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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards
bodies (ISO member bodies). The work of preparing International Standards is normally carried out
through ISO technical committees. Each member body interested in a subject for which a technical
committee has been established has the right to be represented on that committee. International
organizations, governmental and non-governmental, in liaison with ISO, also take part in the work.
ISO collaborates closely with the International Electrotechnical Commission (IEC) on all matters of
electrotechnical standardization.
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INTERNATIONAL STANDARD

ISO 16463:2014(E)

Polycristalline diamond inserts, tipped — Dimensions,
types

1 Scope

This International Standard applies to inserts with insert shapes in accordance with ISO 883 and

ISO
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3.1

Trian

3.2

Norn

3.3

Normative references

987, tipped witir potycrystattime diamomd tDP):

following documents, in whole or in part, are normatively referenced in|this docunj
pensable for its application. For dated references, only the edition cited applies. I
ences, the latest edition of the referenced document (including any aimendments) appl

13, Classification and application of hard cutting materials for metal removal with def
b — Designation of the main groups and groups of application

83, Indexable hardmetal (carbide) inserts with rounded cofners, without fixing hole — Dj
832, Indexable inserts for cutting tools — Designation
365, Indexable hardmetal (carbide) inserts with wiper edges, without fixing hole — Dime

987, Indexable hard material inserts with rounded corners, with partly cylindrical fi
nsions

nsert shapes and design

Insert shapes

igular (T), square (S), rhombic 80° (C), 55° (D), and 35° (V) and trigon (W).

Normal clearance, ay,

hal clearancé 5°(B), 7° (C), 11° (P), and 20° (E).

Cutting edge corner

Inset

ent and are
For undated
es.

lined cutting

mensions

nsions

king hole —

tsfor turning with corner radius r¢ 0,2 mm, 0,4 mm, 0,8 mm, 1,2 mm, and 1,6 mm.

Inserts for milling with wiper edge.

NOTE The design of non-tipped corners is optional.

3.4 Tolerance class

Tolerance class in accordance with ISO 1832 shall be applied. In Tables 1 to 10, this position is shown
with a dot ().

3.5 Design of cutting edges

Any design shall be indicated in the designation (see ISO 1832).
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3.6
The styles o

:2014(E)

Insert type

f tipped cutting edges in accordance with ISO 1832 shall be applied.

4 Designation

4.1 General

The designation of inserts tipped with polycrystalline diamond (DP) is based on ISO 1832. The letter
symbol for the cutting edge condition and the letter symbol for the insert type shall be indicated in the

designation

Designation|

4.2 Desig

Designation|
tolerance cl
thickness s {
sided — one

Inse

NOTE D]

4.3 Desig

Designation|
chip breake
cutting edgg
one sided —|

Inse

NOTE D]

5 Dimen

5.1 Inser

See Figure 1

NOTE Fq

In each case.

s contained in 4.2 and 4.3 are examples of use of designations in accordance with.ISO ]

nation of a tipped insert for turning

of a rhombic insert with included angle ¢ = 55° (D), normal clearance ap = 7° (C),
hss G, without chip breakers and with fixing hole (W), with side dength [ = 11,6 mm
= 3,97 mm (T3), corner radius rz = 0,8 mm (08), with sharp cutting.edges (F), tipped
corner (A), long (L), cutting material in accordance with ISO,513 (e.g. DP05):

rt DCGW 11T308F — AL — DP05 — ...

P05 is optional in accordance with ISO 1832, designation symbol 13.

nation of a tipped insert for milling

of a square insert (S) with normal clearahee ay = 11° (P), with tolerance class G, wit
s and with fixing hole (W), with side length [ = 12,7 mm (12), thickness s = 4,76 mm
angle k= 75° (E), normal clearance at wiper edge a = 15° (D), right-hand type (R), tipp
one corner (A), long (L), cutting material in accordance with ISO 513 (e.g. DP05):

rt SPGW 1204EDR — AL — DP0O5 — ...

P05 is optional in accordancé with ISO 1832, designation symbol 13.

sions

t shape T with fixing hole (inserts for turning)
| and Table/1.

r the dimensions of /1, see Table 11.

