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cutting insert can be used for both parting and grooving operations, on the
one hand, and also for This invention relates to a cutting insert accord-
lateral turning operations, on the other hand. Such ing to the preamble of
claim 1, formed of a hard    an insert will hereinafter be referred to as a
wear-resistant material such as, for example, a   5   "multidirectional
cutting tool insert". cemented hard metal carbide and intended for use
Such multidirectional cutting tool inserts are in metal grooving, parting,
turning or boring oper-  adapted to be held by specially designed tool
ations. The invention also relates to a tool holder  holders having a pair
of gripping jaws formed in- according to the preamble of claim 8.
tegral therewith and with each other, the gripping io jaws defining between
them a receiving slot within BACKGROUND OF THE INVENTION
which the insert is to be clamped, this receiving slot communicating with
an elongated slit formed in Such inserts are generally of the replaceable
the holder and extending longitudinally therein kind and are designed to be
firmly held in an       away from the slot. A screw clamping means ex-
appropriate receiving seat formed in an insert hold-   15  tends through
the tool holder in the region of the er. Thus, for example, the insert can
be formed     slit so that, upon insertion of the insert into the slot,
with a tapering, wedge-shaped body so as to be      tightening of the screw
clamping means results in wedge clamped within a correspondingly wedge-
the uppermost jaw being biased into a tight clamp- shaped slot formed in
the insert holder. Alternative-  ing relationship with the upper surface of
the insert. ly, the insert can be clamped between a pair of  20
Preferably, the adjacent surfaces of the insert and jaws of the insert
holder, which jaws define a      the jaws are formed with mating keying
surfaces so receiving slot, the jaws being biased into clamping  as to
ensure the correct alignment of the insert and the insert by suitable
mechanical means.            so as to prevent its lateral displacement once
it is Seeing that the metal cutting operations involve  clamped in the tool
holder. the removal (from the workpiece being cut) of  25       Hitherto,
in order to clamp multidirectional in- metal, in the form of chips, the
interests of safety  serts of this kind with the inserts being directed at
and efficiency of cutting require that these chips be  acute angles with
respect to the longitudinal axes effectively removed from the cutting
region. To this  of the tool holders, it was necessary for the lower- end
it has long been known to provide such cutting  most jaws of the tool
holders to define acute angles inserts with chip breaking and/or forming
means so   30  at their outermost corners. Thus, for example, US- as to
ensure that the chips, shortly after their    A-3,894,322 discloses a
cutting tool with a clamped formation, are so shaped and/or broken that
they     insert capable of performing turning operations in can be readily
removed from the work area without   respectively opposing directions.
Seeing that the interfering with the continuing cutting process and  tool
holder and especially the outermost corners without endangering the
operating personnel.   35  thereof have to be capable of withstanding
consid- In the use of such cutting inserts for the pur-  erable forces
during operation, it will be readily poses indicated, it has long been
known to draw a   appreciated that the fact that the outermost corner
distinction between tools for parting or grooving   defines an acute angle,
of necessity implies that operations, on the one hand, and tools for
lateral  the corner is relatively weak and can be subjected turning (e.g.
cylindrical) operations, on the other  40  to breakage under stress. hand.
In the first instance, there is a radial move-    It is therefore an object
of the present invention ment of the tool into the rotating workpiece to be
to provide a multidirectional cutting insert of a new grooved or parted
whilst, in the second instance,   kind by means of which it is possible to
overcome there is a lateral or transverse movement of the    the
above-referred-to disadvantage. It is also an tool. When carrying out these
differing kinds of  45   object of the present invention to provide a new
operations, it has long been known that it is neces-  form of tool holder
for use with such a multidirec- sary to replace the holder and the cutting
insert   tional cutting insert in accordance with the inven- when passing
from one operation to the other,       tion. seeing that the cutting insert
employed for any         According to the present invention there is
particular operation is designed so as to meet only  so  provided a metal
cutting insert of an elongated the requirements of that operation.
