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Description

Technical Field of the Invention

[0001] In a first aspect, this invention relates to a cutting
insert intended for chip removing machining of the type
defined in the preamble of claim 1. In a second aspect,
the invention also relates to a tool for chip removing or
cutting machining as defined in the preamble of claim 9.
[0002] US 2002/192042 A1 discloses an example of
such a tool and of the above mentioned cutting insert.
The tool according to the invention may be realized not
only as a turning tool, i.e., a tool that in the active state
thereof normally is immovably fixed and the workpiece
rotates, but also as a rotary tool for milling and/or drilling.
In the last-mentioned case, the workpiece is usually fixed
during the machining, while the tool both rotates and is
moved in one or more directions in relation to the work-
piece.
[0003] Within the art of cutting machining, as interface
between different components included in cutting tools,
it has become more and more common to use connecting
surfaces of the type that are formed with co-operating
male- and female-like engagement means. Particularly
frequently, such connecting surfaces are found in the in-
terface between the basic body of the tool and the re-
placeable cutting insert or inserts. An earlier, simple type
of connecting surface - which by those skilled in the art
commonly is denominated "serrations" - is built up by a
plurality of conformal, straight and parallel ridges of gen-
erally V-like cross-section shape, which are spaced apart
by grooves having the same general cross-section shape
as the ridges. Therefore, the ridges in one of the two
connecting surfaces can engage and be wedged up in
the grooves in the other connecting surface, and vice
versa. Connecting surfaces of this simple character
counteract relative motions between the components of
the tool in one direction, viz. perpendicular to the ridges.
However, relative motions in the direction parallel to the
ridges are not prevented. In order to overcome this im-
perfection, recently connecting surfaces have been de-
veloped that include not only a certain a number of par-
allel, longitudinal ridges or male-like engagement means,
but also one or more transverse ridges. The object of
such connecting surfaces - which by those skilled in the
art usually are denominated "cross serrations" - is to lock
the components of the tool also in the other co-ordinate
direction. In such a way, turning of the cutting insert is
counteracted. Examples of cutting tools featuring con-
necting surfaces having oblique or crossing engagement
means in the form of male- and female-like, respectively,
engagement means, are disclosed in, among others, US
3,629,919, US 5,810,518, US 5,931,613 and US
6,146,060.
[0004] Common to earlier known connecting surfaces
of the type generally mentioned above, is that they in-
clude a comparatively great number of pairs of co-oper-
ating flanks, which should be brought into contact with

each other when connection of two tool components is
carried out. As a representative example of this, refer-
ence is made to the above-mentioned US 5,931,613,
which accounts for a cutting tool, the cutting insert and
insert seat of which are formed with connecting surfaces,
each one of which includes no less than five pairs of
active, i.e., actively contactable, flanks. Clamping of the
cutting insert in the insert seat of the basic body is carried
out by means of a screw, which is inserted through a hole
in the cutting insert, and is tightened in a threaded hole
present in the basic body and mouthing in the insert seat.
The tightening force that the screw applies to the cutting
insert is accordingly applied in a reference locus, which
is defined by the common, geometrical centre axis of the
screw and the holes. Of the five active flank pairs in the
respective connecting surfaces, two are situated in front
of said centre axis, i.e., in an area between the same and
an active, front edge of the cutting insert, while the other
three flank pairs are situated behind the centre axis. Of
these rear flank pairs, two are mutually parallel and ex-
tend in a conceived extension of the two front flank pairs,
while the third, rear flank pair is transverse, i.e., extends
perpendicularly to the other flank pairs, the transverse
flanks being spaced-apart and located on both sides of
the centre axis.
[0005] In theory, the connecting surfaces disclosed in
the above-mentioned document offer a good solution to
the problem of rigidly securing a cutting insert in an insert
seat of a basic body. However, in practice, this solution
- as well as similar solutions to the problem, which are
based on the use of a greater number of force-carrying
flank pairs - has turned out to be associated with draw-
backs difficult to master. Thus, for a satisfactory function,
it is required that all flanks not only in the connecting
surface of the cutting insert, but also the connecting sur-
face of the basic body, are manufactured with very narrow
tolerances in order to guarantee such a good form and
dimensional accuracy that the flanks in question de facto
obtain force-transferring surface contact with each other.
However, as soon as a smallest form defect unintention-
ally arises in any single flank, there is a risk that the cutting
insert cannot be rigidly fixed in the insert seat of the basic
body. In other words, the support of the cutting insert
against the insert seat becomes over-determined,
whereby the precision in respect of the position of the
cutting edges in relation to the basic body is lost. In this
connection, it should be borne in mind that individual cut-
ting inserts, which constitute a mass produced wear part,
never can be tailor-made for individual tools, in that the
cutting insert is manufactured somewhere, usually from
cemented carbide, while the basic bodies of the tools are
manufactured elsewhere and from another material, usu-
ally steel.

Objects and Features of the Invention

[0006] The present invention aims at obviating the
above-mentioned drawbacks and reducing the require-
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ments on dimensional accuracy in connection with the
manufacture of such cutting tools that make use of rigidly
securing connecting surfaces in the interface between
different components in the tool.
[0007] Thus, in a first aspect, a primary object of the
invention is to provide a cutting insert that can be man-
ufactured with moderate requirements on dimensional
accuracy without renouncing the ability of the cutting in-
sert to be rigidly fixed in a basic body of a tool. An addi-
tional object is to provide a cutting insert that becomes
self-centering (i.e., by itself, by the nature of the connect-
ing surface, having the ability to seek out the correct po-
sition), even if the engagement means of the contact sur-
faces have minor form defects or dimensional deviations.
Within the scope of the general idea of the invention, it
is also an object to provide a cutting insert especially
suitable for turning. More precisely, the invention aims
at providing a turning insert, the surface-wiping second-
ary edge or nose edge of which is located reliably in the
desired position. It is also an object to provide rotatable
cutting tools, such as milling cutters and drills, which - by
analogy with the turning insert - have cutting inserts with
a connecting surface that in the mounted state guaran-
tees an exact positioning of the active edges of the cutting
insert.
[0008] According to the invention, at least the primary
object is attained by means of the features defined in
claim 1. Preferred embodiments of the invention are fur-
ther defined in the dependent claims 2-8. In a second
aspect, the invention also aims at providing an improved
cutting tool in respect of the stable fixation of one or more
cutting inserts, which can be realized not only in the form
of a turning tool, but also in the form of a rotary milling or
drilling tool. The features of this tool are seen in claims
9-13.

Summary of the General Idea of the Invention

[0009] The invention is based on the intention of, by
suitable design of the connecting surfaces of the cutting
insert and of the insert seat, respectively, guaranteeing
that the cutting insert obtains what can be said to consti-
tute a three-point abutment. By using neither more nor
less than two active, generally elongate engagement
means, preferably in the form of male-like ridges and
female-like grooves, and locating the same at a right an-
gle to each other such that they together form a T-shaped
configuration, at the same time as the reference locus in
which a tightening force is applied to the cutting insert is
located within an imaginary, triangular area, which is de-
limited by the "free ends" of the engagement means, it
is guaranteed that the co-operating flanks always - i.e.,
independently of minor form defects in, above all, the
cutting insert - obtain a stable surface contact without
over-determinations and plays, respectively.

Brief Description of the Appended Drawings

[0010] In the drawings:

Fig. 1 is a perspective exploded view showing a cut-
ting tool in the form of a turning tool, a cutting
insert being shown spaced-apart from an in-
sert seat in the holder or basic body of the tool,

Fig. 2 is an enlarged detailed side view showing the
cutting insert and a front portion of the basic
body,

Fig. 3 is a very enlarged section through the inter-
face between the cutting insert and the basic
body in the mounted state of the cutting insert,

Fig. 4 is a section corresponding to Fig. 3 and show-
ing the cutting insert and the basic body
spaced-apart,

Fig. 5 is a perspective view showing a connecting
surface on the bottom side of the cutting insert,

Fig. 6 is a simplified planar view, which schematical-
ly illustrates the general idea of the invention,

Fig. 7 is an end view of the cutting insert and the
basic body,

Fig. 8 is an additional perspective exploded view
showing an alternative embodiment of a tool
in the form of a milling tool,

Fig. 9 is a planar view from above of a basic body
(and the insert seat thereof) included in the
tool according to Fig. 8,

Fig. 10 is a planar view from below of a cutting insert
included in the tool according to Fig. 8, and

Fig. 11 is a schematic planar view corresponding to
Fig. 6 and showing an alternative detailed de-
sign.

