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(54) CUTTING INSERT

(57) An indexable double-sided milling cutting insert
(1), the milling cutting insert (1) comprising:
- a top surface (2) and a bottom surface (3),
- a through-bore (4) coaxial to a first symmetry axis (X)
intersecting the top surface (2) and the bottom surface
(3),
- a median plane (YZ) extending perpendicularly to the
first symmetry axis (X) and virtually dividing the cutting
insert (1) into two halves,
- two major side surfaces (5),
- two minor side surfaces (6),
- four main cutting edges (7) formed at the respective
transitions of the top surface (2) and the bottom surface
(3) with the major side surfaces (5),
- four secondary cutting edges (8) formed at the respec-
tive transitions of the top surface (2) and the bottom sur-
face (3) with the minor side surfaces (6),
- two cutting corners (9) on each of the top surface (2)
and the bottom surface (3), the cutting corners (9) being
formed between the main cutting edges (7) and the sec-
ondary cutting edges (8), the cutting corners (9) being
arranged diagonally opposite with respect to the symme-
try axis (X),
- two secondary corners (18) on each of the top surface
(2) and the bottom surface (3),
- planar axial support surfaces (10) formed on each of
the minor side surfaces (6),
wherein - in a top view of the cutting insert (1) - an axial
support surface (10) confines an interior angle (α) < 90°
with that major side surface (5), which is connected to
that minor side surface (6) that carries said axial support
surface (10), via a cutting corner (9), wherein an inwardly
curved recess (14) is formed on the minor side surfaces

(6), extending from the top surface (2) to the bottom sur-
face (3).
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Description

[0001] The application is directed to an indexable dou-
ble-sided milling cutting insert with the features of the
preamble of claim 1, as well as a milling tool.
[0002] From WO2014161658 (A1) an indexable dou-
ble-sided milling cutting insert is known, wherein a top
and a surface each comprise a first seat surface region
extending to a first support edge and a second seat sur-
face region extending to a second support edge. The
cutting insert according to WO2014161658 (A1) substan-
tially has the shape of an irregular hexagon having four
long sides and two short sides in top view onto the top
surface.
[0003] Object of the present invention is to provide an
improved indexable double-sided milling cutting insert.
A further object is to provide a tool holder and an assem-
bly of a tool holder and a cutting insert.
[0004] These objects are achieved by a milling cutting
insert, a tool holder and an assembly with the features
of the respective independent claims. Advantageous de-
velopments are specified in the dependent claims.
[0005] The cutting insert according to the present in-
vention comprises:

- a top surface and a bottom surface,
- a through-bore coaxial to a first symmetry axis inter-

secting the top surface and the bottom surface,
- a median plane extending perpendicularly to the first

symmetry axis and virtually dividing the cutting insert
into two halves,

- two major side surfaces,
- two minor side surfaces,
- four main cutting edges formed at the respective

transitions of the top surface and the bottom surface
with the major side surfaces,

- four secondary cutting edges formed at the respec-
tive transitions of the top surface and the bottom sur-
face with the minor side surfaces,

- two cutting corners on each of the top surface and
the bottom surface, the cutting corners being formed
between the main cutting edges and the secondary
cutting edges, the cutting corners being arranged
diagonally opposite with respect to the symmetry ax-
is,

- two secondary corners on each of the top surface
and the bottom surface,

- planar axial support surfaces formed on each of the
minor side surfaces,

wherein - in a top view of the cutting insert - an axial
support surface confines an interior angle < 90° with that
major side surface, which is connected to that minor side
surface that carries said axial support surface via a cut-
ting corner, wherein adjacent to the axial support surface
an inwardly curved recess is formed on the minor side
surface.
[0006] The cutting insert has four independent cutting