1832.

with
(11),
- one
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Table 1 \c~>
N
. I ~
Dlesignation d d1 ~ <§ s an Ie
Va)
TCIW 09 02 02F |5,56 25 9,63 8137 2,38 |7° 0,2
TC{W 09 02 04F |5,56 25  |963 {7943 2,38 |7° 0,4
TC{W 09 02 08F [5,56 25  |963 207|754 2,38 |7° 0,8
TCIW 1102 02F |6,35 28 |11,0.8 9,322 2,38 |7° 0.2
TCYW 1102 04F 6,35 28 |1t0 9,128 2,38 [7° 04
TC{W 1102 08F 6,35 28 11,0 8731 2,38 |7° 0,8
TCIW 1103 02F |6,35 2,8:0" |11,0 9,327 318 |7° 0,2
TC{W 1103 04F 6,35 .28 [110 9,128 318 |7° 0,4
TC{W 1103 08F 6,35 Ist28 110 8,731 318 |7° 0,8
TCIW 16 T3 02F [9,525 (7 44  [165 14,084 397 |7° 0.2
TC{W 16 T3 04F |9,525.(0 44 |165 13,891 397 |7° 0,4
TC{W 16 T3 08F |9,525~ 44 |16, 13,494 397 |7° 0,8
TC{W 16 T3 12F ~|9,525 44 |16, 13,097 397 |7° 12
TC{W 16 T3 16K ~|9,525 44 |16,5 12,700 397 |70 16
TCIW 22,0404F |12,7 55 [220 18,653 476 |7° 0,4
TC{W.22 04 08F [12,7 55 |22,0 18,256 476 |7° 08
B e e e 12
TCeW 22 04 16F 12,7 55 |22,0 17,462 476 |7° 16
TPeW 09 02 02F 5,56 25  [9,63 8,137 2,38 [11° 0,2
TPeW 09 02 04F [5,56 25  [9,63 7,943 2,38 [11° 0,4
TPeW 09 02 08F |5,56 25  [9,63 7,541 2,38 [11° 0,8
TPeW 11 02 02F |6,35 28 [11,0 9,322 238 [11° 0,2
TPeW 11 02 04F |6,35 28 |11,0 9,128 238 [11° 0,4
TPeW 1102 08F 6,35 28 |11,0 9,322 2,38 [11° 0,8
TPeW 1103 02F 6,35 33 |110 9,327 318 [11° 0,2
TPeW 1103 04F |6,35 33 |11,0 9,128 318 [11° 0,4
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Table 1

Designation d d1 i m s an e
TPeW 11 03 08F [6,35 3,3 11,0 8,731 3,18 11° 0,8
TPeW 13 03 02F [7,938 3,4 13,7 11,708 3,18 11° 0,2
TPeW 13 03 04F [7,938 3,4 13,7 11,509 3,18 11° 0,4
TPeW 13 03 08F [7,938 3,4 13,7 11,112 3,18 11° 0,8
TPeW 16 T3 04F [9,525 4,4 16,5 13,891 3,97 11° 0,4
TPeW 16 TR UOBF |9,525 4,4 16,5 13,494 5,97 11" U,
TPeW 16 TB 12F |9,525 4,4 16,5 13,097 3,97 11° 1,p
TPeW 16 TB 16F [9,525 4,4 16,5 12,700 3,97 11° 1,b

5.2 Insernt shape T without fixing hole (inserts for turning)
See Figure 4 and Table 2.

NOTE Fqr the dimensions of /1, see Table 11.
{

RN — |

[
|
|

¢d

7' tﬂL
S T

60°
Figure 2
Table 2
. . |

Designation d N m s an I'e
TPeN 09 0R ©2F |5,556 9,62 8,136 2,38 11° 0,2
TPeN 09 02 04F |5,556 9,62 7,938 2,38 11° 0,4
TPeN 09 02 08F |5,556 9,62 7,541 2,38 11° 0,8
TPeN 11 03 02F 6,35 11,0 9,327 3,18 11° 0,2
TPeN 11 03 04F [6,35 11,0 9,128 3,18 11° 0,4
TPeN 11 03 08F [6,35 11,0 8,731 3,18 11° 0,8
TPeN 16 03 02F |9,525 16,5 14,089 3,18 11° 0,2
TPeN 16 03 04F [9,525 16,5 13,891 3,18 11° 0,4
TPeN 16 03 08F [9,525 16,5 13,494 3,18 11° 0,8

4 © ISO 2014 - All rights reserved
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5.3 Insertshape S with fixing hole (inserts for turning)
See Figure 3 and Table 3.