Detailed Description of Preferred Embodiments of the 
Invention

[0011] In Figs. 1-7, a cutting tool is shown in the form
of a turning tool, which in a conventional way includes a
holder or basic body 1, as well as a cutting insert 2. For
the fixation of the cutting insert, a tightening element 3
is used, which in the example is in the form of a screw,
but which also could be a clamp. A front, free end of the
basic body 1 tapers, via converging side surfaces 4,
wedge-shapedly toward a nose 5. On the top side 6 of
the basic body, which in this case is planar, a connecting
surface, in its entirety designated 7a, is formed, which
forms a so-called insert seat for the cutting insert 2. In
the connecting surface 7a, engagement means 8, 9 are
included, which in this case are male-like. Furthermore,
it should be noted that a threaded hole 10 mouths in the
connecting surface.
[0012] The cutting insert 2 has a top side 11 and a
bottom side 12 (see Fig. 2) between which a circumfer-
ential clearance surface 13 extends. In the example, the
cutting insert is indexable by having a rhombic basic
shape and two diametrically opposed nose portions 14a,
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14b. At these nose portions, surface-wiping secondary
or nose edges 15a, 15b are formed adjacent to the top
side 11, each one of which edges transforms into two
chip-removing main edges 16. Since the top side 11 of
the cutting insert lacks interest in connection with the
invention, the same has been shown in the form of a
simple, planar surface.
[0013] In the centre of the cutting insert, there is a
through hole 17 through which the shank 3a of the screw
3 can pass in order to be tightened in the threaded hole
10. In this case, the screw has a partially conical head
3b, which upon tightening of the screw is pressed against
a conical seating surface in the upper part of the hole.
[0014] In the bottom side 12 of the cutting insert, en-
gagement means are formed, which are female-like in
order to co-operate with the male-like engagement
means 8, 9, and which together form a second connecting
surface 7b. Since the cutting insert is indexable, i.e., can
be rotated 180° in order to allow use of either the nose
edge 15a or the nose edge 15b, in this case the cutting
insert is made with two similar sets of engagement means
19a, 20a and 19b, 20b, respectively. When the nose edge
15a is indexed forward, as is shown in Figs. 1 and 2, only
the engagement means 19a, 20a (see Fig. 5) are active
(by the fact that the engagement means 8, 9 engage the
same), while the set designated 19b, 20b is inactive.
[0015] Reference being made to Fig. 5, it should be
pointed out that the female-like engagement means in
the bottom side of the cutting insert are surrounded by a
number of planar part surfaces 12a, 12b, which are sit-
uated in a common plane and together form the actual
bottom side 12 of the cutting insert. The hole 17 and the
geometrical centre axis C thereof extend perpendicularly
to the bottom side 12. Because the centre axis of the hole
17 should coincide with the centre axis of the threaded
hole 10, when the screw is tightened, also the centre axis
of the hole 10 is designated C (see Fig. 2).
[0016] It should also be mentioned that, in this case,
the top and bottom sides 11, 12 of the cutting insert are
parallel to each other, and that the clearance surface 13
of the cutting insert is oriented at an acute angle (e.g., in
the range of 70-90°) to the top side 11.
[0017] As far as the shown tool has been generally
described hitherto, the same is in all essentials previously
known.
[0018] According to the invention, the special design
of the co-operating connecting surfaces 7a, 7b of the
basic body 1 and of the cutting insert 2 is novel.
[0019] Before the invention is described more in detail,
it should be pointed out that the tightening force that is
applied to the cutting insert having the purpose of fixing
the same is applied along the common, centre axis C of
the holes 17, 10. Thus, the centre axis C forms a refer-
ence locus of the interaction of forces between the dif-
ferent engagement means of the connecting surfaces.
[0020] Characteristic of the invention is that simulta-
neously active engagement means in the individual con-
necting surface 7a, 7b are of only two types, viz. on one

hand a first engagement means (a ridge 8 in the con-
necting surface 7a and a groove 19a in the connecting
surface 7b, respectively) that has a certain length exten-
sion and is located between a front end of the connecting
surface and the centre axis or the reference locus C, and
on the other hand a second, likewise generally elongate
engagement means (a ridge 9 in the connecting surface
7a and a groove 20a in the connecting surface 7b, re-
spectively), which is oriented at an angle to the length
extension of the first engagement means (8 and 19a,
respectively), and is located at a greater distance from
said front end than the reference locus. Thus, in practice,
one of the engagement means in each connecting sur-
face 7a, 7b is situated in front of the centre axis C, while
the other one is situated behind the same. Advanta-
geously - though not necessarily - the angle between the
two different engagement means is right, i.e., 90°, where-
by the engagement means together form a genuinely T-
shaped configuration. This is most clearly seen in Fig. 6,
which schematically shows the location of the ridges 8,
9 included in the connecting surface 7a in relation to the
hole 10 and the centre axis C thereof (exactly the corre-
sponding placement in relation to the centre hole 17 also
applies for the grooves 19a, 20a in the cutting insert).
[0021] In Fig. 6, the ridges 8, 9 are geometrically rep-
resented by simple dash-dotted lines, which are con-
ceived to form central, vertical planes in the ridges. Be-
tween the free ends of the ridges pointing outward, an
imaginary triangular area indicated by dash-dotted lines
is defined. In Fig. 6, it is clearly seen that the reference
locus C is located within the triangle, more precisely at
a point in front of the rear ridge 9 and behind the front
ridge 8. In this connection, it should be pointed out that
a conceived extension of the ridge 8 may (but does not
need to) intersect the rear ridge 9 at a point halfway be-
tween the two opposite ends thereof.
[0022] Reference is now made to Figs. 3 and 4, which
in detail illustrate the cross-section shape of the ridges
and grooves serving as engagement means. In the ex-
emplified tool, the two ridges in the connecting surface
7a of the basic body have one and the same design,
although the same also may be non-uniform. In an anal-
ogous way, the two grooves in each one of the two sets
of grooves have one and the same cross-section shape,
even if one of the grooves could have a cross-section
shape that differs from the cross-section shape of the
second groove. For these reasons, and for the sake of
simplicity, only one ridge 8 and one groove 19 co-oper-
ating with the same are shown in Figs. 3 and 4.
[0023] Generally, the ridge as well as the groove are
cross section-wise V-shaped. Thus, the V-shape of the
ridge 8 is determined by two laterally spaced-apart,
lengthwise parallel flank surfaces 21, which in the exam-
ple are planar and inclined at an angle α in relation to
each other. Henceforth, the same surfaces are solely de-
nominated "flanks". Between the flanks 21, the ridge has
a highest situated intermediate surface 22, which in the
example may (but necessarily does not need to) have
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the shape of a planar surface. At the bottom, the two
flanks 21 transform into guide surfaces 23, which in turn
transform into the planar surface 6 that surrounds the
ridge. Like the flanks 21, the guide surfaces 23 are in-
clined in relation to each other, more precisely at an angle
β. In Fig. 3, W 22 designates the width of the intermediate
surface 22, while W 21 designates the width of the indi-
vidual flank 21 (as viewed in vertical projection). In anal-
ogy hereby, W 23 constitutes a width measure of the
guide surface 23, viz. seen in vertical projection. The
height of the flank surface 21 is designated H 21, while
the height of the guide surface 23 is designated H 23.
[0024] Like the shape of the ridge 8, the cross-section
shape of the groove 19 is determined by two lengthwise
parallel flanks 24, which in this case form one and the
same angle α as the flanks 21. The two flanks 24 diverge
from a common, concavely curved bottom surface 25 in
the direction of a lower opening in flush with the planar
bottom side 12 of the cutting insert. However, at a dis-
tance from the same opening, the flanks 24 transform
into two inclined guide surfaces 26. In the example, the
angle β between the guide surfaces 26 is approximately
equally large as the angle between the guide surfaces
23 on the ridge 8. In Fig. 3, the width of the bottom surface
25 is designated W 25, while the width of the individual
flank 24 (as viewed in vertical projection) is designated
W 24. The height of the flank surfaces 24, i.e., the level
difference between the upper and lower limiting lines of
the flanks, is designated H24. All flanks 21, 24 may ad-
vantageously - though not necessarily - be planar with
the purpose of providing complete surface contact be-
tween the same, when the ridge engages the groove. It
is also feasible to form the flank surfaces 24 with a some-
what larger angle than the angle between the flank sur-
faces 21. This angular difference should however not ex-
ceed 3°.
[0025] In Fig. 3, which shows the ridge engaging the
groove, it is seen that the width W 25 of the bottom surface
25 is smaller than the width W 22 of the intermediate
surface 22, as well as that the flanks 24 of the groove
have a width W 24 that is larger than the width W 21 of
the flanks 21 on the ridge. This means that the entire
area (at least nominally) of the individual flank 21 abuts
only against a certain part of the total area of the flanks
24. In Fig. 3, it is further seen that the horizontal distance
between the guide surfaces 26 is somewhat greater than
the corresponding distance between the guide surfaces
23 of the ridge. In such a way, the guide surfaces 23, 26
are not in contact with each other when the ridge engages
the groove. It should also be noted that the depth of the
flank pair 24 in relation to the bottom side 12 of the cutting
insert is somewhat smaller than the height of the flank
pair 21 in relation to the surface 6. Therefore, a play 27
arises between the surfaces 6 and 12. In other words,
the cutting insert rides or rests on the ridge 8 only by
contact via the flanks 24, 21, and without contact between
the intermediate surface 22 and the bottom surface 25.
Neither the guide surfaces 23, 26, nor the planar surfaces

