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To all whom 1t may concern: _
Be 1t known that I, INnevALD AASMUND
Bacw, a subject of the King of Norway, re-
siding at Trondhjem, Norway, have invented
certain new and useful Improvements in the
Production of Blanks for Table-Knives and

the Like; and I do hereby declare the fol-

lowing to be a full, clear, and exact de-
scriptien of the invention, such as will en-
able others skilled in the art to which it ap-
pertains to make and use the same, refer-
ence being had to the accompanying draw-
ings, and to letters or figures of reference
marked thereon, which form a part of this
specification, | ' -

My invention relates to a method of
ducing blanks for table knives and the
and 1t has for its object to render the manu-
facture more expeditious, to cheapen the
cost and to insure uniformity in the size of
the blades. '

Blanks for table knife blades are generally

- made In.the form of long rolled steel bands

20
said band at the center, and then feed the
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ot the width of two knife blades, and thicker
in the center than at the edges. -
In carrying out my invention I first sever

severed band into contact with grinding,

abrading or milling rollers and vary the
speed of the feed of the band and the pres--

sure of the rolls on the band for the pur-
pose of removing more or less of the metal

at different points of the band.

It 1s well known that the slower a piece
of metal is fed over an abrading surface the
greater i1s the period of contact, and the
greater the period of contact the greater will

“be the amount of metal removed, and vice

versa. The same is true in regard to the

pressure; the less the pressure, the less metal

removed, therefore, if the speed of the band

1s increased at certain periods and the pres-
~ sure diminished at the period of increase of

speed, less metal will be removed from the
band than when the 3eedisdiminished and

the pressure increas - '
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The feeding devices ‘control the speéd of

the band, so that said speed varies between

a minimum and a maximum and a band is
obtained having a series of waves longitudi-
thereof, each wave- comprising two
lengths. These blade lengths may be
cut apart either at the thick or at the thin
portion. o - o
In the accompanying drawing—Figure 1
1s a cross section of a rolled steel band com-

]

monly employed in.the manufacture of
knife blades. Fig. 2 is a side view of a band
ground In accordance with my improved

| method. Fig. 3 is a diagrammatic view

illustrating the means of carrying out my
method. Fig. 4 is a partial vertical section

-of a preferred form of feeding mechanism

fike, | -
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Fig. 5 is an end elevation of the same, and

Fig. 6 15 a plan view thereof.

“The mechanism employed for carrying out
my improved method preferably consists of
a drum, as A, Fig. 3, on which is stored a
steel band made in the usual and of the well
known form. B designates a similar drum
for receiving the band after it has been
round in the manner herein described.

The band to be operated upon is drawn
from the storage drum by means of two rolls
or disks, IV, G, to be hereinafter described,
and which are preferably situated near the
recelving .drum. As the band leaves said
drum its under face passes onto a polishing
roll C. o - '

The variable grinding of the top surface
of the band is effected by the abrading

wheels D and E, the abrading surface of

the wheel D being coarser than the surface
of wheel k., and the distance between these
two wheels corresponds with the length of
two knife blades. The number of grinding
wheels need.not be limited to two, as any
number 1t 18 found expedient to use may be

‘employed. - Under each abrading wheel is

mounted a guide disk, H, I, respectively,
which disks during the feed, guide the band
in such way that the proper amount of ma-

the band. For this purpose the guide disks

are given a slight eccentricity correspond-

ing to the difference in thickness between the
root of the blade and the point; that is to

say, when the thin portion of the blade is

being-ground that portion of the guide hav-
ing. the greatest radius will be next to the
band, and the radii of the disk will gradu-
ally decrease as that portion of the band
which is to form the root is brought under

the grinding disk. - These guide disks have
| the same diameter as the disk G, and are

connected with the latter in such way, for
instance by .a chain, that the guide and feed
disks will move synchronously. In addi-
tion to the eccentricity, the guide rolls have
a conicity to conform to the cross section of
the band, which is thicker at the back than
at the edge, and said conicity varies so as

f
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- disk M carries the disk K with it.
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to conform with the variation of cross sec-

tion of the blade from 1its root to the point.
The disk F is driven by a mechanism ca-

‘pable of imparting a_variable speed of rota-

tion, while the disk G is given the same
speed by 1its {frictional contact with the

band; the periphery of both disks is of a
length exactly corresponding to the length
ot two knife blades.

