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Blade bases in the world

Amada´s superior cutting technology is delivered to nations in the whole world

:Management and    
development base

:Production base
:Sales base
:AMTP
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AMADA Co., Ltd. Headoffice
AMADA Co., Ltd.Ono Plant
AMADA AUSTRIA GmbH (Austria) 
AMADA TECHNI-SCIA S.A.R.L. (France)
AMADA Sägetechnik Deutschland (Germany)
AMADA CUTTING TECHNOLOGIES, INC. (U.S.A.)
AMADA SINGAPORE PTE LTD. (Singapore)

AMADA has bases not only in Japan but also throughout the world, including north and south
America, Europe, Asia and Oceania. Through its strong network, voices of customers are directly fed
back to Development and Production Departments. We, at Amada, are strenuously endeavoring to
provide products that meet user needs.
In addition, Amada has been working on worldwide evolution of AMTP (Amada Machine Tool Plaza)
where the essence of Amada´s technology including steel-frame processing lines, presses and var-
ious sheet metal working machines besides band saw is exhibited and demonstrated and direct
communicative exchange with customers takes place.



Latest  technologies
Latest technology and voices of customers are combined successfully in every single Amada blade.
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Highest grade high-speed steel

Tough special spring steel

Electron beam welding

Bi-metal blade produced 
by using electron beam welding
The tooth tips of a blade are required to be hard and the backing to be ductile.
These antithetic conditions were cleared by Amada´s bi-metal blade produced
by using special electron beam welding. A blade that is composed of two types
of material, i.e., the highest grade high-speed steel for teeth and tough special
spring steel for the backing, exhibits the performance that is of no comparison
with conventional quench hardened blades ... high speed, high accuracy and
long service life. It can handle hard-to-cut materials of a wide range, it is strong
against bending and torsion, and it makes possible large reductions in the 
cutting cost.

High-quality and low-noise working achieved
with unique variable tooth pitch design
Amada's variable tooth pitch (unequal pitch) is an original design that changes
the tooth space, tooth height and garret for each cutting tooth and that also
changes the set pattern. It largely reduces inherent vibration and chatter of the
blade by controlling the factors. Particularly when cutting structural steel and
tube materials, it exhibits quietness of 10 to 30db less than a regular tooth
pitch blade.
Also, as the cut-in value is effectively dispersed among teeth, smooth cutting
of high efficiency is assured.

Voices of customers are directly fed back to Research
& Development and Production Departments

Amada, which produces and markets band saw machines, blades and cutting fluid,
of consistent high quality has devoted itself to the development of integral cutting
technology so that these products provide the highest synergy effect during working.
Research and testing have been conducted day and night with craftsmanship which
allows no compromise, and the accumulation of unique know-how.
Direct dialogue between users worldwide and Amada service personnel and 
communication at AMTP's, located at many places in the world, are also impor-
tant seeds for development of better products. Opinions and requests from the
users are immediately fed back to Blade Development and Production
Departments, and bear fruit as new blades.

Products are tested under harsh conditions
that are not observed at other manufacturers
One example is the bending test of the welded section. While the
condition used at arlother steel blade manufacturers is only about
a 75 mm radius, Amada uses a much harshes condition, 25 mm,
based on Amada's own standard. Amada's high blade quality is
firmly supportod in such aspects that usually do not show.



Basic blade information

Names of blade sections

Edge material

Tooth shape

Band length Band thickness

Left set tooth

Left set
value

Kerf

Right set
value

Right set tooth

Straight tooth

View A

Tooth 
angle

Relief angle

Tooth rake face

Gullet

Tooth back face Edge material

Tooth height

Rake angle

Band 
width

* It is not necessarily true that the harder the edge, the Ionger the service life and the higher the efficiency. In case of cutting that involves high vibration and a Iarge shock, edge material of high 
toughness are more advantageous because drop-off wear occurs before friction wear.