substantially prismatic shape and having top and This necessity to replace
the cutting insert in  bottom faces and front, rear and a pair of side
accordance with the nature of the cutting operation  peripheral faces; a
first cutting end of said insert is clearly time-consuming and requires the
ready    provided with a front cutting edge formed at the availability of
differing kinds of operations. In the   55  intersection of the top face
and the front peripheral light of this existing situation, the applicants
have  face and first and second side cutting edges developed a new tool
cutting system known by the    formed respectively at the intersections of
said top applicants' trademark CUT-GRIP, wherein the same    face and the
two side peripheral faces; and chip 2   
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located on said top face within an   drawings, wherein is illustrated the
mode of mount- area defined by said cutting edges; characterised  ing of a
multidirectional tool insert in a tool holder. in that said top and bottom
faces are of respec-   As can be seen in the Figure, a multidirectional
tively convex and concave disposition when viewed  cutting tool insert 1
(the detailed possible construc- from a direction facing said side
surfaces.      5   tions of which will be described below with refer- As
used in the present specification the terms  ence to the remaining
Figures), having substantially "convex and concave dispositions" include
both     coaxial, longitudinally directed, upper convex and convexly and
concavely arced surfaces as well as   lower concave surfaces 2a and 2b, is
clamped surfaces which are formed of a plurality of succes-  between
correspondingly shaped surfaces 3a and sive planar components or sectors
which together  10  3b of jaws 4 and 5 formed integrally with a tool form
respectively convex and concave dispositions.  holder body 6, the surfaces
3a and 3b defining a According to a further aspect of the present
receiving slot designed to receive the insert 1. This invention, there is
provided a metal cutting tool for  receiving slot communicates with a
rearwardly di- use in parting, grooving or turning operations and  rected
slit 7, the provision of which allows for the comprising: a tool holder
having upper and lower  is  necessary resilience required for clamping. The
clamping jaws defining therebetween an insert re-  insert 1 is firmly
clamped within the receiving slot ceiving slot; the upper and lower
clamping jaws    by means of a clamping screw 8 which, when having
respective clamping surfaces such that the  tightened, causes the jaws 4
and 5 clampingly to clamping surface of the lower jaw defines an angle
bear against the corresponding surfaces 2a and 2b a of at least [err] with
an adjacent outer edge of the   20  of the insert. The surfaces 2a and 2b
are respec- tool holder when viewed from the side of the tool   tively
formed with longitudinally extending V- holder characterised in that a
metal cutting insert  shaped faces in which mate corresponding convex as
set forth above is received within said receiving  V-shaped ribs formed of
the corresponding jaw slot.
surfaces 3a and 3b. By virtue of the concave to Thus the provision of a
cutting insert shaped in  25  convex mating of the ribs of the jaws 4 and 5
with accordance with the invention facilitates the use of  the surfaces 2a
and 2b, lateral movement of the an insert holder having a lower jaw which
defines  insert with respect to the insert holder 6 is pre- with the
adjacent holder edge an angle of at least  vented. [err] and in this way
the tool holder is substantially   As can be seen in the drawing there is
located strengthened so as to withstand strains exerted   30  in the inner
corner of the receiving slot an abut- thereon during cutting.
ment pin 9 which serves to limit the degree of For a better understanding
of the present in-   insertion of the insert 1 into the slot thereby pre-
vention and to show how the same may be carried    venting an innermost
cutting end of the insert from out in practice, reference will now be made
to the  contacting the end of the slot. accompanying drawings, in which:-
35       Reference will now be made to Figs. 2 and 3 of Fig. 1 is a
perspective view of a turning tool   the drawings for a detailed
description of one em- system incorporating a cutting insert and tool
bodiment of a cutting insert 11 in accordance with holder in accordance
with the invention,        the invention. Fig. 2 is a perspective view from
above of a first  As seen in the drawings, the cutting insert form of
cutting insert in accordance with the   40  consists of a polygonal body
with substantially con- invention,
vex and concave top and bottom faces 12a and Fig. 3 is a perspective view
from below of the   12b. The insert furthermore has front and rear insert
shown in Fig. 2,                          peripheral faces 1 3a and 1 3b
and side peripheral Fig. 4 is a perspective view from below of a     faces
14a and 14b. The top and bottom faces 12a modified insert in accordance
with the invention.   45  and 1 2b are formed with longitudinally extending
Fig. 5 is a side elevation of a tool holder in   concave keying grooves 15a
and 15b of V-shaped accordance with the invention,
cross-section. Fig. 6 is a plan view from above of the tool        The
insert is formed at diametrically opposite holder shown in Fig. 5,
corners thereof with respective cutting ends 16a Fig. 7 is a longitudinally
sectioned view of a   so  and 16b which, when the insert 11 is mounted on
detail of the tool holder shown in Fig. 6, and  the insert holder as shown
in Fig. 1 of the draw- Fig. 8 is the detail shown in Fig. 7 with a
ings, are alternately exposed for use. The cutting clamping screw inserted.
