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Vcenter -55/70/85A/102A

I -l j §
ed, nagn proaucton macnining centers

® Rapid feedrates of 36/36/24 m/min on Vcenter-55/70 and 34/36/20
mymin on Vcenter-85A/102A

® Tool changes of 1.5 seconds (T-T)

® 8000 rpm spindle with rigid tapping

@ Bellows type guarding on Z axis

® Large work fable for 4th axis applications

» 3 axis linear motion slideways

Machining

e

Vcenter -85C/102C/110/130

Machining centers that mix high

emands with heavy

® Rapid feedrates of 34/34/18 m/min on
Veenter-85C/102C and 24/24/18 m/min on
Veenter-110/ 130

®Tool changes of 1.5 seconds

® Tool capacity of 24 tools

®Very large work table for 4th axis applicalions

@ 4000 rpm spindle with heavy duty roller bearings

® Spindle oll cooler (optional for Vcenter-85C/ 102C)

» Z axis box slideway

Victor Taichung’'s Own Spi Assembly

® Spindle and headstock are both in-house designed and
manufactured in the air conditioned assembly room to assure high
quality and reliability.

« Every spindle has been inspected and lested with her own test record.
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Vcenter - 85B/102B/145/165

_'"I{I(‘.:illﬂlr]}g centers built to withstand the heaviest

of today's cutting conditions.

@ Heavy duty spindle roller bearings
@ Bonded with low friction composite Turcite B
# All boxways with constant forced lubrication
# 2 speed gearbox for high forques ot low rpm (optional for
Vcenter-858/102B)

» 3 axis box slideways

\ [ 55/70 APC

Standard VMC with compact high
speed APC

Front mounted APC allows easy

access to both machine work

area and pallet,

@ Pallef loading capability of 200 kg for
increased working range
® Pallet size 560 x 400 mm(Vcenter-55APC) / 720
X 400 mm(Veenter-70APC) with bolt holes for
work location
# |[dle pallet is easily removed to allow use of
additional pallets
# Hydraulic pallet clamping for max. stability
during machining
® Direct mounted to machine for easy installation
and reduced floor space
® Servo-driven rotary APC for fast pallet exchange 3
seconds(P-P)
® Front mounted APC with ergonomic design fo allow

eqasy operator access to pallet spindle and machine
work area
Dynamic Balancing




Vcenter 858 / 70

Maximum spindle heuvy L

A cartridge type spindle is used offering greater flexibility with a rang
of spindle configuration. Unlike our competitors, maximum suppaort
is offered around the spindle cartridge with a headstock casting that
extends down as far.as the spindle nose so that the bearing load areas
are supported by the headstock as well as the cartridge.

This heavy casting ensures any residual vibration is absorbed by | tne
headstock rather than tooling only.

Air curtain is included as standard to prevent the swarf getting into the
spindie.

Optional spinde cil caoler can be easily installed to offer constantly
circulating cooling oil around the spindle carindge: '

Ram & Arm type ATC

@ Rapid tool change is facilitated through the use of twin arm independent tool
magazine with bidirectional random selection.

® The cam driven ATC offers optimal reliability and excellent service fife.

® Side mounting of tool magazine ensures tools are kept out of machining area
and free of swarf.

Direct coupled servo-

motors
To eliminate motor backiash all
senvo motors are direct coupled
to the baliscrews while flexible
couplings eliminate any noise
due to minor misalignments
encountered with other
transmission systems,

Coolant flush onto bottom
guarding
High pressure coolant flushing away the
swarf from the bottom guarding assures
optimal chip disposal efficiency during
machining.
“ A" type telescopic cover to avoid the
swarf accumuiation,
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Superior casting design

® Advanced Finite Element Analysis technique is
used to develop the rib structure to meet strict
requirement for fast feed rate.

@ Machine bed and column are made of nodular
gray iron providing optimal damping properties

while all castings are carried out following
Meehanite process

R : & 7 b >~ VICTOR NC Package

= = FANUC 0i / 321/ 31i controllers to meet various
requirement for bateh production or high speed
machining.
Heidenhain TNG-620 controlier with user-
friendly conversational function to mests mold
manufacturing requirsment.

> Optional APC (Auto Pallet Changer)
»To eliminate idie time due to workpiece loading and
unloading, double pallet APC is available.
Rotary type APC font mounted on the machine
offers quick change-over time 3 seconds (pallet to
pallet] or 12.5 seconds (chip to chip) including air
sealing detecting time to assure high reliability.
Direct mounted to maching for eagy installation and
reduced floor space.

» Front mounted Y-axis motor
The Y axis servo motor is front mounted to reduce
the overall length of the ballscrew thus reducing
the thermal displacement and increasing structure
rigidity.
— M12 xP1.75




Vcenter - 85 / 102 "ABC"

RS nwithiwersatile models
A : Al linaaz gqutclas oe ) 5323
8 : Box slld2is1y3 (0 D 143

S svneddesignwithibox slideway colunin

Efficient tool changer -

Twin arm type ATC performs better overall continuous tool changes
compared with disc type tool changer, while at the same time offering
faster tool change - merely 1.5 seconds with BT-40 tooling.

