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INTERNATIONAL STANDARD © ISO ISO

5608:1995(E)

Turning and copying tool holders and cartridges for
indexable inserts — Designation

1 Scope

This Interpational Standard establishes a code for the designation of:turning and copying tool holder
Ctangular shank having a standardized dimension f (see 1SO 5610 and ISO 5611), intendgd for indexable
inserts, tl\us simplifying orders and specifications for such tgols.
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nation of boring bars (tool holders with cylindrical shank) is given in ISO 6261.

mative references

ving standards contain provisions” Which, through reference in this text, constitute pr

of currently valid Internatienal Standards.
:1995, Single-point\too! holders for turning and copying, for indexable inserts — Dimensi

11995, Cartridges, type A, for indexable inserts — Dimensions.

anation’of the designation code

jriation code comprises ten symbols for the designation of dimensions and other chara

5 and cartridges

bvisions of this
are subject to

bnd parties to agreements based on this International Standard are encouraged to investfigate the possi-
bility of gpplying the most recent editions of the standards indicated below. Members of IEC ar

d I1ISO maintain

DnNs.

cteristics of the

when necessary.

ol may be used

In addition to the standardized designation [symbols in positions (1) to (10)], a supplementary symbol consisting
of a maximum of three letters and/or numbers may be added by the manufacturer for a better description of his
products, on condition that this symbol is separated from the standardized designation by a dash and that it does
not contain letters specified for position (10).

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

The meaning of the nine compulsory symbols and one optional symbol constituting the code is as follows:
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(1) Letter symbol identifying the method of holding the insert (see 4.1)
(2)  Letter symbol identifying insert shape (see 4.2)

(3) Letter symbol identifying tool style (see 4.3)

(4)  Letter symbol identifying insert normal clearance (see 4.4)

(5)  Letter symbol identifying hand of tool (see 4.5)

(6) Number
height ¢
(7)  Number
C follow

(8) Letters
(9)  Number

(10) Letters

NOTE1 Thec

EXAMPLE
(1)
C

© SO

symbol identifying tool height (shank height of tool holders and
f cutting edge) (see 4.6)

symbol identifying tool holder shank width or, for cartridges, letter
ed by a letter symbol identifying the cartridge type (see 4.7)

mbol identifying tool length (see 4.8)

symbol identifying indexable insert size (see 4.9)

mbol indicating special tolerances (see clause 5)

bdes (2), (4) and (9) are in accordance with ISO 1832.

(2) (3) (4) (5) (6) (7) (8)

4 Compulsory symbols

4.1 Symbol

Computsory 3ymbols

Optional sym

16

bol

for the method of holding the horizontally mounted insert — Reference position (1)
Table 1

Letter Method of holding the insert

symbol
Cc Top clamping (insert without hole)
M Top and hole clamping (insert with hole)
P Hole clamping (insert with hole)
S Screw clamping through hole (insert with hole)
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4.2 Symbol for insert shape — Reference position (2)
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Table 2
Letter
symbol Insert shape Insert type
H Hexagonal
(o) Octagonal
P Pentagonal Equilateral and equiangular
S Square
T Triangular
C Rhombic with 80° included angle
D Rhombic with 55° included angle
E Rhombic with 75° included angle . )
S ) Equilateral and pon-equiangular
M Rhombic with 86° included angle
\Y Rhombic with 35° included angle
w Hexagonal with 80° included angle
L Rectangular Non-equilateral and equiangular
A Parallelogram-shaped with 85° included angle A
B Parallelogram-shaped with 82° included angle Non—equnlqte ral and non-
equiamgular
K Parallelogram-shaped with 55° included angle
R Round Roynd
NOTE — The included angle is always the smaller-angle.
4.3 Symbol for tool style — Reference position (3)
Table 3
Letter symbol Tool style
A ; 90° cutting edge angle, straight shank, for side cutting
}Jbo"
B 75° cutting edge angle, straight shank, for side cutting
75°
-‘\90'
C \ j 90° cutting edge angle, straight shank, for end cutting
. 1
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Letter symbol Tool style
D1 < ? 45° cutting edge angle, straight shank, for side cutting
-
/ S
E >\ < 60° cutting edge angle, straight shank, for side cutting
60°
F 90° j 90° cutting edge angle, offset shank, for end cutting
G L ? 90° cutting edge angle, offset shank, for side cutting
e
H 107,5° cutting edge angie, offset shank, for side cutting
107.5°
J ? 93° cutting edge angle, offset shank, for side cutting
93°
75° - i
K 75° cutting edge angle, offset shank, for end cutting
95° . . .
L [' 95° cutting edge angles on both cutting edges, offset shank, for sid¢ and end
cutting
95°
M <>\ 2 50° cutting edge angle, straight shank, for side cutting
_./509
N /: 63° cutting edge angle, straight shank, for side cutting

