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(54) A TOOL BODY, A MILLING TOOL AND A METHOD FOR MANUFACTURING A TOOL BODY

(57) A tool body (100) for a milling tool having a cen-
tral rotation axis (C), including a front end (101), a rear
end (102) comprising a central recess (104) for engaging
with a machine, an envelope surface (103), at least one
insert seat (106) in which a cutting insert (200) can be
mounted, a chip pocket (107) in front of each insert seat,
and a coolant passage system for passage of coolant
from the central recess to each chip pocket, comprising
at least one coolant passageway (109) having a rear por-

tion (110) extending outward from the central recess, and
a front portion (111a, 111b) extending from the rear por-
tion and into said chip pocket, in which an outlet (112a,
112b) is provided, the rear portion being wider than the
front portion of said coolant passageway. The rear por-
tion is formed by machining, preferably drilling, from with-
in a central recess of a tool body blank, and the front
portion is formed by machining from within the chip pock-
et.
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Description

FIELD OF THE INVENTION

[0001] The present invention relates to a tool body for
a milling tool according to the preamble of claim 1, a
milling tool, and a method for manufacturing a tool body.
The tool body includes an internal coolant passage sys-
tem for passage of coolant from a machine to which the
tool is coupled and to cutting inserts mounted in insert
seats provided in the tool body.

BACKGROUND AND PRIOR ART

[0002] Milling tools are used for chip removing machin-
ing of workpieces of a variety of different materials, such
as metal and composite materials, in a wide range of
applications. For cost-efficiency, it is preferable to use a
milling tool which comprises on one hand a tool body,
and on the other hand detachable and replaceable cut-
ting inserts mounted therein. In recent years, it has been
increasingly common to use coolant, in the form of a cool-
ing fluid, during the milling operation in order to be able
to increase productivity. Many milling tools and tool bod-
ies available in the market are therefore provided with
internal coolant passage systems configured to supply
coolant to the cutting edges. Some milling tools are pro-
vided with coolant outlets adjacent each of the cutting
inserts mounted therein in order to effectively supply
coolant to the active cutting edge of each of the cutting
inserts. Coolant is primarily used to control heat at the
cutting edge, but also assists in chip removal and can
prevent re-cutting of chips.
[0003] A tool body for a milling tool, having a central
rotation axis around which the tool body is rotatable, in-
cludes a front end and a rear end, between which an
envelope surface extends. The rear end comprises a
central recess configured to receive coolant from a spin-
dle of a machine. The rear end of the tool body can be
connected directly or via an adaptor to the machine spin-
dle. The rear end with the central recess can be of dif-
ferent types. One common and preferred type is the so
called arbor coupling, including a central, relatively large
recess, and a groove extending across the central re-
cess. In a transition between the front end and the enve-
lope surface, several insert seats in which cutting inserts
can be securely mounted are formed. A chip pocket is
provided in front of each insert seat. A coolant passage
system for passage of coolant from the central recess to
each chip pocket is provided in the tool body.
[0004] The coolant passage system usually comprises
several coolant passageways extending from the central
recess and into the chip pockets, where outlets are pro-
vided. Such coolant passageways are relatively long and
narrow, partly due to the limited space usually provided
behind the insert seats, and partly for the fluid mechanical
properties. The coolant passageways are usually pro-
duced by drilling from the chip pocket and toward the

