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Description

Cross Reference to Related Applications

[0001] This application claims priority to and the benefit
of United States Provisional Patent Application No.
62/703,944, filed on July 27, 2018.

Background

[0002] A powered surgical saw system having a sur-
gical saw blade may be used to remove tissue, including
bone and cartilage during a surgical procedure. Powered
surgical saw systems, including surgical saw blades,
beneficially aid surgeons in performing orthopedic sur-
gery. There is a need for an improved surgical saw blade
that facilitates improved surgical precision and efficiency
and of a method of making an improved surgical saw
blade.

Document US 2004/0243136 A1 discloses a surgical
saw blade that is operatively coupled to an oscillatory
power tool for oscillation about an oscillation axis
(OA) and a plurality of cutting teeth are separated
from one another by a clean out opening along a
distal end. Each tooth presents oppositely disposed
cutting edges extending transversely to the aide fac-
es and offset in opposite directions from each other.
Each cutting edge has a length equal to the thickness
(t) of the blade. One cutting edge protrudes a dis-
tance (de) from one side face of the blade and the
other cutting edge protrudes the same distance (de)
from the other side face of the blade. The offset (de)
provides for cutting a groove having a width (dg) wid-
er than the thickness (t) of the blade. Each tooth in-
cludes a V-shaped valley between the cutting edges
thereof with the apex of the Valley disposed on the
centerline (c/l) of the tooth.

Document US 5,002,555 A discloses a gall-resistant
ribbed surgical saw blade. The blade includes lon-
gitudinal ribs extending outwardly from the opposed
faces thereof, which combine to define a local blade
thickness greater than the width of the lateral exten-
sion of the teeth thereof. The ribs are sized and con-
figured to slidably engage a precision slot in a guide
means designed to be used to guide the blade in
cutting movements.

Document US 2003/0199880 A1 discloses a bone
saw blade and a method for manufacturing a bone
saw blade. The bone saw blade includes a blade
body having a cutting section, a hub section and a
shank located between the cutting section and the
hub section. The blade body is first formed having a
substantially uniform Rockwell hardness between
approximately RC 49 and RC 63 throughout. Next, a
cathodic arc process is used to coat the cutting sec-

tion with a hard, wear-resistant metal nitride coating.
During the coating process, ion impingement on the
surface of the cutting section creates heat that ben-
eficially anneals the cutting section. Significant an-
nealing of the shank and hub section is prevented
during the coating process by stacking the blade
bodies together with blade blanks that are formed
without cutting sections.

Brief description of the drawings

[0003]

Figure 1 illustrates an example powered surgical saw
system.
Figure 2 is an exploded view of the example surgical
saw system of Figure 1.
Figure 3 is a top view of an example according to
the invention of a surgical saw blade of the example
saw system of Figures 1 and 2.
Figure 4 is a sectional view of the saw blade of Figure
3 taken in the direction of arrows 4.
Figure 5 is a broken-out top view of an alternative
example blade having an alternative blade hub.
Figure 6 is a top view of an example thermal transit
core of the saw blade of Figure 3.
Figure 7 is a sectional view of the thermal transit core
of Figure 6 taken in the direction of arrows 7.
Figure 8A is a perspective view not forming part of
the invention of an example saw blade thermal man-
agement system of the example saw system of Fig-
ures 1 and 2 with an example passive heat sink.
Figure 8B is a combined perspective and schematic
view of an example saw blade thermal management
system of the example saw system of Figures 1 and
2 with an example active heat sink.
Figure 9 is an exploded view of an example blank
sheet assembly for use in the fabrication method ac-
cording to the invention of the example saw blade of
Figure 4.
Figure 10 is a top view of the example blank sheet
assembly of Figure 9 in an assembled condition.
Figure 11 is a sectional view of the example blank
sheet assembly of Figure 10 taken in the direction
of arrows 11.
Figure 12A is a top view of an example saw blade
blank in an example first condition, as may be formed
from the sheet assembly of Figures 10 and 11.
Figure 12B is a top view of the example saw blade
blank of Figure 12A in an example intermediate con-
dition.
Figure 12C is a top view of the example saw blade
blank of Figures 12A and 12B in an example com-
pleted condition.
Figure 13 is a top view of an alternative example
according to the invention of a surgical saw blade of
the example saw system of Figures 1 and 2.
Figure 14 is a sectional view of the saw blade of
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Figure 13 taken in the direction of arrows 14.
Figure 15 is an enlarged sectional view of the portion
of the blade of Figure 14 in circle 15.
Figure 16 is a top view of another alternative example
according to the invention of a surgical saw blade of
the example saw system of Figures 1 and 2.
Figure 17 is a sectional view of the saw blade of
Figure 16 taken in the direction of arrows 17.

DETAILED DESCRIPTION

[0004] The saw blade according to the invention com-
prises a thermally conductive core and beneficially allows
cutting at a lower blade temperature than known blades.
The blade temperature may be further reduced with the
use of a supplemental heat sink at a blade mount.
[0005] The surgical saw blade according to the inven-
tion includes a cutting edge, a proximal portion, and a
body portion. The cutting edge has a plurality of teeth
and is substantially entirely formed of a first material hav-
ing a first thermal conductivity. The proximal portion in-
cludes a blade hub. The body portion is disposed be-
tween and connects the cutting edge and the proximal
portion. The body portion includes a thermal transit core
formed of a second material having a second thermal
conductivity at least twice the first thermal conductivity.
The core has at least two opposed longitudinally extend-
ing first core surfaces extending across a width of the
core. The body portion includes at least two opposed
longitudinally extending first flanking members respec-
tively disposed over the longitudinally extending first core
surfaces.
[0006] The cutting edge may be formed of steel and
the longitudinally extending flanking members may be
formed of steel.
[0007] The cutting edge may be formed of steel and
the proximal portion may be formed substantially entirely
of steel.
[0008] The cutting edge may be disposed at a distal
end of the blade. The cutting edge may be formed of steel.
[0009] The cutting edge may be disposed at a distal
end of the blade. The saw blade may be substantially
symmetrical about a longitudinal axis extending from the
blade hub to the teeth.
[0010] Steel sheets may be disposed over the first and
second surfaces of the thermal transit core to provide the
flanking members.
[0011] The cutting edge may be formed of steel. A pair
of opposed second flanking members may be formed of
steel. The second flanking members may be connected
to the first flanking members and extend along each of
two opposed second surfaces of the thermal transit core
extending across a thickness of the thermal transit core.
[0012] The cutting edge may be located on a distal end
of the saw blade opposite the blade hub. The body portion
may comprise more than half of a length of the saw blade.
The surgical saw blade, including the proximal portion
and the cutting edge and the body portion, is substantially

