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in the manufacture of metal saw-blades it 
has been suggested, for the purpose of pre 
venting resonance vibrations, to arrange the 
cutting surfaces of the teeth in an inclined 
position to the lateral surfaces of the saw 
blade. 
The present invention relates to a method 

which renders it possible to produce such saw 
blades in a specially simple and economic 
manner by the use of a milling cutter in a 
single continuous working operation. The 
new method essentially consists in that the 
saw-blade blanks are held curved in the form 
of a wave line and are then, whilst in this 
curved state, provided with teeth by means 
of a milling cutter, in such a manner that the 
cutting edges of all the teeth are perpendicu 
lar to the saw blade blank before it was 
curved, whereby, upon straightening the saw 
blade thus produced, the teeth are disposed 
in groups so that the cutting edges of each 
group are inclined in the opposite direction 
to the cutting edges of the adjacent groups, 
the inclination of the cutting edges of the 
teeth in each group progressively increasing. 
This arrangement of the teeth of the saw 
blade will effectually prevent resonance vi 
brations of the blade in use. 

Figs. 1 and 2 of the drawing represent a 
saw-blade produced in accordance with the 
new method, in edge view and in side view, 
respectively, whilst Fig. 3 illustrates, on a 
greatly enlarged scale, an edge view of a part 
of a saw-blade blank curved in wave-fashion 
for the purpose of milling the teeth. 
The example represented is a metal saw 

blade a with triangular teeth b, the cutting 
surfaces c of which are situated at a right 
angie to the common plane of the edges of 
the teeth. It is obvious, of course, that the in 
wention is also applicable to saw-blades in 
which the cutting surfaces are inclined in a 
forward direction, that is to say, to saw 
biades with undercut teeth. 
In carrying out the production of saw 

blades in accordance with the new method a 
number of Saw-blade blanks are clamped be 
tween two jaws which hold the blankin a sinu 
ously curved or wavy line while the teeth are 
ut by means of a milling cutter. This 
champing of the saw-blade blanks in the 
form of a wave-line curve is attained in the 
most simple manner by arranging the work 
ing surfaces of the clamping jaws in a wavy 
form and not straight, as hitherto. The saw 
blade blanks held in sinuous form (Fig. 3) 
and cut by the milling cutter are so provided 
with teeth that the cutting surfaces of the 
teeth of each blank are all parallel to each 
other and perpendicular to the blank before 
it was curved. Upon the termination of the 
milling operation, the saw-blades so pro 
duced are released from the jaws and straight 
ened again. The cutting surfaces 6 of the 
saw-teeth b will then, as seen from Fig. 1, 
be arranged in alternating groups of a plu 
rality of teeth to each group and the cutting 
edges of which groups are inclined respec 
tively to the right and to the left of the lateral 
surfaces of the straight saw-blade. The 
angles of inclination B, and B, of the cut 
ting surfaces of the teeth of the groups are, 
of course, not identical with all teeth of a 
group, but larger or Smaller, according to 
the part of the Wave line at which the tooth 
was positioned when milling the saw blade 
blank, and the angles of inclination of the 
cutting edges of the teeth of each group pro 
gressively increase from tooth to tooth of a 
group. If the saw-blades possess a sufficient 
elasticity prior to being hardened, a special 
straightening will not be required, in view 
of the fact that the saw-blades will auto 
matically assume their normal straight form 
again. 
The clamping of the saw-blades in a wavy 

state possesses an additional advantage in 
that a larger number of blades than before 
may be clamped and simultaneously milled. 
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Having thus described my invention, I 
claim: 
The method of producing a saw-blade hav 

ling groups of teeth, the cutting edges of each 
group being inclined in opposite directions 
to those of adjacent groups, which consists in 
bending a saw blade blank into a sinuously 
curved or wavy form, cutting teeth along 
the edge of the blank in such a manner that 
the cutting edges of all the teeth are perpen 
dicular to the said blank before it was curved, 
and thereafter straightening out the blank. 
In testimony whereof I affix my signature, 

ALFRED PEISELER. 
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