6, 12, respectively, have any contact with each other.
In the shown, preferred embodiment, the angle α be-
tween the pairs of flanks 24, as well as the pairs of flanks
21, is obtuse. By selecting an obtuse angle instead of an
acute one (e.g., 60°), the risk is reduced that the ridge
cleaves or cracks the cutting insert. Furthermore, the
force-carrying capacity of the flanks is improved. In the
example, the angle α amounts to 120°, although the
same may vary upward as well as downward from this
value. However, the angle should amount to at least 90°
and at most 160°.
[0026] If the flanks 24 should extend unbroken all the
way up to the bottom side 12 of the cutting insert, it would
be difficult for the operator to sense whether the cutting
insert, in connection with exchange, assumes a correct,
centred position in relation to the ridge. For this reason,
the grooves 19, 20 have, adjacent to the openings thereof
in the bottom side of the cutting insert, been formed with
the above-mentioned guide surfaces 26, which mutually
form an angle β that is smaller than the angle α. Advan-
tageously, the angle β is acute and may be in the range
of 45-75° (e.g., 60°). As is clearly seen in Fig. 3, the same
guide surfaces 26 lack contact with the guide surfaces
23 of the ridge when the ridge engages the groove, but
in connection with the cutting insert being put in place
and the guide surfaces 26 passing the turning lines be-
tween the flank surfaces 21 and the guide surfaces 23,
a distinct indication is obtained, i.e., the operator senses
that the cutting insert assumes the correct position.
[0027] It should be noted that in the example, the two
flanks 24 of the groove 19a extend unbroken or contin-
uously along the entire length of the groove. In other
words, in the example shown, the flanks are planar sur-
faces, which are not interrupted by any countersinks or
projections at all in the area between the front and rear
ends of the flanks. In Fig. 5, it is further seen that the
groove 19a ends or opens in the immediate vicinity of
the nose 14a of the cutting insert. It is true that a thin V-
shaped chamfer surface 28 is formed between the flank
surfaces and on one hand the curved surface that forms
the nose 14a, and on the other hand the two planar clear-
ance surfaces 13 on both sides of the same, but never-
theless the front, tapering end portions of the flanks 24
will support the cutting insert also in the immediate vicinity
of the nose. In this connection, it may be mentioned that
the width of the chamfer surface 28 may be very limited,
e.g., in the range of 0,01-1 mm. Although it is feasible
per se to form the grooves 19a, 20a with different cross-
section shapes, in the example, the same have cross
section-wise one and the same V-shape, as has been
pointed out above. In the example, the second, rear
groove 20a extends all the way between opposite side
surfaces on the cutting insert, i.e., opens in the side sur-
faces of the cutting insert. Furthermore, the cutting insert
shown has a positive basic geometry so far that the clear-
ance surfaces 13 extend at an acute angle (e.g., in the
range of 70-90°) to the top side or the chip surface 11.
However, in the area halfway between the two noses of
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the cutting insert, the cutting insert is formed with side
projections 29 (see Figs. 5 and 7), which project laterally
in relation to conceived extensions of the clearance sur-
faces on both sides of the cutting insert. These side pro-
jections 29 are delimited by edge portions 30, which ex-
tend at a right angle in relation to the bottom side 12 of
the cutting insert. More precisely, the individual edge por-
tion 30 extends up to an turning line 31, where the same
transforms into a surface 32 having the same clearance
angle as the clearance surface 13 otherwise. By the ex-
istence of the side projections 29, the groove 20 can be
made to have a somewhat greater length than if the in-
clined clearance surface would extend unbroken all the
way down to the bottom side of the cutting insert. In such
a way, it is attained that the supporting capacity of the
flanks 24 is optimized.
[0028] As has been mentioned above, the cutting insert
is indexable and has therefore two sets of simultaneously
active grooves 19a, 20a and 19b, 20b, respectively; viz.
a set for each nose edge 15a and 15b, respectively. In
this connection, each front active groove, e.g., the groove
19a, in one of the sets extends up to and opens in an
inactive, transverse groove 20b in the other the set.
Therefore, between the two transverse grooves 20a, 20b,
a transverse, central crest 33 is delimited, in which the
lower end of the hole 17 mouths. With the exception of
a smaller cutout 34, the individual flank surface 24 adja-
cent to this crest 33 extends all the way between the two
opposite sides of the cutting insert. However, the other
flank surface in each transverse groove is broken through
by the individual, longitudinal groove 19a, 19b, whereby
the same flank surface is divided into two part surfaces
24c, 24d. The rear flank on the crest 33, which has to
absorb the main part of the axial forces that act on the
active nose edge of the cutting insert, has therefore a
larger total area than the total area of the part surfaces
24c, 24d on both sides of an axial groove.
[0029] The two ridges 8, 9, which form the only en-
gagement means of the connecting surface 7a and which
should co-operate with a pair of simultaneously active
grooves in the cutting insert, have, as has been pointed
out above, the same general V-shape cross section-wise
as the grooves. The first, front ridge 8 adjacent to the
nose 5 of the basic body extends from the nose to a rear
end 35 (see Fig.2) situated close in front of the hole 10.
As is clearly seen in Fig. 1, the intermediate surface 22
of the ridge 8 ends in an arched turning line 36 adjacent
to the curved surface of the nose. From the intermediate
surface 22, the individual flank 21 slopes downward to-
ward the guide surface 23 as well as toward an inclined,
straight turning line 37 adjacent to the side surface 4 of
the basic body 1. By this geometrical design, it is guar-
anteed that the part of the cutting insert that is subjected
to the greatest stresses, viz. the front, active nose portion
obtains satisfactory support on the bottom side of the
cutting insert.
[0030] In the example, the transverse, rear ridge 9 in
the connecting surface 7a extends unbroken all the way