planar and of a substantially constant thickness.
[0013] The thermal transit core may substantially com-
prise copper.
[0014] The thermal transit core may substantially com-
prise aluminum.
[0015] A surgical saw blade thermal management sys-
tem not forming part of the invention includes a surgical
saw blade and a blade mount. The surgical saw blade
includes a cutting edge, a proximal portion and a body
portion. The cutting edge includes a plurality of teeth sub-
stantially entirely formed of a first material having a first
thermal conductivity. The proximal portion includes a
blade hub. The body portion is disposed between and
connects the cutting edge and the proximal portion, and
includes a thermal transit core formed of a second ma-
terial. The second material has a second thermal con-
ductivity at least twice the first thermal conductivity. The
thermal transit core has at least two opposed longitudi-
nally extending first core surfaces extending across a
width of the core. The body portion includes at least two
longitudinally extending flanking members disposed over
the longitudinally extending first core surfaces. The blade
mount is in receipt of the blade hub of the blade and is
connected to a saw hand piece. The blade mount in-
cludes a heat sink.
[0016] The heat sink may be a passive heat sink.
[0017] The heat sink may be an active heat sink.
[0018] The heat sink may be an electrically actuable
active heat sink.
[0019] The thermal transit core of the system may sub-
stantially comprise copper.
[0020] The thermal transit core may substantially com-
prise copper.
[0021] A method of making a surgical saw blade ac-
cording to the invention includes the steps of forming
layers of a blank sheet assembly, forming the blank sheet
assembly, cutting a plurality of saw blade blanks, forming
a blade hub, and forming cutting teeth. The blank sheet
assembly includes a substantially planar first sheet of
steel, a substantially planar second sheet of steel, and
an intermediate layer disposed between the first sheet
and the second sheet. The substantially planar first sheet
is formed of steel and is of a first thickness and has a
first planar area. The second sheet is formed of steel and
has a second planar area substantially equal to the first
planar area and has a second thickness substantially
equal to the first thickness. The intermediate layer in-
cludes both steel incorporated into cutting edges and a
second material having a thermal conductivity greater by
at least a factor of two than the thermal conductivity in-
corporated into a thermal transit core in blades formed.
The first and second sheets are fixed to opposite sides
of the intermediate layer to form a blank sheet assembly.
A plurality of saw blade blanks are cut from the blank
sheet assembly with each blank having a thermal transit
core formed of the second material and a cutting edge
formed of steel. A blade hub is formed in a proximal end
of the blade blank. Cutting teeth are formed on the cutting
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edge of the blade blank.
[0022] The steel of the intermediate layer may be pro-
vided as a third sheet of steel including a plurality of reg-
ularly disposed pockets of a predetermined shape and
size formed therein. The second material may be provid-
ed as a plurality of thermal transit cores of substantially
the same size and shape as the pockets. The step of
disposing the thermal transit cores in the pockets of the
third sheet may also be included.
[0023] The steel of the intermediate layer may also
comprise at least part of the proximal end.
[0024] The first and second steel sheets may be weld-
ed to the steel of the intermediate layer.
[0025] The thermal transit cores may substantially
comprise copper.
[0026] A surgical saw system not forming part of the
invention includes a hand piece and a blade mount. The
blade mount is connected to a saw hand piece. The blade
mount is connected to a heat sink.
[0027] The heat sink may be a passive heat sink.
[0028] The heat sink may be a passive heat sink 32
with a plurality of cooling fins 74 extending from a heat
sink base 76. The heat sink base may be connected to
the blade mount.
[0029] The heat sink may be an active heat sink.
[0030] The heat sink may be an electrically actuable
active heat sink.
[0031] The surgical saw system may include a fan po-
sitioned to blow air across the heat sink.
[0032] Relative orientations and directions (by way of
example, upper, lower, bottom, rearward, front, rear,
back, outboard, inboard, inward, outward, lateral, left,
right, proximally, distally) are set forth in this description
not as limitations, but for the convenience of the reader
in picturing at least one embodiment of the structures
described. Here, "proximally" is understood to mean to-
wards the surgeon holding a saw hand piece 22, away
from the surgical site to which a surgical saw blade 24 is
applied. "Distally" is understood to mean away from the
surgeon and towards the site to which the saw blade 24
is applied.
[0033] The elements shown may take many different
forms and include multiple and/or alternate components
and facilities. The example components illustrated are
not intended to be limiting. Additional or alternative com-
ponents and/or implementations may be used. Further,
the elements shown are not necessarily drawn to scale
unless explicitly stated as such.
[0034] As illustrated in Figures 1 and 2, a powered sur-
gical saw system 20 includes the saw hand piece 22, a
pistol-type hand piece 22 being shown, that drives a sur-
gical saw blade 24. Other configurations for the hand
piece, e.g., a pencil-type, may be employed. The saw
hand piece 22 may include a driving motor (not shown)
for operably moving the saw blade, a power source for
energizing the driving motor, e.g., a battery or alternating
current electrical power from a wall socket, an operator
input control element that may be in the form of a finger-

responsive trigger 25, and a controller (not shown) for
regulating the power supplied to the motor responsive to
a displacement of the operator input control element.
[0035] The surgical saw blade 24 is selectively con-
nected to the hand piece 22 by a saw adapter 26 of the
hand piece 22. The saw adapter 26 may include a blade
mount 28 having an interface compatible with an example
blade hub 30, 30’ of the saw blade 24 of a shape shown
in Figures 3, or alternatively that of Figure 5. The refer-
enced saw adapter 26 may be selectively removable from
the rest of the hand piece 22 as illustrated in Figure 2.
An example hand piece including such an interface is
commercially available as part of the Stryker F1™ Small
Bone Power System. A saw blade heat sink 32, 32’, de-
scribed in more detail below and illustrated in Figures 8A
and 8B, may be incorporated into or joined with the blade
mount 28, and may also comprise part of a surgical saw
blade thermal management system 70, also described
in more detail below.
[0036] Figures 3 and 4 show the example surgical saw
blade 24 in detail. A proximal portion 34 of the blade 24,
disposed at a proximal end 36 of the blade 24, includes
the blade hub 30. A distal portion 38 of the blade 24,
disposed at a distal end 40 of the blade 24 opposite the
proximal end 36 and blade hub 30, includes a cutting
edge 42. The cutting edge 42 may include a plurality of
cutting teeth 44. A body portion 46 is disposed between
and connects the proximal portion 34 and the cutting
edge 42 of the distal portion 38. A longitudinal axis 48
extends from the proximal end 36 to the distal end 40,
substantially bisecting the blade 24. The saw blade 24
may be substantially symmetrical about the axis 48, with
opposing sides of the blade 24 across the axis 48 being
substantially a mirror image of the other. The blade 24
and its body portion 46, as shown in Figures 3 and 4, are
substantially planar and may be of a substantially con-
stant thickness. The blade may include reinforcement
features that may be in the form of a surface discontinuity,
e.g., a raised rib or ribs.
[0037] An alternative blade for use as a reciprocating
saw, not illustrated, may have a cutting edge extending
on a side of the blade parallel to the longitudinal axis 48.
Yet alternatively, the body portion 46 may have a non-
planar shape, e.g., a curved shape, with teeth at a distal
end, allowing the blade’s use for removal of an artificial
acetabular cup. The body portion 46 may have a length
L1 comprising more than half a length of the saw blade
L2. An example length L1 may be 24 millimeters ("mm")
and an example length L2 may be 36 mm.
[0038] The distal portion 38, and thus the cutting edge
42 and the teeth 44, may all be formed of a first material
that has a first yield strength and has a first thermal con-
ductivity. The first material may also be a biocompatible
material. As used herein, biocompatible means that the
so-described material or feature is not toxic or otherwise
harmful to human tissue. An example biocompatible first
material is stainless steel, type 440. Subsequent refer-
ences to steel and to stainless steel and to series 300
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and 400 stainless steel are inclusive of stainless steel,
type 440. A representative range of yield strength of stain-
less steel is from 450 to 1900 megapascals (MPa). A
representative range of values of thermal conductivity of
stainless steel is 12 to 45 Watts per meter-Kelvin (W/mK).
Other materials, e.g., other high carbon stainless steels
(e.g., 300 or 400 series stainless steel), tungsten carbide,
or titanium, may be used. The teeth 44 are illustrated as
being co-planar with the body portion 46. With the teeth
44 so oriented, the saw blade 24, when held in a planar
orientation, cuts a kerf (not shown) having a thickness
substantially equal to a saw blade thickness TS of the
saw blade 24. The thickness TS of the saw blade 24 is
illustrated in Figure 4. An example thickness TS is .38
mm. Alternatively, the teeth 44 may have tips angled
away from a plane of the body, allowing the teeth 44 to
cut a kerf having a width greater than the thickness TS
of the saw blade 24.
[0039] The proximal portion 34 may be formed of the
same material as the distal portion 38 (i.e., the first ma-
terial). One example proximal portion 34 includes the
blade hub 30 that includes mounting features, e.g., an
engagement arc 50 and a plurality of position-retention
slots 52. The engagement arc 50 aids in establishing a
fore-aft position, i.e., a distal-proximal position of the
blade 24 in the blade mount 28. The position-retention
slots 52 may receive interface elements (not shown) of
the blade mount 28 that retain the blade 24 in a rotative
position relative to the blade mount 28. One alternative
blade hub 30’ is illustrated in Figure 5. An engagement
arc 50’ is provided at a bottom of a receiving slot 54.
Opposed retention slots 52’ of feature 30’ are engaged
by compatible interface elements (not shown). The de-
scribed hubs 30, 30’ and their associated mounting fea-
tures are merely exemplary and not intended to be com-
prehensive, as many alternatives are well known and in
commercial use. Alternatively, the proximal portion 34
may share a laminar-type construction used for the body
portion 46, such laminar-type construction being de-
scribed below.
[0040] The body portion 46 includes a thermal transit
core 56 formed of a second material, e.g. copper, alumi-
num, composites, example composite materials includ-
ing diamond, synthetic diamond and carbon nanotubes,
having a second thermal conductivity greater than, and
at least twice the first thermal conductivity. However, ma-
terials having a high thermal conductivity may have a
much lower yield strength than materials well suited to
providing the cutting edge 42 and the teeth 44 thereof.
For example, a representative value of thermal conduc-
tivity of copper is 386 W/mK, more than 8 times the above-
cited thermal conductivity of stainless steel. But, a rep-
resentative yield strength of copper, at 70 MPa, is much
lower than that of stainless steel. And a representative
value of thermal conductivity of aluminum is 204 W/mK,
more than four times the above-cited thermal conductivity
of stainless steel. But, a representative yield strength of
aluminum at 95 MPa is also much lower than that of stain-