Victor's PLC design allows tools to be exchang
in a single time - no need to waste time with 2 &

- 3
b N

Strong machine structure -«
Stiffness enhanced column with big triangle bottom offers the
miaximum cutting stability whatever this machine is used with
rapid feed (Model A) or with heavy cutting (Model B).
Machine bed and saddle feature triangular cast structure fo
evenly disinbute the machine loading, while cross diagonal
ribhing in the column minimizes distortion and twisting durng
operation.
All majer structural components are made from Meehanite cast
iron to ensure consistent homogencus castings.

Front mounted Y axis servo motor <
Superior structure stifiness with the optimal rail spacing 700 mm
supports the long table at the travel end of X axis movement.
THREE supporting blocks in each X-axis guide and 2 blocks in
each Y-axis quide guarantees the accuracy requirement.

The Y axis servo motor is front mounted to reduce the overall
length of the baliscrew thus reducing the thermal displacement
and increasing Structure rigidity,
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Versatile heavy duty spindle

@ The spindle is supported with heavy duty roller bearings with large contact
areas that easily handles large axial and radial loads, while computer
modeling helps determine bearing locations for maximum spindle stiffness.

#8000 or 6000 rpm modularized spindle meets different machining demands.

® Optional 2-speed gearbox coupled with powerful spindle motor offers
unrivaled metal removal rates. il cooling to the spindle
and gearbox maintain low bearing temperature for
extended spindle life.
® Optional spindle oil cooler
can be easily installed to offer
constantiy circulating cooling ol
around the spindle cartridge.

~ Versatile slide ways for optimal dynamic stiffness

The box slideways (Models B, C) are cast into the machine so no distortion oceurs due to
thermal differences between the slide-ways and machine castingl This maintains alignment
of the ways throughout the machine life.
The plain bearings with large contact areas increases the dynamic stiffness and damping
properties so the machine can handle high cutting feeds and heavier cuts.

l" Forced lubrication and bonded Turcite-B further improves performance by eliminating stick
slip characteristics normally inherent in plain bearings.
Ball bar testing is used to verify maching accuracy in circular interpolation.

= Coolant flush onto bottom
guarding

High pressure coolant flushing away the
swarf from the bottom guarding assures
optimal chip disposal efficiency during
machining.
“A" type telescopic cover to avoid the
swarf accumulation. (for Models A,G)

» Minimizing the effects of thermal growth
Symmetrical design and construction
means heat generation is limited to
minimize the effects of thermal growth on
machine accuracies.

Double-anchored ballscrews are
pretensioned during assembly to absorb
heat with minimal thermal growth.
Effective chip evacuation from the
machining area improves heat dissipation
from the working area, while spindie

oil cooling prevents excessive spindle
growth.




Veenter - 110 / 130
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ndle heavy duty spindle
spindle is used offering greater fiexibility with a range
uration. Unlike our competitors, maximum support
und the spindle cartridge with a headstock casting that
down as far as the spindle nose so that the bearing load areas

ed by the headstock as well as the carridge.
\eavy casting ensures any residual vibration is absorbed by the
dstock rather than tooling only.
included as standard to prevent the swarf getting inta the

bl i

24 tool magazine

@ Twin arm type ATC with 24 tool magazine guarantees cutting flexiability for
most applications.

# Optional 32 tool magazine (chain type) or BT-50 24 tool magazine with
gearbox are both available.

Superior casting design ~
Machine bed and column are made of nodular gray iron providing
optimal damping properties whike all castings are carried out following
the Meehanite process. Emphasis is placed on the rib structure rather
than weight ratio is obtained.

Advanced Finite Element Analysis technique is used to develop the rib
structure to meet strict requirement for fast feed rate.

Spindle oil cooler «
(standard)
While the spindle structure is built for
miaximunm rigidity, it is also necessary
to ensure maximum reliability and long
bearing life. Cooling oil constantly
circulates around the spindie cariridge
1o maintain the low temperature through
the spindie rotation.
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Automatic forced lubrication

®| ubricating oil is continuously supplied to all moving ways prolonging
senvice life of the machine. Furthermore a drip supply of oil is provided to the
ballscrews for beth lubrication and heat dissipation.

@ The oil supply is continually monitored by the control system so that any

drop in pressure or leak is automatically detected and an alarm given.
® A lip around the machine bed collects the excess oil so that it can be
re-circulated.

Three Y axis linear guides
[ Superior structure stiffniess with the optimal rail spacing supports the
- | long table at the travel end of X axis movement.
THREE Y axis linear guide design minimizes table overnang
i deformation due to gravity.
THREE supporting blocks in each X-axis guide and 2 blocks in each
Y-axis guide with width 35 mm (Voenter-110) / 45 mm (Veoenter-130)

Il WL ' guarantees ffie accuracy requirement,

» Long Y axis travel with front mounted servo
motor
Long travel 600 mm.
The Y axis servo motor is front mounted to reduce the overall length of
the ballscrew thus reducing the thermal displacement and increasing
Structure rigidity.