central recess. However, the length and narrowness of
the coolant passageways are unpractical from a manu-
facturing point of view, since long and narrow holes are
difficult to drill. This also restrains the versatility of the
coolant passage system, since the coolant passageways
cannot be tailored to optimise coolant flow in terms of
direction and flow rate. In particular for milling tools in
which the cutting inserts are radially tipped in at strongly
negative angles, it is difficult to make a coolant passage-
way extending from the chip pocket to the central recess.
Either tool body strength or coolant flow direction and
flow characteristics are compromised with such a coolant
passage system.
[0005] JP5310191 discloses an indexable end mill for
deep shoulder milling, also known as an indexable long
edge milling cutter, with several rows of detachable cut-
ting inserts and with a coolant passage system compris-
ing several coolant passageways. Each coolant pas-
sageway comprises a rear portion extending slightly out-
ward from a bottom of the central recess and forward into
the tool body, and a front portion extending from the rear
portion and into a chip pocket provided in front of a cutting
insert. An outlet is provided in the chip pocket. The design
of the coolant passage system with a front portion and a
rear portion makes the coolant passage system more
versatile, since the front portion can be made to extend
at an angle with respect to the rear portion. It is thereby
possible to position the outlet of the front portion relatively
freely and achieve better possibilities to direct the coolant
flow.
[0006] However, a problem with the coolant passage
system disclosed in JP5310191 is the difficulty to man-
ufacture the narrow rear and front portions such that the
portions meet and enable an unobstructed coolant flow.
The total extension of the rear and front portions of each
coolant passageway necessary to reach each of the chip
pockets is also large in comparison with the width of the
coolant passageways, making the friction losses in the
coolant passage system relatively large.

SUMMARY OF THE INVENTION

[0007] It is a primary objective of the present invention
to overcome the above mentioned problems and provide
a tool body and a milling tool in which a coolant passage
system with reduced friction losses can be manufactured
in a cost-efficient manner. A second objective is to pro-
vide a cost-efficient and stable method of manufacturing
a tool body comprising such a coolant system.
[0008] The primary objective is, according to a first as-
pect of the invention, achieved by means of a tool body
as initially defined, which is characterised in that the rear
portion of said at least one coolant passageway is wider
than the front portion of said coolant passageway. The
wider rear portion can be produced by means of drilling
from within the central recess and the narrower front por-
tion can be produced by means of drilling inward, toward
the rear portion, from the chip pocket. The wider rear
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portion makes it easy to join the portions. Furthermore,
the width of the rear portion will reduce frictional forces
affecting the coolant flow and thereby enable distribution
of a larger quantity of coolant per pressure unit.
[0009] An additional advantage of the tool body ac-
cording to the invention is that the wide rear portion re-
duces the weight of the tool body. This may be achieved
without affecting its strength during milling thanks to the
location of the rear portion in a region of the tool body
where the requirements on material strength are relative-
ly low. A reduction in the amount of material in that region
does not negatively affect the performance of the tool
body during operation. The reduced weight in turn reduc-
es vibrations during milling and also renders the tool body
easier to handle during e.g. mounting of the tool body.
[0010] The rear portion extends outward and forward
from the central recess, which is here to be understood
as a direction which is inclined radially outward, i.e. in
relation to a central rotation axis of the tool body, and
directed forward, i.e. toward the front end of the tool body.
Hence, the rear portion extends in a direction having both
a radial and an axial component within a reference sys-
tem of the tool body. The rear portion, i.e. a longitudinal
axis of the rear portion, thus extends outward and forward
at an angle of less than 90° with respect to the central
rotation axis of the tool body.
[0011] The tool body may be formed with a central
through-hole centered on the rotation axis and having a
front opening in the front end of the tool body. A flange
can be provided at a distance from the front end, and the
through-hole may have a diameter that is smaller at the
front end than at the rear end of the tool body. In the case
where the tool body is provided with a through-hole, a
cover must be provided later on for preventing leakage
of coolant through the front opening. A coupling interface
at the rear end of the tool body may include the central
recess, but depending on the interface, it may also in-
clude other recesses and coupling members. In the case
of an arbor coupling, the coupling interface also includes
a transverse groove formed at the rear end of the tool
body.
[0012] That the rear portion is wider than the front por-
tion is here to be interpreted as a dimension of the rear
portion transverse to a direction of coolant flow being
larger than a corresponding dimension of the front por-
tion. In the case of a circular cross section, the width
equals the diameter. In the case of a non-circular cross
section, the width can be interpreted as an equivalent
diameter, or as the largest distance measured across the
portion, transverse to the direction of flow.
[0013] The transition between the rear portion and the
front portion may be gradual or discrete. Preferably, the
transition is gradual, such as in the form of a conical tran-
sition, in order to achieve desirable fluid dynamical prop-
erties.
[0014] According to an embodiment of the invention,
the rear portion of said at least one coolant passageway
comprises a cylindrical cavity. Preferably, the cylindrical

