH□□□□□□□□□UN
ISO solid carbide thread mill for machining, 

short edge type, left hand
I065

MTECZ□□□□□□□□.□ISO
ISO solid carbide threading endmill, with cool-

ant hole
I060

MTECZ□□□□□□□□□UN
ISO solid carbide threading endmill, with cool-

ant hole
I064

MTECZ□□□□□□□□□W
NPT solid carbide threading endmill, with cool-

ant hole
I066

MTECZ08076C1027NPTF
NPT solid carbide threading endmill, with cool-

ant hole
I068

MTECZ1010D1618NPTF
NPT solid carbide threading endmill, with cool-

ant hole
I068

N

NMS09□□□R NMS09 cutter body H264

O

ON□U0507ANEN-MJ DoTriple-Mill insert H097

ON□U0705AN□N-ML DoOcto insert H103

ON□U0705ANPN-MJ DoOcto insert H103

ONGU0507ANEN-W DoTriple-Mill insert H097

ONHU0705ANPR-W DoOcto insert H103

OWHT05T3C07AFER-MM TungEight-Mill insert H093

OWHT05T3C07AFER-MW TungEight-Mill insert H093

OWMT05T3AFER-MM TungEight-Mill insert H093

OWMT0807AAER-ML DoOcto insert H103

OWMT0807ZNER-HJ DoOcto insert H103

P

PN□U0905GNE□-MJ DoPent insert H079

PNCU0905GNEN-ML DoPent insert H079

PNCU0905GNER-W DoPent insert H079

PNCU0905GNFR-AJ DoPent insert H079

Q

QA□□K/M Adapter for TAC mill/QC system H132
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QACB-□□MR/L A-type set bolt for TAC mill/QC system H133