» Coolant flush onto bottom guarding
High pressure coolant flushing away the swarf from the bottom
guarding to assure optimal chip disposal efficiency during machining.




Vecenter - 145,/165

Heavy duty spindle
The spindle is supported with heavy duty rolisr &
contact areas that easily handles large ax
computer modeling helps determine beanng ot
spindie stifiness. I
The 2-speed gearbox coupled with powsrful §

unrivaled metal removal rates. Oil cooling fo

maintain low bearing temperature for extended

Efficient tool changer

@ Twin arm type ATC with 24 tool disk magazine performs better
overall continuous tool changes compared with disc type tool
changer, while at the same fime offering faster tool change:
merely 4.9 seconds with BT-50 tooling.

@ Victor's PLC design allows tools to be exchanged with
oversized tools in a single time - no need to waste time with 2
separate tool changes.

® Optional 32 or 40 tool magazine is available.

Spindle oil cooler

(standard)
While the spindle structure is built for
maximum rigiaity, it iS also necessary ,
to ensure maximum refiabilty and Lia _
long bearing life: :
Cooiing oil constantly cinculates
around the spindie cartridge to
maintain the low temperature during
ihe spindle rotation.

Minimizing the effects of thermal growth -
Symmetrical design and construction means neat generation is imited to minimize the
effects of thermal growth on machine accuracies. Double-anchored ballscrews are
pretensioned during assembly to absorb heat with minimal thermal growth.
Effective chip evacuation from the machining area improves heat dissipation from the
working area, while spindle oil cooling prevents excessive spindle growth,
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Precision machine alignment

® The traditional method of handscraping remains the most effectiv
way of ensuring squareness and flatness in machine tools using
plain bearing linear ways.

& With over 60 years experience in building machine tools using this

traditional manufacturing manner, our understanding of the critical
factors that ensure accuracy and
durability are second to none.
Highty skill personnel, trained
in-house, are empioyed to make
sure this handscraping is done to
perfection.
® Ball bar testing is usad to verify
machine accuracy in circular
interpolation.

VICTOR NC Package
FANUC 0i / 321 / 31i controls meet various requirement for batch production
or high spsad machining.

Heidenhain TNC-620 / 640 controller with user-friendly conversational
function to meets mold manufacturing reguirement.

> Box slideways for optimal dynamic stiffness
Especially 4 box slideways used on the Y-axis eliminate table overhang and
stabilize machine performance.
The box slideways are cast into the machine 5o no distortion occurs due to
thermal differences between the slide-ways and machine casting to maintain
alignment of the ways throughout the machine life.
The plain bearings with large contact areas increase the dynamic stiffness
and damping properties so the machine can handle high cutting feeds and
heavier cuts.
| & Forced lubrication and bonded
| Turcite-B further improves
.Il performance by eliminating
= stick slip characteristics
= normally inherent in
plain bearings.

Veenter-145




OPTIONS

To reduce time spent setting workpiece positions and then manually inspecting finished parts,
which would be better invested in machining, automatic workpiece measurement is available
with the use of Renishaw® OMP-60 measuring probe.

With the system provided by Victor the workpiece position ¢an be identified with the probe
and work offsets automatically updated, enabli

Dbatch production in-processing checking can

optimum accuracy in machinin )

part can maintain tight tol

Linear scales for improved repeatability

Linear scales offer exceptional positioning accuracy up to 0.005 mm over
full stroke. Heidenhain® or Fagor® with a thermal behaviour similar to that of
the machine are selected so that thermal expansion can be compensated
for further enhancing repeatability. Sealed encoders with durable Aluminum
housing offer improved reliability and service life.

Automatic tool measurement

To reduce tool set-up time and improve machine operator interface Victor offers 2 automatic
tool measuring systems:

Simple fool length measurement

Metrol system T-24E is mostly for tapping and driling, as the probe used only measures

the tool length. This simple cost effective system greatly reduces tool set-up time by
automatically inputting tool length values once the tool is tipped off the probe.

Advanced ool measurement

Renishaw system TS-27R offers further advancement with the probe capable of measuring
both tool lengths and diameters. This System is ideal for batch production where tools need
to be constantly changed or replaced.

4"-axis CNC rotary table

To improve the machine's application range, a CNC rotary table can be installed with which
4 axes simuitaneous machining can be realized. This function can eliminate multiple set-ups
allowing multiple faces to be machined with a single set-up.

5"-axis rotary table is also available with tilting as well as
rotary function.

Titting B-axis is indexable with Fanuc 0i / 321/ 31i or full simuitaneous rotation with Fanuc 31i-
B5 control.




