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the coated metal plate or cut off from the latter.
3. Aprocess according to claim 2, characterised in that the cutting process is carried out in
the way of an erosion process, preferably by wire electrical discharge machining.

15 4. A process according to any one of claims 1 to 3, characterised in that the area, in which
the cutting edge(s) is/are to be located, is brought to its desired form by a cutting and/or grinding
process.

5. Aprocess according to any one of the preceding claims, characterised in that the metal
plate is provided with a continuous powder coating.

20 8. A cutting tool blank for the production of a cutting tool which aids the metal-cutting
machining operation of metal tools, characterised in that, in the area in which the cutting edge(s)
is/are to be located, a cutting tool blank has a non-specific form with regard to metal-cutting
machining.

7. Acutting tool blank according to claim 6 characterised in that it is subjected to a cutting

25 andlor grinding process in order to form lateral faces, of which at least one can be ground to produce
at least one cutting edge.

8. A cutting tool blank according to claim 6 characterised by at least one surface
(longitudinal face (3)) provided with elevations (5) and depressions (7).
9. Acutting tool for metal-cutting machining operations of metal work pieces, manufactured

3 in a process according to any one of claims 1 to 5, characterised in that the cutting edge(s) is/are
formed in such a way that it/they can be used as chisel, a lathe tool, a thread-cutting tool, as a cutting
tool for a drill and/or reamer.
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