R

R1.□□-… TungMini-Slit drive flange set for side cutter H213

RCMT□□□□EN-MJ RoundSplit insert H084

RCMT□□□□EN-NMJ RoundSplit insert H084

RCMT□□□□FN-NAJ RoundSplit insert H084

RDMW□□□□M0 Insert for EWD/HWD H237

RNGN120700… CeramicSpeed-Mill insert H116

RNMU1307ZNER-MJ DoTriple-Mill insert H097

RPMT□□□□EN-MJ FixRMill insert H090

RPMT□□□□EN-ML FixRMill insert H090

RQMT1204ENC□-MM FixRMill -New design- insert H087

S

SCMT□□□□08-23 EBD insert H243

SD□□42Z… TMD4400R/LI, EMD4400RI insert H122, H126

SD□□42Z□N... TGD4400-A, EGD4400 insert H122, H126

SD□N42ZTNCR TGD4400-A, EGD4400 insert H122, H126

SD□N53Z□N... TMD5401RI insert H124

SD□R1203AETN-MJ
TMD4400R/LI, EMD4400RI, TGD4400-

A,EGD4400 insert
H122, H126

SD□R42ZSR-MJ
TMD4400R/LI, EMD4400RI, TGD4400-

A,EGD4400 insert
H122, H126

SDCN42ZFN-DIA TMD4400R/LI, EMD4400RI insert H122, H126

SDHT050204FN-AJ TungQuad insert H170, H244

SDKR42ZPN-MS
TMD4400R/LI, EMD4400RI, TGD4400-

A,EGD4400 insert
H122, H126

SDKR53ZSR-MJ TMD5401RI insert H124

SDMT050204PN-MJ TungQuad insert H170, H244

SE□N1203AG□N TME4400R/LI, TME4400RB, EME4400 insert H118

SE□N1203AG□N-T TME4400R/LI, TME4400RB, EME4400 insert H118

SE□N1203AGTNCR TME4400R/LI, TME4400RB, EME4400 insert H118

SE□N1504AG□N TME5400RI insert H119

SE□N42ZFR THE4000RIA insert H201

SECN42ZFR-DIA THE4000RIA insert H201

SEEN1203AGTNCR-14 TME4400R/LI, TME4400RB, EME4400 insert H118

SEGT12X4ZEFR-AJ TFE insert H112

SEGW12X4ZE□R TFE insert H112

SEGW12X4ZEFR-BD TFE insert H112

SEGW12X4ZEFR-D TFE insert H112

SEGW12X4ZEFR-WD TFE insert H112

SEKN1504AGTN-T TME5400RI insert H119

SEKR1203AGPN-MS TME4400R/LI, TME4400RB, EME4400 insert H118

SEKR1203AGSR-MJ TME4400R/LI, TME4400RB, EME4400 insert H118

SEKR1504AGSR-MJ TME5400RI insert H119

SFP40□□R SFP4000R cutter body H267

SM□□-L… TungFlex Steel modular shank H038

SM□□-L□□□C□□-H TungFlex carbide modular shank H039

SM□□-L□□□C□□-H-N TungFlex carbide modular shank H039

SNAA56FTR MS insert H266

SN□U1307ANEN-MJ DoTriple-Mill insert H097

SN□U1706ANPR-MJ DoOcto insert H103

SN□U1706ANTR-ML DoOcto insert H103

SNGU1307ANEN-MH DoTriple-Mill insert H097

SNGU1307ANEN-W DoTriple-Mill insert H097

SNHU1706ANFN-W DoOcto insert H103

SNMU1206□□EN-MM DoQuad-Mill insert H182

SNMU120608HNEN-MM DoQuad-Mill insert H182

SP□N423□N TGP4200R-A insert H127, H128

SP□N42S… TGP4100RIA/BA insert H127

SP□N42Z… TGP4200R-A insert H128

SP□N53S… TGP5100RIA insert H129

SPGN120312TN TGP4100RIA/BA insert H127

SPHA431FNW TFP4000IA insert H209

SPHA435FNW SFP4000R, EFP4000R insert H268

SPKN53STR20 TGP5100RIA insert H129

SPKR42SSR-MJ TGP4100RIA/BA insert H127

SPKR53SSR-MJ TGP5100RIA insert H129

SPMA422□N ECP insert H247

SPMM□□□ERD TCB insert H253

SPMP□□□-CG TCB insert H253

SPMP□□□ER-CG TCB insert H253

SPMP□□□ERD TCB insert H253

SPMP831DS TCB insert H253

SQMU1206ZSR-MJ DoFeedQuad insert H068

SSG□□R… TungMini-Slit side cutter H211
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SSM□□N TungMini-Slit insert H212