Fully enclosed guarding with

optional CE marking
igned to meet the stri
standards with fully enclosed guardir
0 the machining area
operation and coolant leaks in using high
coolants. All electrical components
mark requirements while optional
nd magazine guarding bring the
machine up to full CE standard.
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Through spindle coolant
For improved deep driling and boring capability, coolant can be forced through the center

of the spindie under high pressure directly to the cutting area. To ensure long and reliable
running of this system, fine particles produced during machining must be fitered out to
prevent damage to the spindie. Victor's customized cleaning System by centrifugal dispersion
or replaceable filter cores is far more reliable with less maintenance than conventional system
to avoid the fine particles flowing into the spindie.

Oil hole coolant

As an alternative to through spindle coolant, it is possible to supply coolant through the
tooinolder, using an adaptor iocated on the spindie nose. High pressure (Grundfos pump
SPK2-3 or MTH2-50/3) can be supplied with no need for sophisticated filter system as the

coolant bypasses the spindie.
Stdd. - ooolant ring Opt. - oll hole coolant Opt. - thru. spindle coolant Opt. - ofl mist
Purpose - general Purposs - drilling, boring Purposs - drilling, boring Purpose - tapping, reaming
(Voenter-
58/70/88/102/110/130/168)
) r — ——— _-_TJ_: — T -?—"ir---—" _—'"
= L L =
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Victor Taichung's Own Spindie

6000/8000/10000 rpm belt-driven spindle
QOur modular headstock design offers the options 6000 / 8000
/10000 rpm belt-driven spindles as a cost effective solution for
production work and job shops requiring high spindle spead.

@ Rigid structure utilizing rolier bearings for maximum radial
Support

@ High torque output at low rom

@ Superior run-out under heavy cutting

12000/15000rpm directly coupled spindle
Without beft tension and noise, the directly coupled spindle
(DCS) offers high speed cutting with minimal vibration for
improved surface finish and accuracy. Oil cooling through the
spindle cartridge minimizes thermal growth at high speed, and a
separate air curtain circulated around the front bearings ensures
bearings and motor are kept free of contamination for longer
service life.

Gearbox for extra torque in heavy cutting
Victor Taichung offers gearbox circulated with the coolant oil

fo minimize noise at high speeds to prolong gear life. For high
efficient power transmission, minimal backlash gears are used to
guarantee smooth running.
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Fanuc controller
Power () Toequs (kg-m|

Pi

]
'
" "
i
'
l

82 53 34 frpm)

@ fmmmm-

5 = 53 34 ppm)

PO min infowwindng)  S1lbase RPM in low winding) T1{30 mir, in low winding)  51(base RPM in low winding)

Pjeont in low winding) S{bess R n high wirding] Toicont. inlowwinding)  82{besa AIPM in high winding)
P30 min. inighwinding)  S2{ma. APV i low winding) T2¢'30 i in high winding) 53(mazx. APM in low wining)
Péfeent. i high winding) Sma, APM i hich winding] Td{eont. in high winding)  S4{masc APM in high windling)

30 min. may be replaced by 15%, 15 min. or 20 mit. aceording io Fanuc technical specification

Belt-driven spindles (no gearbox):

e sphdis Baw Spasd Wk Spesd  P_Conl » Tat,_Conl. or.
Moker i) gpm) W) ] fugrm) (g
Low wi 500 | 1500 &7 | 7.5(i5mi 72 |14.59{i5 min)
g A e me|m 8000 55 mmnmq 743 | 8.72(30min)
opt| of 1500 10000 | 75 |11{@0min)| 486 | 662 (15min)
ot w2 | Lowwinding [500 | 1500 | &7 [75(15min}| 72 |1458(15min)
Highwindrg | 750 | 2000 | 65 |75@0min)| 743 |872(30min)
Lowwinding (500 | 1500 | 37 |75(15min)| 7.2 |1458(15min)
ot i i High wincing | 750 | 80005000} | 55 |75{0min)| T.43 | 8.72 B0 min)
| Lowwinding | 500 1500 | 55 | 9iismin) | ©73 |17.51 (15 min)
s il High windirg | 750 | 60008000} | 75 | 80min} | 873 |1167{B0min)
V- 102BIC () | Lowwinding [ 500 [ 1500 | 55 [ 8{i5min) | 873 [17.51 {15miny
etz | o7 High winding | 750 | 80008000 | 75 | 8(30min) | 973 1167 {30mny
| Lowwinding | 500 | 1500 8 [11{15mn)| 1188 [2141{15min)
S i Highwinding | 750 | 6000/8000) | 8 | 11@0min)| 1188 | 14.27{30min}
Lowwinding | 500 | 1500 75 |15(t5min) | 1459 |25.48(15mn)
Ot “m_ Highwindig [ 750 | 6000 | 11 |1580min}| 1437 [18.50{30min)

With gearbox (standard on Vc-145/165):
pincle.  BomeSpeed  Mox Speed P_Cont P Tet_canl. Tok

