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feryice.of saxbide. sipped.tools

dntroduction and general instructions

Carbide is made by sintering. Tools tipped with carbide
ere essily damaged by impsct and knccks., They muet
never be laid on machine tables or other metal surfaces
but insteed on Fases made of wood, rubber or plestic.
This is perticularly important in transfer snd storsge.
The condition of s carbids tipped tool must be constant-
ly observed. when aigns of wear occur, the tool must
be serviced and repaired in time. If the worn area
becomes too wide, the rsquired force snd energy demsnd
incresse unnscesssrily, and the bledes mey breek end
crecks may develop in the body. Also, service becomes
uneconomicel, since the carbide and the diamond impreg-
- nated grinding wheel are worn rather fest. Before
_servicing csrbide tipped tools, they must be cprefully

' cleaned with resin remover or crystel soda solution.
Steel lrushes or hard end sherp metel cbjects must
never be used.

If the bledes ere badly dameged, reconditioning them
with new carbide tips should be considered for econom-
ical resssons instesd of performing leborious repair.
In ell sherpening phases the sherpening ought to be
performed towerds the blade. Only emall counter-
preesure, i.e. small feed, ehould be used. At the
begiining end end of eech feed the grinding wheel must
never be fed elong the blade. Inateed, it must be
inserted or removed perpendiculer to the blede.
Othervise the blede will bend. The originel blade
shape must be mainteined if poseible to keep the cutting
eapacity urchenged. After sharpening the carbide must
be allowed to cool off gredually in the eir. It muet
hever be cooled euddenly, for it could cause aplits
or damege in the carbide. After every sharpenin- the
blade muet be checked to enaure that there are no
oplits in the blade, that it cuts well, has and
meintaine the cerrect shape and steedy retation.
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1.  Cleaning tho suw bliew

2. Inspection of the gooera) condition

3. Circular griading of the blade diamater

4. Gharucning of tha chij Pping wcdge, if nuckocoary

8. Coaruo grinding of tho L.e's adge

6. Finicthing of the back adge

?. Carful nmova) of excuss Froam the tooth back sdgus of the
sew blaro

mmulur prinding

Olomond imprognated prinding whool D 70/CE0, whon therw are crecks in tiw
Blade or it is bedly wom,

Oisond oup finding wheel D 30/C50 for finishing circular
orinding.

A omrbide tipped saw blade, which has busn mounted to a sew sharpening
tevics, is rotatéd manuelly at the grinding wheel. The tacth must always
be towards the cutting blade. Tha circular grinding bovel sust be large
eneugh sb as not to loave sny signs of wear. If the worn area is not
extensiva, the circular grinding is not mcecsary. Instead, the lowcst
Seuth (cutting edge) cun be found with a mocsuring dovice and all otimr
Secth are wherpensd in corruspondenco with it. If therw ure severs cracks
$n multi-tooth sows, tha largest of these can be ignored previdod that
ey are not Lswdiatuly one aftaor anoticr. Thus unne:assury reduction of th:
dlaneter 1o dvwidud va tho saw blnde’s life is mt shortened. Carblde
Spe which have bicuiu uscleoss wust be replaced. This csn be done in the

sanufecturing plant, in wich cane it is rocommendad to have the sow blade
tonsioning cimckad ol the sems Limw.
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1.  Cleaning tho siw ki

. Incpection of the puneral condition

3. Circular griading o the blade diamtor

4. GBharpcning of tha chipping udge, if necusoary

8. Cuaruo grinding of tho L.ck edge

8. Finithing of the back edge

7. Cuamful nmova) of excess frow the tooth buck edgus of the
sew blado

Glyculnr purinding

Diomond imprognuted grindtim whcol D 70/CE0, whon thare ars crecks in the
blade or it is bedly wom.

Odemond oup grinding whool 0 J0/CS0 for finishing circular
erinding.

A ombide tipped saw blade, which has busn mounted to & sow sharpening
tevics, is rototéd manually at the grinding wheel. The tsoth must always
be towards the cutting bladc. The circular grinding bovel must be large
enough 50 os not to loava any signs of woer. If the worn arca is not
sxtensiva, the circular grinding is not nececsary. Instead, the lowest
Ssuth (cutting cdgr) cun be found with a measuring dovice and all othmr
tecth ars uvharpened in corruspandanco with it. If therv ure severs crocks
in multi-tooth sows, the largest of these can be ignoreg rrovided that
they are rnot imwcdiately one afior anoticr. Thus unnecassery reduction of th:
diometer 1o awidud anid the saw blnde’s life is not shortensd. Carblde
tips which have bicons uneless wust bu replaced. This cen bu done in the
manufacturing plant, in which cusa it i rocomuendud to have the saw blado

tenaioning clmckad ut Lthe soes Lime.




-4 -

A4 CiRUULAR GRTNDTNG BEVEL

3 CHIPPING SET-

“ EO‘T}\'X‘ {0}
TRECPICN

gheppening tha_chipoing rdgn (front grinding)

Diasond cup whnel 0 70/C0.

Tho cartiido tipped circular sow mountind to a gharpsning devies s st

to tha mochine so that the chipping erge 18 procisuly aligned with the
surface of the= grircing whonl.