SSS□□N TungMini-Slit insert H212

SW□□-… TungMini-Slit drive shank for side cutter H213

SW□T1304PDPR-MJ TungMill insert H196

SW□T13T3AFPR-MJ TungMill insert H075

SW1.□□-… TungMini-Slit drive shank for side cutter H213

SWGT1304PDFR-AJ TungMill insert H196

SWGT13T3AFFR-AJ TungMill insert H075

SWMT0904□ER-MM MillQuadFeed insert H063

SWMT1304PDER-ML TungMill insert H196

SWMT1304PDPR-MS TungMill insert H196

SWMT13T3AFER-ML TungMill insert H075

SWMT13T3AFPR-HJ TungMill insert H075

SWMT13T3AFPR-MS TungMill insert H075

SWMT1506□ER-MM MillQuadFeed insert H063

SWMT1506ZER-MT MillQuadFeed insert H063

SWMW13T3AFTR TungMill insert H075

T

T□-R… Insert for threading cutter I078

TAOW05M□□□B… TungEight-Mill cutter body H092

TAOW05U□.□□B□.□□R… TungEight-Mill cutter body H092

TAN07R□□□M… DoOcto cutter body H100, H102

TAN07R□□□U… DoOcto cutter body H099, H101

TASN13M□□□B… DoTriple-Mill cutter body H096

TASN13J□□□B… DoTriple-Mill cutter body H096

TASN13U□.□□B… DoTriple-Mill cutter body H095

TASN13U4.00B1.50R□□LF2.5 DoTriple-Mill cutter body H095

TAW13R□□□M… TungMill cutter body H074

TAW13R□□□U… TungMill cutter body H073

TBN□□□□S TBN1000 endmill H238

TCB-... Boring cutter H250

TCB□□□-□□□F32 Boring cutter, cartridge type H251

TCB□□□F... Boring cutter H250

TCGT1606□□PDER-MJ TungTri-Shred insert H200

TCGT1606□□PDER-NMJ TungTri-Shred insert H200

TE□N32Z□R TSE3000R, ESE3000Rinsert H203

TE□N43Z□R TSE4000RIA, ESE4000R insert H206

TECN32ZFR-DIA TSE3000R, ESE3000R insert H203

TECN43ZFR-DIA TSE4000RIA, ESE4000R insert H206

TEKR1603PEPR-MS TSE3000R, ESE3000R insert H203

TEKR2204PEPR-MS TSE4000RIA, ESE4000R insert H206

TEN09R/L□□□M… DoPent cutter body H078

TEN09R□□□U… DoPent cutter body H077

TFE12□□□R TFE cutter body H110

TFE12□□□RU TFE cutter body H110

TFE12R□□□M… TFE cutter body H111

TFMRN□□□-□□R-12FL CeramicSpeed-Mill cutter body H116

TFMRN□.□□-12… CeramicSpeed-Mill cutter body H116

TFP40□□RIA TFP4000IA cutter body H208

TGD44□□R-A TGD4400-A cutter body H125

TGM16R□□□M□□.□-□□SA TecMill 60° face mill H191

TGM16R□□□M□□.□E□□SA TecMill 60° face mill H191

TGP41□□RBA TGP4100RIA/RBA/RBAE cutter body H127

TGP41□□RBAE TGP4100RIA/BA/BAE cutter body H127

TGP41□□RIA TGP4100RIA/RBA/RBAE cutter body H127

TGP42□□R-A TGP4200R-A cutter body H128

TGP51□□RIA TGP5100RIA cutter body H129

THE400□RIA THE4000RIA cutter body H201

THSN12J□□□B… DoQuad-Mill cutter body H181

THSN12M□□□B… DoQuad-Mill cutter body H181

THSN12U□.□□B… DoQuad-Mill cutter body H181

TL25D... Insert for threading cutter I074

TL25SEIR... Insert for threading cutter I075

TLA10R□□□L054M… Tung-Tri roughing cutter H149

TLA10R□□□L213U… Tung-Tri roughing cutter H149

TLA15R□□□L□□□-□□S Tung-Tri roughing cutter, subunit H150

TLA15R□□□L110A□□S Tung-Tri roughing cutter, subunit H150

TLA15R□□□L□□□BT50-0□M Tung-Tri roughing cutter with BT shank H151

TLA15R□□□L□□□M… Tung-Tri roughing cutter, main unit H150

TLA15R□□□L□□□U… Tung-Tri roughing cutter, main unit H150

TLM11R□□□M… TecMill roughing cutter H192

TLS11R050M22.0E04 TungRec roughing cutter H164

TLS11R200U0075A04 TungRec roughing cutter H164

TMD44□□R… TMD4400R/LI cutter body H121

TMD44□□RI-U TMD4400R/LI cutter body H121

TMD54□□RI… TMD5400RI cutter body H123
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TMD54□□RI-U TMD5400RI cutter body H123