ends 16a and 16b are of identical construction and one of them (16a) will
now be described. DETAILED DESCRIPTION OF PREFERRED EM-   55             At
the intersection of the upper face 12a and BODIMENTS
the side peripheral faces 14a and 14b are formed first and second side
cutting edges 17a and 17b Reference will first be made to Fig. 1 of the
which respectively extend from insert corners 18a 3  
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intermediate position along the insert  so that a jaw tip 28 exerts maximum
clamping 11. Formed at the intersection of the upper face   pressure on the
upper surface of the insert 11. In 12a and the front peripheral face 13a is
a curved  this way it is ensured that the insert 11 is not front cutting
edge 19 which extends between the   subjected to laterally directed
displacement as a corners 18a and 18b. The cutting end 16a is fur-   5
result of the downward clamping of the upper jaw thermore provided with a
centrally located chip    4. forming ridge 20 whilst the front peripheral
face      As can be seen in Figures 1 and 5 of the 13a is formed with a
clearance recess 21.          drawings, there is an angle a between the
front The inserts are all formed so as to be slightly  edge 5a of the tool
holder and the tangent to the wider at their upper faces 12a than at their
lower  10  jaw surface 3b at the point where the latter meets faces 12b.
Furthermore, when referring to the up-  the front edge 5a. The angle a may,
as shown, be per and lower faces 12a and 12b of the inserts 11  [err].
Moreover, the angle a may be any obtuse as being respectively convex and
concave, it is to  angle of at least [err]. In this way the lower jaw 5 is
be understood that this term applies both when the  provided with an
increased resistance to the strains convexity and concavity are reflected
in continuous   15  which are normally exerted on it when the tool is
curved arcs 22 as shown in Figs. 2 and 3 of the    used in cutting. This
provision of the lower jaw with drawings, or where the concavity is formed
by a    the obtuse angle is facilitated by the particular succession of
planar sectors 23 as shown in Fig. 4  shaping of the insert in accordance
with the inven- of the drawings.                                   tion.
Furthermore, whilst Figs. 2 through 4 show the   20 insert 11 as being
provided with concave keying     Claims grooves 15a and 15b, it will be
appreciated that the insert could equally well be provided with one or  1.
A metal cuffing insert (1) of an elongated, two convex keying ribs which
would be adapted to       substantially prismatic shape and having top mate
within corresponding keying grooves formed   25   and bottom faces
(12a,12b) and front (13a), in the jaws of the tool holder.      -
rear (13b) and a pair of side peripheral faces Fig. 5 of the drawings shows
how the tool          (14a,14b); a first cutting end of said insert holder
6 is formed with jaw surfaces 3a and 3b         provided with a front
cutting edge (19) formed and, as can be seen in the case of the lower
at the intersection of the top face (1 2a) and the surface 3b, it is formed
of planar sectors to con-  30  front peripheral face (13a) and first (17a)
and form with the planar sectors forming the concave       second (17b)
side cuffing edges formed re- surface of the insert.
spectively at the intersections of said top face The provision of the
cuffing insert 11 with the    (12a) and the two side peripheral faces
curved front cutting edge 19 as well as the provi-     (14a,14b); and chip
forming means (20) lo- sion of the clearnace recess 21 are to ensure that,
35  cated on said top face (12a) within an area when the insert 11 is
employed for laterally di-       defined by said cutting edges
(17a,17b,19); rected turning, the front cutting edge 11 and the
characterised in that said top and bottom faces front peripheral face 13
makes minimal contact with    (12a,12b) are of respectively convex and con-
the workpiece thereby reducing frictional resis-       cave disposition
when viewed from a direction tance.
40      facing said side surfaces (14a,14b). Reference will now be made to
Figs. 6, 7 and 8 of the drawings for a description of the novel mode  2.
The metal cutting insert (1) according to claim of clamping of the insert
employed in accordance       1, characterised in that said bottom face
(12b) with the present invention.                            is of
arcuately curved disposition. As can be clearly seen from Fig. 6 of the
45 drawings, the jaws 4 and 5 of the tool holder are  3. The metal cutting
insert (1) according to claim joined to each other and to the tool holder
itself     1, characterised in that said bottom face (12b) along a line 24
which is directed at an acute angle   is formed of a succession of planar
sections to a longitudinal axis of the tool holder body 6.      (23).
