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FOREWORD

In order to satisfy the apparent need for standardization of roller tumer tools, the Standards Committee
of the Cemented Carbide Producers Association undertook to develop the necessary material. The com-
mittee’s first task was to assemble factual data, which was then correlated in terms of popularity of each
style and size, and from this material a recommendation was prepared. The recommendation was then
submitted to the manufacturers of roller tumer machines and tools for review and comment. All sugges-
tions were incorporated into a final draft and that draft submitted to the American Standards Association
on February 1, 1958, for approval as an American Standard under the Existing Standards Method. This
was published as ASA B81.1-1961.

The document was revised by American National Standards Committee B94 and approved and redesig-
nated by the American National Standards Institute as ANSI B94.37-1972 on April 14, 1972.

The current standard, renamed “Roller Turner Type Cutting Tools, Single Point” was revised by TC-1
of Standards Committee B94 and was submitted to the ASME on January 31, 1979. It was approved as an
American National Standard on October 30, 1979.
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ANSI B94.37M-1979

AMERICAN NATIONAL STANDARD

ROLLER TURNER TYPE CUTTING
TOOLS, SINGLE POINT

1. SCOPE

This Standard covers the dimensional envelope
for various styles of single-point roller-tumer tools
covering brazed, solid, or indexable insert types.

The numbers shown are designated brazed tools,
but the envelope covers all style tools — for designa-
tion of solid or indexable insert styles see individual
tool manufacturers’ catalogs.

The values stated in U.S. customary units are to
be regarded as the standard.

2. IDENTIFICATION SYSTEM

Letters are used to identify single-point, cemented-
carbide-tipped roller tumer tools used with various
types of holders, and numbers are used to designate
the shank cross-section size of the tool.

2.1 Holder Designations

2.1.1 Style GS. The letters “GS” are used to
designate a tool used in a 15 x 15 degree compound
angle holder. See Fig. 1 for dimensions, style and
designations.

2.1.2 Style JL. The letters “JL” are used to
designate a tool used in a 5 degree angle holder. See
Fig. 2 for dimensions, style, and designations.

2.1.3 Style WS, The letters “WS” are used to
designate a tool used in a 15 x 20 degree compound
angle holder. See Figs. 3 and 4 for dimensions, style,
and designations. A third letter, either A or B, added
to the WS designation indicates use of the tool.

21.3.1 Style WSA. The letter “A,” added to
the WS designation, indicates a tool used primarily
for light cuts terminating at a square (90 degree)
shoulder. See Fig. 3.

2.1.32 Style WSB. The letter “B,” added
to the WS designation, indicates a tool used for turn-
ing with a 5 degree lead angle. See Fig. 4.

2.2 Shank Cross Section Designations

2.2.1 Rectangular Shank Sizes. Two digits are
to designate the rectangular shank sizes. The
first digit expresses the width in Yths of an inch
(3.18mm); the second expresses the height in Y%ths
of an inch (6.35mm). Exceptions: In style WS, the
"% x 1'% inch size is assigned the number 75 and
in style JL, the Y16 x 7/ inch size is assigned the
number 12.

2.2.2 Square Shank Sizes. The number given
expresses the width and height in Y16 ths of an inch
(1.588mm).
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Fig. 1 Roller Turner Tools, Style GS-15 x 15 Degree Compound Angle For Square Shoulder Turning

Tool Dimensions
Tool A B c
Designation
Inch mm Inch mm Inch mm Inch mm
+0.000 +0.00 +0.000 +0.00
GS-43 0.500 _0.010 12.70 -0.25 0.750 -0.010 19.05 -0.25 2.756 +0.12 | 69.8 +3.2 0.031 0.79
+0.000 +0.00 +0.000 +0.00
GS-16 1.000 ~0.010 25.40 -0.25 1.000 ~0.010 25.40 -0.25 3.50:0.12 | 88.9+3.2| 0.031 0.79
+0.000 +0.00 +0.000 +0.00
GS-20 1.250 20.015 31.75 ~0.38 1.250 ~0.015 31.75 _0.38 4.00 +0.12 | 101.6 xt3.2 | 0.062 1.69
F G
Inch mm Inch mm
GS-43 0.312 7.94 0.500 +0.12 | 12.70 +3.2
GS-16 0.375% 952 1.000 :0.12 | 25.40 £3.2
GS-20 0.625 15.88 1.250 +0.12 | 31.75 3.2
2
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Fig. 2 Roller Turner Tools, Style JL-5 Degree Angle For Square Shoulder Turning

Tool Dimensions
Tool
Designation A B ¢ E
Inch mm Inch mm Inch mm inch mm

+0.000| 9.52 +0.00 +0.000 +0.00

JL-32 0.375 -0.010 -0.25 0.500 -0.010 12.70 -0.25 2.50x0,12 | 63.50+3.2§ 0.375 952
+0.000 +0.00 +0.000 +0.00

JL-12 0.688 -0.010 17.47 -0.25 0.750 ~0.010 19.05 -0.25 3.75 +0.12 | 95.25 +3.2( 0.625 15.87
+0.000 +0.00 +0.000 +0.00 -

JL-64 0.750 -0.010 19.05 -0.25 1.000 -0.010 25.40 -0.25 4.25 +0.12 | 107.95 +3.2} 0.750 19.05
+0.000 +0.00 +0.000 +0.00

- ) .25 +0. 133.35 +3. R .