63°
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Letter symbol Tool style
P 117,5° cutting edge angle, offset shank, for side cutting
117.5°
R 75° cutting edge angle, offset shank, for side cutting
,/75"
sm - 45° cutting edge angle, offset shank, for sid@)cutting
T 60° cutting edge angle, offsé€t shank, for side cutting
60°
U 93° E 93° cutting €dge angle, offset shank, for end cutting
ﬂ/
\Y /2,5° cutting edge angle, straight shank, for side cutting
72,5°
w 60° 60° cutting edge angle, offset shank, for end cutting
85°
Y| 7 85° cutting edge angle, offset shank, for end cutting
1) Toolg of stylesD )and S may be equipped also with round inserts (shape R).
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4.4 Symbol for the insert normal clearance — Reference position (4)

Table 4

Letter symbol Insert normal clearance

30
5°
70

156°

20°
25°

© SO

4.5 Symbol

4.6 Symbol

30
Oo
11°

v260MTMMOOm>

NOTE — For non-equilateral inserts, the letter symbol applies to the
normal clearance of the longer side.

for hand of tool — Reference position (5)
Table 5
Letter symbol Hand of tool
R Right hand
L Left hand
N Either hand

for tool height — Reference position (6)

4.6.1 Tool holders with rectangular shank cross-section and height of cutting edge #, equal to shank

height 4 (see fi

The number syfnbol for the tool height is the value of the shank height A, in millimetres. If the resultin

has only one dig
EXAMPLES

For h =32 mm,

jure 1)

hit, it shall be preceded by 0 (zero).

the symbol is 32.

For h =8 mm, IIhe symbol is 08.

j symbol

hq

Figure 1


https://standardsiso.com/api/?name=e30c1ac033d622c02e4cac47768b9a20

© I1SO ISO 5608:1995(E)

4.6.2 Cartridges with height of cutting edge /, not equal to shank height / (see figure 2)

The number symbol for the tool height is the value of the height of the cutting edge, Ay, in millimetres. If the re-
sulting symbol has only one digit, it shall be preceded by 0 (zero).

EXAMPLES
For hy = 12 mm, the symbol is 12.

For h; = 8 mm, the symbol is 08.

;
.

Figure 2

4.7 Symbol for tool width — Reference position (7)

4.7.1 Tool holders with rectangular shank cross-section (see figure 1)

The number symbol for the tool width is the value-of the shank width b, in millimetres. If the result ng symbol has
only one dligit, it shall be preceded by 0 (zefo);

EXAMPLHS
For b = 2% mm, the symbol is 25.

For b = 8 mm, the symbol is 08,

4.7.2 Cartridges (sée-figure 2)

When no [indication of shank width is given, a two-letter symbol is indicated instead. The first letfer is always C

(cartridge)| andithe second letter identifies the cartridge type. The second letter is specified in the dimensional
standards| for example type A in accordance with |SQ 5611

4.8 Symbol for tool length — Reference position (8)
The letter symbol for the tool length shall be chosen from table 6.

For standardized tools where for each tool dimension only one length is specified, the letter symbol for tool length
may be replaced by a dash.

For standardized cartridges having a tool length [, for which no letter symbol is provided in table 6 (for example
Il = 44 mm), the symbol in position (8) shall be a dash.
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Table 6

Letter symbol

Tool length, mm (/; in figures 1 and 2)

A

32
40
50
60
70
80
90
100

<XS<CHNWIEOOVZ2ErXdIOmMmMOUO®

TTO
125
140
150
160
170
180
200
250
300
350
400
450
Special length, to be specified
500

© ISO
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4.9 Symbol for indexable insert size — Reference position (9)

Table 7

Insert type Number symbol

Equilateral and equiangular (H, O, | The symbol of designation for the insert size is the edge length,
P, S, T) and equilateral and non- | disregarding any decimals.

equiangular (C, D, E, M, V, W) EXAMPLE
Edge length: 16,5 mm
Curmabal £ daocicanat: - 16
Syrrbel-otdestgration: 16

Non-equilateral and equiangular (L) | The symbol of designation for the insert size is always the lgngth
and non-equilateral and non- | of the major cutting edge or of the longer cutting -edge, dlisre-

equiangular (A, B, K) garding any decimals.
EXAMPLE
Length of the major cutting edge: 19,5 mm
Symbol of designation: 19
Round (R) The symbol of designaticr~for the insert size is always thHe di-
ameter, disregarding any. decimals.
EXAMPLE
Diameter: 15,875 mm
Symbol of\designation: 15

NOTE — When the symbol resulting from the retained part of the value of a metric dimension haq only
one digit, it shall be preceded by 0 (zero).

EXAMPLE
Edge length: 9,525 mm
Symbol of designation: 09
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5 Optional symbol: Symbol for special tolerances — Reference position (10)

A qualified tool is a tool with dimensions f;, f, and I; (see the sketches in table8) having tolerances of
+ 0,08 mm.

Table 8
Tolerances in millimetres
Letter symbol Qualification of tool Sketch
of |
]
Q Back and end qualified tool W
{, 0,08
F Front and end qualified tool \p—
3 [, £0,08
o
H
&
: b\
o
o
H
B Front, back and end qualified tool x—
3 (,£0,08
(=]
H
O

10
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