1 2 3Matrix high-speed steel M 42 high-speed steel Amada M71 high-speed steel Patent pending

Amada's original matrix high-speed steel, produced
based on M42 cobalt high-speed steel. With toughness
greatly improved, this steel exhibits its greatest 
performance under cutting conditions involving vibration
and shock.

M42 cobalt high-speed steel that provides superior wear
resistance. Being treated with Amada’s unique heat 
treatment technology, this steel exhibits a performance
that is highest in the class. It is broadly suitable for 
cutting general steel through hard-to-cut materials.

Original highest grade, high-speed steel, developed 
jointly with a leading steel manufacturer. This steel has
hardness of Hv1000, which is the highest ever recorded
in ingot high-speed steel. It is suitable for cutting 
hard-to-cut materials.

1 Standard tooth shape 4 HI-LO tooth shape 

5 Kerf dispersed type tooth shape
2

3 Protector tooth shape

The cutting resistance is
small and the cutting is
clean

Strong against tooth 
d r o p - o u t / c h i p p i n g .
Suitable for cutting that
involves shock

Tooth point A

Tooth point B

Standard tooth shape used for a wide variety
of products. Suitable for cutting materials of
a broad range from structural steel to 
hard-to-cut materials.

This special tooth profile having
a difference in the height of
tooth tips suppresses friction
cutting and reduces cutting
resistance. Optimum mainly for
malerials of high work hardening
property such as stainless
steel.

Kerf dispersed type tooth shape that is composed of a combination of cutting
differences in height of tooth tips and in width of their set. Saw chips after 
cutting are smaller. As all the tooth tips work efficiently, cutting resistance is
reduced and stable cutting of hard-to-cut materials is assured. Optimum for
medium and large diameter materials of tool steel through stainless steel.

Tooth chipping resistance
was enhanced, without 
sacrificing clean cutting, by
combining two different tooth
shapes each of which has 
different features. Optimum
for cutting structural steel
through miscellaneous 
articles made of mild steel.

The ”ROTECTOR” provided at the
back face of the tooth tip suppress-
es excessive cut-in. This tooth shape
provides the most superior tooth
chipping resistance and is optimum
for PROTECTOR cutting roll-formed
section and general structural steel.

Hybrid tooth shape patented

patented

patented

patent pending

high & low

high & low

wide & narrow



Basic blade information
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Pitch

Set

How to reduce the cutting cost?

Pitch is expressed by the number of
tooth tips within one inch (25.4 mm).

Generally, a finer pitch should be selec-
ted when the cutting length is shorter
and a more coarse pitch should be sel-
ected when the cutting length is longer.

See ”Blade pitch selection guide” on separate sheet.

Tooth tips are located at equal intervals. The regular
tooth pitch is expressed as ”00P (00=number of
teeth/inch)”.
The example shown on the left is 4P, and the tooth tip
interval in this case is 25.4:4P=6.35 mm.

Multiple different pitches are combined within one inch.
The variable tooth pitch is expressed by two figures such
as "2/3P" in the example shown on the left. It means that
the maximum tooth tip interval is equivalent to 2P in a
tooth shape group (minimum unit of repetition) and that
the minimum tooth interval is equivalent to 3P.
Use of this pitch can suppress vibration, and is 
applicable to cutting in a broad range.

Number of tooth tips/inch

Tooth shape group length

Regular tooth pitch

Variable tooth pitch

25.4/2 P 25.4/2 P

1 Raker set

2 Group set 

3 Combination set

4 Alternate set Patent Pending

This is the set pattern that is composed of one each of ”straight tooth, left set
tooth and right set tooth”. Mainly adopted for blades of regular tooth pitch.

This is the set pattern that is composed of one ”straight tooth" and multiple ”Ieft
set teeth and right set teeth". There are a number of different types such as set
groups consisting of 5 teeth, 7 teeth and 11 teeth to permit selection according to
the pitch size and blade size. This is the most typical pattern at Amada that is
adopted for variable tooth pitch such as SGLB.

This is the set pattern in which the set teeth have different set projection values.
It is often adopted for blades to cut hard-to-cut materials such as the one with kerf
dispersed type tooth shape.

