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METHOD FUR PRODUCING QUITING BLADRS

The nentiorerainles © o method for producing disposable sutting Madoswiths

profited cross seotion for o device for cipping wandd,

FMarthermore, the nvention relates o g disposable qutting Made with g profilad orass
section for devices for chipping wosd, comprising & Base body with iy the bogitding
divectionat ot one dhhensiealiv scourale guides paths o vl soat least Oone prassure
surface opposite the lotter and at least one edgs ragion, spaved fram the guids path,

withos qutting sidgs.

For ¢ production of high quality orlented strand boards {DS8s), the guality of theraw
material fe the chips, v of particuiar importance. Funthermore, the soourtatice of
st particlesshould be kept audow av possible during soiip production, Fromthik

follow the muado requirements for 2 chipoing of the base miaterial wood, specificail

s

untformity of the Chips as rogardy the thickness and the ongthot the letter with

straight-lineguts

A constant thickness of the ohips and thelrswlace quality can be schioved during the

ng-tern aperstion of & chipping dévice by the sdge-retalning quality of ths biades.

EP IR20Q78 A2 divclasey o method for produsing cutting Mades with g profiled crass

section Jor chipping waad in partivuler, and olse q hadfe Jor this purgose, wherels the
knife &5 produced dimensionally cocurate and compeises o base hady of Mgh strangth ond
o outting region with o high bordoese, & prodiction of such o cotting knife is in this
canngction sertied out in Do steps, whedein in the first step & buse hady of Mgh strength
fe prodfuced eod in the second steprthe Cuting regions wre hardened, teopersdang

ground dimensionally doousate.

For g rogquived chip lengeh, scoring Knlvas or stoving blades ars used, which scove the
woodan primary material before B is chipped off, whereby the resultant chips have s

desived ar an approximately equatlength
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by ihe gonerdily distahapadiworking pavt ot e forchipping wood, cutting blases

and scaring kabves or sopding blades are I many cases positioned separately oa the

Surning civcle with cutting sdgey dirscted perpendicelanly to ong suothen

5 & ehipproducing shredfing mochine with cutting blades gad with seoring Modes hog

Sesome e fram S8 183005 Q030884 whergin the cutting Shvde conalste of v
Slade frolder and o Blade ottacheent, goting o8 o scoring Sdode, and the Slade
gttachenent corresponds I ¢ positive engagement 1o the blade garden

i During operation of the above devices a varying wear of the gutting blades and stoving
tiades canog shnrsby oihsr the chinguaiily decrsasss opdn sapensive
replacemment of the davnaged biades has to be carvled nut
Far the sake of Hhatration, wood chips that were separated by perfect Mades can be

1% wear iy Flg 3, while the offect obweorn scoring biades on the chdppingout gar be seen n
Fig 4
i order to fnoresss the offivlency of the pperstion of s device for cipping wond, B has
alroady been sttemptod 1o provide the scoring bades inthe forovof an integral

28 componant i the chip romoval tosl
Acsording to EP 1 358 980 A, Wi proposed o optimise the produs ot ree
sharpaning of twosdimernsianally acting bladed for ehipping machingy and thus the
provioctipn ol chips. These blades have o maln cutting edps i at lsast ohe sepsrating

35 edgs, wve farmed in one placs, and con be produced withou sy problem Iy one plecs
fremn commercially avaiisble standard Mades by grinding,
Howswver, such gulting blades, which are nol geosrsliy svallyide onthe market, bave

aeriois disadvantages.
3

AR routate tensianing of the commarcially suafiable standard blades for g productinn of
Foutting blade and snooxast clamping of the msnufatiured o re-sharpensd blades in

the hade hoider canonly be achioved with great effur, since the blades are haidvia
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feivtion by mears of g damping plate, and during rotations of the blade ring mpacting
forgusact onerch blade, whigh can displsce the attes. Covsagueniy the ehis

THICRROSHSS MBY vanw

Comnercialy svaiiable standard biades are rolled products, the deformation direction

of whith ultinetely correeponds to the maln adee dirsctionand oo unfavonrably affegt

the-addpedurability.
Furtharmons g grinding of & possibly hardened standard blade b unfavouraile, sinee s

grinding remyoval iy the thin cutting region of tha blade can producy @ materiat heating

