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Recommendations and Technical Data

grindingwheels  gqualily of knife grinding matedal " cireumferential table-speed feed
spesd grinding perpass
wheel (mm)
V{rm/sek} V(m/min}
r
Segrmeants F-220 Swedish-Ouelly grains6-60 20=25 20=-25 0.01=-0.03
. hardness K—-M
Band: Bekeliie

Grinding errors shall be gveided by: —using the correct abrasives
—suflicient coolant .
= careful Infeed of the grinding wheel
—early dressing of grinding wheal

it is imporiant 1o vse the best suited grinding wheels, such like segments, grinding — cylinder or cup grinding wheels (sea
recommendations and technical dara). B

Maximum eaolant (water with rust preventive and cooling admixiure) should be used (150—200 Umin.) dlrectly at the
grinding ares. For sullicient eooling is thus cared and the gbrasive parlicles, setling down in the pares, will be washed off and
away.

The burr should ba carefully remavad by haning, atier grinding. The quality of honing highly atiects the useful lifs of the
cutting edge.

Guidanes of honing stones: él ﬁ @
wrong comedd )

Deficiert grinding machines, 1oa high grinding pressure, too low weter cooling and unfit grinding wheels are leading to
grinding errars. Here the implicetions: The cuning edge shaws hurns (yellaw - biue colouring decarbonization), which result
in ursytficient output, eracks and nicks.

We cannot replace free of charge knives with grinding ermors,

“The follawing technical description of tegrinding is valid for 28 qualities of steeled paper - cutting kiives.

H e e gytincing wheel———»

Detail A )

el +— Carben stesl carrer (2)
sleel

inlay (1)

It it essantial the! the steslinlay [1) and the carban stesl carder (2) be ground together. The grinding whee! must cantact the
full wicth of the beve! surace (3).

This sssures thet the grinding whea! remalns in continous santact with the uralioyed base which serves fo roughen the
wheel, and thus ghves tha cleanast grincing surface for the steelintzy. The risk af burning (decarburization] is thus reduced,
Naturally, meximurs esolant should be usad, (153200 Vminj. diectly at the grinding area.

Pa maximum skention 1o choose the cored! grinding wheels.

I gxeeptiansty, only the ste! inlzy (7} hzs 1o be ground, such as for 2dding a secondary (compaound) bevel, use the soltest
avaitanle wheel and grind with exireme caution. Wheel fesd per pass should not exceed 0.010-0.015mm.
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IDEIAI.

Knife angle on ldeal Paper Cutters

Normal angle (a) is 21°. For special paper it is possible to add a second angle (b) to
the knife with 24° on a length of 3,5 mm.(¢). This can be done locally.
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