TME44□□R… TME4400R/LI cutter body H117

TME54□□RI TME5400RI cutter body H119

TN□U□□□□□□PER-MJ DoForce-Tri insert H173

TNMU120708PER-NMJ DoForce-Tri insert H173

TNMU1207R□□PER-MJ DoForce-Tri insert H173

TO□T□□□□□□PDER-MJ Tung-Tri insert H153

TOGT□□□□□□PDFR-AJ Tung-Tri insert H153

TOMT0402□□PXER-MM Tung-Tri insert H153

TOMT150604PDER-NMJ Tung-Tri insert H153

TP□N43Z… TFP4000IA insert H209

TPA□□R□□□M… Tung-Tri cutter body H148

TPA□□R□□□U… Tung-Tri cutter body H148

TPAV□□M□□□B… TungForce-Rec cutter body H140

TPAV12U□.□□B… TungForce-Rec cutter body H140

TPD05R□□□M… TungQuad cutter body H169

TPD05R□□□U… TungQuad cutter body H169

TPEN43ZTRCR TFP4000IA insert H209

TPKR43ZSR-MJ TFP4000IA insert H209

TPM□□R□□□M… TecMill square cutter body H190

TPM□□R□□□U… TecMill square cutter body H190

TPM16R□□□M□□.□-□□SA TecMill square cutter body with shims H191

TPM16R□□□M□□.□E□□SA TecMill square cutter body with shims H191

TPMR2204PDSR-MJ TFP4000IA insert H209

TPO□□R□□□M… TungRec cutter body H162

TPO□□R□□□U… TungRec cutter body H162

TPQ□□R□□□M… DoRec cutter body H176

TPQ□□R□□□U… DoRec cutter body H176

TPTC16M□□□B… TungTri-Shred cutter body H198

TPTC16U□.□□B… TungTri-Shred cutter body H198

TPTN□□J□□□B… DoForce-Tri cutter body H172

TPTN□□M□□□B… DoForce-Tri cutter body H172

TPTN□□U□.□□B… DoForce-Tri cutter body H172

TPV16R□□□M… Tung-AluMill cutter body H185

TPV16R□□□U… Tung-AluMill cutter body H185

TPW13R□□□M… TungMill cutter body H195

TPW13R□□□U… TungMill cutter body H194

TPYD06J□□□B… TungSpeed-Mill cutter body H106

TPYD06M□□□B… TungSpeed-Mill cutter body H106

TPYD06U□.□□B… TungSpeed-Mill cutter body H106

TPYP12J□□□B… TungSpeed-Mill cutter body H108

TPYP12M□□□B… TungSpeed-Mill cutter body H108

TRC□□R□□□M… RoundSplit cutter body H082

TRC□□R□□□U… RoundSplit cutter body H082

TRP□□R□□□M… FixRMill cutter body H089

TRP□□R□□□U… FixRMill cutter body H089

TRRQ12M□□□B… FixRMill -New design- cutter body H086

TSE30□□R TSE3000R cutter body H202

TSE30□□R-E TSE3000R cutter body H202

TSE30□□RIA TSE3000R cutter body H202

TSE40□□RIA TSE4000RIA cutter body H204

TSE400□RIAU TSE4000RIA cutter body H204

TSN□□R□□□M… TecTangential-Slot radial drive slot mill H221

TSP40□□RIA TSP4000IA cutter body H207

TSP400□RIA-U TSP4000IA cutter body H207

TSW□□R… TungUniversalSlot radial drive slot mill H218

TSW□□R□□□-U… TungUniversalSlot radial drive slot mill H218

TVKX□□□□□□FN-MJ TungThinSlit insert H216

TVKX□□□□□□TN-MJ TungThinSlit insert H216

TXLN□□M□□□B… DoTwistBall cutter body H049

TXLN□□U□.□□B… DoTwistBall cutter body H049

TXN03R□□□M… DoFeed cutter body H027

TXN03R□□□U… DoFeed cutter body H027

TXN06R□□□M… DoFeed cutter body H028

TXN06R□□□U… DoFeed cutter body H028

TXP□□□□□R… MillFeed cutter body H054

TXP□□□□□RU… MillFeed cutter body H054

TXP□□□□□RBU MillFeed cutter body H054

TXQ12R□□□M… DoFeedQuad cutter body H067

TXQ12R□□□U… DoFeedQuad cutter body H067

TXSW□□J□□□B… MillQuadFeed cutter body H062

TXSW□□M□□□B… MillQuadFeed cutter body H062

TXSW□□U□.□□B… MillQuadFeed cutter body H062

TXWX03M□□□B… DoFeedTri cutter body H045

TXWX03U□.□□B… DoFeedTri cutter body H045

TZF110… TZF11 cutter body H263

TZP120… TZP12 cutter body H261
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TZP19□□□R TZP19 cutter body H262

