
Methodfordisintegratinganelastomerand disintegrator The prepent invention relatep to a method for
disintegrating an elastomer aud to a disi tegrator for        .sintegrthng an elastomer, with the aid of
which. ah. elastpmeric item, in partichlar an elaptomer straild produced from chloroprene rubber, can
be disintegrated into slices that:. are as thin as possible, in order that the disintegrated elastomer ha 5
a surface area    an adhesive. 15It Joa known to disintegrate an elaptomer with the aid of a
disintegtator, in.ch the elastomer is moved    th the aid of an ad.van.cing device over a base to a
cutting. tool in. the forrn of a periptheral miller, so that the cutting tool can cut off individual sii.ces
20from the elastomer with, the ai.d of a cutting wedge. ge of such a disina method       disintegrating
ah elastor r is that the elastpmer can deform when the cutting wedge is in contact with the elastomer,
whereby the elastomer may evade the 25 cutting edge of the cutting wedge. This has the effect a
certain min.imum thipkness has to be provided for slicesare cut. off, in order that a properly 



disintegmation of the Piastomem cat be achieved             In one case of a twisted elastomer strand,
minimum thickness of about. 1.8 to 2.2 mm is therefore radii] :Fr:erS is a constant need for disin
.egrat_ g eiastomers into pieces that are as small, and in particular thin, as possUole without great
effort, in order example a spa ci fic surface area thatto area per unitweight,is asas possib can be
achievedP subf:processes. The lar  - 2 - specific surface area allows the elast-omer to be dissolved
quickly in a solvent, in order in particular to produce an elastomex ased adhesive. It is the object of the
invention to provide a. method for disintegrating an elastomer and a disintegrator for disintegrating an
elastomer with the aid of which the specific surface area. can be increased. for the disintegrated
elastomer, and in particular the layer thickness of and/or slices that are cut off can be redubed. The
object is achieved accor jng to th.e invan.tion by a method for disintegrating an elastomer
featuresofclaimandadisintegratorTor   .sintegr..nq an eiastomer with the features of claim. 1s. the case
ofhod accord:to the invention for disintegrating. an elastomer, in parttcular at least one elastomer
strand, the elastomer is moved, in relation to .cutting  tobl over a base toward the cutting tooi, t.ha
cutting tool having a cutting w dqe a cutting edge and a rake face adjoining the 25 cutting.. edge.
According invention, once tna cutting wedge comes into contact with the elastomer, the elastomer is
i.ntial ly at least partially compressed only by the rake face between the rake face and tha 



before the cutting edge cuts through. the 30elastomer. The movement of the c utt.ing wedge of the
cutting tool takes place in relation to the elastomer in a. way that. initially avoids linear contact of the
cutting edge with the elastomer, and instead there is surface-area contact of the rake face with the
elastomer. The surface-area contact of the rake face with.. t.he elast.omer has the effect that the force
of. tne cu ina  - 3 - wedge acting on the elastomer is initially distributed over the relatively large rake
face, so that initially a low force per unit area acts on the elastomer in comparison with a linear contact
via the cutting edge. This avoids spontaneous evasion of the elastomer. At the same time, the force
per unit area gradually increases during the further movement of the cutting wedge, but the larger area
causes a higher frictional force between the cutting wedge and the elastomer to be 10 achieved in
comparison with a force applied linearly via the cutting. edge.higher friction avoids the possibilitythe
elastomer can move flexibly away from the cutting wedge due to stretching effects undor the
increasing loading.. Only at a later point in time when the eiastomer has been sufficiently compressed
by the rake face. between. the rake face and the base can the cutting wedge roll on the elastomer in
such a. way that substantially only the cutting edge of the cutting wedge is in con tact the eiastomer,
wh..erehy part of 