3

that{eads tor g suftening of the blade, This suplies o pariadsr o separator blades,

wivinh thiss possibily have a bighet weat after briefuse,

The olijert of the present pvention & a method for producing fisnosabls seversible
cutting badesof the type mentioned inthe indroduction, which overcomes the wravious
disachvantages inthe prior art, enswres animpraved blade gquality, enablas o highly
sconomica oporation of 3 device for chipping wossd, and alfows 2 high guslity of the

chips tr be achieved withminhvsh watte

This objest 5 scldeved n g gensio method, b that in a frst step o primary material of
Nardanabie steat or of & hardenaiie alloy inthe softannealed state and with 3 worked
surface is hoeted to R Wwrnperaturs sbove roony tamparature but below the
transformation temperatues Acy, that ls within the region of the cublic space- contrad
atorais stranture of the material, and is robled, preferably with an overtilled prowve, to
farm 3 profile blankowith by crogs sentiog 2t loast one guide path of cxaut size in the base
body and with an increased thickness of st feast ong edge ragion, folfowing which s
secand stopy, cptionally after sy intermadiste storage, 7 metalramoving weorking of st
Inast one odge reglon s performed in the longituding! divection of the profile blenk,
provided that § cutting sdge and stoving sdges sligned parpenaiicular thersto and
spaved tharafroem are formed snd the outting sdge hurr {8 reroved, whersupon in &
third step the edge reglons of the cutting blade are comtinuously hardevned, optianally

with an interposed butter,
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Ths advantages achisved with the invention am 5&5&35‘-{‘.&*}‘(;’3?@ Gosad onthe faor thay i
srgthaned

PN

15 8 Barduesa ot ar least 3O BRG,

Tha sxpragsion “oold formed” denotes & deformation st o lemporatrs below the &gy

pointof the alloy.

The profiie Bank s in s connection provided with mating swrfaces, which Snsurs sn

exact positioning of the blade.

Aroliing with o fraw spreading, cptionally By an overfilied groove, produces & materisd
o to the ol rnglons, which bas an sdvantageous offect on an achioved cutting sdge

X

spaality and sooring solge guslity sraod durabiiing

Sveording 1o the invention o machining operstion of the adge regions of the blank i
performed By miBing. On the one hand dusing & milling, sven with an seonorically Mah
chip remgval, the temperature of the edge i not ingreased abows the rolling
temparature of the poimary materisl, 30 that no change coturs In the deformation
structure v the blank, and ey the other hand, there is no changs inthe miiéirsg shaps

over long-tenm operation whereby o high precision of e worked surfag Hunra

Furthermare, s nportand W rérmove the tutting sdge burr iy order to sreats gotimal

sonditions for achismdng the best outting odge guality,

in & hardering after an Inductinn heating with subsequent forced sooling and antionally
weith st anneshing of the havdened structire during the pass of the sutting Bads, ¢
Hardisss panatration depth s to be ot feast LS som, but below 2.5 min, norder o
achieve & materisl hardness in the sdge regiveof 8t least 58 HRC sombined with high
toughness, and in the transition 1o the work hardened part of the blade the toughness
iroresses further and 2 danger of the blade brasking sway under exirime onerating

concimy mowinimised,
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The cutting bades are advantageously produced accnrding toths wention in the forr
of enltipde Jongths I the theee respeotive steps continunusly from the primsey materiad
untit after & hardening of the blades, and following this ¢ separstion into indiddusl
hades ix purformed, This proalaction miethod snswres 8 sonsistantiy superior level of

quality and 3 bigh economic effigiency of the blades scoording 1o the invention,

Furthermore the abiect of the invention is to provids s dsposable cutting blads for
SHIDHINE wWood, which cait b positioned by 3 custen 1L Snanner n 8 devive tor this
purpose. has sutting sdgeyand slst seuring odges in 8 single-plecsshaps, s has

optimal use characteristivs with & fong servive e, in particular with identiost wear of

=3

ths gulting edge and sooring edgs profiles.

This abiedt fs achisved bnthat o ditposabie Sutting blade with & profifad cross section
conprises s base body withoat least ane dimensionally sccurste guide path n g
fongitudinal dirsetion as well a5 o lnagt ot pressure surfate appnsite the latter and at
joast pae edge reglon, spacsd fron the gulde path, with o ctting edge, wherein staving
sdges spaced spart in the longituding! tdivectivg project perpendioulashy Tram the putting
edge witha Mode angle § of 8- 357, whish storing sdees have pwedge srgle g o 3%
337 mwaiured porpendivalanty tothe free surfane of thvsutting adge, ang the Qsting
sdge reghoraand scoring edge reglong have o bandness of et least SR O B3 HRC up to
ghapih of st lemt L8 i, whergin the cutting blades, the cutting sdgs angd the sooring

sdgeyare formed inone pisgs.