This is the set pattern that is composed of multiple ”straight teeth, left set teeth
and right set teeth". In addition, in this pattern, the teeth before or after each
straight tooth are arranged so that they are not oriented in the same direction
without exception. lt was developed with the objective to enhance the bending in
cutting resistance and to reduce the noise level.

* The above figures show basic set patterns. Other compound patterns are also available for specific products.
* WS (wide set) type of large set projection value is available for constriction phenomena that are observed when cutting large-size rolled H-beam, for instance.

One blade should cut a larger cutting area at higher speed and higher accuracy. 
To achieve this objective:

➀ Use a machine in good condition (well maintained).

➁ Select an appropriate blade.

➂ Set appropriate cutting conditions.

It is important to be fully aware of the charac-
teristics of the material to be cut and to select
a blade of optimum "edge material, tooth
shape, pitch and set pattern".

Amada has prepared "Blade type selection guide" and "Blade pitch selection guide"
so that each user can select the optimum blade that suits the particular needs of each
case.
Please contact our sales personnel at any time if you require further explanation.

Pitch



incl. non-ferrous-metals

for general use

Cold work die steel Hot work die steel

BCTB-3

CTB

AURORA

MAGNUM HL

MAGNUM HLG

SIGMA

SUPER HL

SUPER HLG

SGLB

PROTECTOR M42

EB-II

DUOS M42

PATENT PENDING

BCTB-4
PATENT PENDING

BCTB-5
PATENT PENDING

PATENTED

PATENTED

PATENTED

PATENTED

PATENTED

PATENTED

PATENTED

PATENTED

PATENT PENDING

high cutting rate, especially for tool steel

general purpose for structurale steel and
small diameters of solid material

Blade type selection guide



incl. non-ferrous-metals

for general use

Cold work die steel Hot work die steel

BCTB-3

CTB

AURORA

MAGNUM HL

MAGNUM HLG

SIGMA

SUPER HL

SUPER HLG

SGLB

PROTECTOR M42

EB-II

DUOS M42

PATENT PENDING

BCTB-4
PATENT PENDING

BCTB-5
PATENT PENDING

PATENTED

PATENTED

PATENTED

PATENTED

PATENTED

PATENTED

PATENTED

PATENTED

PATENT PENDING

high cutting rate, especially for tool steel

general purpose for structurale steel and
small diameters of solid material

Blade type selection guide



Blade pitch selection guideBlades line-up



Blade pitch selection guideBlades line-up



AXCELA
Edge material: Carbide + (EXCOAT-DP coating)               Hardness: HV 1600 (Film HV 3000)

Exceptionally High Performance Carbide tipped Band 

Saw blades always delivering optimum results.

Outstanding cutting efficiency and accuracy 

achieved, unthinkable when compared with  

conventional blades. 

Wear resistance !"!"!"!"!

Chipping resistance !"!"!

AXCELA G-Series AXCELA H-Series

Small
< 100 mm 

Medium
100 - 400 mm

Large
> 400 mm

Small
< 100 mm 

Medium
100 - 400 mm

Large
> 400 mm

Stainless Steel

Tool Steel

Cold and Hot work die steel

None-ferrous metal, especially:
Nickel-based alloys
Titanium and titanium-alloy
Aluminium and aluminium alloy

Usually no break-in cutting is necessary.

In some cases better results are achieved with break-in cutting. 

Application

Carbide Tipped Band Saw Blade Patent pending

Superior Performance 

 if used on the Amada 

  PCSAW Bandsaw.



Features

Line-up of products

Band Width

(mm)

Band Thickness

(mm)

G-Series H-Series

0.9/1.1P 1.4/1.6P 1.8/2P 0.7/1P 1/1.5P 1.8/2P

41 1.3

54 1.6

67 1.6

80 1.6

Please ask for availability

All specifications subject to change without notice

AMADA AUSTRIA GmbH

is accredited to

Printed in Austria

AMADA MACHINE TOOLS

EUROPE GmbH
Landstraße 25

42781 Haan

Phone: +49 (0) 2129/579-03

Fax: +49 (0) 2129/579-339

http://www.amadamachinetools.com

Notes:

To obtain optimum results, please take care when handling the blade so as not to cause teeth chipping.