20 the elastomer cait oe cut off by the rutting wedge on account of the high shearing forces at the
rutting edge. The cutting off of the elastomer may in this case take place after an initial holding by way
of compressing and/or clamping of the elastomer between 20 the rake face and the base by means of
wedge cutting. or knife cutting, in particular by single-edged wedge cutting on an anvil, it being
possible for the single-side wedge cutting edge to be formed by the cutting 4e of the cutting wedge
and the anvil to be formed by 30the base. As a result., in a. state in which it elastically fli.pped up high
from the base, the elabtomer stpand can be captured by the rake face on the flat rear side of the
cutting wedge, then be pressed against the base and, in a position in. which the elatomer strand can
substantially no longer elastically evade it, be cut by rolling of tne cutting edge on the partially
compressed elabtomer strand and moving of the cutting wedge through the elastomer  strand. in a
wedge -like manner. The cuttinu edge of the cutting wedge may be moved past the base acting as an
anvil, a. minimum distance s of the cutting wedge from tile base being in. particular 10 pm. hi s S. 2
mar,  5 preferably 50 pm h= s 1 mm, more preferably 150 pm hi s h: 700 pm and paxticularly
preferably 300 pm S. s 5 500 pm. During the movement of the cutting wedge past the bas the cutting
edge is in particular net substantially parallel to the surface of the base but angled in relation. to t le
surface of the base, so an angle bisector taken through the cutting edge is angled with respect to the
surface of the base preferably by an angle a of 15 h' a 5. 900,in patticular 30 h: a60, more preferably
40 5 a ic 55 and particularly preferably < a< 50. The cutting off of the elastomer, for example by
single-edged wedge cutting, takes place in this case by means of one outXing edge, and consequently
without an opposing edge, whereby the maintenance costs for a second 20  cutting edge can be
avoided. The fact that:. evasi.on of the elastomer can be avoided as a result of the surface-area
contact by way of the rake face during the compressing of the elastomer means that it is possible toa
chieve particularly small layer thicknesses or the 25 pieces that are cut off from the elastomer,
whereby a particularly large specific surface area, that is to say outer area per unit weight, is obtained
for the disintegrated elastomer. The method is suitable in particular for disintegrating a. latex strand of
butyl 30  rubber or ch.loroprene rubb.er, in order for example to be able to produce a latex-"Jased
adhesive. Furthermore,         possible to disintegrate more than one elastomer strand at the same
time., in that for example two or more elastomer strands are fed next to one another to criE same cutti
wedge of the cutting tool, If two or more elastomer strands are fed in, the disintegration capacity can
be increased. correspondingly. 



The movements of the elastomer and thp movement of the cutting wedge are preferably adapted to
one another in such a way that slices that are cut off from the elastomer have a thickness t of t C 1.5
mm, in particular t < 1.2 mm, preferably t C 1.0 mm and particulardy preferably t0.8 mm. On account of
the particularly slender.5.ises of the pieces that are cut off from the ei stomer, a correspondingly large
surface area is obtained for the pieces cut 10 off from. elastomer. The slices that are cut off have in
5-cular a mini ness t of t la 0.2 mm, preferabiy t > 0.4 mm and Particularly preferably t > 0.6 mm, in
order to facil.itate the handling of the slices th.at are cut. c?ff from t e elastompr as bulk material In a
preferred embodiment, the elastomor has a cut end facing thp cutting tool, an oscillation between a.
bottom dead center, assigned to the base, and a top 20 dead center, remote from the base, being
imparted to the cut end of the elastomer by the cutting of the cutting topd, and the cutting wedge
contacting the elastomer substantially whenever the cut end is substantially at the t.od dead center.
The oscillation of the cut end ofne elastomer, in pa.r tic ular the amplitude of the oscill lion, may bp
dependent on the distance of the cut end of the elastomer from the nearest clamping or fixing of the
elastbmer, for example of a. conveying roller. As a result, it may be 30  that the oscillation of the cut
end, in particular the amplitude, can be influenced by the arrangpppnt and/or config urati.onof the roller
for the conveyance of the elastomer, for example a. roller arranged directly at the cutting tool and/ox
the cut end being able to bring about a smaller amplitude of the cut end than a roller further away from
thp cutting tool and/or the cut end_ The distance of the roller from the end and/or ins case
subetent5ependent on  the diameter of the rolle_r. In particular, tne contact of the cutt ng wedge with.
the elaptomer takes place with respect to the top dead center of the out end with a phase shift (p of y
+15, in particular y < +8 and. 5pa.r. ticularly preferably cp2. The fact that the rake  of the cutting wedge
contacts the elastomem ntially at Ltop dead center of the imparted up oscillation means that initially
only small 