between opposite side surfaces 4 on the basic body. In
other words, neither the flanks 21 in the ridge 9 (as well
as neither the ridge 8) are interrupted by any countersinks
or projections (with the exception of a diminutive cutout
adjacent to the hole 10). This means that the flanks in all
essentials can support along the entire surface thereof.
In this connection, it should be pointed out that the ridge
9 very well also could be formed with a length that cor-
responds to (or is even somewhat smaller than) the
length of the corresponding groove 20 in the cutting in-
sert.
[0031] As is clearly seen in Figs. 1 and 2, the ridge 9
(such as this is defined by a conceived vertical plane
halfway between the flanks 21) is situated behind the
centre axis C of the threaded hole 10, i.e., at a greater
distance from the nose 5 than the centre axis C.
[0032] For the continued description of the invention,
it should be made clear that all definitions of dimensions
and geometries of the tool are of nominal character, so
far that they relate to the conditions that apply before the
beginning of use of the tool. Here, it is reminded that the
cutting insert in practice is manufactured from a hard and
comparatively shape-permanent material, such as ce-
mented carbide, while the basic body is manufactured
from a softer and more deformable material, usually
steel. In practice, this means that minor deformations,
above all in the basic body, may arise by so-called em-
bossing, i.e., plastic deformation of certain detail surfac-
es. However, such embossing does not need to be neg-
ative. On the contrary, the same may - correctly handled
- be utilized to optimise the properties of the tool.
[0033] Within the scope of the invention, it is fully pos-
sible to make the grooves 19, 20 in the connecting sur-
face 7b of the cutting insert to have one and the same
depth, at the same time as the ridges 8, 9 in the connect-
ing surface 7a of the basic body have one and the same
height. The depth of the grooves 19, 20 is determined by
the situation of the flank pairs 24 inside the cutting insert,
i.e., in relation to the bottom side 12 of the cutting insert
(and indirectly the top side or chip surface in which the
edges are located). In an analogous way, the height of
the ridges 8, 9 is defined by the situation of the flank pairs
21 in relation to the surface 6. With equally deep grooves
and equally high ridges, the planar surfaces 6, 12 on both
sides of the gap 27 (see Fig. 3) will be located parallel to
each other. However, suppose that a smaller form defect
would arise near the front end of the ridge 8 and a co-
operating, axial groove 19, respectively. Then the nose
edge could risk being located higher than desirable.
[0034] In order to manage the above-mentioned risk,
according to the invention, the possibility of "tipping" the
cutting insert slightly forward is envisaged. This may in
practice take place either by the fact that the rear ridge
9 in the connecting surface 7 is made somewhat higher
than the front ridge 8, or by the fact that each rear groove
20 is made somewhat shallower than the co-operating,
front groove 19 (or a combination of both of these meas-
ures). In such a way, it is guaranteed that the cutting
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insert at least initially always rests with the front groove
in contact with the outermost, front portion of the ridge
8. Even if said level difference between the ridges, or
difference in depth between the grooves, is made very
moderate, e.g., of the order of 0,005-0,2 mm, the effect
is attained that a point-wise contact arises in the imme-
diate vicinity of the nose, after which the flanks succes-
sively clear from each other in the rearward direction.
However, when the tool is begun being used, this clear-
ance is eliminated entirely or partly by the tightening force
that is applied to the cutting insert via the screw 3. Thus,
the pressure from the hard cutting insert embosses the
softer material in the ridge 8 so that the flanks 21, 24
finally obtain great or complete surface contact.
[0035] The nominal dimensions of the cutting insert
and the basic body may be such that the gap 27 (see
Fig. 3) between the bottom side 12 of the cutting insert
and the surface 6 becomes about 0,10 mm. In such a
way, it is guaranteed that the cutting insert exclusively is
carried by the flanks 24 pressed against the flanks 21,
i.e., without the cutting insert bottoming against the sur-
face 6. However, within the scope of the invention, it is
feasible to reduce the gap 27 to, for instance, the order
of 0,03-0,05 mm. In such an embodiment, suitable em-
bossing of the ridges allows the bottom surface of the
cutting insert to set down and be pressed against the
surface 6 in order to entirely or partly rest against the
same. In this connection, it should be pointed out that
such a moderate pressing of the bottom side of the cutting
insert against the planar surface 6, which surrounds the
ridges, does not result in the rotation-securing and posi-
tion-determining capability of the engagement means be-
ing lost.
[0036] Reference is now made to Figs. 8-10, which il-
lustrate an alternative embodiment of a cutting tool, which
is suitable for milling or another rotary machining of sta-
tionary workpieces. In the drawings, analogous details
have the same reference designations as in Figs. 1-7.
Thus, numeral 1 designates a basic body and 2 a cutting
insert. The basic body may, for instance, be a part of a
rotary cutter head. A connecting surface 7a formed in the
basic body 1 cooperates with a corresponding connect-
ing surface 7b underneath the cutting insert. The cutting
insert has a front edge 15a in the form of a secondary or
wiper edge, which transforms into a longer main edge
16. Like the earlier described turning insert, the cutting
insert 1 is fixed by means of a screw (not shown), which
is inserted through a central hole 17 and is tightened in
a threaded hole 10 in the basic body. A surface situated
in front of the hole 10 is designated 5, while a surface
present on the basic body and positioned beside the con-
necting surface 7a is designated 4 (by analogy with the
designations 5, 4 in Fig. 1). In a face mill, the connecting
surface 7a serving as an insert seat is formed in a corner
between a cylindrical envelope surface and a planar bot-
tom side of a cutter head, the schematically shown sur-
face 4 constituting the envelope surface and the surface
5 the bottom side. Also in this case, the reference locus

in which force is applied to the cutting insert is the com-
mon centre axis C of the holes 10 and 17. Another sim-
ilarity between the two alternative embodiments of the
tool and the cutting insert, respectively, is that the two
co-operating connecting surfaces include male- and/or
female-like engagement means intended to engage each
other. However, in this case, the male-like engagement
means, more precisely in the form of ridges 8, 9, are
located on the bottom side of the cutting insert 2, while
the female-like engagement means in the form of
grooves 19, 20 are formed in the connecting surface or
insert seat 7a of the basic body.
[0037] An additional similarity between the turning in-
sert according to Figs. 1-7 and the milling insert according
to Figs. 8-10, is that both are indexable. Thus, two dia-
metrically opposed front edges 15a, 15b of the cutting
insert (see Fig. 10), are alternately usable. For this rea-
son, the cutting insert has two sets of simultaneously
active ridges 8a, 9a and 8b, 9b, respectively. All ridges
may be equally thick and have the same V-like cross-
section shape, by including pairs of oblique flanks 21.
One type of the ridges, viz. the ridges 9a, 9b, extend
axially, i.e., parallel to the length extension of the cutting
insert, while the other ridges 8a, 8b, extend perpendicu-
larly to the first-mentioned ones. In the same way as
above, one of the ridges in each pair of simultaneously
active ridges, for example the ridges 8a and 9a, is situ-
ated on both sides of the reference locus C. However,
contrary to the earlier embodiment, the milling insert is
formed with the transverse ridge 8a thereof situated be-
tween the reference locus C and the front edge 15a of
the cutting insert, while the axial ridge 9a is situated be-
hind the reference locus. Generally, also these two co-
operating ridges still form a T-like configuration.
[0038] In the connecting surface 7a, only one pair of
active grooves is included, viz. the grooves 19 and 20.
In order to carry the cutting insert via the flanks 21, these
grooves 19, 20 are formed with co-operating pairs of
flanks 24. Transverse to the axial groove 20, a flute des-
ignated 38 extends. In an analogous way, a flute 39 ex-
tends perpendicularly to the groove 19. One end of the
flute 38 mouths in the side surface 4, while the opposite
end mouths in a third flute 40 that is parallel to the flute
39. The flutes 38, 39 are inactive by being deeper and
wider than the grooves 19, 20 formed with flanks 24.
Thus, the only purpose of the flutes 38, 39 is to house
the pair of inactive ridges on the cutting insert. In the state
assumed by the cutting insert in Fig. 8, the flanks 21 of
the transverse, front ridge 8a will accordingly be brought
into contact with the flanks 24 of the groove 19, at the
same time as the flanks 21 of the rear ridge 9a are
pressed against the flanks 24 of the groove 20. However,
no parts at all of the ridges 8b, 9b will be in contact with
the surfaces that delimit the flutes 38, 39.