less steel. Accordingly, the body portion 46 may also in-
clude a pair of, i.e., two, opposed horizontal flanking
members 58 and/or a pair of opposed vertical flanking
members 60. The flanking members 58, 60 may be made
of a stiffer material than the material of the thermal transit
core 56, e.g., the same material as the distal portion 38
or the proximal portion 34, such as stainless steel. Such
flanking members 58, 60 may aid the transmission of a
cutting force from the blade mount 28 to the teeth 44 by
providing the body portion 46 with a greater lateral bend-
ing stiffness in a cutting mode of operation than would
be possible without the flanking members 58, 60. The
flanking members 58, 60 may extend longitudinally, i.e.,
extend in the direction of the longitudinal axis 48, from
the proximal portion 34 across the body portion 46 to the
distal portion 38.
[0041] The labels horizontal and vertical are used con-
sistent with the accompanying drawings only for the con-
venience of orienting the reader of this description. The
horizontal flanking members 58 may alternatively be re-
ferred to as, for example, the first flanking member, and
the vertical flanking members 60 may be referred to as,
for example, the second flanking members.
[0042] The core comprises a plurality of surfaces which
may include an upper horizontal surface 57, a lower hor-
izontal surface 59, and two vertical surfaces 62. One of
the horizontal flanking members 58, when incorporated,
may be disposed across the upper horizontal surface 57
of the core 56, and another of the horizontal flanking
members 58 may be disposed across the lower horizon-
tal surface 59 of the core 56. The upper horizontal surface
57 and the lower horizontal surface 59 of the core 56
each extend longitudinally, consistent with Figures 6 and
7, an entire length of the core 56. The two horizontal
surfaces 57, 59 are opposed to each other. The upper
horizontal surface 57 and the lower horizontal surface 59
as illustrated in Figure 7 are connected with each other
on opposed sides by the two oppositely disposed vertical
surfaces 62 of the core 56. The vertical surfaces 62 also
extend longitudinally along the length of the core 56. One
of the vertical flanking members 60, when incorporated,
may be disposed across one of the vertical surfaces 62
of the core 56, and another of the vertical flanking mem-
bers 60 may be disposed across the opposed vertical
surface 62 of the core 56 as shown in Figure 4. The core
56 may be alternatively formed without discreet vertical
surfaces 62, by, for example, providing the core with a
slightly convex cross section by providing one or both of
the horizontal surface 57, 59 with a radius, allowing sur-
faces 57, 59 to join to each other directly without an in-
termediate surface.
[0043] As with the context of the flanking members 58
and 60, the labels horizontal and vertical, as well as upper
and lower, are used consistent with the accompanying
drawings only for the convenience of orienting the reader
of this description. The horizontal surfaces 57 may alter-
natively be referred to as the first surfaces, and the ver-
tical surfaces 62 may be referred to as the second sur-
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faces.
[0044] A width W1 of the core 56 as shown in Figure
7 may be equal to a full width W2 of the saw blade 24
and the width W2 of the opposed horizontal flanking
members 58. Or, as may be seen in Figure 4, a width
W1 of the core 56 may be less than a width W2 of the
saw blade 24 and the horizontal flanking members 58 to
accommodate the inclusion of the vertical flanking mem-
bers 60 against the vertical surfaces 62. An example
width W1 may be 7 mm and an example width W2 may
be 9 mm. The width W2 may be greater than the width
W1 to allow the vertical flanking members 60 to be dis-
posed against each of the opposed vertical surfaces 62.
A distal edge 64 of the core 56 is engaged by the distal
portion 38 of the blade 24. A proximal end 66 of the core
56 may extend into the blade hub 30 to aid in a transfer
of heat from the teeth 44 as described in more detail
below. The thermal transit core 56 is illustrated in Figure
6 as including a positioning slot 68 employed in associ-
ation with the illustrated blade hub 30. The core 56 may
be formed without the positioning slot 68, and may have
the slot 68 formed as part of the saw blade’s assembly
operation as described in more detail below. Alternative-
ly, use of the blade hub 30’ shown in Figure 5 would not
require the provision of one of the positioning slots 68 in
the core 56.
[0045] The vertical flanking members 60 and inner
parts of the proximal portion 34 and the distal portion 38
may be formed as an integral unit, as described in greater
detail below.
[0046] There may be varying degrees of overlap of the
core 56 with the blade hub 30, 30’ that accommodate
both a desired ability of the blade hub 30, 30’ to transmit
force through the body portion 46 and to the teeth 44 and
to transfer heat energy through the blade hub 30, 30’.
Additional variations in shape besides those illustrated
in Figures 3 and 5 may be possible, e.g., extending the
core 56 to be under substantially all of the blade hub 30,
30’. So extending the core increases the area of the core
56 under the blade hub 30, 30’ and in proximity with the
blade mount 28 and thereby facilitates more rapid heat
transfer from the blade 24 to the blade mount 28.
[0047] The body portion 46 may be provided with a
biocompatible surface. When the core 56 is formed of a
non-biocompatible material, e.g., substantially pure cop-
per, a layer forming the biocompatible surface may be
provided by disposing the flanking members 58, 60 over
the upper horizontal surface 57, over the lower horizonal
surface 59 and over the vertical surfaces 62 of the core
56. The biocompatible surface may alternatively be pro-
vided by alternative types of layers, e.g., integrally formed
layers and coatings as illustrated in Figure 15 and de-
scribed below. The layer 72’ may be integral with the
thermal transit core 56. For example, if the core 56 is
formed of aluminum, the biocompatible surface layer may
be a layer of aluminum oxide, or an anodized aluminum
layer. Alternatively, the layer 72’ of biocompatible mate-
rial may be provided with other materials and coating

methods, e.g., deposition of polymeric coatings, electro-
plating of biocompatible metals, e.g., gold, deposition of
titanium nitride.
[0048] The surgical saw blade 24 may comprise part
of the thermal management system 70. The thermal man-
agement system 70 may include the supplemental heat
sink 32, 32’ disposed over and integrated into the blade
mount 28 as illustrated in Figures 8A and 8B. The heat
sink 32, 32’ is identified as a supplemental heat sink 32,
32’, as the blade mount 28 may have an inherent capacity
to act as a heat sink. The heat sink 32, 32’ may be a
passive heat sink 32 or an active heat sink 32’. The heat
sink 32, 32’ is connected to the surgical saw blade 24
through the blade hub 30 of the blade 24 and the blade
mount 28. Alternatively, the heat sink 32, 32’ may be
connected to the blade 24 by an intermediate heat trans-
port path, not shown. The thermal management system
70 comprise the heat sink 32, 32’ and may be independ-
ent of the blade 24 and the blade type, and may be used
with a conventional saw blade with beneficial effect.
[0049] Figure 8A shows an example passive heat sink
32 with a plurality of cooling fins 74 extending from a heat
sink base 76. Heat is transferred from the blade 24 to the
base 76 of the heat sink 32. Heat radiates from the fins
74 into the surrounding air. The heat sink 32 is identified
as "passive" as it requires no supplemental power to per-
form is function of absorbing and dissipating heat energy.
[0050] Figure 8B shows an example active heat sink
32’ as might be provided with an electrically actuable
active heat sink, e.g., a Peltier cooler 32’. The active heat
sink 32’ may be disposed over the blade mount 28. A
plurality of wires 78 may be used to connect the active
heat sink to an electronic controller 80 for power, and to
communicate a feedback signal from a temperature sen-
sor (not shown) at the blade mount 28 to the controller
80. Power from an electrical power source 82, e.g., a
battery, may be communicated by the controller 80 to the
Peltier cooler 32’ or other active heat sink. The controller
80 and the power source 82 may be the same as the
controller and power source incorporated into the hand
piece 22. Although not illustrated, such communication
of power and signals may be done wirelessly. The heat
sink 32’ is identified as "active" as it employs supplemen-
tal power, e.g., electrical power, to perform is function of
absorbing and dissipating heat energy.
[0051] An alternative active heat dissipation mecha-
nism (not illustrated) may supplement the otherwise pas-
sive heat sink 32 with a fan (not shown) positioned to
blow air across the fins 74. The fan may be electrically
responsive to an electronic controller.
[0052] One example method including a plurality of
steps to fabricate the saw blade 24 is described below
and illustrated in Figures 9 through 12C.
[0053] A sufficiently strong material, e.g., series 300
or 400 stainless steel, tungsten carbide, or titanium, is
identified and selected for use as the first material for use
in forming the distal portion 38, and thus the cutting edge
42 and the teeth 44, and the flanking members 58, 60.
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The first material may also be a biocompatible material.
[0054] A thermally conductive material having a signif-
icantly higher thermal conductivity than the first material
is identified and selected for use as the second material
for the thermal transit cores 56. Suitable materials for the
thermal transit cores 56 include but are not limited to
copper and aluminum. "Copper" as used herein includes
pure copper and copper-based alloys. Likewise, "alumi-
num" as used herein includes pure aluminum and alumi-
num-based alloys. Alternative thermally conductive ma-
terials may include other materials, compounds, com-
posites and laminates. For example, the second material
may include alternating layers of aluminum and copper,
or yet alternatively may include a fine mesh grid of steel
with copper filling the voids in the mesh disposed be-
tween the cutting edge 42 and the proximal portion 34.
Such example are illustrative and not intended to be com-
prehensive.
[0055] One example method of making the saw blades
24, illustrated in Figures 9 through 12C, includes the step
of forming a laminate in the form of a blade blank sheet
assembly 96 including the first material and the second
material, with a first layer 92, and a second layer 90, and
an intermediate layer disposed in-between.
[0056] The first layer 92 in the form of a substantially
planar first sheet 92 of the first material having an exam-
ple thickness T2 of .08 mm is provided. The first sheet
92 has a first planar area A1 that may depend on the
available manufacturing equipment suitable for forming
and processing the blank sheet assembly 96. The second
layer 90 in the form of, i.e., comprises, a substantially
planar second sheet 90 of the first material, also having
an example thickness T2 of .08 mm is provided. The sec-
ond sheet 90 has a second planar area substantially
equal to the first planar area A1.
[0057] The intermediate layer may include both the first
material, e.g., stainless steel, for incorporation therein,
and the second material, e.g., copper, for incorporation
therein. In one example method, the first material for the
intermediate layer may be provided as a third sheet 84
of the first material that may be of the first planar area
A1. The intermediate layer may also include a plurality
of cores 56 formed of the second material.
[0058] The first planar area A1 of the third sheet 84 is
sufficiently large to accommodate a fabrication of a pre-
determined number of saw blades 24, with twelve saw
blades 24 being an example number illustrated in Figures
9 and 10. A plurality of pockets 86, one for each of the
blades 24 to be formed, are formed in the third sheet 84
in anticipation of receiving thermal transit cores 56 there-
in. The example pockets 86 are of a predetermined size,
complementary in size and shape to the thermal transit
cores 56, with the pockets 86 being of substantially the
same size and shape as the cores 56. Accordingly, the
cores 56 are of substantially the same size and shape
as the pockets 86. By way of example, the third sheet 84
may have a thickness of .23 mm. The orientation of the
pockets 86 may be such that the utilization of the sheet