r         forces are exerted by the. rake face on the eiastomer, 10avoiding evasion. of the elastorner.
Compressing of the elastomer or takes place to a comparatively slight extent, if at all. As soon as the
elastomer comes into contact with the base a.t the bottom dead center, an abutment, act example as
an any 1.3. against which the elastomer be pressec1 b' ing wedgo in order to compress the eiastomer,
is formed by the base. The compressing of the elastomer and the cutting of the           ner can than
take place in a pamttculaxly short. t.ime period, so tha a substantially no blockages and/or
20longitudinaloscillationsoccurevenwith continuously fed elastomer. Since the actual cut ti ng only
takes p 5fle in a particularly short time interva a straightfCirm cut is obtained.makes e to produce the
slices that are cut oft from 25 the elastomer with a uniform consistent. quality over a. relatively long
time period. This makes it easier. to maintain required product gdalities with respect to the specific
surface area of the pieces that are cut off the elastomer at low cost. 30 An angl.e u-1 the rake faceand
the inof -m ._ _ e,                                                            bacpi,nni.nc Of the contact of one curt1ng
wedge amd the alas me- i51 3 < u 'nil 40, in particular 20 -3 a--.< 35 and preferably 25 35< a < 30.
With suchang:e a, a substantially 



parallel alignment of the rake face w:,the contacted aur fac.e of the e'astrobler in obtained when the
rake face l'i-nts inio non5ac5 -.HIM fite 8bast)mer. nus takes  into acin parti.cul.ar the fact that, on
account of its own elasticity, the elastomer has sprung up from the base after a prior cutting. operation.
If the cutting tool is operated in a rotary manner, the center point of the rotary movement can be
chosen particularly easily such that a rolling movement of the cutting wedge on the elastomer causes
the cutting edge to be in substant illy exclusive contact with the elastomer exactly Atended begi.nning
of the actual cutting process. gg of the5omer withor tine    cutting edge preferably comnssnces at a
pressure p below aepkforthebeginning.ofstrain 15 crystall1zations of the ci astomer, where in
particulam 0.20 e. p/pk h5- 0.95, preferahly 0.50 'A p/pk0.90, more preferably 0.6p/pk e: 0.85 and
particularly preferably 0.7 5; p/p .t. 0.80.As a result, a strain crystallisation of the eiastomer could
change the product 20 propert s of the pieces that: are cut o A: is reliably avoided. At the same time, it
is possible to compress the elastomer with of the rigid rake flace to a pressures t. below the strain
crvstaili.zntion, whi makes a oartic.ularly high frictional force possible and ww also pre an last.ic
evasive movement, of the elastomer in the case or particularly small layer thicknesses. This makes it
possible i..n the actual cutting process for particularly slenderices to he 



cut off cleanly from the elastemer with f'aid of the 30 cutting edge of the cutting wedge. Thethe cuttin g
wedge comes into contact:. with, the elastomer part. cularly preferably on a. peripheral surface of the
elastomer. Contact of the cutting wedge with an end face of the elastomer facing the cut tinci to ci is
thereby avoided. This ensures that the chips that are cut off from the  )mer are a substantAoroi. es
constanth. okn.ess ahh no irregularly outdo corners. In part" dui, the cutting edges of two successive
cutting wedges a.re at a. distance D, where, with respect to an effective diameter d of the elastomer, th
distance D is D/d hi 8.0, in particular 1.5 hi D/d 6.0, preferably 2.0D/d4.0 and particularly preferably
D/d 3.0 + 0.5. This ensures that, with a moderate advancing rate for the elastomer in relation to the
cuttinq tool, sufficient material of the elastomer gets between the cutting edges of two successive
cutting wedges in order to make a clean. cut possible. At thd same time, it is possible to provide a
15sufficiently large spabd between two successive out 