Advantages of the Invention

[0039] A fundamental advantage of the invention - ir-

11 12 



EP 1 702 703 B1

8

5

10

15

20

25

30

35

40

45

50

55

respective of it being applied in connection with turning,
milling or another type of machining - is that the co-op-
erating connecting surfaces, by the design thereof, al-
ways guarantee a stable fixation of the cutting insert in
the desired position in relation to the basic body. This
occurs by the fact that the cutting insert generally obtains
a three-point support against the insert seat, in that the
tightening force against the cutting insert is applied within
a conceived triangle (see Fig. 6), the shape of which is
defined by the free ends of the T-configuration. Even if
minor form defects would arise in (above all) the cutting
insert and/or the insert seat, the cutting insert will in a
auto-seeking way assume a position in which the same
is rigidly supported in the insert seat and secured in re-
spect of the possibilities of being angularly displaced, in
that neither more or less than two engagement means
in one of the components are brought into engagement
with a corresponding number of engagement means in
the other component. In other words, the connecting sur-
faces do not include any third or additional engagement
means, which could cause overdetermination of the po-
sition of the cutting insert and give rise to the same wob-
bling or in another way unintentionally moves in relation
to the insert seat.
[0040] Furthermore, it should be pointed out that the
distance between the tip or front edge of the cutting insert
and the rear engagement means is the shortest possible.
If a form defect would arise in the cutting insert as a con-
sequence of the same, in connection with sintering,
shrinking in not an exact predetermined way (something
which propagates percentage-wise all through the cut-
ting insert) the short distance between the front edge and
the rear engagement means guarantees that the actual
error becomes minimal. Another advantage is that the
tightening force of the screw (or of a clamp) is applied
genuinely axially along the geometrical centre axis per-
pendicularly to the plane of the cutting insert. Contrary
to such screws (offset screws) that apply a lateral pre-
stress to the cutting insert, the solely axially acting screw
according to the invention will therefore clamp the cutting
insert by a considerably greater force. It should also be
noted that the transverse engagement means, e.g., the
rear ridge in the insert seat of the first described turning
tool, prevents the cutting insert from moving not only in
the backward direction, but also in the forward direction,
more precisely by including two opposite flanks, the front
one of which carries forces directed rearward and the
rear one carries possible forces directed forward.
[0041] The individual engagement means - irrespec-
tive of the same consisting of a ridge or a groove - does
not necessarily need to extend unbroken between the
opposite ends thereof, i.e., have one and the same shape
in all arbitrary cross sections along the entire length there-
of. Reference being made to the turning tool described
by way of introduction, it is thus feasible to modify the
connecting surfaces in such a way that the rear, trans-
verse ridge in the connecting surface of the basic body
is formed with a certain cross-section shape in the area

of the opposite ends thereof, but another, lower and more
slender cross-section shape in a central area therebe-
tween. If the co-operating, rear groove in the cutting insert
simultaneously has one and the same cross-section
shape out along the entire length thereof, the cutting in-
sert will therefore abut against the rear ridge only along
the end portions thereof, but lack support in the central
area of the ridge. In other words, the rear part of the
cutting insert obtains support in two laterally distinctly
spaced-apart points or areas. Conversely, it is also fea-
sible to let an unbroken ridge co-operate with a groove,
which at the opposite ends thereof has a certain, rela-
tively shallow cross-section shape, but a deeper section
between the ends. Also in this case, only end portions of
the two flanks of the groove will be pressed against the
flanks of the ridge. In this connection, it should also be
mentioned that the male-like engagement means does
not necessarily have to be realized in the form of a con-
tinuous ridge. For instance, it is feasible to form two or
more projections in a row one after the other, the impor-
tant thing being that pairs of flanks on the projections
contact flanks in a co-operating groove.
[0042] Reference is now made to Fig. 11, which like
Fig. 6 is schematic, and which illustrates an alternative
embodiment of a connecting surface 7a. In this embod-
iment, the rear, transverse engagement means 9 is re-
alized in the form of two part ridges or male elements 91,
92, which per se are spaced-apart, but which are located
along a common straight line and therefore together - in
functional respect - form one and the same engagement
means. In the embodiment according to Fig. 6, it is true
that the ridge 9 is continuous, but in practice, supporting
surface contact is established only along the portions of
the male flanks 21 against which the female flanks 24
are pressed. In order to adapt the tool better to this fact,
the two part ridges 91, 92 have been given a shape that
substantially corresponds to the shape of the female
flanks that de facto are pressed against the flanks of the
part ridges. Thus, the end surfaces 41 facing away from
each other are obliquely cut, while the ends 42 facing
each other have a V-shaped contour.
[0043] In Fig. 11, by means of a dashed line V, it is
outlined how the active nose portion of the cutting insert
could protrude by a certain, limited overmeasure in rela-
tion to the nose portion of the basic body. This corbelling,
which may be of the order of 0,005-0,2 mm, guarantees
that the lower edge that defines the front end of the active
groove 19 does not penetrate into and deform the front
portion of the ridge 8.
[0044] In an analogous way, also the transverse, rear
groove 20 in the cutting insert may be made to have a
length that somewhat exceeds the length of the ridge 9
shown in Fig. 11 (such as the same is defined as the
distance between the end surfaces 41).

Feasible Modifications of the Invention

[0045] The invention is not only limited to the embod-
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iments described above and illustrated in the drawings.
On the contrary, a plurality of alternative embodiments
are feasible within the scope of the subsequent claims.
For instance, instead of two similar engagement means
in the individual connecting surface, two different en-
gagement means may be used. In other words, one of
the connecting surfaces may include a male-forming
ridge for engagement in a groove in the co-operating con-
necting surface, as well as a groove for engagement with
a ridge in the other connecting surface.
[0046] Furthermore, at least one of the two pairs of co-
operating male- and female-like, respectively, engage-
ment means may be made having another contour shape
than the shown, straight contour shape. For instance, the
illustrated turning tool could be formed with a slightly
curved rear ridge in the insert seat of the basic body for
co-operation with a correspondingly curved rear groove
in the cutting insert.
[0047] It should also be mentioned that the rear en-
gagement means (e.g., the transverse ridge 9 in the turn-
ing tool according to Figs. 1-7) may be located fairly near
the reference locus C, provided that the same does not
reach up to the reference locus. Thus, the distance be-
tween the reference locus and the centre plane of the
ridge 9 (see Fig. 6) should amount to at least 0,1 mm,
suitably at least 1 mm.
[0048] It is also feasible to apply the invention to tools
that make use of round cutting inserts. In this case, the
front cutting edge, which is referred to in the subsequent
claims, is the limited portion of the endless edge that is
loaded by actively machining a workpiece.
[0049] In conclusion, it should be pointed out that the
turning and milling inserts, respectively, shown as exam-
ples, have the edges thereof located in a plane that is
parallel to a connecting surface on the bottom side of the
cutting insert. However, the invention is also applicable
to cutting inserts mounted on end, e.g., for parting and
grooving operations. In this case, a front edge may ex-
tend between two opposite sides (mounted on end), one
of which is formed with a connecting surface according
to the invention, i.e., the edge extends at an angle, e.g.,
right angle, to the side on which the connecting surface
is located.

Claims

1. Cutting insert for chip removing machining, compris-
ing a front cutting edge (15), as well as a connecting
surface (7b) having male- and/or female-like en-
gagement means (8,9; 19,20) having the purpose of
securing the cutting insert in a mounted state, a ge-
ometrically predetermined reference locus (C) in the
cutting insert serving as a force-application spot for
the clamping of the same, wherein the reference lo-
cus that decides where a tightening force is applied
to the cutting insert is a geometrical centre axis (C)
in a through hole (17) for a tightening screw (3),

wherein simultaneously active engagement means
are of only two types, viz. a first engagement means
(8, 19), which has a certain length extension and is
in its entirety located between said front cutting edge
(15) and the reference locus (C), as well as a second
elongate engagement means (9, 20), which is ori-
ented at an angle to the first engagement means (8,
19), and in its entirety situated at a greater distance
from the front cutting edge (15) than the reference
locus (C),
wherein the angle between said first and second en-
gagement means (8,9; 19,20) is right, the engage-
ment means together forming a T-shaped configu-
ration, in that the individual engagement means (8,9;
19,20) comprises two spaced-apart flanks (21,24),
which extend parallelly and are inclined in relation
to each other while forming a V-like cross-section
shape, the angle α between the flanks (21, 24) being
obtuse, characterized
in that the cutting insert is in the form of a turning
insert in which said front cutting edge is a surface-
wiping secondary edge (15) formed adjacent to a
tapered nose (14), which secondary edge trans-
forms into at least one chip-removing main edge
(16),
in that the first engagement means is a groove (19),
which extends in the direction from the nose (14)
toward the reference locus (C),
and in that the cutting insert is indexable by including
two diametrically opposed noses (14a, 14b) and sec-
ondary edges (15a, 15b) associated thereto, the con-
necting surface of the cutting insert including two
pairs of engagement means (19a, 20a; 19b, 20b)
individually co-operating with the respective second-
ary edges (15a, 15b).