84 to produce blades 24 is maximized. Complete or per-
fect utilization would be 100%, with no waste of the third
sheet 84.
[0059] The pockets 86 may be formed by stamping, by
die cutting, by laser cutting and by any alternative suitable
forming method. The pockets 86 may, but need not, ex-
tend completely through the third sheet 84. The pockets
86 of the present example do extend completely through
the third sheet 84, in part because the example third sheet
84 is substantially the same thickness T1 as the example
cores 56.
[0060] The thermally conductive second material is
formed into a plurality of the thermal transit cores 56.
Figures 9 and 10 show twelve thermal transit cores 56
for the purpose of illustrating the concepts described
herein, but this number can be varied to suit the manu-
facturing methods and equipment and the capabilities of
such. One method of forming the cores 56 is to cut them
from a sheet of thermally conductive material. A sheet
(not shown) of thermally conductive material chosen as
thermal transit core material, e.g., copper, aluminum,
having an example thickness T1 of .23 mm, is provided.
The cores 56 may be cut from the sheet into a desired
shape and size. An example shape is shown in Figure
6, with thickness T1 shown in the sectional view of Figure
7. Cutting cores 56 from the sheet may be achieved by
any commercially practicable method, with example
methods including die cutting and laser cutting.
[0061] The thermal transit cores 56 may be placed into
the pockets 86 of the third sheet 84. The relative sizes
of the pockets 86 and the cores 56 may be selected to
provide a press fit of the cores 56 into the pockets 86, or
a slip fit to allow easy placement of the cores 56 within
the pockets 86. The use of a slip fit may be better suited
to use in arrangements in which the pockets 86 do not
extend entirely through the third sheet 84, or in which the
first sheet 92 of stainless steel, i.e., a stainless steel sheet
92, is fixed to a first surface 94 of the third sheet 84 prior
to insertion of the cores 56, with the first sheet 92 defining
a bottom to the pockets 86.
[0062] The first substantially planar sheet 92 is placed
over a first surface 94 of the third sheet 84, in alignment
therewith and is fixed to the third sheet 84. The third sheet
84 and the first sheet 92 may be connected by fixing,
e.g., welding, adhesively bonding, the sheets 84, 92 to-
gether.
[0063] The second substantially planar sheet 90 is
placed over a second surface 88 of the third sheet 84,
the second surface 88 being opposite the first surface
94, in alignment therewith and is fixed to the third sheet
84. The third sheet 84 and the second sheet 90 may be
connected by fixing, e.g, welding, adhesively bonding the
sheets 84, 90 together.
[0064] The vertical flanking members 60 comprise part
of the third sheet 84, connecting what will become inner
parts of the proximal portion 34 and the distal portion 38
that are also comprised by part of the third sheet 84.
Thus, the vertical flanking members 60 and the portions
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of the proximal portion 34 and the distal portion 38 formed
of the third sheet 84 are formed as an integral unit.
[0065] The cores 56 are now trapped in a first direction
between the first and second planar sheets 92 and 90
and in a second direction by the third sheet 84. Sheets
90 and 92 provide example horizontal flanking members
58 over the cores 56 in the finished saw blades 24. The
horizontal flanking members 58 provided by the sheets
90 and 92 may additionally beneficially aid in the retention
of the core 56 in the pocket 86 of the finished blade 24
during use of the blade 24.
[0066] In one alternative construction, the pockets 86
in the third sheet 84 do not extend completely through
the third sheet 84. After the cores 56 have been disposed
in the pockets 86, the cores 56 are retained therein by
fixing the second sheet 90 over the third sheet 84 as
described above. With the cores 56 so retained, there is
no need for the first sheet 92.
[0067] In yet another alternative construction, the first
and third sheets 92, 84 may be of equal thickness,
e.g., .19 mm, with each having pockets 86 formed therein
with a depth of each pocket 86 being of a depth substan-
tially equal to one half the thickness T1 of the cores 56,
e.g., .11 mm. The sheets 92, 84 are fixed together. The
cores 56 are disposed in the pockets 86 of one of the
sheets 92, 84. The second sheet 90 is then aligned with
and lowered over and onto the third sheet 84. The sheets
84, 90 are then fixed to each other.
[0068] The assembled cores 56 and sheets 84, 90, 92
comprise the blank sheet assembly 96. A plurality of saw
blade blanks 98, twelve in the illustrated example, may
be cut from the blank sheet assembly 96. Profiles of the
blade blanks 98 are shown on the blank sheet assembly
96 in phantom.
[0069] A blade blank 98 is shown in Figure 12A, sub-
stantially as it would appear after being cut from the sheet
assembly 96. The blade blank 98 may be further proc-
essed as indicated in Figures 12B and 12C to produce
a completed blade 24. The blank 98 may have position-
retention slots 52 formed by die cutting or other suitable
material removal method to provide the partially finished
blanks 98 of Figure 12B. Such material removal may al-
ternatively be performed when the blade blanks 98 are
still part of the blank sheet assembly 96. The teeth 44
may be formed by cutting the edge 42. The teeth 44 may
be ground and finish-ground to achieve their final shape
and surface finish illustrated in Figures 12C and 3. The
engagement arc 50 may be completely formed by the
process in which the blade blank 98 is cut from the blank
sheet assembly 96. The engagement arc 50 may alter-
natively be formed or formed in part by machining or
grinding after the blade blank 98 is cut from the blank
sheet assembly 96.
[0070] In yet another example of the method, not illus-
trated, the intermediate layer, including the first material
and the second material, may be provided by an alter-
nating plurality of parallel strips, i.e., ribbons, of the first
material and the second material. Strips of the first ma-