Furthermore, and as can be clearly seen in Figures  so 7 and 8 of the
drawings, the clamping screw 8 is   4. The metal cuffing insert (1)
according to any designed to fit into a bore 25 formed with an          one
of claims 1 to 3, characterised in that said abutment shoulder 26 which is
angularly displaced      top and bottom faces (12a,12b) are formed with
respect to the upper surface of the jaw 4. In     with keying grooves
(15a,15b). this way it is ensured that when the clamping   55 screw 8 is
tightened it clampingly abuts an upper  5. The metal cutting insert (1)
according to any portion of the shoulder and in consequence the jaw     one
of claims 1 to 4 characterised in that the 4 is biased downwardly in the
direction of a line 27   said insert is formed with a pair of cutting ends
4 
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intermediate position along the insert  so that a jaw tip 28 exerts maximum
clamping 11. Formed at the intersection of the upper face    pressure on
the upper surface of the insert 11. In 12a and the front peripheral face
13a is a curved  this way it is ensured that the insert 11 is not front
cutting edge 19 which extends between the     subjected to laterally
directed displacement as a corners 18a and 18b. The cutting end 16a is fur-
5   result of the downward clamping of the upper jaw thermore provided with
a centrally located chip     4. forming ridge 20 whilst the front
peripheral face       As can be seen in Figures 1 and 5 of the 13a is
formed with a clearance recess 21.           drawings, there is an angle a
between the front The inserts are all formed so as to be slightly  edge 5a
of the tool holder and the tangent to the wider at their upper faces 12a
than at their lower  10  jaw surface 3b at the point where the latter meets
faces 12b. Furthermore, when referring to the up-   the front edge 5a. The
angle a may, as shown, be per and lower faces 12a and 12b of the inserts 11
[err]. Moreover, the angle a may be any obtuse as being respectively convex
and concave, it is to  angle of at least [err]. In this way the lower jaw 5
is be understood that this term applies both when the  provided with an
increased resistance to the strains convexity and concavity are reflected
in continuous   15   which are normally exerted on it when the tool is
curved arcs 22 as shown in Figs. 2 and 3 of the     used in cutting. This
provision of the lower jaw with drawings, or where the concavity is formed
by a     the obtuse angle is facilitated by the particular succession of
planar sectors 23 as shown in Fig. 4  shaping of the insert in accordance
with the inven- of the drawings.                                    tion.
Furthermore, whilst Figs. 2 through 4 show the   20 insert 11 as being
provided with concave keying     Claims grooves 15a and 15b, it will be
appreciated that the insert could equally well be provided with one or   1.
A metal cutting insert (1) of an elongated, two convex keying ribs which
would be adapted to        substantially prismatic shape and having top
mate within corresponding keying grooves formed   25    and bottom faces
(12a,12b) and front (13a), in the jaws of the tool holder.
rear (13b) and a pair of side peripheral faces Fig. 5 of the drawings shows
how the tool           (14a,14b); a first cutting end of said insert holder
6 is formed with jaw surfaces 3a and 3b          provided with a front
cutting edge (19) formed and, as can be seen in the case of the lower
at the intersection of the top face (12a) and the surface 3b, it is formed
of planar sectors to con-   30  front peripheral face (13a) and first (17a)
and form with the planar sectors forming the concave        second (17b)
side cutting edges formed re- surface of the insert.
spectively at the intersections of said top face The provision of the
cutting insert 11 with the     (12a) and the two side peripheral faces
curved front cutting edge 19 as well as the provi-     (14a,14b); and chip
forming means (20) lo- sion of the clearnace recess 21 are to ensure that,
35  cated on said top face (12a) within an area when the insert 11 is
employed for laterally di-        defined by said cutting edges
(17a,17b,19); rected turning, the front cutting edge 11 and the
characterised in that said top and bottom faces front peripheral face 13
makes minimal contact with     (12a,12b) are of respectively convex and
con- the workpiece thereby reducing frictional resis-        cave
disposition when viewed from a direction tance.
40       facing said side surfaces (14a,14b). Reference will now be made to
Figs. 6, 7 and 8 of the drawings for a description of the novel mode  2.
