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Foreword  (This Foreword is not part of American National Standard B212.18-2002)

On September 21, 1983 the Cemented Carbide Producers Association held
an organizational meeting for the purpose of forming an accredited stan-
dards committee for cemented carbides. All requirements for the formation
of that committee as contained in the American National Standards Insti-
tute procedures for the development and coordination of American Na-
tional Standards, effective September 1, 1982 were submitted to ANSI on
October 5, 1983. The proposed Committee was designated the Accredited
Standards Committee B212. Within the B212 Committee, Technical Sub-
committee TC-1 was formed, whose scope is:

The standardization of blanks and inserts composed of carbide, ceramic
and compacted diamonds/CBN; the standardization of the tools and hold-
ers for these blanks and inserts as used for turning (both internal and
external), including nomenclature, classification, size, tolerances, and
identification.

The material contained in this standard was developed by Subcommittee
TC-1 of Committee B212 after a thorough investigation of all factors
involved. It was based on sound engineering practice and reflects the
requirements of the industry. It was approved by the American National
Standards Institute on February 20, 1995 and designated ANSI B212.18-
1995, Inch boring bars for indexable inserts - Designation and dimensions.

This standard contains one annex which is for information only and is not
considered part of this standard.

Suggestions for improvement of this standard will be welcome. They
should be sent to the Cemented Carbide Producers Association, 30200
Detroit Rd., Cleveland, OH 44145.

This standard was processed and approved for submittal to ANSI by
Accredited Standards Committee for Cemented Carbides, B212. Commit-
tee approval of the standard does not necessarily imply that all committee
members voted for its approval. At the time of approval of this standard the
B212 Committee had the following members:

Gerald J. Rhodes, Chairman
J. Jeffery Wherry, Secretary

Organization Represented Name of Representative
The Association for Manufacturing Technology (AMT) ............ Anthony M. Bratkovich, P.E.
Carboloy, Inc. ............................................................................. Don Reinert
Cemented Carbide Producers’ Association .............................. J. Jeffery Wherry
Dresser-Rand Company ............................................................ Gerald J. Rhodes
Greenleaf Corporation ............................................................... Donald R. Hughes
Ingersoll Cutting Tool Company ................................................ Jim Schultz
Kennametal, Inc. ........................................................................ Lee Yothers
Machining Research, Inc. .......................................................... John D. Christopher
Sandvik Coromant Company .................................................... Keith Crawford
TechSolve, Inc. .......................................................................... Anil Srivastava, Ph.D.
United States Cutting Tool Institute .......................................... Charles Stockinger
Valenite, Inc. .............................................................................. James J. Robinson
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AMERICAN NATIONAL STANDARD ANSI B212.18-2002

American National Standard
for Inch Boring Bars for Indexable Inserts —

Designation and Dimensions

1 Scope

This standard covers dimensional specifica-
tions, styles, and designations of boring bars
for indexable inserts.

2 Normative reference

The following standard contains provisions
which, through reference in this text, consti-
tute provisions of this American National Stan-
dard. At the time of publication, the edition
indicated was valid. All standards are subject
to revision, and parties to agreements based
on this American National Standard are en-
couraged to investigate the possibility of ap-
plying the most recent edition of the standards
indicated below.

ANSI B212.2-1984, Cutting Tools — Carbide
Seats Used with Indexable Inserts for Clamp-
Type Holders

ANSI B212.3-1994, Cutting Tools — Precision
Holders for Indexable Inserts

ANSI B212.4-1995, Cutting Tools — Indexable
Inserts — Identification System

ANSI B212.14-1993, Carbide Seats used with
Indexable Inserts for Pin Lock-Type Holders

3 Definitions

3.1 boring bar: A boring bar is a toolholder for
internal machining with the cutting insert me-
chanically held in place.

3.2 indexable insert: An insert with multiple
edges whose initial cutting position can be re-
established after primary use by inverting and/
or indexing.

3.3 insert: A solid that is mechanically held
for use as a cutting tool.

4 General

4.1 Standard styles, sizes, and designations
of the bars are given in the tables.

4.2  Gage inserts have a specified nose radius.
Where seats are used, the gage insert is a
combination of the seat and insert thickness. The
insert nose radius for each inscribed circle size is
given in table 1. Insert and seat thickness are not
specified in this standard (see ANSI B212.3,
table 3).

4.3  The “f” and “L1” dimensions are measured
using a gage insert with the specified nose radius.

4.4  On lead angle bars where the “L1” dimen-
sion is given to the preset point, the preset point
is the intersection of a line along the lead angle
of the insert cutting edge with a line tangent to
the nose radius and parallel to the centerline of
the bar. (See ANSI B212.5, table 5.)

4.5  Insert radius compensation charts in ANSI
B212.3 are used to convert the “f” and “L1”
dimension when a nonspecified insert nose
radius is used and to find the center of the
nose radius, theoretical sharp corner of the
insert, or preset point. All dimensions on the
compensation charts are for 0° side and 0°
back rake.

5 Identification system of boring bars

5.1 The identification system for boring bars
consists of nine positions. Each position de-
fines a characteristic of the bar in numerical
order as given in figure 1 and tables 1 – 5.
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Figure 1 – Boring bars with indexable inserts identification system

1 Type of bar

2 Bar diameter

3 Bar length (optional)

4 Method of holding

5 Insert shape

6 Bar geometry (lead angle Kr)

7 Insert clearance angle

8 Hand of boring bar

9 Insert size (Inscribed Circle)

10 Manufacturer's option to identify other features

Position Description

S 24 U — M C L N R 4 XXX

1 2 3 — 4 5 6 7 8 9 10

Insert Size 1 / 4 5 / 1 6 3 / 8 1 / 2 5 / 8 3 / 4 1
I.C. (Code) ( 2 ) (2 .5 ) ( 3 ) ( 4 ) ( 5 ) ( 6 ) ( 8 )

Nose Radius 0.062
N.R. (Code) (4)

0.015
(1)

0.047
(3)

0.031
(2)

Table 1 – Reference insert nose radii
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Diameter ISO g9

0.1875

0.250

0.3125

0.375

0.500

0.625

0.750

1.000

1.250

1.500

1.750

2.000

2.250

2.500

–0.0002
–0.0013
–0.0002
–0.0016
–0.0002
–0.0016
–0.0002
–0.0016
–0.0002
–0.0019
–0.0002
–0.0019
–0.0003
–0.0023
–0.0003
–0.0023
–0.0004
–0.0028
–0.0004
–0.0028
–0.0004
–0.0028
–0.0004
–0.0033
–0.0004
–0.0033
–0.0004
–0.0033

Diameter tolerance

F 3.00 ±0.060

G 3.50 ±0.060

H 4.00 ±0.060

J 4.50 ±0.060

K 5.00 ±0.080

L 5.50 ±0.080

M 6.00 ±0.080

N 6.50 ±0.100

P 6.75 ±0.100

Q 7.00 ±0.100

R 8.00 ±0.125

S 10.00 ±0.125

T 12.00 ±0.125

U 14.00 ±0.150

V 16.00 ±0.150

W 18.00 ±0.150

Y 20.00 ±0.150

Symbol Length Tolerance

Table 3 – Diameter tolerances — ANSI
B212.18 Boring bar tolerances

Table 4 – Length tolerances — ANSI B212.18
Boring bar tolerances
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