terial may be of a first width, substantially equal to at least
a length of the distal portion 38 to accommodate forming
blanks 98 having the distal portion 38 formed entirely of
the first material. Alternatively, the strips of the first ma-
terial may be wider, e.g., as wide as at least a combined
length of the proximal portion and the distal portion, to
accommodate forming blanks 98 having both proximal
portions 34 and distal portions 38 formed substantially
entirely of the first material. Strips of the second material
may be of a second width substantially equal to a length
of the proximal portion 34 and the body portion 46. The
strips of the first material may be fixed, e.g., welded, ad-
hesively bonded, to the opposing first and second sheets
92, 90. Blade blanks 98 are then cut from the assembled
blank sheet assembly, with the sheets 92, 90 forming the
horizontal flanking members 58. The blanks 98 are then
processed into blades 24 in accord with the above.
[0071] An alternative method of forming the blades 24
may include the use of additive manufacturing methods,
i.e., 3D printing. The blade 24 in its entirety by additive
manufacturing. Or a blade blank 98 may be formed in its
entirety by additive manufacturing and then finish ma-
chined. Or components of the blade blank, e.g., the core
56 may be formed by additive manufacturing and then
incorporated into the blank sheet assembly 96. Or the
components of the blade blank, e.g., the core 56, the
flanking members 58, 62, the distal portion 38 and the
proximal portion 34, may be formed separately or in com-
bination and subsequently assembled.
[0072] In use, the completed blade 24 has its blade
hub 30 inserted into, i.e., received by, and engaged by
the blade mount 28. The blade 24 may be pivoted about
an axis 100 of the mount 28. The axis 100 is substantially
normal to a substantially planar surface 102 of the blade
24. The teeth 44 may be directed against a surgical site
surface, e.g., a bone surface. The motion of the blade 24
relative to the surgical site surface and relative to the
hand piece 22 causes the teeth 44 to sweep back and
forth in a plane and across the bone, removing bone ma-
terial from the bone, while cutting a slot with a kerf of a
width substantially equal to the blade thickness TS.
[0073] The energy from a motor (not shown) in the
hand piece 22 is, in large part, transferred to the teeth
44 to cut the bone. Heat generated at a cutting site, where
the teeth 44 are removing bone, is conducted by the blade
24 away from the teeth 44 and toward the mount 28. The
rate of heat conduction through the core 56 is greater
and more rapid than the rate through steel, allowing the
saw blade 24 with its thermal transit core 56 to operate
at a lower temperature than a conventional steel blade.
The transfer of heat away from the teeth 44 through the
blade 24 is facilitated by heat transfer mechanisms in-
cluding conduction through the core, radiation and con-
vection. Heat is lost by the blade 24 and the core 56
across the length L1 of the blade’s thermal transit core
56 to the surrounding air by both convection and radia-
tion, in combination with conduction. The core 56 con-
ducts heat along the length L2 of the blade, with some
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of the heat being conducted through the comparatively
thin layer of steel defining the horizontal flanking member
58 to the surface 102 of the blade to the surrounding
environment, e.g., air. Heat passing though the layer of
steel 58 to the outer surface 102 of the blade will be dis-
sipated by radiation, and by convection as air moves
across the outer surface 102 of the blade.
[0074] Heat is also conducted through the core 56 to
the mount 28. Conduction of heat through the blade 24
away from the teeth may be further facilitated by providing
the heat sink 32, 32’ at the mount 28. Removal of heat
from the heat sink 32, 32’ enhances removal of heat from
the blade 24 and from the cutting site.
[0075] Tests conducted demonstrated that an average
temperature of the teeth 44 of a commercially available
steel blade cutting a piece of wood was 134 degrees
Celsius at the end of a predetermined cutting cycle. With
the disclosed blade 24 incorporating the copper core 56
cutting a piece of wood under identical conditions, the
average temperature of the teeth of the blade 24 was 72
degrees Celsius at the end of the cutting cycle. Given an
ambient temperature of 21 degrees Celsius, the temper-
ature increase of the blade teeth relative to ambient was
reduced by 55% when using the disclosed blade instead
of a commercially available steel blade. The blade 24
used in the test was substantially consistent with the
above description. In both tests, the blade mount used
was a commercially available mount and did not include
a supplemental heat sink of either the passive or active
type. The lower temperatures may allow cutting that may
otherwise employ cooling irrigation to be performed with-
out cooling irrigation, avoiding challenges, e.g., reduced
site visibility, that may be presented by the use of cooling
irrigation.
[0076] Figures 13 through 16 show example alterna-
tive surgical saw blades 24’ and 24". Like reference num-
bers (e.g. 24 and 24’ and 24") identify like parts and fea-
tures, subject to the described distinctions.
[0077] Figures 13, 14 and 15 show the example alter-
native example surgical saw blade 24’ in greater detail.
The saw blade 24’ is much like the blade 24, except that
the saw blade 24’ includes a longitudinal beam 61’ and
does not include flanking members 60.
[0078] A proximal portion 34’ of the blade 24’, disposed
at a proximal end 36’ of the blade 24’, includes a blade
hub, e.g., blade hub 30 or blade hub 30’. A distal portion
38’ of the blade 24’, disposed at a distal end 40’ of the
blade 24’, includes the cutting edge 42’. The cutting edge
42’ may include the cutting teeth 44’. A body portion 46’
is disposed between and connects the proximal portion
34’ and the cutting edge 42’ of the distal portion 38’. The
longitudinal axis 48 extends from the proximal end 36’ to
the distal end 40’, substantially bisecting the blade 24’.
The saw blade 24’ may be substantially symmetrical
about the axis 48, with opposing sides of the blade 24’
across the axis 48 being substantially a mirror image of
the other. The blade 24’ and its body portion 46’, as shown
in Figures 13 and 14, are substantially planar. As with

the blade 24, the body portion 46’ of the blade 24’ may
have a length L1’ comprising more than half a length of
the saw blade L2’.
[0079] As with the blade 24, the distal portion 38’, and
thus the cutting edge 42’ and the teeth 44’ of blade 24’,
may be formed of the above-described first material.
[0080] The proximal portion 34’ may be formed of the
same material as the distal portion 38’, i.e., the first ma-
terial. The illustrated proximal portion 34’ is substantially
the same as the proximal portion 34, and includes a blade
hub 30 that includes an engagement arc 50’ and a plu-
rality of position-retention slots 52’. As noted above, the
configuration of the blade hub is exemplary.
[0081] The body portion 46’ includes a thermal transit
core 56’ that may be formed of the above-described sec-
ond material, e.g. copper, aluminum, composites, having
a second thermal conductivity greater than the first ther-
mal conductivity. The thermal transit core 56’ may be
substantially bisected into a first half 56A’ and a second
half 56B’ by the longitudinal beam 61’. The longitudinal
beam 61’ may be formed of the same material as the
distal portion 38’. The longitudinal beam 61’ may extend
between and connect the proximal portion 34’ and the
distal portion38’. The longitudinal beam 61’ may further
be of an example third width W3’ substantially narrower
than the width W2 of the blade. The width W2 may be 9
mm as described above. An example width W3’ may be
2 mm. The body portion 46’ may also include a pair of
opposed of horizontal flanking members 58’. The flanking
members 58’ may extend longitudinally, i.e., extend in
the direction of the longitudinal axis 48, from the proximal
portion 34’ across the body portion 46’ to the distal portion
38’, or may alternatively be disposed over and comprise
part of each of the proximal portion 34’ and the distal
portion 38’.
[0082] One of the horizontal flanking members 58’ may
be disposed across an upper horizontal surface 57’, com-
prising surfaces 57A’ and 57B’ of the core halves 56’A
and 56B’ respectively, and over the beam 61’. The op-
posed horizontal flanking members 58’ may be disposed
across a lower horizontal surface 59’ of the core 56’, the
lower horizontal surface 59’ comprising surfaces 59A’
and 59B’ of the core halves 56A’ and 56B’ respectively,
and over the beam 61’. The upper horizontal surface 57’
and the lower horizontal surface 59’ of the core 56’ each
extend longitudinally an entire length of the core 56’. The
upper horizontal surface 57’ and the lower horizontal sur-
face 59’ as illustrated in Figure 7 are connected with each
other on opposed sides by two oppositely disposed ver-
tical surfaces 62’ of the core 56’. The vertical surfaces
62’ also extend longitudinally along the length of the core
56’ and may be exposed, permitting contact therewith.
[0083] The beam 61’ and inner parts of the proximal
portion 34 and the distal portion 38 may be formed as a
single integral piece.
[0084] The body portion 46’ may be provided with a
biocompatible surface. When the core 56’ is formed of a
non-biocompatible material, the layer forming the bio-
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compatible surface may be provided by disposing the
horizontal flanking members 58’ over the upper horizon-
tal surface 57’, and over the lower horizontal surface 59’.
When, as in Figures 13-15, the vertical surfaces 62’ of
the core 56’ would otherwise be exposed, i.e., uncovered
by vertical flanking members, a thin surface layer 72’ of
biocompatible material, e.g., aluminum oxide, anodized
aluminum, polymeric coatings, gold, titanium nitride, may
be applied. Such a surface layer 72’ when so formed may
be relatively thin (e.g., .01 mm), and thus may not sub-
stantially impact the ultimate width W2 of the blade 24’.
[0085] Figures 16 and 17 show the example alternative
surgical saw blade 24" in greater detail. The saw blade
24" is much like the blade 24, except that the width W1" of
the core 56" is equal to the full width W2" of the saw blade
24" and the width W2" of the opposed horizontal flanking
members 58. Vertical flanking members 60 are not em-
ployed in the saw blade 24". An example width W1" may
be 9 mm and an example width W2" may be 9 mm. A
distal edge 64 of the core 56" is engaged by the distal
portion 38 of the blade 24". A proximal end 66" of the
core 56" may extend into the blade hub 30" to aid in a
transfer of heat from the teeth 44 as described above.
Vertical surfaces 62" may be provided with a layer 72’ to
provide a biocompatible surface 72’ as described above
and as shown in Figure 15.
[0086] A surgical saw blade, a blade thermal manage-
ment system and a method for making the surgical saw
blade have all been disclosed. The disclosed blade fa-
cilitates an improved surgical saw system facilitating im-
proved surgical efficiency in that for a given tooth pitch
and profile, cutting may be done at a higher rate of speed
for a predetermined temperature at the cutting site, and
improved precision in that a blade with a finer tooth pitch
may be used to cut at the same rate of speed as a less
precise blade having a coarser tooth pitch while not ex-
ceeding the predetermined temperature.
[0087] In the drawings, the same reference numbers
indicate the same elements. Further, some or all of these
elements could be changed. With regard to the media,
processes, systems, methods, heuristics, etc. described
herein, it should be understood that, although the steps
of such processes, etc. have been described as occurring
according to a certain ordered sequence, such processes
could be practiced with the described steps performed
in an order other than the order described herein. It further
should be understood that certain steps could be per-
formed simultaneously, that other steps could be added,
or that certain steps described herein could be omitted.
In other words, the descriptions of processes herein are
provided for the purpose of illustrating certain embodi-
ments, and should in no way be construed so as to limit
the claims.
[0088] Accordingly, it is to be understood that the
above description is intended to be illustrative and not
restrictive. Many embodiments and applications other
than the examples provided would be apparent upon
reading the above description. The scope should be de-