edges. It is two-fold indexable, meaning that per side (top
and bottom surface, respectively) two sets of cutting edg-
es are arranged such that by rotating the insert by 180°
a new pair of cutting edges is offered to a workpiece
surface.
Further, it is double-sided, meaning that it can be used
on both sides: in a first case the top surface acts as rake
face, when flipping the insert, the bottom surface acts as
rake face.
The cutting insert can be axially clamped in a seat by a
fastening screw the threaded portion of which is passed
through the through bore of the cutting insert and can be
engaged with a corresponding threaded bore in the tool
holder.
The median plane is a thought plane dividing the cutting
insert into two halves.
[0007] Each of the top surface and the bottom surface
are allocated two main cutting edges, which totals in four
main cutting edges. In an operational state of the insert,
the main cutting edges carry out the main cutting work.
The insert further has four minor cutting edges (again
two per side, i.e. top and bottom surface), which merely
act as wiper edges.
[0008] On each of the minor side surfaces two planar
axial support surfaces are formed. The planar axial sup-
port surfaces are adapted for securing the cutting insert
in a seat of a tool holder, in particular securing the cutting
insert against a displacement in a direction parallel to a
rotational axis of the tool holder.
[0009] According to the invention, the axial support sur-
faces confine an interior angle of less than 90 degrees
(when observed in a top view of the cutting insert) with
that major side surface, which is connected to that minor
side surface that carries the axial support surface via a
cutting corner. In other words, said angle is measured
between an orthogonal projection of the axial support
surface along the first symmetry axis and an orthogonal
projection of the opposite major side surface. To clarify
further, said angle is measured between an axial support
surface and that major side surface, that is delimited from
said axial support surface by an inwardly curved recess.
In another alternative expression, the angle is to be
measured not with the major side surface adjacent to
said axial support surface but the opposite major side
surface.
[0010] This has the particular advantage that upon
placing the insert in a corresponding seat of a tool holder,
a self-locking effect is achieved. Preferably it can be pro-
vided that the axial support surfaces are designed such
that they also secure the cutting insert against shift in a
radial direction of a respective tool holder.
[0011] Further according to the invention, adjacent to
the axial support surface an inwardly curved recess is
formed on the minor side surfaces, preferably extending
from the top surface to the bottom surface.
Preferably the recess extends perpendicularly to the top
side / bottom side, respectively. In other words, the re-
cess appears projecting in a top view of the cutting insert.
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This recess increases the clearance in the radial direction
(with respect to its mounting position on a tool holder) of
the cutting corner and thus improves the ramping capa-
bility of the insert. Ramping means that the insert may
not only be used for movements in a plane perpendicular
to the rotational axis of the tool holder, but also - to a
certain extent - can travel parallel to the rotational axis
of the tool holder into a workpiece. Thus, the insert may
be used to machine pockets.
[0012] The superior mounting helps to provide the sta-
bility needed for ramping applications, while the recess
enables a maximum ramping capability.
[0013] It can be provided that the recesses have the
shape of a circular arc when observed in a top view on
the cutting insert.
Such rounded shape is beneficial to achieve maximum
clearance with at the same time good mechanical prop-
erties.
[0014] Preferably the support surfaces have a ground
surface. Alternatively the surfaces remain as sintered.
[0015] Preferably, the top surface and the bottom sur-
face each comprise a seat surface extending diagonally
the between the transitions of the axial support surfaces
and the top surface and the bottom surface, respectively.
In other words, the seat surfaces extend across the top
and bottom side, respectively. The seat surfaces prefer-
ably are planar and have a ground surface. Alternatively
the surfaces remain as sintered.
The seat surfaces preferably are parallel to the median
plane of the cutting insert. They define the deepest level
of the top surface and the bottom surface, respectively
(besides the through-bore, of course).
[0016] It can be provided that the axial support surface
is formed as a facet on the minor side surface and is
connected to a cutting corner by a corner surface, where-
as the corner surface optionally is delimited from the axial
support surface by a transitional surface. In other words,
here the axial support surface is a partial surface of the
minor side surface and delimited from the cutting corner
by additional surfaces: in the first case by a corner surface
alone, in the second case by a corner surface and a tran-
sitional surface.
[0017] In an alternative embodiment, no delimiting fur-
ther surface is between the axial support surface and the
cutting corner. Here, the axial support surface extends
from the top surface to the bottom surface.
[0018] According to one embodiment, the axial support
surface is perpendicular to the adjacent seat surface. The
adjacent seat surface is the one with which the axial sup-
port surface has a common edge.
[0019] It shall be noted that in the oriented mounting
position of the cutting insert in an insert receiving portion
of a tool holder, the axial support surface which is oppo-
site to the current active cutting corner is engaged with
a corresponding contact surface in the insert receiving
portion.
Further, the seat surface that is opposite to the current
rake face of the cutting insert is in contact to the insert