wedges to be able to transport away from the elastbmer Is out oft from the elastomer. It may in be
possiblethe advancing rate of the     o me tb me 5yno.h.ronl sad with the rotational speed of forn
example a. rotating cutting tool in dependence on the m properties of elastomdr, in particular thd 25 In
partioular, the cutti na.s    ,---,f the outt.ing we.d.ge of 1.0 m/s IC v ihr, 50.0  m/s, in oartiouiar10.0
m/s35.0 m/s, pre.rer.cb 20.0 m/s 5 a 88-. 30.0 m/s and particularly prefera 25,0 m/s < a hi, 27.0 m/s.
The circumferential. sp s substantialto thd cutthnq speed when piecd from the elastomer and is
chosen. such taking into account the elasticity of the of thd elastomer can take
problems.Onaccountofthe eiastomer, the elastomer has a                   ma.asureci in accordance with
DIN 53518, of in partici ar < 30%, preferably 5 25%, More pxefhxably 205 and paTla.preferably 5 15%.



Particularly preferably, the cutting tool rotates about a. center point, the center point being offset in
relation to a center line of the elastomer substantially perpendicularly to the direction of 5 movement of
the elabtome by a distance s, where in particular the distance s with respect to the effectise diameter d
of the elat.o. is 0.4 < s/d < preferably 0.45s/d ti 0.6 and part.iicularly preferably 0.5  s/d t0.55. The fact
that the center point of the 10rotating-cutt.ingtoolisarrangedoff-centerin    Lation. to the elastomer, in
particbiar of a twisted elastomeb strand of chloroprene rubber, mbdhb that it is easier. to achieve the
effect that the cutting wedge exerts a force on the elastomer initially only with its rake face and only
later with a cutting edge. The cutting tool is in particuldr offset by the distance s counter to the direction
of gxavitational sorcb. This creates aucrtaonal space below the cutting tool in the direction of
gravitational force to _low the pieces 20that are cut of fromtastemer to be a. ransp:orteci the elastoffer.
Therakefaceispreferablyadinthe       circumferential direction by an angle prelation to 25 a radius of the
cutting tool running though the cutting..cewhere in particular 20 _S". p40, preferably 25  p _c.. and
particularly preferably p = 30  2.5. The inclination of the rake face allows a. suitable rolling
movementthe cutting wedge on the 30elastombr to be set. Part id1eferlanE1:LcC5L.OTT1EHL 



particular cbioroprene rubber,twi f-H into a strand before the cutting. The twistivg of the el- astomerfilm
provides the resultant strand with sufficientlyhigh strength in order that individual pieces can be cut off
from the strand,  - 10 - The i nvenr.ton also relates to a disintegrator for disintegratTng a.n elastomer,
in particular an elastomer strand, which is suitable in particular for carrying out the methhd described
above. The disintegrator has a cutting tool for cutting off slices from the elastombr, thb cutting uhit
having a cutting wedge with a cutting edge and a rake face adjoining the cutting edge. The
disintegrator also has an advancing device for moving the elastomer (Due: a base tbwaxd the cutting
unit 10 According to the invention, the advancement of the advancing device and the geometry of the
cutting tool are made to match one another in such a way that, once the cutting wedge comes into
contact withthe elastomer, the elas hmer is intially at least pa.rti a.11y comress ed only by the rake
face betweeh the rake and the base, before tcutting edge cuts through e]..astcThe base may take the
form of a fixed mouh.ncl on one side, for example in the form of a piate, for the feeding of the
eiastomer. For 20rein,' the case of sing1eedged wedge cuttink of the. elastomer by cutting edge of. the
cutting wedge, the base may bb formed as an anvil. The fact that the elhshmer is mi 'Ci.a.Lay
compressed by way of thb rake. race, which has Tap ec surface area in compar s the cuttir g. edge,
meansan elasevasive movement of the elastomer is avoided, so that particularly thin slices can be cut
off from the elastomer and a particularly large specific surface area is obtained for  e pieces that ape
cut off from elastomer. In particular,he advantages that can     ach.i evecicn the has is of the method
described above canrchieved withthe disintegrator. ine dis.int.egrat or may in particularformed and
developed 