G Mo &S | 10 [ 75 [1100mn) | 2056 [2616@0min)
1013 7 sep 50| om0 | 75 | 1ipomn) | 487 | 6o4Qmin)
;g |V | S5 | 1500 | 11 | 15{0min) | 2616 | 38450 min)
OfLl ot2 o cep [1600| 8000 | 11 | 15p@0mn) | €81 | 005 min)
i LTS 85| 10 | 11 | 5p0mn) | %2 | 4120min)
*% ougep|1500| 6000 | 11 | 16{@0mn) | 7.4 | 874{0min)
Vo165 . | 1sep| 385 | 1600 | 5 [fes@ominj| 412 | s62p0min)
Motasopt) | 'Y [2imeo| 1500 600 | 15 |185@0min)| 974 | 1329 30rmin)
Heidenhain controller
l
o T [40%)
D (wm) 1 P {40%;
Antaes o) T PlEDNY N
\\ P (conty ==,
il Drehzanl (U/min) =
T Pows () Torqus fig-m) spsed ()
(=, § [ A% Cont. 0% L9 bose mac

QANZ00L | 75 88 | 115 4.9 658 T48 1500 000

19.52 2552 2982 375 1500
QANZ0OL | 75 88 | 115 I r 148 1500 000
.04 3252 36.45 a5 1500
651 813 an 1500 G000
54.85 88,68 a2.41 355 1500
16.24 18.48 2408 1500 6000

Opt.| CAN200U | 10 | 125 | 14

Vo-145/165 | QAN280L | 20 25 30
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Victor Taichung's NC Package

Fanuc 0i/32i/31i controls

Guarantee reliability and stability from over 40 years experience
Having worked closely with FANUC since we developed our first CNC machine in 1978, our standard
Fanuc 0i-M control package offers optimum reliability with the highest level of machine integration

to meet the demands of most productions. With PLC developed in-house by highly experience
engineers, Victor Taichung's Vicenters offer numerous safety features and maximum
machine efficiency. For higher speed and precision, the control option Data Server board
can be installed to extend the memory length for upgrading the data transfer rate. The
machine controller can be upgraded to 31i-B confrol which is capable of addressing 600
blocks as standard and optionally 1000 blocks available by the so-called AICC-2 with
HSP function (High Speed Processing) to further reduce the block addressing time for ==
better surface finish. ) ' |

MGI (Manual Guide i) + VS8 (Victor Smart Software) Macros

With the optional 10.4” color dispiay included, Victor Taichung’s Fanuc control package includes conversational function MANUAL GUIDE | (MGi)
to reduce the programming time for easier operation. Through the latest technology for Al contouring control (AICC), Fanuc 0-MD control is
capable of addressing look-ahead up to 200 blocks to offer optimal reliability with the highest level of machine integration.

Through exclusive software developed in house. VSS macros (Victor GUI) enhance not only operation to reduce tool set-up time but also safety
features to protect costly spindle. Productivity can be further increased when the adaptive controlled cutting is implemented.

Alr Bag (abnormal load monitoring) Renishaw® AUI

Ioading

Heidenhain TNC-620/640 controls

Powerful dialeg programming with fully alphanumeric keyboard, Heidenhain control is also available
on Veenter's range. Without remembering complicated G codes, sophisticated graphic functions with
15" TFT menitor make programming check easy. Hiedenhain TNC-620 / 840 controls are capable of
addressing more than 1000 blocks and further make use of hard drive memory for advanced 4 or 5
axis simultaneous control.

Feature \ Fanue Heldenhain

Confroller 0I-MF (Type 1) 32i-B 31i-B TNC-520 TNC-640
Block addressing time | o 2_%"6‘; ACC-2) 2ms 0.4 ms 1.5me 05ma

1280m (512kB) 1280m (512kE) 2560m (1MB) ;
Dat sioregs, Opt. 5120m (2ME) ©Opt. 5120m (2MB) Opt. 10240m (8ME) e B
Data server opt. Opt. . NA. Std. 21G8 (by SSAD)
(Memory extension) {oy CF Card) {by CF card) ; (BGB with CFR) Opt. 144G8 (by HRD)
Ethernet link Std. Std.. Sia, s Std.
) ; 40

Preview contouri ; 200 800
{look ahead blo m&%ﬁg‘" (Opt. 400 by AICC-2) {Opt. 1000 by HEP) 5000 5000
Graphic display 8.4" (Opt. 10.4") 104" 104" 15" 15"
Conversational function mmdel * Manual guide i Manual guide i Std. Std.
Data tranafer interface PCMCIA + USB PCMCIA + USB PCMCIA + US8 UsB USB