cavity is in the form of a circular cylindrical cavity. The
rear portion can thus be easily manufactured by drilling
from the central recess in the rear end of the tool body.
A cylindrical cavity also has advantageous flow charac-
teristics, in particular in the case of a circular cylindrical
cavity.
[0015] According to another embodiment of the inven-
tion, the front portion of said at least one coolant pas-
sageway comprises a cylindrical conduit. Preferably, the
cylindrical conduit is in the form of a circular cylindrical
conduit. Such a circular cylindrical conduit can be man-
ufactured by drilling from the corresponding chip pocket.
A cylindrical conduit also has advantageous flow char-
acteristics, in particular in the case of a circular cylindrical
conduit. However, it is not necessary that the front portion
comprises a cylindrical conduit. If e.g. the front portion is
manufactured by wire electrical discharge machining
(WEDM), also conduits of other shapes are possible.
[0016] According to another embodiment of the inven-
tion, the rear portion has a width of at least twice a width
of the front portion. In this way, substantial material sav-
ings and weight reductions can be achieved, while the
front portion can be made narrow enough to ensure a
high coolant speed toward the cutting edge.
[0017] According to another embodiment of the inven-
tion, the rear portion of said at least one coolant passage-
way extends at least partly from a side wall of said central
recess, which side wall extends along the rotation axis
of the tool body. This is advantageous from a manufac-
turing point of view, as will be further discussed below in
connection with the proposed method for manufacturing
a tool body. However, depending on the design of the
tool body, such as its size and the number of insert seats,
it may be preferable to position the rear portion such that
it extends from a bottom of the central recess, or at least
partly from the bottom. In one embodiment, the rear por-
tion extends entirely from the side wall of said central
recess. In other words, its opening is located entirely in
the side wall.
[0018] According to another embodiment of the inven-
tion, the rear portion of said coolant passageway has a
larger extension in a direction of coolant flow than the
front portion of said coolant passageway. A long rear
portion leads to a reduced weight of the tool body and
advantages associated therewith as previously dis-
cussed. The relatively large rear portion also contributes
to exertion of a high pressure on coolant located within
the front portion and thereby to a higher coolant speed
and a more efficient cooling. The front portion should
however be long enough to achieve a directed flow of
coolant from the outlet.
[0019] According to another embodiment of the inven-
tion, said coolant passageway comprises at least two
separate front portions sharing a common rear portion
and extending into the same chip pocket, in which at least
two outlets are provided. This is suitable for applications
where abundant cooling is desired and/or where it is de-
sired to use the coolant flow for chip control. The front
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portions may have different widths and/or designs.
[0020] According to another embodiment of the inven-
tion, the rear portion of the at least one coolant passage-
way has a width that decreases successively in a direc-
tion of coolant flow. The rear portion of said coolant pas-
sageway may e.g. comprise at least two sections of dif-
ferent widths, of which a front section has a smaller width
than a rear section. The transitions between the sections
may be stepwise, but also in the form of e.g. conical tran-
sitions or otherwise gradual transitions. Gradual transi-
tions are preferred for their superior flow properties.
[0021] According to another embodiment of the inven-
tion, the tool body has an increasing diameter toward the
front end of the tool body. This is suitable e.g. for a tool
body of a face milling tool or a shoulder milling tool.
[0022] According to a second aspect of the present
invention, the above mentioned primary objective is
achieved by means of a milling tool comprising the pro-
posed tool body and at least one cutting insert, wherein
each cutting insert is detachably mounted in an insert
seat of the tool body. Advantages and advantageous em-
bodiments of such a milling tool correspond to those dis-
cussed in connection with the proposed tool body.
[0023] According to a third aspect of the present inven-
tion, the above mentioned second objective is achieved
by means of a method for manufacturing the proposed
tool body from a tool body blank, comprising the steps:

- forming a central recess in a rear end of the tool body
blank,

- forming the at least one insert seat and the at least
one chip pocket in said tool body blank,

- forming the rear portion of said at least one coolant
passageway by machining, preferably drilling, from
within said central recess,

- forming the front portion of said at least one coolant
passageway by machining from within the chip pock-
et.

[0024] With the method according to the invention, the
rear portion of the coolant passageway is thus formed
by machining, preferably drilling, from within the central
recess, while the front portion is formed by machining
from the chip pocket. In this way, it is possible to achieve
a relatively large rear portion and a relatively short and
narrow front portion with the above mentioned associated
advantages associated therewith. The largest angle that
the rear portion can have with respect to the central ro-
tation axis of the tool body, when drilling the rear portion,
is limited by the desired location of the opening on the
rear portion in combination with the width of the central
recess and the size of the drill. By means of the inventive
method, the difficulties associated with producing long
and narrow coolant passageways are thereby avoided.
At the same time, the weight of the tool body is reduced,
while the stability and the strength of the resulting tool
body, as well as the fluid mechanical properties of the
coolant passage system, are preserved or improved in

comparison with previously known tool bodies.
[0025] The order in which the steps are performed is
not crucial, although it is preferred that the rear portion
of the coolant passageway is formed prior to the front
portion. Obviously, the step of forming the chip pocket
has to be performed before the step of forming the front
portion of the coolant passageway, and the step of form-
ing the central recess has to be performed before forming
the rear portion.
[0026] According to an embodiment of the invention,
the method further comprises the step:

- prior to forming said rear portion, forming a bottom
surface of said central recess into a cone shaped
surface, wherein the step of forming said rear portion
comprises using said cone shaped surface as a sup-
port surface for supporting a drill tip of a drill used to
machine the rear portion.

[0027] The use of the cone shaped surface as a sup-
port surface simplifies drilling of the rear portion since it
prevents the drill from sliding when entering the side wall
of the central recess. Thus, this is particularly useful when
the rear portions of the coolant passageways are to ex-
tend at least partly from the side wall.
[0028] According to an embodiment of the invention,
the method further comprises the step:

- after forming said rear portion, removing said cone
shaped surface.

[0029] The central recess can thus, after forming of the
coolant passage system, be finished in any way that is
desirable depending on application.
[0030] According to an embodiment of the invention,
drilling is used in the step of forming the front portion of
said at least one coolant passageway. This is a cost-
efficient way of forming the front portion.
[0031] According to another embodiment of the inven-
tion, electrical discharge machining (EDM), preferably
wire electrical discharge machining (WEDM) is used in
the step of forming the front portion of said at least one
coolant passageway. EDM, and in particular WEDM, of-
fer the possibility to form very narrow front portions, or
front portions with a non-cylindrical shape.
[0032] Further advantageous features and advantag-
es of the invention will appear from the following detailed
description.

BRIEF DESCRIPTION OF THE DRAWINGS

[0033] The invention will in the following be described
by means of example with reference to the appended
drawings, in which:

Fig. 1 is a perspective view showing a tool according
to a first embodiment of the invention;

Fig. 2 is another perspective view of the tool in fig. 1;
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Fig. 3 is a front end view of the tool body shown in fig.
1;

Fig. 4 is a side view of the tool in fig. 1 ;
Fig. 5 is a cross section taken along the line V-V in

fig. 4;
Fig. 6 is a perspective view showing a tool according

to a second embodiment of the invention;
Fig. 7 is a side view of the tool in fig. 6;
Fig. 8 is a cross section taken along the line VIII-VIII

in fig. 7; and
Fig. 9 is a flow chart schematically illustrating a meth-

od according to the invention.