2. Cutting insert according to claim 1, characterized
in that the engagement means (19, 20) is a female-
like groove, the two flanks (24) of which diverge from
a bottom (25) separating the flanks toward an open-
ing in one side (12) of the cutting insert, guide sur-
faces (26) extending between the flanks (24) and
said opening, said guide surfaces being mutually in-
clined at an angle (β), which is smaller than the ob-
tuse angle (α) between the flanks.

3. Cutting insert according to claim 1 or 2, character-
ized in that said first groove (19) is delimited by two
V-shaped inclined flanks (24), which generally ex-
tend unbroken or continuously along the entire
length of the groove.

4. Cutting insert according to any one of claims 1-3,
characterized in that the first the groove (19) opens
in said nose (14).

5. Cutting insert according to any one of claims 1-4,
character-ized in that also the second engagement

15 16 



EP 1 702 703 B1

10

5

10

15

20

25

30

35

40

45

50

55

means is a groove (20) having generally V-shaped
cross section.

6. Cutting insert according to claim 5, characterized
in that said groove (20) extends all the way between
two opposite sides of the cutting insert.

7. Cutting insert according to claim 6, the same having
a clearance surface (13) that extends at an acute
angle to a top side (11) on the same, char-acterized
in that the same, adjacent to the second groove (20),
has side projections (29) that project in relation to
the clearance surface (13).

8. Cutting insert according to claim 5, characterized
in that the first and second grooves (19, 20) are dif-
ferently deep in respect of the level of the flank pairs
(24) in relation to the bottom side (12) of the cutting
insert, more precisely in such a way that the pair of
flanks (24) in the first groove (19) is situated deeper
into the cutting insert than the flank pair (24) in the
second groove (20).

9. Tool for chip removing machining, comprising a ba-
sic body (1) having an insert seat and a cutting insert
(2), which is mountable in the insert seat by means
of a tightening element (3), the cutting insert and the
insert seat including co-operating connecting surfac-
es (7a, 7b), each one of which has male- and/or fe-
male-like engagement means (8, 9; 19, 20) having
the purpose of rigidly securing the cutting insert in a
mounted state, and the tightening element directly
or indirectly defining a geometrically predetermined
reference locus (C) in which a tightening force req-
uisite for the clamping of the cutting insert is applied
to the cutting insert, in that the reference locus that
decides where a tightening force is applied to the
cutting insert is a geometrical centre axis (C) in a
through hole (17) for a tightening screw (3), charac-
ter-ized in that simultaneously active engagement
means in the individual connecting surface (7a, 7b)
are of only two types, viz. a first generally elongate
engagement means, which is in its entirety located
between a front end of the connecting surface and
said reference locus (C), and a second, likewise gen-
erally elongate engagement means, which is orient-
ed at an angle to the length extension of the first
engagement means, and in its entirety located at a
greater distance from said front end than the refer-
ence locus,
in that the angle between said first and second en-
gagement means (8,9; 19,20) is right, the engage-
ment means together forming a T-shaped configu-
ration.

10. Tool according to claim 9 in the form of a turning tool,
the basic body (1) as well as the cutting insert (2)
having tapering noses (5, 14), characterized in that

at least the first engagement means (19), positioned
between a front edge (15) of the cutting insert (2)
and the reference locus (C), in the connecting sur
face (7b) of the cutting insert is female-like, while the
corresponding first engagement means (8) in the
connecting surface (7a) of the basic body is male-
like.

11. Tool according to claim 10, characterized in that
both engagement means in the connecting surface
(7b) of the cutting insert (2) are grooves (19, 20), and
that both engagement means in the connecting sur-
face (7a) of the basic body are ridges (8, 9), the front
and rear ridges (8, 9) of the connecting
surface (7) of the basic body (1) being differently high
in respect of the level of a pair of flanks (21) in relation
to a planar bottom surface (6) surrounding the ridges,
more precisely in such a way that the pair of flanks
(21) of the front ridge (8) is situated lower than the
flank pair (21) of the rear ridge (9).

12. Tool according to any one of claims 9-11, charac-
terized in that the part (12) of the connecting surface
(7b) of the cutting insert (2) that surrounds the en-
gagement means, as well as the part (6) of the con-
necting surface (7a) of the basic body (1) that sur-
rounds the engagement means thereof, are planar,
the flank height of the ridges (8,9) being chosen in
such a way in relation to the flank depth of the
grooves (19,20) that between the planar surface
parts (12,6), initially, i.e., as long as the cutting insert
is unloaded, a gap (27) arises.

13. Tool according to claim 12, characterized in that
the relation between the flank height of the ridges
(8,9) and the flank height of the grooves (19,20) is
proportioned in such a way that the height of the gap
(27) amounts to at least 0,03 mm and at most 0,10
mm.

Patentansprüche

1. Schneideinsatz für die spanabhebende Bearbei-
tung, mit einer vorderen Schneidkante (15), ebenso
wie mit einer Anschlussfläche (7b), welche vorsprin-
gende und/oder rückspringende Eingriffsmittel (8, 9;
19, 20) hat, die den Zweck haben, den Schneidein-
satz in einem montierten Zustand zu sichern, wobei
ein geometrisch vorbestimmter Bezugsort (C) in
dem Schneideinsatz als Ort für die Aufbringung einer
Kraft zum Festklemmen des Schneideinsatzes
dient,
wobei der Bezugsort, welcher festlegt, wo eine Be-
festigungskraft auf den Schneideinsatz aufgebracht
wird, eine geometrische Zentralachse (C) in einer
Durchgangsbohrung (17) für eine Befestigungs-
schraube (3) ist,
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wobei gleichzeitig aktive Eingriffsmittel nur in zwei
Typen vorliegen, nämlich einem ersten Eingriffsmit-
tel (8, 19), welches eine gewisse Längserstreckung
hat und in seiner Gesamtheit zwischen der vorderen
Schneidkante (15) und dem Bezugsort (C) liegt,
ebenso wie ein zweites längliches Eingriffsmittel (9,
20), welches relativ zu dem ersten Eingriffsmittel (8,
19) unter einem Winkel orientiert ist und in seiner
Gesamtheit in einem größeren Abstand von der vor-
deren Schneidkante (15) liegt als der Bezugsort (C),
wobei der Winkel zwischen den ersten und zweiten
Eingriffsmitteln (8, 9; 19, 20) ein rechter Winkel ist,
die Eingriffsmittel zusammen eine T-förmige Konfi-
guration bilden, und dass die jeweiligen Eingriffsmit-
tel (8, 9; 19, 20) zwei voneinander beabstandete
Flanken (21, 24) aufweisen, die sich parallel erstre-
cken und relativ zueinander geneigt sind, wobei sie
eine V-förmige Querschnittsform bilden, wobei der
Winkel (α) zwischen den Flanken(21, 24) stumpf-
winklig ist, dadurch gekennzeichnet, dass
der Schneideinsatz die Form eines Dreheinsatzes
hat, bei welchem die vordere Schneidkante eine die
Oberfläche glättende Nebenschneide (15) ist, wel-
che neben einer verjüngt zulaufenden Nase (14)
ausgebildet ist, wobei die Nebenschneide in zumin-
dest eine spanabhebende Hauptschneidkante (16)
übergeht,
dass das erste Eingriffsmittel eine Nut (19) ist, die
sich in einer Richtung von der Nase (14) zu dem
Bezugsort in (C) erstreckt,
und dass der Schneideinsatz indexierbar ist, indem
er zwei diametral entgegengesetzt liegende Nasen
(14a, 14b) und zugehörige Nebenschneiden (15a,
15b) hat, wobei die Verbindungsfläche des
Schneideinsatzes zwei Paare von Eingriffsmitteln
(19a, 20a; 19b, 20b) aufweist, die jeweils mit den
entsprechenden Nebenschneiden (15a, 15b) zu-
sammenwirken.