NOTE For the dimensions of I, see Table 11.

2
s - i A ]
/ j \ - ]
[ ORN — T
. _ \
I S
. . | . . g N I
! W, D(nqL
(¢
/ l \ 5
Figure 3
Table 3
Designation d d1 i m s an re

SqeW 09 T3 04F |9,525 4,4 9,525 1,808 3,97 7° 0,4
SqeW 09 T3 08F |9,525 4,4 9,525 1,644 3,97 7° 0,8
SqeW 09 T3 12F |9,525 4,4 9,525 1,479 3,97 7° 1,2
S(eW 12 04 04F |12,7 5,5 12,7 2,466 4,76 7° 0,4
S(eW 12 04 08F |12,7 55 12,7 2,301 4,76 7° 0,8
SqeW 12 04 12F [12,7 5,5 12,7 2,137 4,76 7° 1,2
SqeW 12 04 16F |12,7 5,5 12,7 1,973 4,76 7° 1,6
SHeW 09 T3 02F |9,525 4,4 9,525 1,889 3,97 11° 0,2
SHeW 09 T3 04F |9,525 4,4 9,525 1,808 3,97 11° 0,4
SHeW 09 T3 08F_< 9,525 4,4 9,525 1,644 3,97 11° 0,8
SHeW 09 T3 12F> |9,525 4.4 9,525 1,479 3,97 11° 1,2
SHeW 12 04.04F |12,7 5,5 12,7 2,466 4,76 11° 0,4
SHeWA2(04 08F 12,7 5,5 12,7 2,301 4,76 11° 0,8
SHeWA12 04 12F  [12,7 55 12,7 2,137 4,76 11° 1,2
SPeW 12 04 16F [12,7 5,5 12,7 1,973 4,76 11° 1,6

5.4 Insertshape S without fixing hole (inserts for turning)
See Figure 4 and Table 4.

NOTE For the dimensions of I, see Table 11.

© IS0 2014 - All rights reserved 5
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Figure 4

Table 4
Designgtion d N m s an e
SPeN 09 (3 02F 9,525 9,5 1,890 3,18 11° 0,2
SPeN 09 (3 04F 9,525 9,5 1,808 3,18 11° 0,4
SPeN 09 ()3 08F 9,525 9,5 1,644 3,18 11° 0,8
SPeN 12 ()3 02F 12,7 12,7 2,548 3,18 11° 0,2
SPeN 12 ()3 04F 12,7 12,7 2,466 3,18 11° 0,4
SPeN 12 ()3 08F 12,7 12,7 2,301 3,18 11° 0,8

