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SHEAR DIE SHARPENING PROCEDURES





Upset Tester die set assemblies should be maintained in a sharpened condition at all times to provide maximum performance. Under normal operating conditions it will be noted that the inner faces of the blade and the anvils will dull. If the sharpness is not corrected the edges will have the tendency to ‘roll’ and pieces will separate. This will drastically reduce the lifespan of your die set. By observation of the quality of the samples being cut and the anvils themselves, a determination of the frequency of sharpening can be attained.





The initial procedure for sharpening will be to rotate the shear anvils (the front and rear lower ‘plates’) as these wear at a greater rate than the shear blade. This will provide an immediate sharp edge to begin shearing with, providing a quick fix with little or no downtime. When both sides of each anvil are dull, they must be dressed on a surface grinder. Remove just enough material to restore the edge of the anvil. The thickness of the anvil does not affect the thickness of the sample being sheared and therefor does not conflict with the specifications of the die set, whether it is DIN spec or US spec. It should be noted that the relief in the faces of the anvils will need to be maintained after several sharpenings. This relief is required to allow the sample to drop from the die set into the sample chute. The relief should be maintained at its original dimensions (i.e. within ¼” of the shear edge).





As mentioned earlier the shear blade will wear at a lesser rate than the anvils. When it becomes necessary to sharpen the shear blade, the following procedure should be used. Completely dis-assemble the die set and inspect all parts for signs of damage. Replace any parts that may be damaged beyond repair. To sharpen the blade, dress on a surface grinder, taking an even amount from both sides and as little as possible to attain sharpness. (It should be noted that grinding more than 0.030” from the blade is not recommended). After grinding of the blade a micrometer should be used to gain an accurate width of the blade. The anvil spacer should then be ground to a dimension that is 0.002” to 0.004” ABOVE this dimension. This is to provide the correct clearance between the blade and the anvils. (E.g. The shear blade measures 0.629” after sharpening, then the spacers must be ground to 0.631” to 0.633”) In the event that the blade cannot be sharpened within the 0.030” limit, the radius of the blade can be ground to remove the dull edge. While this cannot be accomplished with commonly available equipment, it is a possibility for sharpening if no other options are available. While this method is possible, it is not recommended. Please contact Vale Industries direct for details.





When re-assembling the dies, the assembly should be built up on a flat surface to provide for the squareness of the assembly. Build the die set as usual and torque the bolts to standard torque values for the particular socket head cap screw size provided with the die set in question.





As a last point, in general older die sets are completely interchangeable with the newer style (the difference between them tends to be a modification of the manufacturing process to aid machining, namely the removal of the step in the shear blade and replacement with groove pins.). If there are any questions with regard to this, do not hesitate to contact Vale Industries direct.