Machine Specification

ITEM Units Veenter-55 Veenter-70 Veenter-85A/B/C
X axis travel mm 550 700 850
Travel Y axis travel mm 460 {430 for APC) 480 (430 for APC) 520 (opt. 600}
Z axis travel mm 460 510 560
Spindle center to column mm 5445 5445 600
Distance 3
Spindle nose to table surface mm 150 ~ 610 150 ~ 660 150 ~ 710
Table work area mm 800 x 460 800 x 460 1100 x 510
Table Dimension of T-slot mm 4 x18x100 4x18x100 5x18x 100
Max. table load kg 300 500 4 gggg}}
Spindle taper BT-40 BT-40 BT-40
Spindle Spindle motor-cont / 30 min KWIAC) 55/75 55/75 55/75
Spindle speed rpm 8000 8000 %gﬂw%cégsﬂ%
36/36/20 854
Rapid feed rate-X/Y/Z m/min (Gﬁ‘ﬁ;fém {Oﬁ-ﬁ%ﬁﬁ] 20/20/18 N;sﬁ y
BAxis feed motor-X/Y/Z kW 35373 3/3/3 3/3/3
Foedrede = moteasusby e m/min 18 18 18
XY ballscrew (dia. x pitch) mm 40 xP16 40 x M6 40xM2
Z ballscrew mm 40xP12 40x P12 40 x P10
Max. tool length mm 250 250 300
Max. tool weight kg 8 8 8
Magazine capacity 24 (opt. 40) 24 (opt. 40) 24 (opt. 32, 40)
Tools Max. toal diameter (without adjacent tools) mm B0 (125) 80 (125) 80 (125)
Tool exchanging time sec. 1.5 (1-T), 4.8(C-C) 15(ET),49(CC) 15(FT), 59 (C-C)
Pull stud angle deg. 90 (opt. 45) 90 (opt. 45) 90 (opt. 45)
Tool selection method Random Random Random
Power requirement {excl. GTS) kVA 23 23 23
Min_/Max. air pressure ka/cm? 55/65 55/6.5 5.5/6.5
Coolant tank capacity L 225 240 280
Machine Std. NC controller FANUC 0i-M FANUC 0i-M FANUG Di-M
“ Floor space ;ezquiemem mm 1955 x 2350 2123 x 2350 2450 x 2400
Max. Machine height mm 2500 2550 2640
Net weight kg 4500 4700 5950
Tool shank (BT-40) Standard accessories
* Fully enclosed splash guarding * Remota MPG
* Hand tools and fool box + Air conditioner for slectrical
* T nuts for table slot cabinst
- Coolant fiush on bottom » Seraw chip removers (for
guarding (sxcept Vcenter-145) Vecentor-16835)
* Built-in work light + Air blow (by M-cods control)
Tool shank (BT-50) - Spindie oil cooler (only for + Fanuc e-book (CD-ROM)

ExP3

JIS-PS0T
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Veenter-110/130/145/185)
* Auto power off system
* Laveling blocks
* Program end light
* Rigid tapping
* Alarm lamp



Veenter-102A/B/C Veenter-110 Veenter-130

Veenter-145

®
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Veenter-165

1020 1100 1300 1450 1850
520 (opt. 600) 600 600 700 850
560 560 610 700 900
600 600 600 725 872
150~ 710 180 ~ 740 1565~ 765 200 ~ 900 200 ~ 1100
1100 x 510 1400 x 550 1400 x 550 1650 x 650 1700 x 800
5x18x100 518 x 100 5x18 x 100 6x18x 100 5% 22 x 150
ﬂmé% 800 800 2200 2500
BT-40 BT-40 BT-40 BT-50 BBT-50
757190 75/90 75/90 1715 15/185
S 1‘32"%"‘%} 6000 5000 6000 6000
36/36/20 (VC-1024) .
20/20/18 [VC-102B} 24724118 24/24/18 18/18/15 20/20/18
36/36/18 1mc}
3/3/3 3/3/3 3/3/3 41414 41417
18 18 18 18 18
40x P12 40xP12 40xP12 50x P10 50x P10
40 x P10 40x P10 40xP10 50x P10 50x P10
300 00 300 400 400
8 8 8 15 15
24 (opt. 22, 40) 24 (opt. 32, 40) 24 (opt 32, 40) 24 (opt. 32, 40) 24 (opt. 40)
80 (125) 80 (125) 80 (125) 110 (200) 127 (250)
15 (1), 62(CC) 15(FT), 64 (CC) 15 (1), 68 (C-C) 49(TT), 11 (C-C) 46 (1), 109 (CC)
90 {opt. 45) 90 (opt 45 90 (opt. 45 45 45
Random Random Random Random Random
23 23 23 a0 35
55/65 55/65 55/65 55/65 5565
280 350 {opt. 2 x 240) 350 {opt. 2 x 250) 600 (2 x 300) 760
FANUG 0i-M FANUC 0i-M FANUG 0i-M FANUC 0i-M FANUC 0i-M {10.4")
2750 x 2400 3200 x 2625 3500 x 2625 3800 x 3765 4276 x 3370
2640 2805 2920 3029 3617
6150 7100 7800 11780 16420