termined, not with reference to the above description, but
should instead be determined with reference to the ap-
pended claims.
[0089] As used herein, the adverb "substantially"
means that a shape, structure, measurement, quantity,
time, etc. may deviate from an exact described geometry,
distance, measurement, quantity, time, etc., because of
imperfections in materials, machining, manufacturing,
transmission of data, computational speed, etc.
[0090] All terms used in the claims are intended to be
given their ordinary meanings as understood by those
knowledgeable in the technologies described herein un-
less an explicit indication to the contrary is made herein.
[0091] The Abstract is provided to allow the reader to
quickly ascertain the nature of the technical disclosure.
It is submitted with the understanding that it will not be
used to interpret or limit the scope or meaning of the
claims. In addition, in the foregoing Detailed Description,
it can be seen that various features are grouped together
in various embodiments for the purpose of streamlining
the disclosure. This method of disclosure is not to be
interpreted as reflecting an intention that the claimed em-
bodiments require more features than are expressly re-
cited in each claim. Rather, as the following claims reflect,
inventive subject matter lies in less than all features of a
single disclosed embodiment. Thus, the following claims
are hereby incorporated into the Detailed Description,
with each claim standing on its own as a separately
claimed subject matter.

Claims

1. A surgical saw blade (24, 24’, 24") comprising:

a cutting edge (42, 42’) including a plurality of
teeth (44, 44’) substantially entirely formed of a
first material having a first thermal conductivity;
a proximal portion (34, 34’, 34") including a blade
hub (30, 30’); and
a body portion (46, 46’, 46") disposed between
and connecting the cutting edge (42, 42’) and
the proximal portion (34, 34’, 34")
characterised in that the body portion (46, 46’,
46") includes:

a thermal transit core (56, 56’, 56A’, 56B’,
56") formed of a second material having a
second thermal conductivity at least twice
the first thermal conductivity and the core
(56, 56’, 56A’, 56B’, 56") having at least two
opposed longitudinally extending first core
surfaces (57, 57A’, 57B’, 57") extending
across a width of the core (56, 56’, 56A’,
56B’, 56"), and
at least two opposed longitudinally extend-
ing first flanking members (58, 58’) respec-
tively disposed over the longitudinally ex-
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tending first core surfaces (57, 57A’, 57B’,
57").

2. The surgical saw blade (24, 24’, 24") of claim 1,
wherein the cutting edge (42, 42’) is formed of steel
and the longitudinally extending first flanking mem-
bers (58, 58’) are formed of steel.

3. The surgical saw blade (24, 24’, 24") of claim 1,
wherein the cutting edge (42, 42’) is formed of steel
and the proximal portion (34, 34’, 34") is formed sub-
stantially entirely of steel.

4. The surgical saw blade (24, 24’, 24") of claim 1,
wherein the cutting edge (42, 42’) is disposed at a
distal end of the blade (24, 24’, 24") and the cutting
edge (42, 42’) is formed of steel.

5. The surgical saw blade (24, 24’, 24") of claim 1,
wherein the cutting edge (42, 42’) is disposed at a
distal end of the blade (24, 24’, 24") and the saw
blade (24, 24’, 24") is substantially symmetrical
about a longitudinal axis extending from the blade
hub (30, 30’) to the teeth (44, 44’).

6. The surgical saw blade (24, 24’, 24") of claim 1,
wherein steel sheets are disposed over the first core
surfaces (57, 57A’, 57B’, 57") to provide the flanking
members (58, 58’, 60).

7. The surgical saw blade (24) of claim 1, wherein the
cutting edge (42) is formed of steel and two opposed
second flanking members (60) are formed of steel
and are connected to the first flanking members (58)
and extend along each of two opposed second core
surfaces (59) extending across a thickness of the
thermal transit core (56).

8. The surgical saw blade (24, 24’, 24") of claim 1,
wherein:

the cutting edge (42, 42’) is located on a distal
end of the saw blade (24, 24’, 24") opposite the
blade hub (30, 30’),
the body portion (46, 46’, 46") comprises more
than half of a length of the saw blade (24, 24’,
24"), and
the surgical saw blade (24, 24’, 24"), including
the proximal portion (34, 34’, 34") and the cutting
edge (42, 42’) and the body portion (46, 46’, 46"),
is substantially planar and of a substantially con-
stant thickness.

9. The surgical saw blade (24, 24’, 24") of any of claims
1 through 8, wherein the thermal transit core (56,
56’, 56A’, 56B’, 56") substantially comprises copper.

10. The surgical saw blade (24, 24’, 24") of any of claims

1 through 8, wherein the thermal transit core (56,
56’, 56A’, 56B’, 56") substantially comprises alumi-
num.

11. A method of making a surgical saw blade (24, 24’,
24") comprising the steps of:

forming layers of a blank sheet assembly (96),
the layers including:
a substantially planar first sheet (92) of steel of
a first thickness and having a first planar area,
a substantially planar second sheet (90) of steel
having a second planar area substantially equal
to the first planar area and having a second thick-
ness substantially equal to the first thickness,
and
an intermediate layer (84, 56, 56’, 56A’, 56B’,
56") disposed between the first sheet (92) and
the second sheet (90), the intermediate layer
(84, 56, 56’, 56A’, 56B’, 56") including both steel
incorporated into cutting edges (42, 42’) and a
second material having a thermal conductivity
greater by at least a factor of two than the ther-
mal conductivity incorporated into a thermal
transit core (56, 56’, 56A’, 56B’, 56") in blades
(24, 24’, 24") formed;
fixing the first and second sheets (92, 90) to op-
posite sides of the intermediate layer (84, 56,
56’, 56A’, 56B’, 56") to form the blank sheet as-
sembly (96);
cutting a plurality of saw blade blanks (98) from
the blank sheet assembly (96) with each blank
(98) having a thermal transit core (56, 56’, 56A’,
56B’, 56") formed of the second material and a
cutting edge (42, 42’) formed of steel;
forming a blade hub (30, 30’) in a proximal end
(36, 36’, 36") of the blade blanks (98); and
forming cutting teeth (44, 44’) on the cutting
edge (42, 42’) of the blade blanks (98).