receiving portion in the oriented mounting position of the
cutting insert.
Thirdly, that major side surface that is opposite of the
current active cutting edge is in contact to the insert re-
ceiving portion in the oriented mounting position of the
cutting insert.
"Active" cutting corner and cutting edge means the cut-
ting corner cutting edge, respectively, that actually en-
gages (or is intended to engage) with the material to be
machined in the mounting position of the cutting insert.
[0020] It can be provided that the axial support surface
is perpendicular to the adjacent seat surface.
[0021] Preferably the axial support surface is inclined
at an angle β > 90° with respect to the adjacent seat
surface. In other words, according to this preferred em-
bodiment, the axial support surface is inclined towards
the adjacent seat surface such that they confine an ob-
tuse angle. When expressed in terms of the respective
normal vectors, the normal vectors of the axial support
surface and the adjacent seat surface confine an acute
angle, as the angle between the normal vectors is the
complementary angle (180-β).
This configuration is particularly advantageous as a such
inclined axial seat surface further improves the clamping
stability of the cutting insert in a corresponding seat of a
tool holder. Being such inclined it can transfer forces in
tangential direction of the tool holder onto an accordingly
formed contact surface of the tool holder, which is not
the case for the perpendicular arrangement. Indeed,
shouldering (shoulder milling) is the operation in milling
generating the most radial forces, which are the source
of risk of vibration if the insert is not correctly clamped.
[0022] It can be provided that - in top view of the cutting
insert - the axial support surfaces establish an outer con-
tour of the cutting insert.
"Establish an outer contour of the cutting insert" in other
words means that the axial support surface is formed as
a planar facet on a minor side surface, extending from
the upper surface to the bottom surface. No material ex-
tends outwardly beyond the axial support surface in a
top view. This has a particular advantage in ramping ap-
plication, as more clearance is created behind (with re-
spect to the trajectory of the cutting insert in operation)
the axial support surface and the risk of damaging the
cutting insert is reduced. Further, such insert is easy to
manufacture and a corresponding insert receiving por-
tion in a tool holder does not require undercuts that are
difficult to machine.
[0023] It can be provided that the cutting corners are
elevated with respect to the median plane such that the
establish the highest points of the cutting insert, when
observed in a side view. In other words, the top and bot-
tom surfaces are not entirely flat, but the cutting corners
protrude from the respective surfaces. This arrangement
provides for particularly smooth cutting performance.
[0024] Preferably, the cutting corners are spaced from
the median plane by a distance greater than a distance
by which the secondary corners are spaced from the me-

3 4 



EP 3 338 929 A1

4

5

10

15

20

25

30

35

40

45

50

55

dian plane. Here, the cutting corners project above the
secondary corners. The secondary corners are formed
between the main cutting edges and the transition of the
axial support surfaces and the top surface or the bottom
surface, respectively. In a top view of the insert, the sec-
ondary corners are observed as intersections of the main
cutting edges the axial support surfaces.
[0025] It can be provided that the main cutting edges
have a downward slope from the cutting corners to sec-
ondary corners. Preferably, the main cutting edges are
straight lines when observed in a top view.
[0026] The main cutting edges may have a curvature
when observed in a side view of the cutting insert. The
may be concave or curved convexly.
[0027] Preferably, at the transition of a major side sur-
face and a minor side surface adjacent to the cutting cor-
ner a corner surface is formed, and wherein said corner
surface merges into a radial support surface via a tran-
sitional surface. For a smooth transition, the corner sur-
face and the transitional surface have a rounded shape.
[0028] Preferably, the cutting insert has a generally
rectangular shape in a top view.
[0029] The length of a projection of the major side sur-
face thereby is for instance 1,3 to 10 times the length of
a projection of the minor side surface, when projected
parallel to the first symmetry axis. In a preferred embod-
iment, the projected length of the major cutting edge is
roughly four times the projected length of the minor cut-
ting edge.
[0030] Preferably the insert is adapted for shoulder
milling.
According to a preferred embodiment the cutting insert
is configured to achieve a 90-degree shoulder when ap-
plied to said shoulder milling operation.
[0031] Preferably, the cutting insert is adapted for ra-
dial mounting, that is, the top surface and the bottom
surface, respectively, act as rake surfaces in an opera-
tional state of the cutting insert.
[0032] Preferably, the cutting insert is made of hard
metal (cemented carbide) or a cermet via a powder-met-
allurgical route.
[0033] Protection is also sought for a milling tool com-
prising a tool holder provided with a plurality of insert
receiving portions adapted to receive indexable double-
sided milling cutting inserts according to any one of the
preceding claims.
[0034] Preferably, the insert receiving portions are
adapted such that active main cutting edges of cuttings
inserts mounted in said insert receiving portions extend
substantially parallel to a rotational axis of the tool holder.
In such manner, the cutting inserts can be used benefi-
cially for creating 90° edges on a workpiece.
[0035] According to a preferred embodiment a contact
surface in the insert receiving portions for accommodat-
ing the axial seat surface of a cutting insert is designed
such that its angle with the rotational axis of the tool holder
corresponds to the angle at which the axial seat surface
is inclined to simultaneously engaged side surface.