V

VAD□□□L□□□S08-S-M… TungMeister adapter for TungFlex connection I053

VBB□□□L□□.□-BG-02S... TungMeister head I026

VBB□□□L□□-BG-U02S... TungMeister head I026

VBB□□□L□□.□-BM-02S... TungMeister head I026

VBB□□□L□□□-BM-U02S... TungMeister head I026

VBB□□□L□□.□-SG-02S... TungMeister head I028

VBB□□□L□□-SG-U02S... TungMeister head I028

VBD□□□L□□.□-BG-02S... TungMeister head I027

VBD□□□L□□-BG-U02S... TungMeister head I027

VBD□□□L□□.□-BG-04S... TungMeister head I027

VBD□□□L□□-BG-U04S... TungMeister head I027

VBE□□□L□□.□-BG-04S... TungMeister head I027

VBE□□□L□□-BG-U04S... TungMeister head I027

VBE□□□L□□.□-BGA02S... TungMeister head I028

VBE□□□L□□-BGAU02S... TungMeister head I028

VBL□□□L□.□□R□□□-6S… TungMeister head I033

VBN□□□L□□.□R□□□-6S… TungMeister head I032

VBO□□□L□□.□R□□□-4S… TungMeister head I032

VBO□□□L□□.□R□□□-5S… TungMeister head I032

VCR□□□L□□.□R□□-02S… TungMeister head I035

VCA□□□□L□□.□A45-04S... TungMeister head I035

VCA□□□□L□□.□A45-06S... TungMeister head I035

VCA0375L16A45-U04S06 TungMeister head I035

VCP□□□L□□.□A□□-02S… TungMeister head I036

VCW118L05.0A45-02S06 TungMeister head I035

VDP□□□L□.□□A30-02S… TungMeister head I038

VDP□□□L□□.□A30-02S… TungMeister head I038

VDP□□□L□□.□B30-02S… TungMeister head I038

VDS□□□A45-02S… TungMeister head I037

VED□□□L□□.□C□□R04S... TungMeister head I018

VED□□□L□□.□C□□R05S... TungMeister head I018

VED□□□L□□.□C□□R06S... TungMeister head I018

VED□□□L□□.□C□□RU04S... TungMeister head I018

VED□□□L□□.□C□□RU05S... TungMeister head I018

VED□□□L□□.□C□□RU06S... TungMeister head I018

VED□□□L□□.□R□□-04S... TungMeister head I014

VED□□□L□□R□□□-U04S... TungMeister head I013

VED□□□L□□.□R□□-06S... TungMeister head I020

VED□□□L□□R□□□-U06S... TungMeister head I020

VED□□□L□□.□R□□-08S... TungMeister head I021

VED□□□L□□R□□□-U08S... TungMeister head I021

VED□□□L□□.□R□□-10S... TungMeister head I021

VED□□□L□□R□□□-U10S... TungMeister head I021

VED□□□L□□.□R□□I07S… TungMeister head I021

VED□□□L□□.□R□□I09S... TungMeister head I021

VED250L37.0C50I06S15 TungMeister head I018

VEE□□□L□□.□C□□-06S... TungMeister head I020

VEE□□□L□□C□□□-U06S... TungMeister head I020

VEE□□□L□□.□C□□-08S... TungMeister head I021

VEE□□□L□□C□□□-U08S... TungMeister head I021

VEE□□□L□□.□C□□-10S... TungMeister head I021

VEE□□□L□□C□□-U10S... TungMeister head I021

VEE□□□L□□.□C□□C04S... TungMeister head I019

VEE□□□L□□C□□□CU04S... TungMeister head I019

VEE□□□L□□.□C□□I04S... TungMeister head I015

VEE□□□L□□C□□□IU04S... TungMeister head I015

VEE□□□L□□.□C□□R04S... TungMeister head I018

VEE□□□L□□C□□□RU04S... TungMeister head I018

VEE□□□L□□.□C□□R05S... TungMeister head I018

VEE□□□L□□C□□□RU05S... TungMeister head I018

VEE□□□L□□.□C□□R06S... TungMeister head I018

VEE□□□L□□C□□□RU06S... TungMeister head I018

VEE□□□L□□.□R□□-03S... TungMeister head I016

VEE□□□L□□R000-U03S... TungMeister head I016

VEE□□□L□□.□R□□-04S... TungMeister head I014

VEE□□□L□□R□□□-U04S... TungMeister head I013

VEE□□□L□□.□R□□-06S... TungMeister head I020

VEE□□□L□□R□□□-U06S... TungMeister head I020

VEE□□□L□□.□R□□A02S... TungMeister head I016

VEE□□□L□□R□□□AU02S... TungMeister head I016

VEE□□□L□□.□R□□A03S... TungMeister head I017

VEE□□□L□□R□□□AU03S... TungMeister head I017

VEE□□□L□□.□R□□I04S... TungMeister head I015

VEE□□□L□□R□□□IU04S15 TungMeister head I015
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VEH□□□L□□.□R□□I04S... TungMeister head I012