According to a proferrad srabodiment, it v enelsapedaccnnding tothe invention that ths
Blade shape s produced in & matabramoving manmer from ¢ rofbhardened profife Mandk
with 2 Bardiess of ot least 30 HRO by milling the sdpe reginns, Qwing to 8 material
hardress of vhe Dase body of greatse thaey 3V HRC & desires Kablity of the bbule &
achieved b practicgl chipping use, wherel & metabremoval can be scanominally

parforved by miiling,

# furthermore the scoring mdge in s longituding! extonsion iy formed perpendicularar

SERing o the cutting edgs iy the dlesction of the Hank, the type of wood 1o be chipped
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o thy wood guality san vespectively be taker Into account for the wraduction of highe

grade chips

For an advantagedus chdp separstion, but alse for s desy cutting oad, Rean b
snvisagad that the soosing cdge projscte sy from the stting sdge or g farmed

projecting fror the frae suvface ot o distance of up to 0.8 mm frons the cutting edgs.

Acheantagenushy, sucurding 1o the ovention the cutting biades are formadfrom g cold
work stualwith 2 composition agcosding tothe steebiran Higt, numberclasses 200 238,

ar from a high spessd steel scording to number class 33, 50 that Bemeans of 8 suitable

material selection 3 highly coovnnica! uss for 2 chipping operativen iy possible

denending on the wood propery

Hadvaniageously the swrface i the cutting rogion of the culting Mads s at lsast
partiaity costed, 3 partiotlarly fong service Bie of the same can be schieved In heavy use,
Amwang othery, the CVTrand PV ocssses gre srvisaged a¢ costing mathods, whersin
the surface layers can be farrmed Trom e metad, Trom carbide, oxide, ritride ovredved

forms thereof, of chromiuny and tanians iy partivular.

& dispotabie Made, which roprosents only e embiodinest of the vention, 8

Hustrated i the drawings R L Bigo 2 and s dusoribed hareinafie
N

The following et of refrsncs numerals will facilitate the sllocation of the sarts
i RQisposable cutting blade

2 Base bogly

X1 Guide path

22 Prosaurs surface

3 Edge region
3 Citting sdgss

31k Fros surface

32 Moring wilges
& Wanlge angle of the seoring sddge
N

8 Wedge angle of the otting sl
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Figo 4 shoows @ orosssestion ol arcerbodiment of o disposable cutting Mads L witha

aan body 2 and two edge ragions 3, thus i the frm of g reversdble cutting blade.

i n Hrst stepn base body 3 with o guide path 21 and Sn opposite pressurs surface 22 18
formad bvthe gropve for smmugss from s roundd Blank materal ot shown) by cold
rolfing, wharsin Owing 1o a matenial How s o rosult of 8 fres spreading of the blank

matsra! in the rolling groove edge regions 3 are formed,
R

i the second step of & production of & disposable cutting Made, s forming of cutting
edpen 31 with & wedge angle B of 3687 10 34% and & shaging of scoring edges 32 projsciing

gy oo the freg srfaces 311 s carried cut by & nvilling of the sdge reglons 3 b
¥

7

places

Fig. 2 shows g plan vigw of the disposabls roversible sutting bads 1 iHustrated incross

saation in Rgl L

Bolge regions 3 prajoct away in & ransverse divention from the base hody 2with s
prassura surfage 33, i which sdgecegions culling onlgss 31 are Topmed Perpandicuisr
o the cutting edlges 31, scoring sdges 32 with & wadge angle 10 of 257 1o 337 projest
from the fros surfaces 331 The sl Taces Torming the storing sdge 32 gan be contigursd

straight or curvedh



ELIARAS VAGOPENGER BLOALLITARARA
SZABADALMI IGENYPONTOR

Lo Efjards I forgdosolisden seolpdld berendezdsher valé profilosott keresstmetsroti el
dobhatd vigopengek (1) cloallivisdra, aveal jellomenve, hogy elsd Iepishen bilagyitot dllapo-
i edzheté acdlbdl vagy edehetd GtvGrethdl 16vE &s megmunkalt feliletl kilndulisi anvagot o
seohuhdrdrsdkiog ﬁ‘i’ifitﬂ, de wz Aoy dtndabuldsd hdmdrsllet alantl, tehat ar wsuyag WikSzpontos
kibiy wiomsperkesetlh tartonduyaba et héiméradklatre felmelegitink, és az alaptestben (2}

v glterfilster

g

legalabh egy, keresrtmptszatben méretpondos vezetdittal olldtott & legaldhb op
megndvell vastagsdel profilos nyersdarabbd hengertink eldnyésen mlsion kaliberel, wajd
masodik Kpisben - adott esethen dtmeneti Wrolas utdn -~ legalibb sgy Shertilatnek (3} u profi
los nyevsdacab hossziranyl forgdesold megrannkaldsa kovetkendh azal o raonkatervvel, hogy
alakitsunk ki egy vigddlet (313 ¢s arra merdleges belyzetl, tavkozrs love irdaloeioket (32), &
Tonjiik te a vagdeisaat, & ext ktvetden harmadik pésben — adott ssetben epy puffort kitsbe-
katva — o vigopenge diteriletelt (3) folvamatos mddan edzrik,