The metal cutting insert (1) according to claim of clamping of the insert
employed in accordance        1, characterised in that said bottom face
(12b) with the present invention.                             is of
arcuately curved disposition. As can be clearly seen from Fig. 6 of the
45 drawings, the jaws 4 and 5 of the tool holder are   3. The metal cutting
insert (1) according to claim joined to each other and to the tool holder
itself      1, characterised in that said bottom face (12b) along a line 24
which is directed at an acute angle    is formed of a succession of planar
sections to a longitudinal axis of the tool holder body 6.       (23).
Furthermore, and as can be clearly seen in Figures   so 7 and 8 of the
drawings, the clamping screw 8 is    4. The metal cutting insert (1)
according to any designed to fit into a bore 25 formed with an
one of claims 1 to 3, characterised in that said abutment shoulder 26 which
is angularly displaced      top and bottom faces (12a,12b) are formed with
respect to the upper surface of the jaw 4. In      with keying grooves
(15a,15b). this way it is ensured that when the clamping   55 screw 8 is
tightened it clampingly abuts an upper   5. The metal cutting insert (1)
according to any portion of the shoulder and in consequence the jaw
one of claims 1 to 4 characterised in that the 4 is biased downwardly in
the direction of a line 27    said insert is formed with a pair of cutting
ends 
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located on opposite ends of its top      face inferieure (12b) est form6e
d'une succes- face (12a).                                        sion de
trongons plans (23). 6. The metal cutting insert (1) according to any   4.
Element rapporte (1) de coupe de metal selon one of claims 1 to 5,
characterised in that said   5  l'une quelconque des revendications 1 & 3,
front cutting edge (19) is curved.                 caracterise en ce que
les faces superieure et inferieure (12a, 12b) sont form6es avec des 7. The
metal cutting insert (1) according to claim     gorges de clavetage (15a,
15b). 6, characterised in that said front peripheral face (13a) is recessed
(21) in the region of the   lo  5. Element rapporte (1) de coupe de metal
selon front cutting edge (19).                           l'une quelconque
des revendications 1 a 4, caracterise en ce que l'element rapporte a une 8.
A metal cutting tool for use in parting, grooving   paire d'extremitds de
coupe (16a, 16b) situees or turning operations and comprising: a tool
aux extremites opposees de sa face superieu- holder (6) having upper and
lower clamping   15    re (12a). jaws (4,5) defining therebetween an insert
re- ceiving slot; the upper and lower clamping     6. Element rapporte (1)
de coupe de metal selon jaws (4,5) having respective clamping surfaces
l'une quelconque des revendications 1 A 5, (3a,3b) such that the clamping
surface (3b) of     caracterise en ce que le bord avant (19) de the lower
jaw (5) defines an angle (a) of at  20   coupe est courbe. least [err] with
an adjacent outer edge of the tool holder (6) when viewed from the side of
7. Element rapportd (1) de coupe de m~tal selon the tool holder (6);
characterised in that a met-  la revendication 6, caracterise en ce que la
al cutting insert according to anyone of the       face peripherique avant
(13a) a une cavite (21) preceding claims is received within said re-  25
dans Ia region du bord de coupe avant (19). ceiving slot. 8. Outil de coupe
de metal destine a Otre utilise Revendlcatlons
dans des operations de separation, de forma- tion de gorges ou de tournage,
comprenant un 1. Element rapporte (1) de coupe de metal ayant  30
porte-outil (6) ayant des michoires superieure une forme allongee
sensiblement prismatique        et infdrieure de serrage (4, 5) qui
delimitent et ayant des faces suptrieure et infdrieure        entre elles
une fente de reception d'element (12a, 12b), des faces peripheriques avant
(13a)    rapporte, les machoires superieure et inferieu- et arriere (13b)
et une paire de faces periphdri-  re (4, 5) de serrage ayant des surfaces
respec- ques lat~rales (14a, 14b), une premibre extre-  35  tives de
serrage (3a, 3b) telles que la surface mite de coupe de l'element rapporte
ayant un       de serrage (3b) de la michoire inferieure (5) bord de coupe
avant (19) forme a l'intersection    fait un angle (a) d'au moins 90* avec
un bord de la face superieure (12a) et de la face peri-    adjacent exteme
du porte-outil (6), en vue de pherique avant (13a), et un premier (17a) et
un    c8te du porte-outil (6), caractdrise en ce qu'un K>      second (17b)
bord de coupe lateral formes   40      element rapportd de coupe de metal
selon respectivement aux intersections de la face        l'une quelconque
des revendications preceden- superieure (12a) avec les deux faces
pdripheri-    tes est regu dans la fente de reception. ques laterales (14a,
14b), et un dispositif (20) de formation de copeau place & la face supe-
PatentansprUche rieure (12a) dans une zone dElimit~e par les  4s bords de
coupe (17a, 17b, 19), caracterisd en  1. Metallschneideinsatz (1) mit
langlicher, im we- ce que les faces superieure et inferieure (12a,
sentlichen prismatischer Form und mit einer 12b) ont respectivement des
dispositions           Oberseite (12a), einer Unterseite (12b), einer
convexe et concave lorsqu'elles sont vues en       Vorderseite (13a), einer
Rackseite (13b) und direction tournee vers les surfaces latdrales  5o
einem  Paar seitlichen Umfangsflichen (14a, (14a, 14b).