VER□□AL□□□S□□-S TungMeister adapter for ER collet connection I054

VFM□□□L□□.□R□□I06S… TungMeister head I023

VFX□□□L□.□□R□□E04S... TungMeister head I025

VFX□□□L□.□□R□□E06S... TungMeister head I025

VFX□□□L□.□□R□□H04S... TungMeister head I025

VFX□□□L□□.□R□□-02S... TungMeister head I024

VGC□□□L□□.□R□□-02S... TungMeister head I039

VGC□□□L□□R□□□-U02S... TungMeister head I039

VMT□□□L□□IS□□-... TungMeister head I044

VMT□□□L□□UN□□-... TungMeister head I044

VMT□□□L□□W□□-... TungMeister head I045

VRB□□□L□□.□R□□-02S… TungMeister head I030

VRB□□□L□□R□□□-U02S… TungMeister head I030

VRC□□□L□□.□R□□-02S... TungMeister head I030

VRD□□□L□□.□R□□-06S... TungMeister head I030

VRD□□□L□□R□□□-U06S... TungMeister head I030

VSC□□□L□□□S□□-... TungMeister shank I053

VSSD□□L□□□LS□□-C-A TungMeister shank I049

VSSD□□L□□□LS□□-S-A TungMeister shank I049

VSSD□□L□□□S□□-C TungMeister shank I048, I049

VSSD□□L□□□S□□-C-A TungMeister shank I049

VSSD□□L□□□S□□-S TungMeister shank I048, I049

VSSD□□L□□□S□□-S-A TungMeister shank I049

VSSD□□L□□□S□□-W-A TungMeister shank I050

VSSD□□L□□□W□□-S TungMeister shank I050

VSSD□□L□□□W□□US TungMeister shank I050

VSTD□□L□□□S□□-S TungMeister shank I053

VST□□□L□□□S□□US TungMeister shank I053

VST□□□L□□.□□A45-□S... TungMeister head I041

VST□□□W□.□□R□□□-3S06 TungMeister head I040

VST□□□W□.□□R□□□-4S08 TungMeister head I041

VST□□□W□.□□R□□□-6S10 TungMeister head I041

VTB□□□W□.□□R04-06S... TungMeister head I042

VTB□□□W□□□R016-U06S... TungMeister head I042

VTB135W2.00C15-06S05 TungMeister head I043

VTB05W□□□C006-U06S05 TungMeister head I043

VTR□□□L□□IS□□-□S... TungMeister head I045

VTR220L24W14-4S08 TungMeister head I045

VTS□□□L□□□S□□UC TungMeister shank I051

VTS□□□L□□□S□□US TungMeister shank I051

VTS□□□L□□□S□□UW TungMeister shank I051

VTSD□□L□□□S□□-C TungMeister shank I052

VTSD□□L□□□S□□-S TungMeister shank I052

VTSD□□L□□□S□□-W-A TungMeister shank I052

W

WCMT□□□□□□-D4 EVX insert H260

WDCN42ZFR-DIA
TMD4400R/LI, EMD4400RI, TGD4400-A, 

EGD4400 insert
H122, H126

WECN42ZFR-DIA THE4000RIA insert H201

WNGU□□□□□□TN-MJ TungUniversalSlot insert H219

WPAN42SFR TGP4100RIA/BA insert H127

WPAN42SFRS TGP4100RIA/BA insert H127

WPAN42ZFR TGP4200R-A insert H128

WPMT□□□□□□ZPR-DML MillFeed insert H056

WPMT□□□□□□ZPR-MH MillFeed insert H056

WPMT□□□□□□ZPR-ML MillFeed insert H056

WPMW□□□□□□ZPR MillFeed insert H056

WPMT080615ZSR MillFeed insert H056

WPMT090725ZSR MillFeed insert H056

WWCW13T3AF□R-WS TungMill insert H075

WWCW13T3AFFR-WD TungMill insert H075

WXHU0403□□R-MJ DoMini-Mill insert H233

WXMU0303ZER-MM DoFeedTri insert H045

X

XCET310404ER ECC insert H248

XVCT16□□□□R-AJ Tung-AluMill insert H186

XVCT16□□□□PEFR-AM Tung-AluMill insert H186

XXMU□□□□□PR-MJ EVX insert H260

Y

YDEN0603□□PDFR-D TungSpeed-Mill insert H107

YDEN0603PD□R-D TungSpeed-Mill insert H107

YDEN0603PDCR-LD TungSpeed-Mill insert H107

YDEN0603PDFR-BD TungSpeed-Mill insert H107
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YDEN0603PDFR-WD TungSpeed-Mill insert H107