DETAILED DESCRIPTION OF EMBODIMENTS OF 
THE INVENTION

[0034] A milling tool configured for face milling accord-
ing to a first embodiment of the present invention is shown
in fig. 1-5. The tool includes a tool body 100 according
to an embodiment of the invention, several detachable
and indexable cutting inserts 200, and fastening mem-
bers 300 in the form of screws. The tool body 100 has a
central rotation axis C around which the tool body is ro-
tatable in a direction of rotation R. It includes a front end
101 and a rear end 102, and an envelope surface 103
extending between the front end 101 and the rear end
102. The tool body 100 has a waist and an increasing
diameter toward the front end 101. In the rear end, as
shown in fig. 2, a coupling interface for coupling the mill-
ing tool to a machine (not shown) is provided. The cou-
pling interface is in the form of an arbor coupling including
a central recess 104 and a transverse groove 105 con-
figured to engage with a spindle of the machine via an
adaptor. A central through-hole 116 extends around and
along the central rotation axis C from a bottom 115 of the
central recess 104, which bottom 115 is in the form of a
circular shelf, and toward a front opening in the front end
101 of the tool body 100. The through-hole 116 has a
diameter which is smaller than a diameter of the central
recess 104.
[0035] In a transition between the front end 101 and
the envelope surface 103, a number of insert seats 106
are formed in the tool body 100. In the shown embodi-
ment, eight insert seats 106 are provided. In front of each
insert seat 106 in the direction of rotation R, a chip pocket
107 is provided. A cutting insert 200 is mounted in each
insert seat 106 with an upper side 201 comprising a rake
face and with a lower side 202 facing the insert seat 106.
The cutting inserts 200 are mounted in the insert seats
106 by means of clamping using the fastening members
300. Each fastening member presses against the lower
side 202 of one of the cutting inserts 200, such that a top
support member 107 provided in front of the insert seat
106 in the tool body contacts the upper side 201 of the
cutting insert 200 and such that a locking groove (not
shown) in the lower side 202 of the cutting insert 200
engages with a locking member 108 provided in the insert
seat of the tool body 100. Each cutting insert 200 is in-