[0036] Preferably, a contact surface in the insert re-
ceiving portions for accommodating the axial seat sur-
face of a cutting insert is designed such that its angle
with the tangential axis of the tool holder corresponds to
the angle at which the axial seat surface is inclined to the
adjacent seat surface.
[0037] Further protection is sought for an assembly
comprising a milling tool as described above, further
comprising a plurality of indexable double-sided milling
cutting inserts according to any one of the claims 1
through 15 mounted to said insert receiving portions.
[0038] The invention will now be described, by way of
example, with reference to the accompanying drawings
in which:

Fig. 1 shows a perspective view of a cutting insert
according to an embodiment

Fig. 2 a top view of a cutting insert according to
the same embodiment

Fig. 3a-3b views of cutting inserts according to further
embodiments

Fig. 4a top view of a cutting insert according to yet
another embodiment

Fig. 4b top view of a cutting insert according to the
embodiment of figure 3b

Fig. 5a-5c various views of a tool holder with cutting
inserts

Fig. 6 a tool holder without cutting inserts
Fig. 7 detail of a tool holder with cutting insert

[0039] Figure 1 shows a perspective view on the cut-
ting insert 1 according to an embodiment as indexable
double-sided milling cutting insert 1.
The cutting insert 1 comprises a top surface 2, a bottom
surface 3, and side surfaces 5, 6 The minor side surfaces
6 are structured in a plurality of partial surfaces that will
be described in more detail later.
A through-bore 4 extends coaxially to a first symmetry
axis X intersecting the top surface 2 and the bottom sur-
face 3. A screw may be inserted in the through-bore 4
for fixation of the cutting insert in a tool holder (not shown
here). Main cutting edges 7 are formed at the transition
between the major side surfaces 5 and the top surface
2, and the bottom surface 3, respectively. Further, sec-
ondary cutting edges 8 are formed between sections of
the minor side surfaces 6 and the top surface 2, and the
bottom surface 3, respectively. At the transition between
the main cutting edges 7 and the minor cutting edges 8
cutting corners 9 are formed. Secondary corners 18 are
formed by the intersection of the main cutting edges 7
and that edge which is formed at the transition of axial
support surfaces 10 with the top surface 2, and the bottom
surface 3, respectively. The main cutting edges 7 extend
between the cutting corners 9 and the secondary corners
18. Thus, the cutting insert 1 possesses four cutting cor-
ners 9 and four secondary corners 18. Cutting corners 9
and secondary corners 18 are arranged diagonally with
respect to the top side 2 and the bottom side 3, respec-
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tively.
[0040] The cutting insert 1 possesses rotational sym-
metry with respect to a rotation by 180 degrees around
the first symmetry axis X. A rotation of the cutting insert
1 along the symmetry axis X by 180 degrees results in
the same configuration as prior to the rotation. This ro-
tation corresponds to a so-called indexing of the cutting
insert 1.
The cutting insert 1 further has rotational symmetry with
respect to a rotation by 180 degrees around the second
symmetry axis Y. In other words, a rotation along the
second symmetry axis Y or the third symmetry axis Z by
180 degrees results in the same configuration as prior to
the rotation. Thus, the insert is double-sided.
From this it becomes clear that despite of the notation
"top surface" and "bottom surface" a top surface may
also be situated at a lower position than a bottom surface
and vice versa.
It should be noted that slight deviations from an exact
symmetry are possible, e.g. through markings on surfac-
es indicating different indexing positions.
[0041] A main cutting edge 7, the cutting corner 9 ad-
jacent thereto and the secondary cutting edge 8 adjacent
to the latter together form a cutting edge portion which
can individually be used in a machining operation.
Thus, four independent pairs of main and secondary cut-
ting edges are present in the embodiment of an indexable
double sided cutting insert 1.
[0042] In an operational state of the cutting insert 1, a
main cutting edge 7 defines a shoulder in a work piece
(not shown), while the corresponding secondary cutting
edge 8 acts as wiper edge creating a smooth workpiece
surface. Preferably the cutting edges 7, 8 are arranged
such that an essentially 90-degree shoulder is formed on
the workpiece.
[0043] The cutting corners 9 are elevated with respect
to top surface 2 and bottom surface 3, respectively, such
that the establish the highest points of the cutting insert
1, when observed in a side view. In other words, the top
and bottom surfaces 2, 3 are not entirely flat, but the
cutting corners 9 protrude from the respective surfaces.
This feature results in a smooth peeling cutting perform-
ance.
Adjacent to the cutting corners 9, curved corner surfaces
13 are formed on the minor side surfaces 6. Said corner
surface 13 merges into an axial support surface 10 via a
transitional surface 12.
[0044] On each of the minor side surfaces 6 an inwardly
curved recess 14 is formed. This recess 14 increases
the clearance in the radially inwards (with respect to a
mounting position) direction of the cutting corner and thus
improves the ramping capability of the insert. Ramping
means that the cutting insert 1 may not only be used for
movements in a plane perpendicular to a rotational axis
of the tool holder, but also - to a certain extent - can travel
parallel to the rotational axis of the tool holder into a work-
piece. Thus, the cutting insert 1 may be used to machine
pockets.