Optional accessories

* Chip conveyor with cart’ * Linear scale feadback
(2 chip conveyors for Vcenter-145) + Auto tool length measurement
(Please spedif]r when machining * Elsctrical counterbalance
Aluminum or Cast Iron) * Workpisce maasuremant
* Spindle oil cooler + 4th axis rotary tabla
(for Vicenter-55/70/85/102) * Higher column with spacer
* 2-step gearbox * Table shower system
(max. spindle speed 6000 rpm) + Semi enclosad splash
* High powered spindle motor {for Vicanter -1
+ Ol skimmer * BT-50 tooling with @
» Oil hols coolant (for Vcenter-85/102/1
-Commmughspmdls * Fanuc manuals ‘:;i.‘-"'“""" - CILLE Al
* Alr blow system 4



Victor Taichung’s Fanuc 0i-MF (Type 1)/32i-B/31i-B
Control Specifications

Standard:
ITEM SPECIFICATION DESCREFTION
Controlied Axes:
i Cortirobo fums BAma (X Y.Z) 20, Progrem Sacp / Frogeam End L T AL e
& Smutanecus Cortreled Aems ""P“"’“‘n‘%?" m_.m. - ::._‘ i S
3 Laast inpust increant 0001 mm / 0.0001 ingh / 0,001 deg. 4&” Goordinats Syzem Rowson
4, Laast Incromant 110 QL0001 mim / 0.00001 mneh /0.0001
5. Max, Command Vak = BUGAR.AG9 mm = $956,6566 In}
e Fra Accalsration & Decsierason Goral . i MEy P LOg
5 Figh Spsod HEV Gontel Fy 2 HighEoeod b/ &/ T inariacs
[ o ¢ Mt Garversion S 620/ 621) =
W e Al Aocn  Each dwis ) Cuting Block Star ;
10 Machne Lok Al Ay / Eacn Aoy
1. = Stop Sid. :‘
12 Ouer- Travel £
3. Gromd Sokn Chookc 1 And Cock 2 S 2
14 Mo Each Axg
18, Miror K73, M4, W75, MTE %, ¥ Pome L
Je Folow P . i
17 Pogtion gwiich jwth Victor's awn FLG) 5. 2
3
1. unomasic Gperston s .
£ MOI Oporation MOV B
3 DNG Operation Faagar  Funcher roriace & Feguied
4 NG Operation With Memory Gard FOMGIA Gard Attachmant s Hoqured 1,
5, Frogram Numbar Saarch Sed. ES
B, Saquance Number Ssarch s Edit Dperation
n Saquencn Number companson and stop 2l 1 1
, Buffer Ragistar Bt 2
Gy Fun B e =
Lo el .
o Jon Fred St T Memory card adring
12 Marual Finforencs Position Fatum e Setting
13 Marwal Handa Foed 1 Unt/ Each Path 7 “:::'w =
14 Marual Hande Foed Rato x1, 310, X100 Fan Sty
i5 2 A Negot B, 2 RSP} o
~~~~~~~ a Gurmeet Postion Dpiay B,
3 Program Display Program Mame 31 Charactars
1. Pamametar Setting And Display &,
2 Singin Dimcson Fostoning &, Saif Dlagross Function Sud.
LR Exace Swop Mace: T Ainrm Cisplay S,
4 Exact Stop 4, Alarm History Ciapiay 28
5 Lingar : Opuration History Dispiay £
B Seousr incesolytion 202, S0 ekl Ouacirin oy 10 Hi Function S
T Owok 504 [T Fun Hour Ard Parts Count Dlsplay S
£ Helcal interpolartion St 12 Acrual Custing Faedrate Dispiay Sid.
L S Funation G581 aa Dispriay Of Spindlie Speod And T Code A All Screens. S
n Fiaferonce Podtion Fetum GoE 14, Grapnia Funotion Sud.
D Fiairence Position Astum Chck 5.
12 @ 3+ | 4= Ftarance Posiion Fatun 5.
Fead: .
B Bapisd Travorss Rate Sed.
2, Fapd Traverss Ovarida S
a Fand For Minutn S,
A Tangontial Speed Conssant Cortrol S,
5. Custing Faed Fatn Clamg. g =
6. Anormaio Acteleration / Docaioration
1. FRapid travare Snl-shaped Aco. / Dosslermtion
. Bot-saped Acc. | Decabation Befors & Ates Cuatng
Aunomatic Comer Dogslomtion
6 Linaar Aco / Dacelaration Befor & After Guisng Foed
1. Fand Rato Ovoman
R 99 Oremide
13 Automatic Comer Ovamide
14 Feod Stap
18, Al orsour pontr (AICE, G08.1) §in iotal OV witn AIGG-2) 0i-MIFF 3%-8 3i-B
B MDG2 + High speed procossig 1505.1) (1 total = B .
17 Jark: Goniral LA A, NA
18 Figd Tappig Bel-Ehaped Aoo. |/ Daceleration = a B,
iES Fand Ly (GORGEN o S A,
Fregram Input: o o o
1. EWA / 150 Alnomado Aecognition o ] ]