JL-85 1.000_0.010 25.40 -0.25 1.250 -0.015 31.75 -0.38 5.25 +0.12{ 133.35 +3.2| 0.750 19.05
+0.000 +0.00 +0.000 +0.00

JL-86 1.000 -0.010 25.40 -0.25 1.500 ~0.015 38.10 -0.38 7.00 £0.12 [ 177.80 +3.2| 0.625 15.87

3
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Fig. 3 Roller Turner Tools, Style WSA-15 x 20 Degree Compound Angle For Square Shoulder Turning

Tool Dimensions
Tool
D 9 io A B
inch mm inch mm Inch mm Inch mm
+0.000 +0.00 +0.000 +0.00
WSA-32 0.375 ~0.010 953 -0.25 0.500 -0.010 12.70 -0.25 1.50 £0.12 38.1 +3.2 | 0.031 0.79
+0.000 +0.00 +0.000 +0.00
WSA-43 0.500 -0.010 12.70 -0.25 0.750 0.010 19.05 -0.25 2.62 +0.12 66.7 £3.2 | 0.031 0.79
+0.000 +0.00 +0.000 +0.00
WSA-64 0.760 ~0.010 19.05 -0.25 1.000 0.010 25.40 ~0.25 3.00 +0.12 76.2 3.2 | 0.047 1.19
+0.000 +0.00 +0.000 +0.00
WSA-75 0.875 -0.010 22,22 -0.25 1.125 0.015 28.58 -0.38 3.62+0.12 | 92.1 +3.2| 0.047 1.19
+0.000 +0.00 +0.000 +0.00
WSA-85 1.000 -0.010 25.40 ~0.25 1.250 0.015 31.76 -0.38 4.00 £0.12 | 1016 +3.2 | 0.047 1.19
F G
Inch mm Inch r;lm
WSA-32 0.312 7.94 0.375 +0.12 953 £3.2
WSA-43 0.312 7.94 0.500 +0.12 12.70 3.2
WDA-64 0.438 1.1 0.750 +0.12 19.05 +3.2
WSA-75 0.438 11.11 0.875 +0.12 | 22.22 +3.2
WSA-85 0.438 11.11 1.000 +0.12 | 25.40 +3.2
4
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Fig. 4 Roller Turner Tools, Style WSB-15 x 20 Degree Compound Angle For § Degree Lead Angle Turning

Tool Dimensions
Tool
Designation A B

Inch mm Inch mm Inch mm inch mm
+0.000 +0.00 +0.000 +0.00

WSB-32 0.375 ~0.010 9.52 -0.25 0.500 -0.010 12,70 ~0.25 1.50 +0.12 38.1 3.2 | 0.062 159
+0.000 +0.00 +0.000 +0.00

WSB-43 0.500 -0.010 12.70 -0.25 0.750 -0.010 19.05 -0.25 2.62 +0.12 66.7 £+3.2 | 0.062 159
+0.000 +0.00 +0.000 +0.00

WSB-64 0.750 -0.010 19.05 -0.25 1.000 -0.010 25.40 ~0.25 3.00 +0.12 76.2 +3.2 | 0.078 1.95
+0.000 +0.00 +0.000 +0.00

WSB-75 0.875 -0.010 22.22 -0.25 1.125 ~0.015 2858 -0.38 3.62+0.12 | 92.1 3.2 | 0.078 1.98
+0.000 +0.00 +0.000 +0.00

wWsB-85 1.000 20.010 25.40 -0.25 1.250 ~0.015 31.75 ~0.38 4.00 +0.12 | 101.6 +3.2 | 0.078 1.98

G
inch mm Inch mm
WSB-32 0.312 7.94 0.375 +0.12 9.52 +3.2
WSB-43 0.312 7.94 0.500 +0.12 { 12.70 £3.2
WSB-64 0.438 1.1 0.750 £0.12 19.05 +3.2
WSB-756 0.438 11.11 0.875 :0.12 | 22.22 3.2
WSB-85 0.438 11.11 1.000 +0.12 | 25.40 £3.2
5
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