2. Schneideinsatz nach Anspruch 1, dadurch gekenn-
zeichnet, dass das Eingriffsmittel (19, 20) eine rück-
springende Nut ist, deren beide Flanken (24) von
einem Boden (25), der die Flanken trennt, in Rich-
tung einer Öffnung auf einer Seite (12) des
Schneideinsatzes divergieren, wobei Führungsflä-
chen (26) sich zwischen den Flanken (24) und der
Öffnung erstrecken, wobei die Führungsflächen
wechselseitig zueinander unter einem Winkel (β) ge-
neigt sind, der kleiner ist als der stumpfe Winkel (α)
zwischen den Flanken.

3. Schneideinsatz nach Anspruch 1 oder 2, dadurch
gekennzeichnet, dass die erste Nut (19) durch zwei
V-förmig geneigte Flanken (24) begrenzt ist, die sich
im Wesentlichen ununterbrochen oder kontinuierlich
entlang der gesamten Länge der Nut erstrecken.

4. Schneideinsatz nach einem der Ansprüche 1 bis 3,

dadurch gekennzeichnet, dass die erste der Nuten
(19) zu der Nase (14) hin offen ist.

5. Schneideinsatz nach einem der Ansprüche 1 bis 4,
dadurch gekennzeichnet, dass auch das zweite
Eingriffsmittel eine Nut (20) ist, welche einen in etwa
V-förmigen Querschnitt hat.

6. Schneideinsatz nach Anspruch 5, dadurch gekenn-
zeichnet, dass die Nut (20) sich vollständig zwi-
schen den entgegengesetzten Seiten des
Schneideinsatzes erstreckt.

7. Schneideinsatz nach Anspruch 6, welcher eine Frei-
fläche (13) hat, die sich unter einem spitzen Winkel
zu einer oberen Seite (11) des Einsatzes erstreckt,
dadurch gekennzeichnet, dass der Einsatz neben
der zweiten Nut (20) seitliche Vorsprünge (29) hat,
die relativ zu der Freifläche (13) hervorstehen.

8. Schneideinsatz nach Anspruch 5, dadurch gekenn-
zeichnet, dass die ersten und zweiten Nuten (19,
20) bezüglich des Niveaus der Flankenpaare (24)
relativ zu der Bodenseite (12) des Schneideinsatzes
unterschiedlich tief sind, genauer gesagt in der Wei-
se, dass das Paar von Flanken (24) in der ersten Nut
(19) tiefer in dem Schneideinsatz liegt als das Flan-
kenpaar (24) in der zweiten Nut (20).

9. Werkzeug zur spanabhebenden Bearbeitung, wel-
ches einen Grundkörper (1) aufweist, der einen Ein-
satzsitz und einen Schneideinsatz (2) hat, welcher
in dem Einsatzsitz mit Hilfe eines Spannelementes
(3) montierbar ist, wobei der Schneideinsatz und der
Einsatzsitz miteinander zusammenwirkende An-
schlussflächen (7a, 7b) aufweisen, von denen jede
vorspringende und/oder rückspringende Eingriffs-
mittel (8, 9; 19, 20) hat, die den Zweck haben, den
Schneideinsatz in einem montierten Zustand fest zu
sichern, wobei das Spannelement direkt oder indi-
rekt einen geometrisch vorbestimmten Bezugsort
(C) definiert, in welchem eine Spannkraft, die für das
Klemmen des Schneideinsatzes erforderlich ist, auf
den Schneideinsatz aufgebracht wird, dass der Be-
zugsort, welcher festlegt, wo eine Spannkraft auf den
Schneideinsatz aufgebracht werden soll, eine geo-
metrische Zentralachse (C) in einer Durchgangs-
bohrung (17) für eine Befestigungsschraube (3) ist,
dadurch gekennzeichnet, dass gleichzeitig aktive
Eingriffsmittel in der jeweiligen Anschlussfläche (7a,
7b) nur zwei Typen umfassen, nämlich ein erstes,
im wesentlichen längliches Eingriffsmittel, welches
in seiner Gesamtheit zwischen einem vorderen En-
de der Anschlussfläche und dem Bezugsort (C) liegt,
und ein zweites, in ähnlicher Weise im wesentlichen
längliches Eingriffsmittel, welches unter einem Win-
kel zu der Längserstreckung des ersten Eingriffsmit-
tels liegt und in seiner Gesamtheit in einem größeren
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Abstand von dem vorderen Ende liegt als der Be-
zugsort,
und dass der Winkel zwischen den ersten und zwei-
ten Eingriffsmitteln (8, 9; 19, 20) ein rechter Winkel
ist, wobei die Eingriffseinrichtungen gemeinsam ei-
ne T-förmige Konfiguration bilden.

10. Werkzeug nach Anspruch 9 in Form eines Drehwerk-
zeuges, wobei der Grundkörper (1) ebenso wie der
Schneideinsatz (2) verjüngt zulaufende Nasen (5,
14) hat, dadurch gekennzeichnet, dass zumindest
das erste Eingriffsmittel (19), welches zwischen ei-
ner vorderen Kante (15) des Schneideinsatzes (2)
und dem Bezugsort (C) liegt, in der Anschlussfläche
(7b) des Schneideinsatzes rückspringend ausgebil-
det ist, während das entsprechende erste Eingriffs-
mittel (8) in der Anschlussfläche (7a) des Grundkör-
pers vorspringend ausgebildet ist.

11. Werkzeug nach Anspruch 10, dadurch gekenn-
zeichnet, dass beide Eingriffsmittel in den An-
schlussflächen (7b) des Schneideinsatzes (2) Nuten
(19, 20) sind und dass beide Eingriffsmittel in der
Anschlussfläche (7a) des Grundkörpers Rippen (8,
9) sind, wobei die vorderen und hinteren Rippen (8,
9) der Anschlussfläche (7) des Grundkörpers (1) be-
züglich des Niveaus eines Paars von Flanken (21)
relativ zu einer ebenen Bodenfläche (6), welche die
Rippen umgibt, unterschiedlich hoch sind, genauer
gesagt in der Weise, dass das Paar von Flanken (21)
der vorderen Rippe (8) tiefer liegt als das Flanken-
paar (21) der hinteren Rippe (9).

12. Werkzeug nach einem der Ansprüche 9 bis 11, da-
durch gekennzeichnet, dass derjenige Teil (12)
der Anschlussfläche (7b) des Schneideinsatzes (2),
welcher das Eingriffsmittel umgibt, ebenso wie der
Teil (6) der Anschlussfläche (7a) des Grundkörpers
(1), der dessen Eingriffsmittel umgibt, eben sind, wo-
bei die Flankenhöhe der Rippen (8, 9) im Verhältnis
zu der Flankentiefe der Nuten (19, 20) in der Weise
gewählt wird, dass zwischen den ebenen Flächen
(12, 6) anfänglich, d. h. solange der Schneideinsatz
nicht belastet ist, ein Spalt (27) auftritt.

13. Werkzeug nach Anspruch 12, dadurch gekenn-
zeichnet, dass die Beziehung zwischen der Flan-
kenhöhe der Rippen (8, 9) und der Flankenhöhe der
Nuten (19, 20) in der Weise im Verhältnis steht, dass
die Höhe des Spalts (27) mindestens 0,03 mm und
höchstens 0,1 mm beträgt.