14b), mit einem ersten Schnaidende des Ein- satzes mit einer vorderen
Schneidkante (19), 2. Element rapporte (1) de coupe de metal selon
die an der Schnittlinie der Oberseite (12a) und la revendication 1,
caractErisE en ce que la       der vorderen Umfangsflache (13a) ausgebildet
face infErleure (12b) a une disposition courb~e.   55  ist, und ersten
(17a) und zweiten (17b) Sel- tenschneidkanten, die entsprechend an den 3.
Element rapporte (1) de coupe de metal salon        Schnittlinien zwischen
der Oberseite (12a) und la revendication 1, caracterise en ce que la
den beiden seitlichen Umfangsflachen (14a, 
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lIM1II! 14b) gebildet werden, und mit einer spanbil- denden Einrichtung
(20), die an der Oberseite (12a) innerhalb aines durch die Schneidkanten
(17a, 17b, 19) gebildeten Bereichs angeordnet sind, dadurch
gekennzelchnet, daB  die   5 Oberseiten und die Unterseiten (12a, 12b) von
den Saitenflachen (14a, 14b) her gesehen kon- vex bzw. konkav sind. 2.
Metallschnaideinsatz (1) nach Anspruch 1, da-   10 durch gekennzelohnet,
daB die Unterseite (12b) bogenformig gekrlmmt ausgebildet ist. 3.
Metallschneideinsatz (1) nach Anspruch 1, da- durch gekennzelchnet, daB die
Unterseite  15 (12b) aus einer Folge von ebenen Abschnitten (13)
ausgebildet ist. 4. Metallschneideinsatz (1) nach einem der An- sprUche 1
bis 3, dadurch gekennzelchnet,  20 J.2    daB die Oberseitan und
Unterseiten (12a bzw. 12b) mit Kailnuten (15a, 15b) ausgebildet sind. 5.
Metallschneideinsatz (1) nach einem der An- sprUche 1 bis 4, dadurch
gekennzelchnet,  25 daB der Einsatz mit einem Paar Schneidenden (16a, 16b)
ausgebildet ist, die an entgegenge- setzten Enden seiner Oberseite (12a)
angeord- net sind. 30 6. Metallschneideinsatz (1) nach einem der An-
sprUche 1 bis 5, dadurch gekennzelchnet, daBi die vordere Schneidkante (19)
gekrflmmt ist. 35 7. Metallschneideinsatz (1) nach Anspruch 6, da- durch
gekennzelchnet, daB die vordere Um- fangsflache (13a) im Bereich der
vorderen Schneidkante (19) ausgespart (21) ist. 40 &  Metallschneidwerkzeug
zum Trennen, Einste- chen oder Abdrehen, mit einem Warkzeughal- ter (6) mit
oberen und unteren Klemmklauen (4, 5), zwischen denen ein Aufnahmeschlitz
flr einen Einsatz gebildet wird, wobei die oberen   45 und unteren
Klemmklauen (4, 5) entsprechand Klemmflichen (3a, 3b) derart aufweisen, daB
die Klemmfilache (3b) der unteren Klaue (5) einen Winkel (a) von mindestens
90- mit einer benachbarten Auflenkante des Werkzeughal-  so ters (6) bea
einer Seitenansicht des Werkzeug- halters (6) bildet, dadurch
gekennzelchnet, daB ein Metallschnaideinsatz nach einem der vorstehenden
Ansprflche in dam Aufnahme- schlitz vorgesehen ist.                   55 6