2 Labet Sidp MA NA o
-5 Parity Chacic o o o
N Gortrol In / Bt o o o
5 Optional Block Slap HA WA, S,
i Masx. Programmable Cimangon 2 g .
. Program Numbar N BN gt
& Number f e .
i Y 5] i) NA
o {Pockne Gaicuasor Type Dacimal Pore Frogamming
. Une 10 Timg . 18 ool Load Nictor Own PLC) o n
12 Flana Sekation GI7, G18. G 18, Frogrammabin Mimor image (G50, 1) [=] o [
13 Flotary Aoda Designation St 1% E-dmclional Ftcn Ercr o t t
14 Fictary Axds Forl-Ower Funcsan 0. 18, ‘Addition Of Tool Pairs For Tool Lite Maragemant 512 Sets NA o a
15 Polar poordinase command 318, 18, G 1T ) {Used On Sth-Auis) &, a a
-5 Coondinate System Seting 3t 20. Custom Macm MaA [ ]
[ER Auomatia G Syutom Satting ied. 2, Adgition Of Work-Pioce Coordnate Systems 200 Sot A A a
12 Work Pleoe Cocrrma Syeten . LS4, el 034500 2z Esporantial into ) N.A Lo =
18 of Wiork 48 Pair 23 Emooth Inberpolation s THA =
20 Marual Abscitse On And Of snf. 24, J Gorical oA HA ]
21, Cxtionat Chamdaring / Comar A . a8, P o o
22 Programmabin Data Inpyt G810 28, Fioating Anfarorcn Positicn Hesum: M.A LA, =l
23 Sut Program Call < U321 o 10 (1) folds nested ar Hypothatical Axis insamolation (@307} S hlA b =] 3
24, Custom Magr B - B ool Aot And Batuem 10,8 W Vigtor Owa FLG) N NA, B
25 Aicition of Cugiom Macro Comman Varlables: W15, 8500~ 8855 28 NURES: imerpostion (Ony Awall. in HECG / FS0) M.A A =]
28 Carned Gycles For Milng G737 G4/ GT8, GAD-GAR, GIR / 688
an. 6el *1. Fanuc "Manual Guide |* & onfy avafabls an 10.4" acreen.
25 Crouar By em
o) Program Format FANUG Bbd. Format




Machine Dimension (mm) R

VICTOR-TAICHUNG

=Veenier-55/70
A 784 8 610/660
Veenter-55/70/85/102/110/130 B 1985/2080 b 150
: £ 2905/2852 ¢ 4B0/510
. 8 D 1900 d 480
E 818 8 125/50
F 800 f 550/700
e G 2953 g 800
H 2a78
11| E i 120
ﬁ\ g = J 2500/0642
B D = K 450
N ST
% : - = Veenter-85/102
) A 784 a 710
B B 2450/2750 b 150
C 3303/3594 c 560
D 1958 d 520
E 819 e 125/40
F 800 f 850/1020
G 2310 g 1100
H 2400
| 80
J 2440-2640

K 450

*Vecenter-110/130

A TE9 a 740/765
B 3200/3500 b 180155
C 4232/4530 ¢ 5B0/8610
D 1968 d 550

E 975 2 150/50

F 886 f 11001300
G 2485 g 1400 I
H 2625

| 88

J £640-2920

K 600

Vcenter-145

3175

Vcenter-165 "

e [] “ r“ - ..._1_1315_..1..8}.'2_5
i N | s
—_— e P i
4276 3188
5251 4225




@R VictorTachung Taichung, the home of M:

Being both IS0 9001 approved and a Meshanite cast member, our foundry produces o
tons of castings a month for both our own use and export to Japan.

introduced 3 giant 5-side machining centers, 1 CIM line for sheet metal me
complete FMS lines developed in house.,

has O overseas subsidiaries in USA, Engand France, Gmmm Soum Afru:a, Viale nail
Indonesia and China to provide our customers efficient after-sales service and technical supp ;

Vcenter-205 Vecenter-P106

@R ﬂ:herdu‘g profile:

Sales tumover: LSD 138 mil's {in 2016}
Ho. of employaes: 673

“Exchange rate: 1 USD=30 TWD.

"~

B
/] ! THE VICTOR-TAICHUNG COMPANIES

TAIWAN UK
httpy//www.or.com.tw O Wictor CNC (UK]) Ltd.
E-mail :info@mail.or.com.tw TEL : 44-1-706-643485
[ Victor Taichung Machinery Works Co., Ltd. FAX: 44-1-706-648483

Headquarters:

2088, Sec. 4, Taiwan Blvd., FRANCE

Taichung, Taiwan, R.O.C. O Victor France

TEL : 886-4-23592101 TEL : 33-1-64772000

FAX : 886-4-23592943 FAX : 33-1-64772063
Overseas Marketing Division:

TEL : 886-4-23580701 GERMANY

FAX : 886-4-23584541 O Victor GmbH . o

TEL : 49-2261-478434
FAX : 49-2261-478327

@R ViotorTicurg Was also marketed under the brand names VICTIR (0