4 CHIPPING SEY-UP
—g

Vhe ohipping edpe is ground lightly, and My necessary. The carbide
s which is about four times longer thun its thickness decidas the
@mdeun rusbor of passible sharpcenings of the ohipging odge and back
dge. Thus the number of the charpdnings of tha chipping odgu ought to
8 only ¥4 of the mmbor of sharpenings nosded fur the  back odgs .

™ sbtain stoady rotation of the sew blade the chipping of all teoth
®ust be evan. If ocnnomical use of the diomond imprognatad orinding
whoal in docired, the maximum chipping sot-up must not mxcend 2/ 100 em.
nmwwtﬂmummntmtmmmwmttfm

bording .

Sricding Whe beck edoe

Ovarss Mam Ulsmond Smprugneted grinting whecl U70/CHD.
Finishing: dinmond oup whesl N0/CX.

When dwrpening tho elcavance angle, the diusond ispregnation of the wwel
wwut not tovoh tiu basic matnraal of thu uew hladu. Thiy is posuidle it i
corbide tiprwd circular sav Llade ic dircctcy wa, thut on Cppmximitoly '
& wicur bk argin is obtuined than the cleuraxo angle at the carble: tip.
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\1 BACK GRINDING ANGLE=
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b.%'lnﬂm is necessary only M&Jmt grinding of the clearencs
ongle ™ ia 6 bevel larger than 1 mm in the basic material.

CIRCUL?R GRINDING BEVEL, THE RLMAINDER AFTER COARSE GRINDING
— ABCUT 0.3 MM

BACK GRINDING ANGLBeCo S’

The buck grinding ongle must ba about 5° largor than the dusired clearence
engle. In course grindang tha remainder off tho circular grinding bevel
must be about 3/10 mm, o that whan finishing the clearnco angle only the
carbide tip is sharpensd with diomond ampregnated wheel.

The finishing of cloearance ongle has a dvucisive offoct on sow afficioncy.

It must ba porfornad with particular relicbility end carn. The circular
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sharpening bevel is ground all off, rowever not mare than up to the
outting edge. Thus sperirl attention must be poid to pertrctly stesdy

sotation.

When teeth with speciasl shapes ares Loncerned, such as
trun;fou testh, convex teeth, alternate front or back bovel testh,

mutually bevel teath, altormato or mutuel front and back bevel testh, stc.
the sharpening 1s performed in the seme way. It is importent to st up
the angle exactly according to the manufacturer’s instructions. 1f

they are not avellabls, it is recomwended that the anglss are measured

veing & new unused saw blade ss & modol.

oA, = clearencs angle
d..i of 3= tangential cleareanca angls
. . =% L« radial clearance angls.
X | B = woth point angle
Y e« chip angla
& = cutting angle, me +A
~j&\v C-frurntbml.mh
, . . € 4= back bovel angle
The nnu.m. mma are applicable to all kinds of cutters;

. Bofere grinding the cutter, 1t . muat be carsfully clssned ard avery
Suiting edpge aust be exmired. If thers are crecks in the curbide tips,
they Nlt be replaced to prevent accidents. Also carbide tips with bresks

Sust be replaced. A

mm.muumanunumuu.mmmwp
~vemaval. If this 48 not possible, dus to large bresks, the cutter
Sust be balanced again after the sharpening. :

P the Grgies ave Mt hnow, they must be defl 1 20 that pre




can be made. After sharpening all cutting edges must be onds sore
checked to find out ewnilual creckas.

Qircular grinding:

Diemond impregnated grinding wheel D70/CS0, when crecking of outting
Bdges Or excessive wear are cuncerned.

Dismond cup . . . wheel DIO/CSO for finishing.
The cutter is fixed to the tightoning device of its hole, if neceseary
with concentric plates, and set to the pitch controller.

Grinding must always be performod towards the cutting odge . Ciroular

grinding is performed according to ths cutting knife with largest
signs of wear or crecking.

Qrindigg of the chinoing edge

Diemond impregnoted grinding wheel D70/CSO if coerss grinding is necessary.
Diomond cup wheel DX0/CSO for finishing.

The Cutter yith its tightcning dovice is fixed and sst to the pitch
controller. The pitch controller is turned according to the axial angle

80 that when the fixing carriaga moves, the chipping cdge touches the gridin
whecl precisely.

rinding the chipning devices
3 £s

8ince the chipping devicus made by verious manufecturers are often
structurally different, it is recommended thut tha msnufscturer’s -Meo
ingtructions ore observad.

Tha general sharpening instructions of cuarbide tipped circular sews cen

be upplied wlsa to them. They are generally applicable without restrictions
as far as edping circulur suws which can bo dotached from thu chipping

body are coniemnad, and partly in the cose of tooth seguents fixed to the
chipping body. '




Usually a spocial fixing device is nesded for 0 detached sduging saw blade
@nd ohipping body. The holes of detached sdging saw blades are unusually
large and tiis foles of the chipping: body are generally flange-shapad.

In eddition to grinding instructions of the sanufacturer also the

instructions given in “Bharpaning of carbide tipped tools* should
e sbserved.
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