5.5 Insernt shape C with fixing hole (insetrfs for turning)
See Figure § and Table 5.

NOTE Fqr the dimensions of /1, see Table 11.
t

//
N
5

\\+_//
|

Y

e &

AW T
W

Figure 5
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Table 5

Designation d di i mp my s an e
CCeW 0502 02F  |5,56 2,5 |564 1,432 0,787 238 |7° 0,2
CCeW 05 02 04F  |5,56 25 |564 1,324 0,728 238 |7° 0,4
CCeW 06 02 02F  |6,35 28 645 1,652 0,908 2,38 |7° 0,2
CCoW 06 02 04F  |6,35 28 645 1,544 0,848 2,38 |7° 0,4
CCeW 06 02 08F  |6,35 28 645 1,323 0,727 2,38 |7° 0,8
CFWOB 03 02F (7938 37 18,06 7,003 TT50 318177 0,2
CQ-W 0803 04F |7,938 34 |8,06 1,986 1,091 318 ¢ 0,4
CQsW 0803 08F |7,938 34  |8,06 1,764 0,970 318" L[7° 0,8
CQsW 0803 12F |7938 34 8,06 1,544 0848 | 348 |7° 1,2
CCPW 09 T3 04F  |9,525 44 [967 2,426 1,333 NO397 |7° 0,4
CCPW 09 T3 08F  |9,525 44 |967 2,206 12120 397 |7° 0,8
CQW 09 T3 12F |9,525 44 |967 1,985 1,001 397 |7° 1,2
CQsW 12 04 04F  |12,7 55  |129 3,308 |, 1818 476 |7° 0,4
CQsW 12 04 08F  |12,7 55  [129 3,0885\) 1,697 476 |7° 0,8
CQ:W 12 04 12F  |12,7 55  [129 2,867 | 1,576 476  |7° 1,2
cdew 12 04 16F  |12,7 55  [129 2647 1,455 476  |7° 1,6
CHeW 05 02 02F  |5,56 25 564 1432 0,787 2,38 |11° 0,2
CHeW 05 02 04F  |5,56 25 [564.0° | 1324 0,728 238 |11° 0,4
CHeW 06 02 02F |6,35 28 645 1,652 0,908 238 |11° 0,2
CPeW 06 02 04F  |6,35 28 645 1,544 0,848 238 |11° 0,4
CPeW 06 02 08F  |6,35 2,8° 6,45 1,323 0,727 238 |11° 0,8
CPeW 08 03 02F |7,938 .34 [806 2,093 1,150 318 |11° 0,2
CHW 0803 04F [7938  [\3'34 8,06 1,986 1,091 318 |11° 0,4
cAwos0308F [7938 (| 34 |806 1,764 0,970 318 |11° 0,8
CPeW 0803 12F |7,938)~ 34  |8,06 1,544 0,848 318 |11° 1,2
CPeW 09 03 02F |9595 44 |967 2,534 1,392 318 |11° 0,2
CPW 09 03 04R2-]9,525 44 [967 2,426 1,333 318 |11° 0,4
CPW 09 0308F  |9,525 44 |967 2,206 1,212 318 |11° 0,8
CPeW 0903 12F  [9,525 44 |967 1,985 1,091 318 |11° 1,2
CPEW09'T3 02F 9,525 44 967 2,426 1,333 397 |11° 0,2
CPeW 09 T3 04F (9,575 41967 7476 T.333 397 1T 0,4
CPeW 09 T3 08F |9,525 44 |967 2,206 1,212 397 |11° 0,8
CPeW 09 T3 12F |9,525 44 |967 1,985 1,091 397 |11° 1,2
CPeW 12 04 04F |12,7 55  [129 3,088 1,818 476 |11° 0,4
CPeW 12 04 08F |12,7 55  [129 3,308 1,697 476 |11° 0,8
CPeW 12 04 12F  |12,7 55  |129 2,867 1,576 476  |11° 1,2
CPeW 12 04 16F |12,7 55  |129 2,647 1,455 476  |11° 1,6
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5.6 Insertshape D with fixing hole (inserts for turning)

See Figure 6 and Table 6.

NOTE For the dimensions of I1, see Table 11.
{

|
| "]

AL IS

ﬁ \ _
N . . . Q Q
w' | |

i N L “HL

o5 |

% /1 & S

Figure 6
Table 6
Designdtion d d1 i m s an e
DCeW 07 02 02F 6,35 2,8 7,75 3,464 2,38 7° 0,2
DCeW 07 (2 04F |6,35 2,8 7,75 3,238 2,38 7° 04
DCeW 07 2 08F [6,35 2,8 7,75 2,776 2,38 7° 0/8
DCeW 11 T3 02F |9,525 4,4 11,6 5,320 3,97 7° 0,2
DCeW 11 T3 04F |9,525 4,4 11,6 5,089 3,97 7° 044
DCeW 11 T3 08F [9,525 4,4 11,6 4,626 3,97 7° 08
DCeW 11 T3 12F |9,525 4,4 11,6 4,164 3,97 7° 12
DPeW 07 02 02F 6,35 2,8 7,75 3,464 2,38 11° 0,2
DPesW 07 02 04F |6,35 2,8 7,75 3,238 2,38 11° 04
DPeW 11 T3 04F |9,525 4,4 11,6 5,089 3,97 11° 04
DPeW 11 T3 08F [9,525 4,4 11,6 4,626 3,97 11° 08
5.7 Insernt shapeV with fixing hole (inserts for turning)
See Figure 7 and'Table 7.