Revendications

1. Plaquette de coupe pour l’usinage avec enlèvement
de copeaux, comprenant une arête de coupe avant
(15), ainsi qu’une surface de liaison (7b) présentant

des moyens d’engagement de type mâle et/ou fe-
melle (8, 9 ; 19, 20) destinés à fixer la plaquette de
coupe dans un état monté, un endroit de référence
géométriquement prédéterminé (C) dans la plaquet-
te de coupe servant de point d’application de force
pour le blocage de celle-ci,
où l’endroit de référence qui définit l’endroit où une
force de serrage est appliquée à la plaquette de cou-
pe est un axe central géométrique (C) dans un trou
traversant (17) destiné à une vis de serrage (3),
où des moyens d’engagement actifs simultanément
ne sont que de deux types, à savoir un premier
moyen d’engagement (8, 19), lequel présente une
certaine extension en longueur et est situé dans son
intégralité entre ladite arête de coupe avant (15) et
l’endroit de référence (C), ainsi qu’un deuxième
moyen d’engagement allongé (9, 20), lequel est
orienté selon un certain angle par rapport au premier
moyen d’engagement (8, 19), et est situé dans son
intégralité à une plus grande distance de l’arête de
coupe avant (15) que de l’endroit de référence (C),
où l’angle entre lesdits premier et deuxième moyens
d’engagement (8, 9 ; 19, 20) est droit, les moyens
d’engagement décrivant ensemble une configura-
tion en forme de T, où chaque moyen d’engagement
(8, 9 ; 19, 20) comprend deux flancs espacés (21,
24), lesquels s’étendent parallèlement et sont incli-
nés l’un par rapport à l’autre en décrivant une forme
en section transversale semblable à un V, l’angle α
entre les flancs (21, 24) étant obtus,
caractérisée
en ce que la plaquette de coupe se présente sous
la forme d’une plaquette de tournage dans laquelle
ladite arête de coupe avant est une arête secondaire
d’essuyage de surface (15) formée de manière ad-
jacente à un bec effilé (14), laquelle arête secondaire
se transforme en au moins une arête principale d’en-
lèvement de copeaux (16),
en ce que le premier moyen d’engagement est une
rainure (19), laquelle s’étend du bec (14) en direction
de l’endroit de référence (C),
et en ce que la plaquette de coupe est interchan-
geable grâce à l’inclusion de deux becs diamétrale-
ment opposés (14a, 14b) et d’arêtes secondaires
(15a, 15b) associées à ceux-ci, la surface de liaison
de la plaquette de coupe incluant deux paires de
moyens d’engagement (19a, 20a ; 19b, 20b) coopé-
rant individuellement avec les arêtes secondaires
respectives (15a, 15b).

2. Plaquette de coupe selon la revendication 1, carac-
térisée en ce que le moyen d’engagement (19, 20)
est une rainure de type femelle, dont les deux flancs
(24) divergent depuis un fond (25) séparant les
flancs en direction d’une ouverture vers un premier
côté (12) de la plaquette de coupe, des surfaces de
guidage (26) s’étendant entre les flancs (24) et ladite
ouverture, lesdites surfaces de guidage étant mu-
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tuellement inclinées selon un angle (β), lequel est
inférieur à l’angle obtus (α) entre les flancs.

3. Plaquette de coupe selon la revendication 1 ou 2,
caractérisée en ce que ladite première rainure (19)
est délimitée par deux flancs inclinés en forme de V
(24), lesquels s’étendent globalement de manière
ininterrompue ou continue le long de toute la lon-
gueur de la rainure.

4. Plaquette de coupe selon l’une quelconque des re-
vendications 1 à 3, caractérisée en ce que la pre-
mière rainure (19) s’ouvre dans ledit bec (14).

5. Plaquette de coupe selon l’une quelconque des re-
vendications 1 à 4, caractérisée en ce que le
deuxième moyen d’engagement est également une
rainure (20) ayant une section transversale globale-
ment en forme de V.

6. Plaquette de coupe selon la revendication 5, carac-
térisée en ce que ladite rainure (20) s’étend entre
deux côtés opposés de la plaquette de coupe sur
toute sa longueur.

7. Plaquette de coupe selon la revendication 6, celle-
ci présentant une surface de dépouille (13) qui
s’étend selon un angle aigu par rapport à un côté
supérieur (11) de celle-ci, caractérisée en ce que
celle-ci, à côté de la deuxième rainure (20), présente
des protubérances latérales (29) qui sont en saillie
par rapport à la surface de dépouille (13).

8. Plaquette de coupe selon la revendication 5, carac-
térisée en ce que les première et deuxième rainures
(19, 20) n’ont pas la même profondeur en ce qui
concerne le niveau des paires de flancs (24) par rap-
port au côté inférieur (12) de la plaquette de coupe,
plus précisément de telle sorte que la paire de flancs
(24) dans la première rainure (19) est située plus en
profondeur dans la plaquette de coupe que la paire
de flancs (24) dans la deuxième rainure (20).

9. Outil pour l’usinage avec enlèvement de copeaux,
comprenant un corps de base (1) présentant un siè-
ge pour plaquette et une plaquette de coupe (2), la-
quelle peut être montée dans le siège pour plaquette
au moyen d’un élément de serrage (3), la plaquette
de coupe et le siège pour plaquette incluant des sur-
faces de liaison coopérantes (7a, 7b), dont chacune
présente des moyens d’engagement de type mâle
et/ou femelle (8, 9 ; 19, 20) destinés à fixer ferme-
ment la plaquette de coupe dans un état monté, et
l’élément de serrage définissant directement ou in-
directement un endroit de référence géométrique-
ment prédéterminé (C) au niveau duquel une force
de serrage requise pour le blocage de la plaquette
de coupe est appliquée à la plaquette de coupe, où

l’endroit de référence qui définit l’endroit où une force
de serrage est appliquée à la plaquette de coupe est
un axe central géométrique (C) dans un trou traver-
sant (17) destiné à une vis de serrage (3), caracté-
risé en ce que des moyens d’engagement actifs si-
multanément dans la surface de liaison individuelle
(7a, 7b) ne sont que de deux types, à savoir un pre-
mier moyen d’engagement globalement allongé, le-
quel est situé dans son intégralité entre une extré-
mité avant de la surface de liaison et ledit endroit de
référence (C), ainsi qu’un deuxième moyen d’enga-
gement globalement allongé de manière similaire,
lequel est orienté selon un certain angle par rapport
à l’extension en longueur du premier moyen d’enga-
gement, et est situé dans son intégralité à une plus
grande distance de ladite extrémité avant que de
l’endroit de référence (C),
en ce que l’angle entre lesdits premier et deuxième
moyens d’engagement (8, 9 ; 19, 20) est droit, les
moyens d’engagement décrivant ensemble une con-
figuration en forme de T.

10. Outil selon la revendication 9, sous la forme d’un
outil de tournage, le corps de base (1) ainsi que la
plaquette de coupe (2) présentant des becs effilés
(5, 14), caractérisé en ce que au moins le premier
moyen d’engagement (19), positionné entre une arê-
te avant (15) de la plaquette de coupe (2) et l’endroit
de référence (C), dans la surface de liaison (7b) de
la plaquette de coupe est du type femelle, tandis que
le premier moyen d’engagement correspondant (8)
dans la surface de liaison (7a) du corps de base est
du type mâle.

11. Outil selon la revendication 10, caractérisé en ce
que les deux moyens d’engagement dans la surface
de liaison (7b) de la plaquette de coupe (2) sont des
rainures (19, 20) et en ce que les deux moyens d’en-
gagement dans la surface de liaison (7a) du corps
de base sont des nervures (8, 9), les nervures avant
et arrière (8, 9) de la surface de liaison (7a) du corps
de base (1) n’ont pas la même hauteur en ce qui
concerne le niveau d’une paire de flancs (21) par
rapport à une surface inférieure plane (6) entourant
les nervures, plus précisément de telle sorte que la
paire de flancs (21) de la nervure avant (8) est située
plus bas que la paire de flancs (21) de la nervure
arrière (9).

12. Outil selon l’une quelconque des revendications 9 à
11, caractérisé en ce que la partie (12) de la surface
de liaison (7b) de la plaquette de coupe (2) qui en-
toure les moyens d’engagement, ainsi que la partie
(6) de la surface de liaison (7a) du corps de base (1)
qui entoure les moyens d’engagement de celui-ci,
sont planes, la hauteur de flanc des nervures (8, 9)
étant choisie par rapport à la profondeur de flanc des
rainures (19, 20), de telle sorte que entre les parties
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de surface planes (12, 6), initialement, c’est-à-dire
tant que la plaquette de coupe n’est pas chargée,
un espace (27) existe.

13. Outil selon la revendication 12, caractérisé en ce
que la relation entre la hauteur de flanc des nervures
(8, 9) et la hauteur de flanc des rainures (19, 20) est
proportionnée de telle sorte que la hauteur de l’es-
pace (27) est au moins égale à 0,03 mm et au plus
égale à 0,10 mm.
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