e way described above on the basis of the method. The disintegrator is suitable in part.rcurar for
disintegra.t.ing P latex strand of butyl runbir Of chioropre der for example. to be able to prodlice a latex
ased adhesive.           fibular, the position of the cutting tool in relation to the base can be set with the
aid of at least one adjusting device. With the aid of the adjustihg device, the position of the cutting too]
in the vertical direction and/or horizontal direction can be set in particular, whereby it is possible to
adapt the compressing and cutting- mbveme t of the cutting wedge in dependence on the elasticity
and effective 10 diameter of the elastome Thb adjusting device may for example have a. r an
t.enc..ngd plate which is connected to the babe and/or to one cutting tool anc nas at least onb slot, so
that., with the aid. of screws, thb base and/or the cutting tool can be fixed in. various 15positions in a
way corxesponding to thcc con.fl.gu.rat.ion of the slot. Particularly preferably, the cutting "opt is
rotatably mounted. and in paxticular provided. wi.t.h exchangeable 20 cutting wedges. The cutting
wedges may for example be configured as exchangeable inserts, which. can be quickly exchanged
and can be detachably connected to the cutting tool. The cutting wedges may in oartic.ular he
exchangeably screwed to the cutting tool. The inventionoTates to an elastombr 4-hrch cah be
produced from chloroprene rubber and has a thickness t of t < 1mm, in particular2 mm, preferably t 6
1.0 mm and particularif < 0.8 mm. Therly slender thickness t oroctoces a c.rrespondincly large specific
surface area for ,fomerfor example find acce rate di s so ludstomer slicea solvent, in parficulax for
theroductibnan 35 adhbsive. The eiastomer slice has .in paditbeular minimum th cknes a - of t > 0.2
Ern, prc.cferabry t > 0.4 mm and particu> 0.6 ITorder to a- thethe elastombr slice as oulk.  



- material.The elastomer slice can preferably be produced by the method described above. In
particular, the elastomer slice can be produced with the aid of the disintegrator described. above. The
elastomer slice may in pamtdculam be formed and developed in the way described above on the basis
of the method and. the disintegrator. In particular, the elastomer slice that can be produced from a
twisted strand of chloroprene rubber has a dens.ity p of p - 1.23 g/cm......  0.02 g/cF33 . 10 The
e.astomer slice i.s in particular formed as a substantiallyn2larvey-lindrical slice, the elastomer slice
having in particular a diameter d of 1.0 -d 10.0 cm, preerably 2.0 cmd < 7.0 cm, more preferably 2.5
cm 52 d 5 4.0 cm and preferably0 cm t 0.3 cm. Tn the cas slice preferan..ry area S, 22= 1.73 , 'c ness t
= 1.0 mm, t mass-related specific kg  0.2 md/kg In the c ase of  



.ckness t - 2.0 mm, a corresponding elastomer may nave a mass-related specific surface area S" of S"
0.92 nd/kg. In the case of a thickness t = 4.0 mill, a correspondingstomem slice may have a
mass-relatec 25specific surfa.ce areas1. of= 0.51 mr/kg, corresponding edastomer slice with a
t..hi.ckness 8.0 mm would merely have a mass-related smmc surface axea S, of S, = 0.31 md/kg. In
comparison wi.. tn an elastomer kiie with a. thickness of t = 4.0 milk, the mass-related specdfsurface
areaSll, of the elastomer s ice according to Tine inventionthe case of         ess of t = 1.0 mm is in any
case. about 3.4 times greater and,rison with an elastomer slice with a3k3less of t8.0 mm, the
mass-related specific Rsurface area C of the elastomer slice acc.ordinq to the invention. in the case of.
a thickness of t = 1.0 mm is even about. 5.5 times greater. The mass-related specl surface area 5, is
determined in particular according. to  - 13 DIN ISO 9277:2003-05 Determwon of thesoecific surface
area of solide by gas adsorption u.sino the SET method (ISO 9277:1995). The invention Is explained
in more detail. below with reference to the appended drawings on the basis of a. preferred exemplary
embodiment. In the drawings: Figure 1 shows a schematic sectional view of disintegrator; Figure 2
shows a schematic view of a dptaof. the 15disintegrator from Figure.in a first 