dexable and has an active cutting edge 203.
[0036] The tool body 100 further comprises a coolant
passage system for passage of coolant from the central
recess 104 to each chip pocket 107. The coolant passage
system comprises several internal coolant passageways
109 as shown with hidden (dashed) lines in fig. 3. Each
coolant passageway 109 comprises a rear portion 110
in the form of a circular cylindrical cavity extending out-
ward and forward from the central recess 104 and into
the tool body 100. In front of the rear portion 110, the
coolant passageway 109 comprises two front portions
111 a, 111 b in the form of circular cylindrical conduits.
The front portions 111 a, 111 b of each coolant passage-
way 109 extend from the rear portion 109 and into one
of the chip pockets 107, in which two outlets 112a, 112b
are provided. The front portions 111a, 111b are relatively
narrow and short in comparison with the corresponding
rear portion 110 and extend at an angle with respect to
the rear portion 110.
[0037] As shown in fig. 5, the rear portions 110 of the
coolant passageways 109 have an opening 113 in a side
wall 114 of the central recess 104. During operation, cool-
ant flows from the spindle of the machine and into the
coolant passageways 109 through the openings 113.
Coolant exits the coolant passageways 109 through the
outlets 112a, 112b and is thereby directed toward the
active cutting edge 203 of the cutting insert 200. A cover
(not shown) is placed over the front opening of the
through-hole 116, so that coolant leakage is prevented.
[0038] A milling tool configured for face milling accord-
ing to a second embodiment of the present invention is
shown in fig. 6-8. It is to be noted that the same reference
sign designates the same or a similar element in all em-
bodiments disclosed. The tool according to the embodi-
ment shown in fig. 6 differs from the tool according to the
first embodiment in that it has a smaller diameter, and
thereby also comprises a smaller number of cutting in-
serts 200 mounted in insert seats 106 provided in the
tool body 100. The fastening mechanism using fastening
members 300 is the same as in the first embodiment.
Also the coupling interface is similar, including a central
recess 104 with a side wall 114 and a bottom 115 in the
form of a circular shelf.
[0039] The tool body according to the second embod-
iment is also provided with a coolant passage system
comprising several coolant passageways 109. In this em-
bodiment, each coolant passageway 109 has a rear por-
tion 110 comprising a front section 110a and a rear sec-
tion 110b, wherein the front section 110a has a smaller
diameter than the rear section 110b. From the front sec-
tion 110a, two front portions 111a, 111b extends toward
one of the chip pockets 107 provided in the tool body
100. Two outlets 112a, 112b are provided in the chip
pocket 107, directed toward an active cutting edge 203
of the cutting insert 200.
[0040] The rear section 110b in this embodiment has
an opening 113 formed partly in the side wall 114 and
partly in the bottom 115, i.e. in a transition between the
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side wall 114 and the bottom 115. The rear section 110b
and the front section 110a are both in the form of circular
cylindrical cavities sharing a common longitudinal axis.
The front portions 111a, 111b extend at an angle with
respect to this longitudinal axis.
[0041] A method for manufacturing a tool body 100 ac-
cording to an embodiment of the invention from a tool
body blank is schematically illustrated in fig. 9. In a step
S1, a central recess is formed in a rear end of the tool
body blank using a suitable machining technique, or a
combination of machining techniques, such as drilling,
milling and/or boring. The central recess formed in this
step may not be identical to the final central recess 104
of the finished tool body 100. According to a preferred
embodiment of the invention, a bottom surface of the
central recess formed in step S1 is formed into a cone
shaped surface.
[0042] In a step S2, insert seats 106 and chip pockets
107 are formed in the tool body blank, also using a suit-
able machining technique such as milling. The order of
the steps S1 and S2 is not relevant and may therefore
be reversed if more convenient.
[0043] In a step S3, the rear portions 110 of the coolant
passageways 109 are formed by machining, preferably
drilling, from within the central recess. In the case where
the bottom surface has been formed into a cone shaped
surface, this surface can be used as a support surface
for supporting the drill during the drilling operation, and
in particular upon entry of the drill into the tool body blank.
The cone shaped surface is removed after forming the
rear portions 110, such that the central recess 104 ob-
tains it final shape.
[0044] In a step S4, which is preferably carried out after
step S3, the front portions 111a, 111b of the coolant pas-
sageways 109 are formed by machining from within the
chip pockets 107. This can be done either by drilling or
by electrical discharge machining (EDM), such as wire
electrical discharge machining (WEDM).
[0045] The invention is of course not limited to the em-
bodiments disclosed, but may be varied and modified
within the scope of the following claims. For example,
the number of front portions provided in each coolant
passageway may vary depending on application, as well
as the shape and width of the front portions and rear
portions, respectively. The tool body may comprise sev-
eral insert seats, of which not all of the insert seats need
to be provided in a transition between the front end and
the envelope surface. If the tool body is intended for a
deep shoulder milling tool also known as a long edge
milling tool, it is possible to have insert seats provided
around a periphery of the tool body, in an area between
the front end and the rear end. Of course, the shape of
the cutting inserts may be varied as well as the number
of cutting inserts.