YDEN0905PDFR-BD DPD09 / EDPD09 insert H115

YDEN0905PDFR-D DPD09 / EDPD09 insert H115

YDEN0905PDFR-WD DPD09 / EDPD09 insert H115

YPEB12X3-□□□□R-D TungSpeed-Mill insert H109

Z

ZDMT□□□□-MJ EBD insert H243

ZFBM□□□R00-MJ BallFinishNose insert H228

ZFBU□□□R00-MJ BallFinishNose insert H227

ZFBU□□□R00-ML BallFinishNose insert H227

ZFCBM□□□R□□□-MM BallFinishNose insert H228

ZFRM□□□R□□-MJ BallFinishNose insert H228

ZFRU□□□R□□□-MJ BallFinishNose insert H227

ZNCA□□□□FN TBN1000 insert H238

ZNCA1002FN2 TBN1000 insert H238

ZNHU1003R□0-MM AddForceBarrel insert H231

ZNMM□□□□EN TBN1000 insert H238

ZPCW□□□□-QBN EBB insert H242

ZPET□□□□-MJ EBP insert H241

ZPET□□□U-MJ EBP insert H241

ZRBM□□□-MM BallRoughNose insert H235

ZRBU□□□-MM BallRoughNose insert H235
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Worldwide Network

Head Office & Production 

Facilities in Japan
Sales Channels

Tungaloy-NTK America Inc.
3726 N. Ventura Drive
Arlington Heights
IL 60004, U.S.A.
Phone: +1-888-554-8394
Fax: +1-888-554-8392
tungaloy.com/us

Tungaloy Canada
432 Elgin St. Unit 3, Brantford
Ontario N3S 7P7, Canada
Phone: +1-519-758-5779
Fax: +1-519-758-5791
tungaloy.com/ca

Tungaloy-NTK De Mexico S.A.
C/ Los Arellano 113
Parque Industrial Siglo XXI
Aguascalientes, AGS
Mexico 20290
Phone: +52-449-929-5410
Fax: +52-449-929-5411
tungaloy.com/mx

Tungaloy-NTK do Brasil Ltda.
Avd. Independencia N4158
Residencial Flora
13280-000 Vinhedo
São Paulo, Brazil
Phone: +55-19-38262757
Fax: +55-19-38262757
tungaloy.com/br

Tungaloy Corporation
Head Offi ce
11-1 Yoshima Kogyodanchi
Iwaki 970-1144 Japan
Phone: +81-246-36-8501 
Fax: +81-246-36-8542
tungaloy.com/jp

Iwaki Plant 
Products: Cutting Tools

Nagoya Plant 
Products: Cutting Tools

Kyushu Plant 
Products: CBN

PCD Tools
Deep Hole Drills

Nirasaki Plant 
Products: Cutting Tools

Friction Materials (TungFric)
Wear Resistant Tools
Civil Engineering Tools

Tungaloy-NTK Germany GmbH.
Katzbergstr. 3a
D-40764 Langenfeld, Germany
Phone: +49-2173-90420-0
Fax: +49-2173-90420-19
tungaloy.com/de

Tungaloy France s.a.s
Les Fjords
19 avenue de Norvège
91140 Villebon Sur Yvette, France
Phone: +33-1-6486-4300
Fax: +33-1-6907-7817
tungaloy.com/fr

Tungaloy Italia S.r.I.
Viale Sarca 336/Edifi cio 13 
20126 Milano, Italy
Phone: +39-02-252012-1
Fax: +39-02-252012-65
tungaloy.com/it

Tungaloy Czech s.r.o
Turanka 115
CZ-627 00 Brno, Czech Republic
Phone: +420-532 123 391
Fax: +420-532 123 392
tungaloy.com/cz

Tungaloy Ibérica S.L.
C/Miquel Servet, 43B, Nau 7
Pol. Ind. Bufalvent
ES-08243 Manresa (BCN), Spain
Phone: +34 93 113 1360
tungaloy.com/es

Tungaloy Scandinavia AB
Bultgatan 38, 442 40
Kungälv, Sweden
Phone: +46-462119200
Fax: +46-462119207
tungaloy.com/se

Tungaloy Rus, LLC
Andropova avenue, h.18/7, 
11 fl oor, offi ce 3, 115432, 
Moscow, Russia
Phone: +7-499-683-01-80 
Fax: +7-499-683-01-81
tungaloy.com/ru