Preferably the recesses 14 have the shape of a circular
arc when observed in a top view on the cutting insert 1.
From a manufacturing point of view, the recess 14 pref-
erably extends from the top surface 2 to the bottom sur-
face 3.
The recess 14 divides the minor side surface 6 into two
halves. When observed along the third symmetry axis Z,
there is each an axial support surface 10 right and left to
the recess 14.
In a mounting position of the cutting insert 1 that axial
support surface 10 is engaged with a corresponding con-
tact surface of a tool holder, the transition to the upper
surface 2 of which is adjacent to the presently active ma-
jor cutting edge 7. When assuming the present view of
figure 1 to be a mounting position, the upper right axial
support surface 10 would be the actually engaged axial
support surface 10. Correspondingly, the upper right ma-
jor cutting edge 7 would be the active major cutting edge
7, and clockwise adjacent to it the active cutting corner
9 and the active minor cutting edge 8.
[0045] Each axial support surface 10 confines an inte-
rior angle α < 90° in a top view of the cutting insert 1 with
the major side surface 5 being delimited from said axial
support surface 10 by a recess 14, which will be explained
in more detail by figure 2.
[0046] Figure 2 shows a top view of the cutting insert
1 of figure 1, viewed from above, perpendicular on the
top surface 2, that is, along the first symmetry axis X.
The cutting insert 1 has a generally rectangular shape
with its length (resulting through orthogonal projection of
the cutting insert along the second symmetry axis Y) be-
ing longer than its width (resulting through orthogonal
projection along the third symmetry axis Z). As an exam-
ple, the length of the cutting insert 1 could be 1.4 to 1.8
times greater than its width. A particular preferred aspect
ratio is around 1.6.
[0047] In terms of lengths of the main cutting edge 7
and the secondary cutting edge 8, the main cutting edge
7 is two to ten times longer than the secondary cutting
edge 8, in the present example approximately five times
longer. The lengths of the cutting edge 7 and the sec-
ondary cutting edge 8, respectively, are indicated by di-
mension arrowheads.
[0048] In its mounting position in a tool holder 16 (not
shown here) the cutting insert 1 is positioned by an axial
support surface 10, a seat surface 11 and a side surface
5.
The axial support surface 10 secures the cutting insert 1
against a shift in axial direction of the tool holder 16 (cor-
responding to a direction parallel to the third symmetry
axis Z), preferably also against a shift in tangential direc-
tion of the tool holder 16 (corresponding to a direction
parallel to the first symmetry axis X of the cutting insert 1).
The seat surface 11 secures the cutting insert 1 against
a shift in tangential direction of the tool holder 16, corre-
sponding to a direction parallel to the first symmetry axis
X of the cutting insert 1.
The side surface 5 secures the cutting insert 1 against a
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shift in radial direction of the tool holder 16, corresponding
to a direction parallel to the second symmetry axis Y of
the cutting insert 1.
When assuming the present view of figure 2 to represent
a mounting position of the cutting insert 1, the cutting
insert 1 would be positioned and secured by the axial
support surface 10 and side surface 5 between which
the angle α is drawn, and by the seat surface 11 on the
bottom side 3 of the cutting insert.
[0049] As can be seen from the figure, the axial support
surface 10 confines an interior angle α < 90° in a top view
of the cutting insert 1 with that major side surface 5, which
is connected to that minor side surface 6 that carries the
axial support surface 11 via a cutting corner 9. In other
words, the major side surface 5 chosen to define the an-
gle α is not the major side surface 5 adjacent to the re-
spective axial support surface 10, but the one opposite
to it.
In yet another alternative definition of the angle α, said
angle α is measured between an axial support surface
10 and that major side surface 5, that is delimited from
said axial support surface 10 by an inwardly curved re-
cess 14. This arrangement with an interior angle α < 90°
has the particular advantage that upon placing the cutting
insert 1 in a corresponding insert receiving portion of a
tool holder, a self-locking effect is achieved. The cutting
insert 1 is secured against a shift both in axial and radial
direction of the tool holder. The superior mounting helps
to provide the stability needed for ramping applications,
while the recess 14 enables a maximum ramping capa-
bility.
[0050] Figures 3a und 3b show cutting inserts of the
invention according to yet another embodiments.
Figure 3a shows a preferred embodiment, according to
which the axial support surface 10 is inclined at an angle
β > 90 degrees to the seat surface 11.
In other words, according to this preferred embodiment,
the axial support surface 10 is inclined towards the ad-
jacent seat surface 11 such that they confine an obtuse
angle. When expressed in terms of the respective normal
vectors, the normal vectors of the axial support surface
10 and the adjacent seat surface 11 confine an acute
interior angle, as the angle between the normal vectors
is the complementary angle (180-β).
This configuration is particularly advantageous as a such
inclined axial seat surface 10 further improves the clamp-
ing stability of the cutting insert 1 in a corresponding seat
of a tool holder 16 (not shown here). Being such inclined
it can transfer tangential (with respect to its trajectory)
forces onto an accordingly formed contact surface of the
tool holder 16, which is not the case for a perpendicular
arrangement. Indeed, shouldering (shoulder milling) is
the operation in milling generating the most radial forces,
which are the source of vibrations if the insert is not cor-
rectly clamped.
In the example of figure 3a, adjacent to the axial support
surface 10 a rounded transitional surface 12 is formed
which forms the transition to the corner surface 13.