12. The method of claim 11, wherein the steel of the
intermediate layer (84, 56, 56’, 56A’, 56B’, 56") is
provided as a third sheet (84) of steel including a
plurality of regularly disposed pockets (86) of a pre-
determined shape and size formed therein and the
second material is provided as a plurality of thermal
transit cores (56, 56’, 56A’, 56B’, 56") of substantially
the same size and shape as the pockets (86), and
further comprising the step of disposing the thermal
transit cores (56, 56’, 56A’, 56B’, 56") in the pockets
(86) of the third sheet (84).

13. The method of claim 11, wherein the steel of the
intermediate layer (84, 56, 56’, 56A’, 56B’, 56") also
comprises at least part of the proximal end (36, 36’,
36").

14. The method of claim 11, wherein the first and second
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steel sheets (92, 90) are welded to the steel of the
intermediate layer (84, 56, 56’, 56A’, 56B’, 56").

15. The method of any of claims 11 through 14, wherein
the second material substantially comprises copper.

Patentansprüche

1. Chirurgisches Sägeblatt (24, 24’, 24") umfassend:

eine Schneidkante (42, 42’), die eine Vielzahl
von Zähnen (44, 44’) umfasst, die im Wesentli-
chen vollständig aus einem ersten Material mit
einer ersten Wärmeleitfähigkeit gebildet sind;
einen proximalen Abschnitt (34, 34’, 34"), der
eine Blattnabe (30, 30’) umfasst; und
einen Körperabschnitt (46, 46’, 46"), der zwi-
schen der Schneidkante (42, 42’) und dem pro-
ximalen Abschnitt (34, 34’, 34") angeordnet ist
und diese verbindet,
dadurch gekennzeichnet, dass der Körperab-
schnitt (46, 46’, 46") umfasst:

einen Wärmetransitkern (56, 56’, 56A’,
56B’, 56"), der aus einem zweiten Material
mit einer zweiten Wärmeleitfähigkeit gebil-
det ist, die wenigstens das Doppelte der ers-
ten Wärmeleitfähigkeit beträgt, und wobei
der Kern (56, 56’, 56A’, 56B’, 56") wenigs-
tens zwei gegenüberliegende, sich längs
erstreckende erste Kernoberflächen (57,
57A’, 57B’, 57") aufweist, die sich über eine
Breite des Kerns (56, 56’, 56A’, 56B’, 56")
erstrecken, und
wenigstens zwei gegenüberliegende, sich
längs erstreckende erste flankierende Ele-
mente (58, 58’), die jeweils über den sich
längs erstreckenden ersten Kernoberflä-
chen (57, 57A’, 57B’, 57") angeordnet sind.

2. Chirurgisches Sägeblatt (24, 24’, 24") nach An-
spruch 1, wobei die Schneidkante (42, 42’) aus Stahl
gebildet ist und die sich längs erstreckenden ersten
flankierenden Elemente (58, 58’) aus Stahl gebildet
sind.

3. Chirurgisches Sägeblatt (24, 24’, 24") nach An-
spruch 1, wobei die Schneidkante (42, 42’) aus Stahl
gebildet ist und der proximale Abschnitt (34, 34’, 34")
im Wesentlichen vollständig aus Stahl gebildet ist.

4. Chirurgisches Sägeblatt (24, 24’, 24") nach An-
spruch 1, wobei die Schneidkante (42, 42’) an einem
distalen Ende des Blattes (24, 24’, 24") angeordnet
ist und die Schneidkante (42, 42’) aus Stahl gebildet
ist.

5. Chirurgisches Sägeblatt (24, 24’, 24") nach An-
spruch 1, wobei die Schneidkante (42, 42’) an einem
distalen Ende des Blattes (24, 24’, 24") angeordnet
ist und das Sägeblatt (24, 24’, 24") im Wesentlichen
symmetrisch um eine Längsachse ist, die sich von
der Blattnabe (30, 30’) zu den Zähnen (44, 44’) er-
streckt.

6. Chirurgisches Sägeblatt (24, 24’, 24") nach An-
spruch 1, wobei Stahlbleche über den ersten Kerno-
berflächen (57, 57A’, 57B’, 57") angeordnet sind, um
die flankierenden Elemente (58, 58’, 60) zu bilden.

7. Chirurgisches Sägeblatt (24) nach Anspruch 1, wo-
bei die Schneidkante (42) aus Stahl gebildet ist und
zwei gegenüberliegende zweite flankierende Ele-
mente (60) aus Stahl gebildet sind und mit den ersten
flankierenden Elementen (58) verbunden sind und
sich entlang jeder von zwei gegenüberliegenden
zweiten Kernoberflächen (59) erstrecken, die sich
über eine Dicke des thermischen Transitkerns (56)
erstrecken.

8. Chirurgisches Sägeblatt (24, 24’, 24") nach An-
spruch 1, wobei:

die Schneidkante (42, 42’) an einem distalen En-
de des Sägeblatts (24, 24’, 24") gegenüber der
Blattnabe (30, 30’) angeordnet ist,
der Körperabschnitt (46, 46’, 46") mehr als die
Hälfte der Länge des Sägeblatts (24, 24’, 24")
umfasst, und
das chirurgische Sägeblatt (24, 24’, 24"), das
den proximalen Abschnitt (34, 34’, 34") und die
Schneidkante (42, 42’) und den Körperabschnitt
(46, 46’, 46") umfasst, im Wesentlichen planar
ist und eine im Wesentlichen konstante Dicke
aufweist.

9. Chirurgisches Sägeblatt (24, 24’, 24") nach einem
der Ansprüche 1 bis 8, wobei der Wärmetransitkern
(56, 56’, 56A’, 56B’, 56") im Wesentlichen Kupfer
umfasst.

10. Chirurgisches Sägeblatt (24, 24’, 24") nach einem
der Ansprüche 1 bis 8, wobei der thermische Tran-
sitkern (56, 56’, 56A’, 56B’, 56") im Wesentlichen
Aluminium umfasst.

11. Verfahren zur Herstellung eines chirurgischen Sä-
geblatts (24, 24’, 24"), umfassend die Schritte:
Bilden von Lagen einer Blechrohling-Anordnung
(96), wobei die Lagen umfassen:

ein im Wesentlichen ebenes erstes Blech (92)
aus Stahl einer ersten Dicke, das eine erste ebe-
ne Fläche aufweist,
ein im Wesentlichen ebenes zweites Blech (90)
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aus Stahl, das eine zweite ebene Fläche auf-
weist, die im Wesentlichen gleich der ersten
ebenen Fläche ist und eine zweite Dicke auf-
weist, die im Wesentlichen gleich der ersten Di-
cke ist, und
eine Zwischenschicht (84, 56, 56’, 56A’, 56B’,
56"), die zwischen dem ersten Blech (92) und
dem zweiten Blech (90) angeordnet ist, wobei
die Zwischenschicht (84, 56, 56’, 56A’, 56B’,
56") sowohl Stahl, der in Schneidkanten (42,
42’) eingearbeitet ist, als auch ein zweites Ma-
terial enthält, das eine Wärmeleitfähigkeit auf-
weist, die wenigstens um einen Faktor zwei grö-
ßer ist als die in einem Wärmetransitkern (56,
56’, 56A’, 56B’, 56") in gebildeten Blättern (24,
24’, 24") enthaltene Wärmeleitfähigkeit;
Befestigen des ersten und des zweiten Blechs
(92, 90) an gegenüberliegenden Seiten der Zwi-
schenschicht (84, 56, 56’, 56A’, 56B’, 56"), um
die Blechrohling-Anordnung (96) zu bilden;
Ausschneiden einer Vielzahl von Sägeblattroh-
lingen (98) aus der Blechrohling-Anordnung
(96), wobei jeder Rohling (98) einen Wärmetran-
sitkern (56, 56’, 56A’, 56B’, 56"), der aus dem
zweiten Material gebildet ist, und eine Schneid-
kante (42, 42’), die aus Stahl gebildet ist, auf-
weist;
Bilden einer Blattnabe (30, 30’) in einem proxi-
malen Ende (36, 36’, 36") der Blattrohlinge (98);
und
Bilden von Schneidzähnen (44, 44’) an der
Schneidkante (42, 42’) der Blattrohlinge (98).

12. Verfahren nach Anspruch 11, wobei der Stahl der
Zwischenschicht (84, 56, 56’, 56A’, 56B’, 56") als
drittes Blech (84) aus Stahl mit einer Vielzahl von
darin ausgebildeten, regelmäßig angeordneten Ta-
schen (86) einer vorbestimmten Form und Größe
bereitgestellt ist und das zweite Material als eine
Vielzahl von Wärmetransitkernen (56, 56’, 56A’,
56B’, 56") von im Wesentlichen derselben Größe
und Form wie die Taschen (86) bereitgestellt ist, und
ferner umfassend den Schritt des Anordnens der
Wärmetransitkerne (56, 56’, 56A’, 56B’, 56") in den
Taschen (86) des dritten Blechs (84).