Claims

1. A tool body (100) for a milling tool having a central
rotation axis (C) around which the tool body (100) is
rotatable, including:

- a front end (101),
- a rear end (102) comprising a central recess
(104) configured to receive coolant from a spin-
dle of a machine,
- an envelope surface (103) extending between
the front end (101) and the rear end (102) of the
tool body (100),
- at least one insert seat (106) in which a cutting
insert (200) can be securely mounted formed in
a transition between the front end (101) and the
envelope surface (103),
- a chip pocket (107) provided in front of each
insert seat (106),
- a coolant passage system for passage of cool-
ant from the central recess (104) to each chip
pocket (107), comprising at least one coolant
passageway (109), said coolant passageway
(109) comprising a rear portion (110) extending
outward and forward into the tool body (100)
from the central recess (104), and a front portion
(111 a, 111b) extending from the rear portion
(110, 110a, 110b) and into said chip pocket
(107), in which an outlet (112a, 112b) is provid-
ed,

characterised in
that the rear portion (110) of said at least one coolant
passageway (109) is wider than the front portion
(111a, 111 b) of said coolant passageway (109).

2. The tool body according to claim 1, wherein the rear
portion (110) of said at least one coolant passage-
way (109) comprises a cylindrical cavity, preferably
a circular cylindrical cavity.

3. The tool body according to claim 1 or 2, wherein the
front portion (111 a, 111b) of said at least one coolant
passageway (109) comprises a cylindrical conduit,
preferably a circular cylindrical conduit.

4. The tool body according to any one of the preceding
claims, wherein the rear portion (110) has a width of
at least twice a width of the front portion (111a, 111
b).

5. The tool body according to any one of the preceding
claims, wherein the rear portion (110) of said at least
one coolant passageway (109) extends at least part-
ly from a side wall (114) of said central recess (104),
which side wall (114) extends along the rotation axis
(C) of the tool body (100).
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6. The tool body according to any one of the preceding
claims, wherein the rear portion (110) of said coolant
passageway (109) has a larger extension in a direc-
tion of coolant flow than the front portion (111a, 111b)
of said coolant passageway (109).

7. The tool body according to any one of the preceding
claims, wherein said coolant passageway (109)
comprises at least two separate front portions (111a,
111b) sharing a common rear portion (110) and ex-
tending into the same chip pocket (107), in which at
least two outlets (112a, 112b) are provided.

8. The tool body according to any one of the preceding
claims, wherein the rear portion (110) of the at least
one coolant passageway (109) has a width that de-
creases successively in a direction of coolant flow.

9. The tool body according to any one of the preceding
claims, wherein the tool body (100) has an increasing
diameter toward the front end (101) of the tool body
(100).

10. A milling tool comprising a tool body (100) according
to any one of the preceding claims and at least one
cutting insert (200), wherein the cutting insert (200)
is detachably mounted in an insert seat (106) of the
tool body (100).

11. A method for manufacturing a tool body (100) ac-
cording to any one of claims 1-9 from a tool body
blank, comprising the steps:

- forming a central recess in a rear end of the
tool body blank,
- forming the at least one insert seat (106) and
the at least one chip pocket (107) in said tool
body blank,
- forming the rear portion (110) of said at least
one coolant passageway (109) by machining,
preferably drilling, from within said central re-
cess,
- forming the front portion (111 a, 111b) of said
at least one coolant passageway (109) by ma-
chining from within the chip pocket (107).

12. The method according to claim 11, further compris-
ing the step:

- prior to forming said rear portion (110), forming
a bottom surface of said central recess into a
cone shaped surface, wherein the step of form-
ing said rear portion (110) comprises using said
cone shaped surface as a support surface for
supporting a drill tip of a drill used to machine
the rear portion (110).

13. The method according to claim 12, further compris-

ing the step:

- after forming said rear portion (110), removing
said cone shaped surface.

14. The method according to any one of claims 11-13,
wherein drilling is used in the step of forming the front
portion (111a, 111 b) of said at least one coolant
passageway (109).

15. The method according to any one of claims 11-13,
wherein electrical discharge machining (EDM), pref-
erably wire electrical discharge machining (WEDM)
is used in the step of forming the front portion (111a,
111 b) of said at least one coolant passageway (109).
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