The embodiment of figure 3b differs from figure 3a in that
no such radius, or rounded transitional surface 12 is
formed between the axial support surface 10 and the
corner surface 13.
[0051] Figure 4a shows a cutting insert 1 in yet another
embodiment in top view. In the present embodiment, no
transitional surface 12 and no corner surface 13 is
formed. Instead, the axial support surfaces 10 extend
from the top surface 2 to the bottom surface.
In the present example the axial support surfaces 10 are
inclined at an angle β is 90 degrees with respect to the
seat surface 11. Thus, the axial support surfaces 10 ap-
pear projecting as a line in a top view. The axial support
surfaces 10 extend from the top surface 2 to the bottom
surface.
As in previous embodiments, the axial support surfaces
10 are inclined at the angle α < 90° towards the respective
major side surfaces 5.
[0052] It can be provided in an alternative (not shown),
that the axial support surfaces 10 are inclined at an angle
β > 90 degrees with respect to the seat surface 11. The
axial support surfaces 10 extend from the top surface 2
to the bottom surface.
[0053] In the present embodiment, the axial support
surfaces 10 establish the outer contour of the cutting in-
sert. No material extends outwardly beyond the axial sup-
port surfaces 10 when observed in a top view on the
insert.
This has a particular advantage in ramping application,
as more clearance is created behind (with respect to the
trajectory of the cutting insert in operation) the axial sup-
port surface 10 and the risk of damaging the cutting insert
is reduced.
The design with axial support surfaces 10 extending from
the top surface 2 to the bottom surface 3 is easy to man-
ufacture via a powder metallurgical route. In particular,
when the axial support surfaces 10 are inclined at an
angle β is 90 degrees with respect to the seat surface 11
/ top surface 2 as shown in figure 4a.
[0054] Figure 4b shows a top view of the embodiment
according to figure 3b. No radius, or rounded transitional
surface 12 is formed between the axial support surface
10 and the corner surface 13. In consequence, in the
present top view of the cutting insert 1, the axial support
surfaces 10 are at the outer contour or envelope of the
cutting insert 1.
[0055] For all embodiments discussed in the foregoing,
it is particularly beneficial to have a flat, i.e. planar axial
support surface 10. In this way, in combination with a
likewise flat corresponding support surface in an insert
receiving portion (seat, pocket) of a tool holder, an even
distribution of axial forces is ensured. A risk of wear as
it can be expected for line contacts or point contacts is
reduced.
[0056] With respect to manufacturing and handling it
is beneficial that the axial support surfaces 10 are ar-
ranged at the envelope of the cutting insert, that is, not
in form of undercuts.
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[0057] Figures 5a through 5c show different views of
cutting inserts 1 mounted in insert receiving portions 15
of a tool holder 16. For sake of clarity and to avoid un-
necessary repetition, not all reference numerals are
shown in every of the figures 5a through 5c.
In the present case of figures 5a through 5c, four cutting
inserts 1 are mounted on the tool holder 16. It can be
provided, of course, that a tool holder 16 is designed to
accommodate more or less than said four cutting inserts
1.
[0058] In figure 5b a rotational axis R is shown along
which the tool holder 16 rotates in its operational state,
i.e. during a machining operation. In addition to the rota-
tion along the rotational axis R the tool holder 16 moves
perpendicular to the rotational axis R (corresponding to
the feed). Further, it may move parallel the rotational axis
R, i.e. in a ramping mode.
[0059] The insert receiving portions or pockets 15 are
designed such that they can accommodate cutting in-
serts 1 according to the invention via contact surfaces
forming counterparts to the respective support surfaces
of the cutting insert 1, that is, counterparts to an axial
support surface 10, a seat surface 11 and a side surface
5.
[0060] Preferably, a contact surface 17 in the insert
receiving portions 15 for accommodating the axial seat
surface 10 of a cutting insert 1 is designed such that its
angle γ with the rotational axis R of the tool holder 16
corresponds to the angle α at which the axial seat surface
10 is inclined to the corresponding major side surface 5.
This feature is seen best in figure 5b: the contact surface
17 in the insert receiving portion 15 of the tool holder 16
is inclined towards the rotational axis R of the tool holder
16 at an angle γ (shown by dashed auxiliary lines). The
angle γ of the contact surface 17 corresponds to the angle
α at which the axial seat surface 10 is inclined and ex-
plained for the cutting insert 1 in the foregoing figure 2.
This has the particular advantage that upon placing the
cutting insert 1 in a corresponding seat 15 of a tool holder
16, a self-locking effect is achieved. The cutting insert 1
is secured against an radial (outwards) shift in the seat
15.
The arrangement of the inclined contact surface 17 and
the axial seat surface 10 ensures stable mounting of the
cutting insert 1 in the insert receiving portion 15.
[0061] Preferably the insert receiving portions 15 are
adapted such that active main cutting edges 7 of cuttings
inserts 1 mounted in said insert receiving portions 15
extend substantially parallel to the rotational axis R of
the tool holder 16. "Active" here means that said cutting
edges 7 engage (or are intended to engage) with a ma-
terial to be machined.
Thereby it is achieved that a machining operation results
in a 90-degree shoulder on a workpiece. This preferred
configuration is shown in figure 5b by dashed auxiliary
lines.
A cutting insert 1 according to the present embodiment
is particularly suitable for shoulder milling operations cre-