To secure the desired war 1ab1e feeding

speed any known gearing having automatic-

ally varying transmission may be employed.
The crank and slot gearing shown m Figs.
4, 5 and 6, however, 1s especmlly adapted %o
the purpose
gearing in which the crank pin of one disk
engages with a radially slotted hole in an-
other disk on a shaft placed eccentrically to

the shaft of the former disk, 1s shown modi1-

fied 1n such way that a variation in speed
suitable for this purpose is obtained, a speed
that may be represented by a curve rising
and falling evenly between the highest and

lowest points.

In the mechanism shown a crank pin 18
caused to move radially in two disks, and 1s
connected with a governing device which,

according to a certain law, moves the crank

pin to and from the center during rotation.

A disk K is fixed on the shaft J of the feed

disk I and has a radial slot L, and a smaller
disk M is fixed on a pulley sheft N, and in

a slot & formed 1n said disk M 1s mounted |

a shide R carrying a pmn O that takes into
the slot L. and during the rotation of the
The pin

O also projects into an endless guide slot P
m o sta,tlonaly disk Q, which guide slot 1s

preferably 1n the form of 2 he‘ut Or an egg- |

shaped curve, 1n order to obtain the most
emtable curve of wvarmation.. However, a
sufficiently exact result may be attained with
a circular, eccentric slot. The pin O is, un-
der the influence of the guide slot P durlnﬂ*
the rotation, successiv ely moved closer to the
center of the disk M.

In order to secure a constant pressure on

“the grinding disks 1t 1s essentml that the
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culding disks be mounted in resilient bear-
INgs W thh to a certain degree, give under
the pleseure exerted against them.

It 1s important that the material used
have an even thickness throughout its
length; however, material which 1n the roll-
e p,.oeese has been given a varlable thick-

ness, corresponding to  the variation in thick- |

ness produced by the grinding process above
described, may also be used advantageously.
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The known orank and slot |
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I claim—

1. The method of producing blanks for
table knives, which comprises feeding a

metal band, of a cross section approximately
the cross section of the knife blade, to an
abrading surface, and varying the Speed o1

the band to ploduce a variation 1n the abrad-
ing action.

3. The method of producfmcr blanks for
table knives, which comprises grinding one
side of a steel band having a cross section
approximately the cross section of the knife
blade, by feeding the same to ‘an abrading
surfaoe varying " the speed of the feed to
produce a variation in the grinding and pol-

ishing the other side of said band during its

feeding movement.
3. The mettiod of producing blanks for

‘table knives, which comprises grinding one

side of a steel band having a cross section
approximately the cross section of the knife
blade, by feeding the same to an abrading
surface, varying the speed of the feed to

produce a varlation in the grinding, polish-
1ng the other side of said bend and finally

cutting the band into knife lencrths
4. The method of pI’OdUCIIlO' blanks for
table knives from a continuous strip, which

- comprises feeding the strip with relation to

\

grinding means, and varying the feeding

speed from one end of a blade length to the

other end thereof.
5. The method of producing blanks for

table knives from a continuous strip, which

comprises teeding the strip with relation to
erinding means, “and varying the feeding

speed from one end of a blade length to the
other end thereof and vice versa alternately.

6. T'he method of producing blanks for
table knives from a continuous strip, which
comprises feeding the strip with relation to
the grinding means and gradually increas-
ing the feeding speed from one end of a

blade length to the other..

7. The method of producing blanks for
table knives from a continuous strip, which
comprises feeding the strip with relation to
orinding means end gradually 1ncreasing
the feedmg speed from one end of a blade
length to the other and vice versa alter-
nately

- In testimony thfL‘r I claim the foregoing
as my Invention, I have signed my name in
presence o1 two subsm 1b1nn witnesses.

INGVALD AASMU\TD BACH.

Witnesses:
App. 1. LATTING,

O. Jora. STRIN.
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