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- 3 Claims.

My-invention relates to method and means for
grinding saws and like artlcles and pa1t1cu1ar1y
disc saws.

Heretofore, in disc and similar saws, in order
to provide suitable tooth clearance, it has been

necessary to swage or set the teeth of the saw..

While this has proved decidedly advantageous
and is still decidedly advantageous, there are
certain objections to providing clearance in saws
of this character, due to the fact that in the
swaging operation, it is almost impossible to ob-
tain perfect uniformity in the teeth and as a
result, there will be on the sides of the teeth, at
their cutting edges, high and low points.

Another way of obtaining a clearance for saws
of this character is to taper the saw from the
tooth point down to the, in the case of a disc
saw, center of the saw and, in the case of hand
or other saws, back of the saw. Such tapering
is expensive and hard to produce, and, further-
more, in the grinding of such tapering, frequent-
ly, the point of the tooth of the saw is destroyed,
due to the character of the grinding wheel that
must necessarily be employed.

It is one of the objects of my invention to 2

provide a means whereby a suitable clearance
may be provided in the saw from the point of
the toothh downwardly in an economical manner
and in such a manner as to give the most satis-
factory type of clearance.

It is a further object of my invention to pro-
vide means whereby concave saws and the like
may be ground on both faces in a most satis-
factory manner.

For the purpose of disclosing my invention, I -

have illustrated an embodiment thereof in- the
accompanying drawing, in which:

Fig. 1 is a front elevation, more or less dia-
grammaitic, of a saw and its assocxated grinding
wheel;

Fig. 2 is a sectional view on the line 2—2 of
Fig. 1;

Fig. 3 is an enlarged detail section of a saw
after it has been ground in accordance with
my method;

Pig. 4 is -a detail sectional view showing the
method of grinding the outside of a concave
saw;

Fig. 5 is a detail sectional showing the method
of grinding the inside or concave face of a con-
cave saw; i

Fig. 6 is a view similar to Fig. 1 showing the
method of grinding the bevel of a knife;

Fig. 7 is a sectional view on the 11ne T—1 of

Fig. 6; and
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Fig. 8 is a sectional view of another form. of
saw in which I have hollow ground a portion of
the face of the saw by the method hereinafter
descnbed

In the embodlment illustrated, I provide a suit-
able holding means 1 for the saw, which may be
in the form of an electromagnetic chuck which
is now commermally used in the holding of saws
to ‘be ground. The particular disc saw 2 is
shown attached to the face of this chuck, and
for concave grinding the face of the saw from
the point 3 of the tooth downwardly to the point
4 which is well below the point 3 of the tooth,
to provide a concave clearance §, I provide a
cup-shaped grinding wheel 6 mounted fo rotate
on an axis 7, which axis extends at an angle to
an axis parallel with the axis 8 of the saw. This
wheel is rotated in the direction of the arrows,
as illustrated and, at the same time, the disc
saw is rotated in the direction of the arrows, as
illustrated. As the result of the presentation of
the cup grinding wheel to the face of the saw
at an angle, as illustrated, I am enabled to con-
cavely grind the face of the saw at its outer
periphery in such.a manner that the concavity
beging at the point of the tooth, thereby, in
effect, taper grinding the tooth in such a man-
ner as to insure a sharp cutting point at the ex-
treme edge of the tooth and without any danger
of destroying this edge.

Tt will be seen that the grinding wheel may be
presented at different angles to the face of the
saw to increase or decrease the concavity or hol-
low grinding of the saw, and it will also be ob-
served that, due to the tilting or angular dis-
placement of the hollow grinding or cup-shaped
grinding wheel, a relatively small grinding wheel
may be used to obtain the desired concavity on
the face of the saw.

In Figs. 4 and 5, I have illustrated the method
of grinding both the concave and convex sides
of a concave saw. In Fig. 4, it will be seen that
the inner edge of the cup grinding wheel is pre-~
sented to the saw during its rofation; and in Fig.
5 the outer edge of the cup grinding wheel is
presented to the saw beginning at the center
thereof and moving outwardly as the grinding
operation progresses. In this instance, as in the
instances illustrated in Figs. 1 to 3, the axis of
the cup grinding wheel is presented angularly
with respect to the axis of the saw.

In Figs. 6 and 7 I have shown the application
of my method to hollow grinding the cutting
edge of a circular knife. As illustrated in these
figures, the cup grinding wheel § is presented
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to the beveled face 9 of a circular knife 10 in
the same manner as it is presented to the saw
as illustrated in Fig. 1. The cup grinding wheel
and the knife are rotated in the direction as
indicated by the arrows, resulting in a hollow
grinding of the beveled edge of the knife. In
order to hollow grind the back face of the knife,
the wheel is presented to the back face in the
same manner as it is presented to the face of
the saw shown in Fig. 1.

By bevel grinding the saw as heretofore de-
scribed, I am enabled to obtain perfect uni-
formity in the teeth and at the same time pro-
vide the proper clearance for the teeth without
destroying the point of the tooth in any way.
Furthermore, by the grinding of the saw in the
manner heretofore described, the saw is pre-
vented from freezing during the cutting oper-
ation and furthermore, the chips produced by
the sawing operation are more quickly cleared
and the unnecessary heating of the face or sides
of the teeth is prevented.

I claim as my invention:

1. The method of grinding a saw which con-
sists in presenting a cup grinding wheel against
the face of the saw with the axis of the wheel
in a plane offset from and parallel with the axis
of the saw and inclined to the axis of the saw
and with the grinding wheel engaging the sur-
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face of the saw tangentially fo the radius of the
saw, simultaneously rotating the saw and grind-
ing wheel and maintaining said relationship con-
stant during grinding operation.

2. The method of grinding a circular saw which
consists in rigidly backing the saw throughout
its circumference, presenting a cup grinding
wheel against the surface of the saw at a point
extending from the tip of the teeth inwardly
with the axis of the wheel in a plane offset from
and parallel with the axis of the saw and with
the axis of the wheel inclined to- the axis of
the saw and with the grinding wheel engaging
the surface of the saw tangentially to the radius
of the saw, simultaneously rotating the saw and
grinding wheel and maintaining said relationship
constant during the grinding operation.

3. The method of grinding a circular saw which
consists in presenting a cup grinding wheel
against the surface of the saw at a point adja-
cent the toothed edge thereof with the axis of
the wheel in a plane offset from a plane passing
through the axis of the saw and parallel there-
with and lying at an angle to a plane extending
at right angles to said plane of the axis of the
saw, simultaneously rotating the saw and grind-
ing wheel and maintaining said relationship
constant during grinding operation.

JOHN A. ST. CLAIR.