20 Az L igdaypont srorindl eljdrds, aveal jellomerve, hogy profilos aversdurab kaliber-
hengeriéadhez kilndulast anvaghdnt keeek kevesstrootszetit rudal vagy huzalt hasenthunk &1,

&8 hogy awak gyors felmeloglisse elekivomos indakoidva] girtdnik,

0

3o Ax L vagy 2. igdnypont spertutt oljdras, azzal jellemerve, hogy @ misodik I pssbon a
profilos nyersdarab Sherllletdnek (3) martesal ridné megmunkdlidsa wén, amivel klalakiton
tuk & penge szabad feliletiel (311) rendelbezd legalibb egy vagddldt (31 da attdl tivkare ki
athd frdaldetelt (32}, & senbad feltdoned diellenes forgaesolniolilet] toriletrd) smersednmmal, -
leg kerfuniaszerssdmmal lofoniik a mardst sordn

4. Aw 13 igdaypont eg\zk seerinil elifeds, aweal jellemerve, hogy @ profilos nyersdas

rabnak & masdmegmunkddas, illetve o milsodik Iepds slatti Koltubdsd Seivagy szakaseos eldto-

Hisabg s n vaghlek edadse alatd, Hletve @ vigdpenge cléallitstnnk harmadik I8pdse alaiti for

X

byamatos eldioldsba belktunnk egy puffersrerkesetet, ami Kegvenlit az eldtolisi kalinbsde
geket

3. Profilowett Reresztmetseett eldobhatd vagdes snge (1} fa frgdesoldeden seolpgld bee
rendezdsekher, amely vigdpenge magdban foglal epy alaptesiet (2), ami ol van Wtva hosses

irduyban legaldbb egy mdretpontos vezetdittal (21}, valamint azeal dtellenes belvaet loge



alably egy nyvomdielidental (333 & lepaldhb egy, o vezardiutdl {21) tavkaare 18w, vapdllel

an el (R rendelke-

3

(51

rondolkesd shterllentel (31, aves! jellemerve, hogy o 26%-34% oy dkeeSug

S
LI

s

7O vdgdSldl (31} ara merdlegesen, hosszivdnvban @vkdere indalodlel (32) dllnak ki, amik

vagde! (31) szabud flilasitdl GLD merdegesen mdeve 28533505 Rezbieet (w) zamak bs,,
88 @ vigdeh & ndalodhtortdeiek logalibb 105 mum mdlyadpiy logaldbdb 3863 kilziit HRC
keménysigpel rendelkenngk, tovabbad & vigdpenge (1) a vigddlet (31) s we rdalodieket (32}
epydarabes formaban képead.

& Az 3 igénypont srerintt vigdpenge (1),

adzal pollowesve, hogy o pongelorma henperddst komenvadpl, legaldbb 38 HRO ke«

menyesggel rendell

& profilos nyersdarabbdl az élierfletek (3) mardsdvsl forpiosolva van
elofltitva,

7oA 3 vagy 6. igtnypont seerintl vagdpen SRR

azzal jpllemerve, hopy az rdaldst (323 e xagééi (31) fele aatd hossekiterjedéschen &
5,

seabad foltilet (311 bdnyiban Bpgdloposen vagy hatramaraddan van kialakitva,

8. Az §-7. igénypont egviks szerintl vagdponge,

szzal jellemerve, hogy az indalodl (321 a vagoehd] (31 a8 K, vagy » vagddlisd {31) leg-
feliohly 0.8 von tavkSere & seabad feltdethd G HD allban van kindabitea,
Q. Az 5~ igdnypont egvike szorintl vagdpenge, amely 20423, ssfnmossilyd acdiwvag

Hsta szerhintl Ssszetétoll degmunka-aodlbal vagy 33, szdmoserdly sperintl gvorsforgdosuld

sostbol van Rialakitva,
1), Az 3-8, ipdnvpont euvike seerintl vigdponge,

gzzal jellomerve, hogy & pengeanyay vas alapd pem Kildgyuld Steiiset, da wovipdteriife-

Ry

ten a felitlet legalabbis rdeeben bevonaital van elldtvy,

A meghatshmazoi
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