NOTE For the dimensions of /1, see Table 11.
{

od

Figure 7

8 © ISO 2014 - All rights reserved
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Table 7

Designation d d1 i m s an e
VBeW 16 04 02F |9,525 4,4 16,6 10,603 4,76 5° 0,2
VBeW 16 04 04F 9,525 4,4 16,6 10,152 4,76 5° 0,4
VBeW 16 04 08F |9,525 4,4 16,6 9,229 4,76 5° 0,8
VBeW 16 04 12F |9,525 4,4 16,6 8,306 4,76 5° 1,2
VCeW 11 03 02F |6,35 2,8 11,1 6,911 3,18 7° 0,2
V@*W TIT U3 U4F 6,35 Z,8 TT,T 6,460 318 7 0,4
V(eWw 11 03 08F |6,35 2,8 11,1 5,537 3,18 7° 0,8
V(W 16 04 02F |9,525 4,4 16,6 10,603 4,76 7° 0,2
V(eW 16 04 04F |9,525 4,4 16,6 10,154 4,76 7° 0,4
V(eW 16 04 08F |9,525 4,4 16,6 9,231 476 7° 0,8
V(eW 16 04 12F  |9,525 4,4 16,6 8,308 4,76 7° 1,2

5.8 | Insert shape S with fixing hole (inserts for milling)

See Higure 8 and Table 8.

NOTH For the dimensions of 1, see Table 11.

S T
‘ ) < .
- 14 R \

NOTE Right-hand type is shown in the figure (R).

Figure 8

© ISO 2014 - All rights reserved 9
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Table 8
Designation d d1 i m s an a’y
SEeW 09 T3 EER |9,525 4,4 9,525 0,543 3,97 20° 20°
SEeW 09 T3 EEL |9,525 4,4 9,525 0,543 3,97 20° 20°
SPeW 12 04 EDR |12,7 5,5 12,7 0,900 4,76 11° 15°
SPeW 12 04 EDL (12,7 5,5 12,7 0,900 4,76 11° 15°

5.9 Insent ahdpc Cwith ﬁ)&iug hote (illel tsfor luiﬂiug)
See Figure 9 and Table 9.

NOTE Fqr the dimensions of /1, see Table 11.

I |

14
NOTE Right-hand type shown in thefigure (R).

Figure 9

Table 9
Designlation d d1 i m s an aly
CEeW 09 T3 PEL 9,525 4,4 9,67 0,631 3,97 20° 20°
CEeW 09 T3 PER |9,525 4,4 9,67 0,631 3,97 20° 20°
CPeW 12 04 PDL 12,7 5,5 12,9 0,936 4,76 11° 15°
CPeW 12 04 PDR 12,7 5,5 12,9 0,936 4,76 11° 15°

5.10 Insert shape W with fixing hole (inserts for turning)

See Figure 10 and Table 10.

NOTE For the dimensions of /1, see Table 11.

10 © ISO 2014 - All rights reserved
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Figure 10
Table 10
Designation d dy i m s an Ire
WCeW040202F 6,35 2,8 4,3 1,655 2,38 7° 0,2
WCeW040204F 6,35 2,8 4,3 1,543 2,38 7° 0,4
WCeW06T304F 9,525 4,4 6,5 2,426 3,97 7° 0,4
WCeW06T308F 9,525 4,4 6,5 2,203 3,97 7° 0,8
WPeW040201F 6,35 2,8 4,3 1,710 2,38 11° 0,1
WPeW040202F 6,35 28 4,3 1,654 2,38 11° 0,2
WPeW040204F 6,35 2,8 4,3 1,543 2,38 11° 0,4
WPeW060302F 9,525 4,4 6,5 2,537 3,18 11° 0,2
WPeW060304F 9,525 4,4 6,5 2,426 3,18 11° 0,4
6 Cutting edge length, /4, of tipped inserts
6.1 | General
11 is defined.as the length along the major cutting edge from the end of the tip to the fufrthest point
perpendicular to the major cutting edge.

6.2 Inserts with radius

See Figure 11.
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ISO 16463:2014(E)

Key
a For the dimensions of /1, see Table 11.

6.3 Inserts with wiper edge

See Figure 12.
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Figure 11
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Key
a  For the dimensions of 11, see Table 2\

Figure 12
Table 11
Cutting edge length
I
min
short long
0,8 3,0

7 Base material, cutting material

Base material is selected at the manufacturer’s option or upon agreement.

Cutting edges made of DP are in accordance with ISO 513.

12
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