Tungaloy Polska Sp. z o.o.
ul. Irysowa 1, 55-040 Bielany
Wrocławskie, Poland
Phone: +48 607 907 237
tungaloy.com/pl

Tungaloy-NTK UK Ltd.
Suite 3, Pioneer House, Mill Street, 
Cannock, WS11 0EF, UK
Phone: +44 121 4000 231
Fax: +44 121 270 9694  
tungaloy.com/uk

Head Office & Production 

Facilities in Japan
Sales Channels



Tungaloy-NTK Cutting Tool 
(Thailand) Co.,Ltd.
Interlink tower 4th Fl. 
1858/5-7 Bangna-Trad Road 
km.5 Bangna, Bangna, Bangkok 
10260
Thailand
Phone: +66-2-751-5711 
Fax: +66-2-751-5715
tungaloy.com/th

Tungaloy Cutting Tools 
Taiwan Co. Ltd.
9F. No.293, Zhongyang Rd, 
Xinzhuang Dist, New Taipei City, 
24251 Taiwan
Phone: +886-2-8521-9986 
Fax: +886-2-8521-8935
tungaloy.com/tw

Tungaloy Singapore
(Pte.), Ltd.
62 Ubi Road 1 
#06-11 Oxley BizHub 2
Singapore 408734
Phone: +65-6391-1833
Fax: +65-6299-4557
tungaloy.com/sg

Tungaloy-NTK Vietnam LLC
3rd Floor, Licogi 13 Tower, 164 Khuat 
Duy Tien, Nhan Chinh, Thanh Xuan 
District, Hanoi, Vietnam
Phone: +84 24 63282086
tungaloy.com/vn

Tungaloy India Pvt. Ltd.
One International Center,
Unit # 902-A, 9th Floor,
Tower 1, Senapati Bapat Marg,
Elphinstone Road (West),
Mumbai -400013, India
Phone: +91-22-6124-8803 
Fax: +91-22-6124-8899
tungaloy.com/in

Tungaloy Korea Co., Ltd
#1312, Byucksan Digital Valley 5-cha
Beotkkot-ro 244, Geumcheon-gu
153-788 Seoul, Korea
Phone: +82-2-2621-6161 
Fax: +82-2-6393-8952
tungaloy.com/kr

Tungaloy Malaysia Sdn Bhd
50 K-2, Kelana Mall, Jalan 
SS6/14, Kelana Jaya, 47301 
Petaling Jaya, Selangor Darul Ehsan 
Malaysia
Phone: +603-7805-3222 
Fax: +603-7804-8563
tungaloy.com/my

Tungaloy Australia Pty Ltd
Unit 68 1470 Ferntree Gully Road
Knoxfi eld 3180 Victoria, Australia
Phone: +61-3-9755-8147 
Fax: +61-3-9755-6070
tungaloy.com/au

PT. Tungaloy Indonesia
Ruko Blok AA.10 No3&5, Grand 
Wisata, Lambangjaya, Tambun 
Selatan, Bekasi, 17510 Indonesia
Phone: +62-21-8261-5808 
Fax: +62-21-8261-5809
tungaloy.com/id

Tungaloy Hungary Kft
Erzsébet királyné útja 125
H-1142 Budapest, Hungary 
Phone: +36 1 781-6846
Fax: +36 1 781-6866
tungaloy.com/hu

Tungaloy Turkey
Serifali Mah.bayraktar 
Bulvari Kule Sk. No:26
34775 Umraniye / Istanbul / Turkey 
Phone: +90 216 540 04 67 
Fax: +90 216 540 04 87
tungaloy.com/tr 

Tungaloy Benelux b.v.
Tjalk 70
NL-2411 NZ Bodegraven Netherlands 
Phone: +31 172 630 420
Fax: +31 172 630 429
tungaloy.com/nl

Tungaloy Croatia
Ulica bana Josipa Jelačića 87,
10430 Samobor, Croatia 
Phone: +385 1 3326 604
Fax: +385 1 3327 683
tungaloy.com/hr

Tungaloy Cutting Tool 
(Shanghai) Co. Ltd.
Rm No 401 No.88 Zhabei
Jiangchang No.3 Rd
Shanghai 200436, China
Phone: +86-21-3632-1880
Fax: +86-21-3621-1918
tungaloy.com/cn
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