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National foreword

This Part of BS 4193 has been prepared under the direction of the Machine, Engineers and Hand Tools Standards
Committee and forms part of a series, each Part dealing with an aspect of hardmetal insert tooling. The series

implements corresponding international standards in the development of which the UK has played an active part.

This Part of BS 4193 is identical with ISO 1832 “Indexable inserts for cutting tools — Designation’ which was revised and
published in 1985 by the International Organization for Standardization (1SO) and was prepared by Technical Committee '
ISO/TC 29, Small tools. It supersedes BS 4193 : Part 1 : 1980 which is withdrawn.

Terminology and conventions. The text of the international standard has been approved as suitable for publication as a
British Standard without deviation. Some terminology and certain conventions are not identical with those used in British
Standards; attention is drawn especially to the following. '

The comma has been used in some places as a decimal marker. In British Standards it is current practice to use a full point
on the baseline as the decimal marker.

Wherever the words ‘International Standard’ appear, referring to this standard, they should be read as ‘British Standard’,

Cross-references. The Technical Committee has reviewed the provisions of 1SO 3002/1-1982, to which reference is made
in the text, and has decided that they are acceptable for use in conjunction with this standard.

Compliance with a British Standard does not of itself confer iinmunity from legal obligations.
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British Standard

Hardmetal insert tooling

Part 1. Specification for designation of indexable inserts for cutting tools

1 Scope and field of application

This International Standard establishes a code for the designation of the usual types of indexable inserts for cutting tools, in hardmetal
{carbide) or any other cutting materials, such as ceramics, etc., in order to simplify orders and specifications for such inserts.

. 2 Explanation of designation code

The designation code comprises nine symbols for designating the dimensions and other characteristics of indexable inserts; the first
seven symbols shall be used in every designation. One or both of the last two symbols may be used when necessary.

In addition to the standardized designation (symbols @ to @ }, a supplementary symbol consisting of one or two characters may
be added by the manufacturer for a better description of his products (for example, different chip breakers), provided that this symbol
is separated from the standardized designation by a dash and that it does not contain letters specified for references and .

No addition to or extension of the designation specified in this International Standard shall be made without consuiting Technical
Committee ISO/TC 29 and receiving its agreement. Rather than adding symbols not provided for in this system, it is preferable to add
to the designation in accordance with this International Standard all necessary explanations in the form of detailed sketches or
specifications.

However, if the symbol X"’ is used in position 4 of the designation, it is possible to use, in positions 5, 6 and 7, symbols representing

values not appearing in this International Standard but which shall be described explicitly by the sketch or the detailed specifications
given in 3.4,
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The significance of the symbols constituting the designation is as follows: ‘
@ Letter symbol identifying insert shape (see 3.1).
Letter symbol identifying normal clearance (see 3.2).
Letter symbol identifying tolerance class (see 3.3).
Letter symbol indicating fixing and/or chip-breakers (see 3.4). Compulsory symbols
Number symbol identifying insert size (see 3.5).

Number symbol identifying insert thickness (see 3.6).

Letter or number symbol identifying insert corner configuration (see 3.7).

Letter symbol indicating cutting edge condition (see 4.1).
Optional symbols

ONORSNORONONOR®)

Letter symbol identifying cutting direction (see 4.2).

Manufacturer's symbol, if desired

Example:

Metric dimensions: 16 E

©O @ ® ® ® ® © ® ® -
T P G N 03 08 N
T G N N

Inch dimensions: P 3 2 2 E

NOTE — The designations and symbols of the different angles allowing geometrical definition of the indexable inserts are in conformity with
ISO 3002/1, Basic quantities in cutting and grinding — Part 1: Geometry of the active part of cutting tools — General terms, reference systems, tool
and working angles, chip breakers, with the following conventions: ‘

— the insert is considered in the tool-in-hand system;
— the reference plane P, is parallel to the base of the insert;

— the assumed working plane Py is perpendicular to the reference plane P, and is parallel to the assumed direction of feed motion. This plane is
defined only in the case of inserts having one or more wiper edges.

The assumed direction of feed motion is taken parallel to the considerad wiper edge (see the note to 3.7).
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Letter Description Included .
Type symbol of shape angle, ¢, Figure
H Hexagonal inserts 120° O
o Octagonal inserts 135° O
| Equilateral and
equiangular inserts P Pentagonal inserts 108° O
S Square inserts 90°
) T Triangular inserts 60° A
. c 30071)
D 550 1)
L. 1
. Equilateral but E Rhombic inserts 7501 Q
non-equiangular inserts M gge 1)
\' 3501
w Hexagonal inserts go° 1) A
Non-equilateral but . °
i equiangular inserts L Rectangular inserts 90 E
A gge 1)
W Non-equilateral and Parallelogram-shaped
non-equiangular inserts inserts gzo )
K : 550 1)
X \' Round inserts R Round inserts - O

1} The included angle considered is always the smaller angle.

3.2 Symbol for normal clearance — Reference @

Letter symbol

For normal clearance, choose, from the symbols listed below, the one which corresponds to the major cutting edge (see the figure).

If {in spite of different normal clearances) all cutting edges have to be used as major cutting edges, the symbol to be used for the designation of
the normal clearance shall be the symbol applicable to the normal clearance of the longer cutting edge, which is also considered as the major

cutting edge for the indication of the insert size (see reference @ ).

A— 3°

B — 5h°

cC— 7°

D — 15°

T E — 20°

F — 25°

G — 30°

N — 0°

! P —11°
‘ O — Other normal clearances requiring special specification
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