ating a 90-degree shoulder on a workpiece.
[0062] Figure 5c shows an alternative view of the tool
holder 16 with mounted cutting inserts 1. In the present
embodiment four cutting inserts 1 are arranged on the
according tool holder 16.
The tool holder 16 preferably is made of steel. Alterna-
tively, it could be made of a tungsten heavy metal alloy
or hard metal.
[0063] Figure 6 shows a tool holder 16 of the invention
according to a preferred embodiment. The tool holder 16
is shown without cutting inserts 1.
[0064] The tool holder 16 has four insert receiving por-
tions 15. A seat support surface 19 on the base of the
insert receiving portions 15 is adapted to support a seat
surface 11 of a cutting insert 1. The seat support surface
19 preferably is inclined towards the rotational axis R of
the tool holder 16 at an angle θ (resulting in the incident
cutting angle of the cutting insert mounted in the pocket)
through which the cutting insert is tilted with respect to a
workpiece surface thus creating a clearance angle for
the secondary cutting edge 8 (and the workpiece) of the
cutting insert to be mounted in the insert receiving portion
15.
Further this angle changes the intrusion of the main cut-
ting edge 7 in a material to be machined. An angle θ
larger than zero leads to smoother cutting performance
of the cutting edge 7.
Further, a contact surface 17 in the insert receiving por-
tions 15 for accommodating the axial seat surface 10 of
a cutting insert 1 is designed such that its angle γ with
the rotational axis R of the tool holder 16 corresponds to
the angle α at which the axial seat surface 10 is inclined
to the corresponding major side surface 5. Further, the
contact surface 17 can be inclined towards a tangential
direction T of the tool holder 16 at an angle (90-β) such
that is ideally accommodates a cutting insert 1 with an
axial support surface 10 inclined with β. An axial support
surface 10 being inclined at an angle β being larger than
90° can transfer forces onto the contact surface 17 in
tangential direction also.
[0065] Figure 7 shows a detailed view of a cutting insert
1 positioned in a tool holder 16 in its mounting position
for performing a milling operation. The active cutting edg-
es here are the main cutting edge 7 and the secondary
cutting edge 8. In-between there is the active cutting cor-
ner 9.

Reference numerals:

[0066]

1 Cutting insert
2 top surface
3 bottom surface
4 through-bore
5 major side surface
6 minor side surface
7 main cutting edge
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8 secondary cutting edge
9 cutting corner
10 axial support surface
11 seat surface
12 transition surface
13 curved corner surface
14 recess
15 insert receiving portion
16 tool holder
17 contact surface
18 secondary corner
19 seat support surface