13. Verfahren nach Anspruch 11, wobei der Stahl der
Zwischenschicht (84, 56, 56’, 56A’, 56B’, 56") auch
wenigstens einen Teil des proximalen Endes (36,
36’, 36") umfasst.

14. Verfahren nach Anspruch 11, wobei das erste und
das zweite Stahlblech (92, 90) mit dem Stahl der
Zwischenschicht (84, 56, 56’, 56A’, 56B’, 56") ver-
schweißt sind.

15. Verfahren nach einem der Ansprüche 11 bis 14, wo-
bei das zweite Material im Wesentlichen Kupfer um-

fasst.

Revendications

1. Lame (24, 24’, 24") de scie chirurgicale comprenant :

un bord de coupe (42, 42’) incluant une pluralité
de dents (44, 44’) constituées sensiblement en-
tièrement d’un premier matériau ayant une pre-
mière conductivité thermique ;
une partie proximale (34, 34’, 34") incluant un
embout (30, 30’) de lame ; et
une partie (46, 46’, 46") de corps disposée entre
et connectant le bord de coupe (42, 42’) et la
partie proximale (34, 34’, 34"),
caractérisée en ce que la partie (46, 46’, 46")
de corps inclut :

un noyau (56, 56’, 56A’, 56B’, 56") de transit
thermique constitué d’un deuxième maté-
riau ayant une deuxième conductivité ther-
mique d’au moins deux fois la première con-
ductivité thermique et le noyau (56, 56’,
56A’, 56B’, 56") ayant au moins deux pre-
mières surfaces (57, 57A’, 57B’, 57") de
noyau opposées s’étendant longitudinale-
ment s’étendant sur une largeur du noyau
(56, 56’, 56A’, 56B’, 56"), et
au moins deux premiers éléments (58, 58’)
de flanc opposés s’étendant longitudinale-
ment disposés respectivement sur les pre-
mières surfaces (57, 57A’, 57B’, 57") de
noyau s’étendant longitudinalement.

2. Lame (24, 24’, 24") de scie chirurgicale selon la re-
vendication 1, dans laquelle le bord de coupe (42,
42’) est constitué d’acier et les premiers éléments
(58, 58’) de flanc s’étendant longitudinalement sont
constitués d’acier.

3. Lame (24, 24’, 24") de scie chirurgicale selon la re-
vendication 1, dans laquelle le bord de coupe (42,
42’) est constitué d’acier et la partie proximale (34,
34’, 34") est constituée sensiblement entièrement
d’acier.

4. Lame (24, 24’, 24") de scie chirurgicale selon la re-
vendication 1, dans laquelle le bord de coupe (42,
42’) est disposé à une extrémité distale de la lame
(24, 24’, 24") et le bord de coupe (42, 42’) est cons-
titué d’acier.

5. Lame (24, 24’, 24") de scie chirurgicale selon la re-
vendication 1, dans laquelle le bord de coupe (42,
42’) est disposé à une extrémité distale de la lame
(24, 24’, 24") et la lame (24, 24’, 24") de scie est
sensiblement symétrique autour d’un axe longitudi-
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nal s’étendant depuis l’embout (30, 30’) de lame jus-
qu’aux dents (44, 44’).

6. Lame (24, 24’, 24") de scie chirurgicale selon la re-
vendication 1, dans laquelle des feuilles d’acier sont
disposées sur les premières surfaces (57, 57A’,
57B’, 57") de noyau pour fournir les éléments (58,
58’, 60 ) de flanc.

7. Lame (24) de scie chirurgicale selon la revendication
1, dans laquelle le bord de coupe (42) est constitué
d’acier et deux deuxièmes éléments (60) de flanc
opposés sont constitués d’acier et sont connectés
aux premiers éléments (58) de flanc et s’étendent le
long de chacune de deux deuxièmes surfaces (59)
de noyau opposées s’étendant à travers une épais-
seur du noyau (56) de transit thermique.

8. Lame (24, 24’, 24") de scie chirurgicale selon la re-
vendication 1, dans laquelle :

le bord de coupe (42, 42’) est situé sur une ex-
trémité distale de la lame (24, 24’, 24") de scie
opposée à l’embout (30, 30’) de lame,
la partie (46, 46’, 46") de corps comprend plus
de la moitié d’une longueur de la lame (24, 24’,
24") de scie, et
la lame (24, 24’, 24") de scie chirurgicale, in-
cluant la partie proximale (34, 34’, 34") et le bord
de coupe (42, 42’) et la partie (46, 46’, 46") de
corps, est sensiblement plane et d’une épais-
seur sensiblement constante.

9. Lame (24, 24’, 24") de scie chirurgicale selon l’une
quelconque des revendications 1 à 8, dans laquelle
le noyau (56, 56’, 56A’, 56B’, 56") de transit thermi-
que comprend essentiellement du cuivre.

10. Lame (24, 24’, 24") de scie chirurgicale selon l’une
quelconque des revendications 1 à 8, dans laquelle
le noyau (56, 56’, 56A’, 56B’, 56") de transit thermi-
que comprend essentiellement de l’aluminium.

11. Procédé de fabrication d’une lame (24, 24’, 24") de
scie chirurgicale comprenant les étapes de :
formation de couches d’un ensemble (96) de feuilles
d’ébauche, les couches incluant :

une première feuille (92) d’acier sensiblement
plane d’une première épaisseur et ayant une
première zone plane,
une deuxième feuille (90) d’acier sensiblement
plane ayant une deuxième zone plane sensible-
ment égale à la première zone plane et ayant
une deuxième épaisseur sensiblement égale à
la première épaisseur, et
une couche intermédiaire (84, 56, 56’, 56A’,
56B’, 56") disposée entre la première feuille (92)

et la deuxième feuille (90), la couche intermé-
diaire (84, 56, 56’, 56A’, 56B’, 56") incluant à la
fois de l’acier incorporé dans des bords de cou-
pe (42, 42’) et un deuxième matériau ayant une
conductivité thermique supérieure d’au moins
un facteur de deux à la conductivité thermique
incorporée dans un noyau (56, 56’, 56A’, 56B’,
56") de transit thermique dans des lames (24,
24’, 24") formées ;
fixation des première et deuxième feuilles (92,
90) sur des côtés opposés de la couche inter-
médiaire (84, 56, 56’, 56A’, 56B’, 56") pour for-
mer l’ensemble (96) de feuilles d’ébauche ;
découpe d’une pluralité d’ébauches (98) de la-
me de scie à partir de l’ensemble (96) de feuilles
d’ébauche, avec chaque ébauche (98) ayant un
noyau (56, 56’, 56A’, 56B’, 56") de transit ther-
mique constitué du deuxième matériau et un
bord de coupe (42, 42’) constitué d’acier ;
formation d’un embout (30, 30’) de lame dans
une extrémité proximale (36, 36’, 36") des ébau-
ches (98) de lame ; et
formation de dents (44, 44’) de coupe sur le bord
de coupe (42, 42’) des ébauches (98) de lame.

12. Procédé selon la revendication 11, dans lequel
l’acier de la couche intermédiaire (84, 56, 56’, 56A’,
56B’, 56") est prévu comme une troisième feuille (84)
d’acier incluant une pluralité de poches (86) dispo-
sées régulièrement d’une forme et d’une taille pré-
déterminées formées dans celle-ci et le deuxième
matériau est prévu comme une pluralité de noyaux
(56, 56’, 56A’, 56B’, 56") de transit thermique sensi-
blement de la même taille et de la même forme que
les poches (86), et comprenant en outre l’étape de
disposition des noyaux (56, 56’, 56A’, 56B’, 56") de
transit thermique dans les poches (86) de la troisiè-
me feuille (84).

13. Procédé selon la revendication 11, dans lequel
l’acier de la couche intermédiaire (84, 56, 56’, 56A’,
56B’, 56") comprend également au moins une partie
de l’extrémité proximale (36, 36’, 36").

14. Procédé selon la revendication 11, dans lequel les
première et deuxième feuilles (92, 90) d’acier sont
soudées à l’acier de la couche intermédiaire (84, 56,
56’, 56A’, 56B’, 56").

15. Procédé selon l’une quelconque des revendications
11 à 14, dans lequel le deuxième matériau comprend
essentiellement du cuivre.
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