position; Figure 3 shows a schematic view of a detail of the disintegrator from Figure 1 in a sec,on.d
20position; Figure 4 shows a schematic view disintegrator from position; of a detail of the a third  re 5
shows a sc h'.ernaL..ic view of a detaii disintegrator from Figure 1 infourth position; 30F.igure 6 shows
a schematic disintegrator from uosittsn; and   The disintegrator 10 that is partially represented in
Figbre 1 has a. rotating cutting tool 12, to the circumference of which multiple cutting wedges 14 in the
form of exchangeable inserts are attached. With the  S aid o.f an advancing device 16, an elastomer
20 (not represented) can be moved by way of ah advancing element in the form of a driven roller 18
over a base 22 toward the cutting tool 12. The roller 18 may have in particular radially outwardly
protruding teeth, 10 which can press themselves sombwhat into the el.astomen to be integrated, in
order that the elastomer does notunintentiona.l.iyslipbackwardduringthe dis integration. The base 22
can be adjusted in height with thb aid of screwed connections 2.4. The pieces that 



15 are cut off from the elastombr 20 may be directed by way of a ram. 26, for example to a collecting
container (not represented). Asesented in F..qure 2, at the beginning of the  20 cutting operation, a cut
end 28 of 21 .e elastomer 20 facing the cutting tool 12 is located at a top dead center, which is located
substantially at the maximum distance away from the base 22.A rake fac.e 32 of the cutting wedge 20
ining a cutting edge 30 is  25 substantially par all to a peripherbl surface 34 of the elabtombr 20 in the
upper region of the cut end 28. As representbd in Figure 3, the rake face 32 makes substan.thally
surface area contact with the peripherad surface 34 of the elastomer 20 located at the Top dead
center. As represented. in Figure 4, the elastombr 20 ' pressed by t e _ace 32 of the c-ut.ting
downward onto the base 20. As represented in          .s case th.e elaseomer 20 may be aoreaoy
compressedi As .represented in Figure 6, at the moment when the compressed elastomer 20 arrives
at the base 22, so.hst antiallv only the cutting edge 30 can be In contact with the elastombr 20. As
representee Figu after that thecutting takes place, by which  a. piece in the form of a slice is cut off
from the elastomer 20. Since the elastomer is continuously replenished by the advancing device 16, in
the situation represented .in Figure 7 the elastomer may already be pressing with, its peripheral
surface against the cutting wedge 14 with some force and, after the cutting off of the piece in the form
of a sli.ce, spring upward until the cut end 28 has again reached the top dead center. The next cutting
wedge 14 can subsepuently repeat the cutting process Luau is represented n Figuxes 2 to 7.  Claims
A method for disi..ntegrating an elastomer (20), particular at least one elastomer strand, in. which the
elastomer (20) is moved in relation to a. cutting tool. (12) over a base (22) toward the cutting tool (12),
the cutting tool (12) having a cutting wedge (14) with a cutting edge (30) and a rake face (32) adjoining
the cutting edge (30), and once the cutting wedge (14) comes into contact with the elastomer (20), the
elastomer (20) is initially at least partially compressed only by the rake face 15 (32) between the rake
face (32) and the base (22), before the cutting edge (30) cuts through. the elastomer (20). 2. The
method as claimed, in claim 1, characterized in 



