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The invention relates to a method of cutting 
or trimming thermo-plastic materials, particular 
ly in'sheet form. Such materials are being used 
in the manufacture of purses, tobacco pouches 
and the like. vThe present invention has for an 
object to enable such materials to be cut and to 

_ present a smooth moulded edge of superior ?nish. 
According to the present invention, the method 

ofv cutting thermo-plastic materials consists in 
closing together upon the material two electrodes 
of the desired form to which a high frequency‘ 
voltage of suitable amplitude and frequency for, 
heating the material is applied, switching off the 
high frequency power before dielectric break 
down of the material occurs, and then continuing 
the closure of the electrodes to sever the material 
completely or so as to leave only a very thin 
?ash which can be readily pulled away for» 
trimmed off in a second operation. The elec 
trodes are made with the desired shape and con 
tour to produce the desired cut with the edge of 
the desired shape. ' 

In order that the invention may be more clear 
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1y understood, reference will now be made to the ' ‘ 
accompanying drawings, in which: 

Fig. 1 shows diagrammatically an'arrangement 
according to the present invention for cuttingL 
thermo-plastic material, at the stage before the 
cutting has commenced. 

Fig. 2 shows the arrangement 
partly cut. _ 

Fig. 3 shows the ?nal stage where the sheet is 
cut; 

Fig. 4 shows a modi?cation. > 
~ Referring to the embodiment shown in Figs. 1, 
2 and 3, the sheet I of thermoplastic material to 
be cut is placed between two linear electrodes 2 
and 3 having the form of the cut required. A 
cross-section through the electrodes is such that 
when the two cutting edges thereof are in contact 
the portion of the plastic material enclosed be 
tween the. adjacent shaped portions of the elec 
trodes has the desired contour and form of the 
?nished edge. Thus, as shown in the drawings, 
theelectrodes 2 and 3, which are shaped to pro 
duce an edge of rounded form,.'have an approxi 
mately V-shaped cross-section with the portions 
adjacent the apices thereof which are directed to 
wards the edge to be ?nished being curved to pro‘ 
duce a rounded edge 4 (see Fig. 3) when the elec 
trodes are in contact. For other forms of edge. 
corresponding alterations would be made in the 
shape of the‘electrodes. > 

The electrodes are mounted in a press, and are 
connected to be supplied with a high frequency 

with the sheet 
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voltage of suitable amplude and frequency for ' 
heating the material of the sheet I. The draw 
ing shows the bottom electrode‘3, fixed and the 
upper electrode 2 moved by an air-operated ram 
5. The supply of high frequency energy to the 
electrodes is controlled by the switch contacts 6, 
‘l, the movable contact 1 of which is‘normally 
held in ‘engagement with the contact 6 by the 
spring 8. The rod 9, extending from the mov 
able contact 1 passes out through an aperture in 
the casing Ill, within the switch mechanism is 
located in a direction substantially parallel to 
the direction of movement of the ram 5 and is 
provided with a head H at its lower end. Em 
bracing the rod 9 is the apertured or forked end 
IQ of an arm l3 carried by its collar it from the 
ram 5 so that at a predetermined ‘advanced posi 
tion of the ram 5, the end i2 of the arm engages 
the head ll of the rod 9 and moves the contact ‘I 
out of engagement with the contacts 5 to open 
the circuit supplying the high frequency energy 
to the electrodes 2 and 3. The position at which 
the contact ‘I is opened may be adjusted by ad-_ 
justing the position of the collar M along the 
ram 5, a set screw l5 being provided for securing 
the collar in the adjusted position. 
Upon closing the press; the electrodes 2 and 3 

are brought into contact with the surface of the 
material (see Fig. 1) and the high frequency volt 
age is applied, the material thereby being heated 
to the softening point. When the material soft 
ens, the electrodes close together until they reach 
the position shown in Fig. 2 when the contact ‘I 
is opened to cut off the supply of high frequency 
energy to the electrodes. The arm I3 is so ad 
justed that the high frequency energy is auto 
matically switched o?‘ before dielectric break 
down of the material I occurs. 
electrodes then continues until the electrodes 
meet or nearly meet (see Fig. 3) thereby forming 
the edge to the desired shape and severing the 
material completely or leaving only a very thin 
?ash which can be readily pulled away or trimmed 
oil‘ in a second operation. 
A feature of the invention lies in the sequence 

‘ of operations whereby, in one operation of the 
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press, the material is ?rst heated to a plastic .con 
dition by the high frequency energy, and the high 
frequency energy is switched off automatically 
before the completion of the melting and sever 
ing operation. 
Although particularly applicable to the cutting 

or trimming of thermoplastic sheet materials, the _ 
invention may also be applied to the cutting of 
thermoplastic woven fabrics in order to produce a 
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non-fraying selvedge. Moreover, as shown in 
, Fig. 4 by inserting two sheets of material Ia, lb, 
between the electrodes 2 and 3, the sheets may be 
simultaneously trimmed and welded together at 
the edge 4a. Furthermore, the invention may 
also be applied to the cutting of rods or tubes in 
order to produce a smooth moulded ?nish to the 
cut. ' 

I claim: 
1. Method of cutting thermo-plastic materials, 

which consists in positioning the material to be 
out between two electrodes, applying high fre 
quency energy to the electrodes to generate heat 
in the material therebetween, moving the elec 
trodes towards each other during the application 
of the high frequency energy to cause them to 
enter the material, interrupting the supply of 
high frequency energy before dielectric break- 
down of the material occurs and thereafter con 
tinuing the closure of the electrodes. 

2. Method of cutting and simultaneously weld 
ing together a plurality of layers of thermo-plastic 
material which consists in positioning the layers 
between two electrodes, applying high frequency 
energy to the electrodes to generate heat in the 
material therebetween, moving the electrodes to 
wards each other during the application of the 
high frequency energy to cause them to enter the 
material, interrupting the supply of high fre 
quency energy before dielectric breakdown of the 

4 
material occurs and thereafter continuing the 
closure or the electrodes to sever the material and 
weld together the cut edges of the layers of ma 
terial. 

3. Method of cutting thermo-plastic materials 
. and moulding the cut edges thereof to a desired 
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con?guration which consists in positioning the 
material between two electrodes, applying high » 
frequency energy to the electrodes to generate 
heat in the material therebetween, commencing 
the cutting operation while the material is hot 
and completing the cutting operation while ex 
tracting heat from the material and moulding the 
out edge to the desired con?guration. 

JAMES WHITE DALGLEISH. 
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