Claims

1. An indexable double-sided milling cutting insert (1),
the milling cutting insert (1) comprising:

- a top surface (2) and a bottom surface (3),
- a through-bore (4) coaxial to a first symmetry
axis (X) intersecting the top surface (2) and the
bottom surface (3),
- a median plane (YZ) extending perpendicularly
to the first symmetry axis (X) and virtually divid-
ing the cutting insert (1) into two halves,
- two major side surfaces (5),
- two minor side surfaces (6),
- four main cutting edges (7) formed at the re-
spective transitions of the top surface (2) and
the bottom surface (3) with the major side sur-
faces (5),
- four secondary cutting edges (8) formed at the
respective transitions of the top surface (2) and
the bottom surface (3) with the minor side sur-
faces (6),
- two cutting corners (9) on each of the top sur-
face (2) and the bottom surface (3), the cutting
corners (9) being formed between the main cut-
ting edges (7) and the secondary cutting edges
(8), the cutting corners (9) being arranged diag-
onally opposite with respect to the symmetry ax-
is (X),
- two secondary corners (18) on each of the top
surface (2) and the bottom surface (3),
- planar axial support surfaces (10) formed on
each of the minor side surfaces (6),

characterised in that - in a top view of the cutting
insert (1) - an axial support surface (10) confines an
interior angle (α) < 90° with that major side surface
(5), which is connected to that minor side surface (6)
that carries said axial support surface (10), via a cut-
ting corner (9), wherein adjacent to the axial support
surface (10) an inwardly curved recess (14) is formed
on the minor side surfaces (6).

2. The cutting insert (1) according to claim 1, wherein

the recess (14) extends from the top surface (2) to
the bottom surface (3).

3. The cutting insert (1) according to claim 1 or 2,
wherein the top surface (2) and the bottom surface
(3) each comprise a seat surface (11) extending di-
agonally the between the transitions of the axial sup-
port surfaces (10) and the top surface (2) and the
bottom surface (3), respectively.

4. The cutting insert (1) according to any of the preced-
ing claims, wherein the axial support surface (10) is
formed as a facet on a minor side surface (6) and is
connected to a cutting corner (9) by a corner surface
(13), whereas the corner surface (13) optionally is
delimited from the axial support surface (10) by a
transitional surface (12).

5. The cutting insert (1) according to any of the claims
1 to 3, wherein the axial support surface (10) is
formed as a facet on a minor side surface (6) extend-
ing from the top surface (2) to the bottom surface (3).

6. The cutting insert (1) according to any of the preced-
ing claims, wherein the axial support surface (10) is
perpendicular to the adjacent seat surface (11).

7. The cutting insert (1) according to any of the claims
1 through 5, wherein the axial support surface (10)
is inclined at an interior angle (β) > 90° with respect
to the adjacent seat surface (11).

8. The cutting insert (1) according to any of the preced-
ing claims, wherein in top view of the cutting insert
(1) the axial support surface (10) establish the outer
contour of the cutting insert (1).

9. The cutting insert (1) according to any of the preced-
ing claims, wherein the main cutting edges (7) have
a downward slope from the cutting corners (9) to
secondary corners (18), said secondary corners (18)
being formed between the main cutting edges (7)
and the transition of the axial support surfaces (10)
and the top surface (2) or the bottom surface (3),
respectively.

10. The cutting insert (1) according to any of the preced-
ing claims, wherein at the transition of a major side
surface (5) and a minor side surface (6) adjacent to
the cutting corner (9) a corner surface (13) is formed,
and wherein said corner surface (13) merges into an
axial support surface (10) via a transitional surface
(12).

11. A milling tool comprising:

a tool holder (16) provided with a plurality of in-
sert receiving portions (15) adapted to receive
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indexable double-sided milling cutting inserts (1)
according to any one of the preceding claims.

12. A milling tool according to claim 11, wherein the in-
sert receiving portions (15) are adapted such that
active main cutting edges (7) of cuttings inserts (1)
mounted in said insert receiving portions (15) extend
substantially parallel to a rotational axis (R) of the
tool holder (16).

13. A milling tool according to claim 11 or 12, wherein a
contact surface (17) in the insert receiving portions
(15) for accommodating the axial seat surface (10)
of a cutting insert (1) is designed such that its angle
(γ) with the rotational axis (R) of the tool holder (16)
corresponds to the angle (α) at which the axial seat
surface (10) is inclined to the corresponding major
side surface (5).

14. A milling tool according to claim any of the claims 11
through 13, wherein a seat support surface (19) in
the insert receiving portions (15) for accommodating
a seat surface (11) of a cutting insert (1) is designed
such that its angle (θ) with the rotational axis (R) of
the tool holder (16) is in the range of >0 degrees and
<20 degrees.

15. Assembly comprising a milling tool (16) according to
any of the claims 11 through 14, further comprising
a plurality of indexable double-sided milling cutting
inserts (1) according to any one of the claims 1
through 10 mounted to said insert receiving portions
(15).
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