20 that the movement of the elastomer (20) and the movement of the cutting wedge (14) are adapted
to one another in such away that slices that are cut off from the elastomer (20) have a thickness t of t
1.< 1.5 mm, in particular t 5.( 1.2 mm, preferably t 521 1.0 mob and particularly preferably t < 0.8 mm.
The method asclaimedclaimIor2, characterized in that the eiastomer (20) has a cut end (28) facing the
cutting tool (1 an oscillation between a bottom dead center, assigned to the bas (22), and a top dead
center., remote from the base (22), being imparted to the cut end (28) of the el.astomer (20) by the
cutting of the cutting tool (1 abd the cutting wed (14) contacting the eiabtomer (20) ubstant2.. ally
whenever the cut end (28) is substantially at the tom dead center, n contact of the cutbd wedge (14)
with the a lastomer (20) in particular taking  - 17 - place with respect to the top dead center of the cut
end (28) with a. phase shift 9 of 9 k3b., 15, in. particular 98 and particularly preferably 9 2. 4. The
method as cladmed in one of claims I to 3, characterized in that an angle a between the rake face (32)
and the base (22) at the point in time of the beginning of the contabt of the cutting wedge 10(14) and
the elastomer (20) is 15 6 a. < 40, in particular 20 6 a s: 35 and preferably 25a 5._ 30. 5. The method
asaimedone of .4_alims 1 to 4, characterized in that the cutting of the egastomer (20)with the a.id of
the cuting edge(32) commences at a preosure p below a pressurefor the beginning of
straincrystallization of the elaPtomer (20), where in particular 0.20 < p/ink _C 200.95, preferably 0.50 <
p/pk < 0.90, more preferably 



0.6 < p/pk0.85 and particularly preferably n . 7 L,/< p/pk _ 0.80. 6. The method as claimed in. one of
cl.aims 1 to 5, 25characterized in. that the rakface (32       Hng wedge (14) comes into contact. with
Mhb eJ.astomer (20) on a. peripheral. suhface ( 4 the elastomer (20). The method asimed. i.n one of
claims 1 to 6, characterized. in.the cutting edges (30) of two successive cutting wedges (14) are at:. a.
distance D, where, with respect to the effective diameter d of the elastomer (20), the distance D is 1.0
6 D/d < 8.0, in particular 1.5 < D/d 6.0, preferably 2.0 Did 6 4.0 and art.icularly preferably Did = 3.0 0.5.
- 18 - 8. The method as claimed in one of claims I to 7, characterized in that the cutting edge (30) of
the cutting wedge (14) has a circumferential speed v of 1.0 m/s < v 5 50.0 m/s, in particular 10.0 m/s
S- v < 35.0 m/s, preferably 20.0 m/s 5 v 5 30.0 m/s and particularly preferably 25.0 m/s 5 v 5 27.0 m/s.
The method as claimed n one of claims 1 to 8, characterized in th.at the cutting tool (12)tates 10about
a center point, the center point being offset in relation to a center line of the elabtomer (20)
substantially perpendicularly to the direction of movement of the eaastorner (20) by a distance s,
where in parcacuaar the distance s with respect to the effective diarn.eter d of the elastomer (20) is 0.4
5 s/d 5. I 0, preferably 0.45 5 s/d. 5 0 and particularly preferably 0.5 < s/d 5 0.55. 



CO. The method as clai.rned i.n one of claims I to 0, characterized that the rake face (32) is inclined in
the circumferential direction by an    in particular 20 5 3 5 40, preferabi25 5 p 2535 and particularly
preferably= 305. The method as claimed in one of claims 1 to 10, characterized in that an eiastomer
film, in cart..icularchl. oropzcne rubber, is twisted into a strand before the cutting. A
disintegdisintegrating an e. &stonier  (20),inpa.r ticularanelastomerstrand,in particular fedi carrying out
the method as clairned 3:5in one of claims 1 to II, having  cutting wedge (14) wi.th a cutting edge (30)
agd a rake face (32) adjoining the cutting edge (30), and an advancing device (16) for moving the
elastomer (20) over a. base (22) toward the cutting tool (12), the advancement of the advancing device
(16) and the geometry of the cutting tool (12) being made to match one another in such a way that,
once the 10 cutting. wedge (14) comes into contact with the elastomer (20), the elastomer (20) is
intially at least partialsy compressed only by the rake face (32) between. the rake face (32) and the
base (22), before the cutting edge (30) cuts throuqh the elastomer (20). 


