
H

J
K
L
M

A
B
C
D
E
F
G

I

Tungaloy F083

2−RE

CDX

20

4
.5

8.0
2°

C
W

XGR/L-QBN

ISO

W < 2 mm W = 2 ~ 4 mm W > 4 mm

NS9530 80 - 200 0.05 - 0.1 0.08 - 0.2 0.08 - 0.25

UX30 60 - 150 0.05 - 0.1 0.08 - 0.2 0.08 - 0.25

TH10 60 - 150 0.05 - 0.1 0.08 - 0.2 0.08 - 0.25

BX360 50 - 180 0.05 - 0.15 0.05 - 0.15 0.05 - 0.15
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XGL6310S-QBN L 1 0.2 1.5

XGR6315S-QBN R 1.5 0.2 2.3

XGL6315S-QBN L 1.5 0.2 2.3

XGR6320S-QBN R 2 0.2 3

XGL6320S-QBN L 2 0.2 3

XGR6325S-QBN R 2.5 0.2 3.8

XGL6325S-QBN L 2.5 0.2 3.8

XGR6330S-QBN R 3 0.2 4.5

XGL6330S-QBN L 3 0.2 4.5

XGR6335S-QBN R 3.5 0.2 5.3

XGL6335S-QBN L 3.5 0.2 5.3

XGR6340S-QBN R 4 0.2 6

XGL6340S-QBN L 4 0.2 6

XGR6345S-QBN R 4.5 0.2 6

XGL6345S-QBN L 4.5 0.2 6
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Right hand (R) shown.

STANDARD CUTTING CONDITIONS

Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...)
left-hand toolholders (GX-****LE) with left-hand inserts (XGL...).

Cutting Speed

Vc (m/min)

Feed: f (mm/rev)
Workpiece material

Carbon steel

Cast irons , Light alloys

Grade

Hardened steels

Toolholders → F082Reference pages:

: Line up

Designation

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

 : First choice

 : Second choice
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35°
1010, 1212

JSVGR/L

CWN CWX CDX H B LF LH HF WF

JSVGR/L1010K-C 0.33 2 0.7 - 5.5 10 10 125 23 10 10 JVGR/L... 2.3

JSVGR/L1212K-C 0.33 2 0.7 - 5.5 12 12 125 23 12 12 JVGR/L... 2.3

JSVGR/L1616K 0.33 2 0.7 - 5.5 16 16 125 23 16 16 JVGR/L... 2.3

JSVGR/L... CSTB-3S
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JVGR033F R 0.33 0 0.7 7.94 3.18

JVGL033F L 0.33 0 0.7 7.94 3.18

JVGR050F R 0.5 0 1.1 7.94 3.18

JVGL050F L 0.5 0 1.1 7.94 3.18

JVGR075F R 0.75 0 1.9 7.94 3.18

JVGL075F L 0.75 0 1.9 7.94 3.18

JVGR095F R 0.95 0 1.9 7.94 3.18

JVGL095F L 0.95 0 1.9 7.94 3.18

JVGR100F R 1 0 5.5 7.94 3.18

JVGL100F L 1 0 5.5 7.94 3.18

JVGR125F R 1.25 0 5 7.94 3.18

JVGL125F L 1.25 0 5 7.94 3.18

JVGR150F R 1.5 0 5.5 7.94 3.18

JVGL150F L 1.5 0 5.5 7.94 3.18

JVGR200F R 2 0 5.5 7.94 3.18

JVGL200F L 2 0 5.5 7.94 3.18

External

Internal

Face

Parting

Others

Right hand (R) shown.

Right hand (R) shown.

INSERT

Designation Clamping screw Wrench

External grooving toolholder, for Swiss lathes

*Torque: Recommended clamping torque (N∙m)

Without offset

Shank

T-9F
Option T-9L

JVG (with hand, sharp edge)

SPARE PARTS

Standard cutting conditions → F091Reference pages:

Designation Insert Torque*

: Line up

Designation

Cermet

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

 : First choice

 : Second choice

UncoatedCoated