Only suitable for use on carbide band saw machines. 

AXCELA Carbide Tipped Band Saw Blade

Edge material:

        Carbide and

                EXCOAT-DP coating

Edge material: Carbide

Kerf-Dispering  
Type Tooth Shape

Effectively reduces

cutting resistance of  

high alloy steel

Kerf-Dispering  
Type Tooth Shape

Effectively reduces 

cutting resistance of 

high alloy steel

Tooth Tip  
Microchamfer

Achives ultra-high 

cutting rates and 

reduces tooth 

chipping

Large Side 
Relieve Angel

Anti contraction

EXCOAT-DP

High degree of hardness, oxidation-resistance and 

adhesion-strength - the ultimate coating for 

band saw blades

More available for responding to your immediate order

AXCELA G-Series

AXCELA H-Series



patented

Wear resistance

Chipping resistance

Normalstahl, Werkzeugstahl, Warmarbeitsstahl, Hochwarmfeste
Nichteisen-Metall Einsatzstahl Rostfreier Stahl Sonderlegierungen

Applicability

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Edge material : Carbide Hardness : Hv 1600

Carbide Tipped Band Saw Blade

GGGGeeeennnneeeerrrraaaa llll     ppppuuuurrrrppppoooosssseeee     ccccaaaarrrrbbbb iiiiddddeeee     tttt iiiippppppppeeeedddd     bbbb llll aaaaddddeeee     ccccaaaappppaaaabbbb llll eeee     ooooffff     ccccuuuutttt tttt iiiinnnngggg
vvvveeeerrrr yyyy     hhhhaaaarrrrdddd     mmmmaaaatttteeeerrrr iiii aaaa llll ,,,, aaaa     ttttaaaasssskkkk     tttthhhhaaaatttt     iiii ssss     hhhhaaaarrrrdddd     ttttoooo     ccccuuuutttt     wwwwiiii tttthhhh     bbbb llll aaaaddddeeeessss
mmmmaaaaddddeeee     ooooffff     hhhh iiiigggghhhh----ssssppppeeeeeeeedddd     ssss tttteeeeeeee llll ,,,, uuuussss iiiinnnngggg     ccccaaaarrrrbbbb iiiiddddeeee     ffffoooorrrr     tttthhhheeee     ttttooooooootttthhhh     tttt iiiipppp
aaaannnndddd     hhhh iiiigggghhhh llll yyyy     aaaaccccccccuuuurrrraaaatttteeee     sssseeeetttt     mmmmaaaacccchhhh iiiinnnn iiiinnnngggg     mmmmeeeetttthhhhoooodddd ....

Mild steel, Tool steel, Hot work die steel, Super heat
Non-ferrous metal Prehardened steel Stainless steel resisting alloy

No special restriction for the material to be cut.
Capable of cutting the material whose hardness is HRc40 (Hv 400) or more.

★★★★★★★★★

★★

★



Features

Amada Austria GmbH
Wassergasse 1
2630 Ternitz, Austria
Phone 0043 26 30 - 35 170
Fax 0043 26 30 - 35 165
http://www.amada.at

AMADA AUSTRIA GmbH
is accredited to
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Printed in Austria

General purpose carbide tipped blade, using carbide tip and the specified tooth set.
Finished with extremely high accuracy by providing Amada's unique grinding on the tooth rake face, bark face and
both sides at the tooth tip.
Blade designed exclusively for super hard material which was hard to cut with the conventional high speed steel
blade.
The hardness of the applicable material to be cut is HRc40 (Hv 400) or more as a guide.

* As the tooth tip of the CTB blade is finished with extra sharpness, it is recommended to use at the saw blade 
speed of 40m/min. or less.

CTB

Carbide tip

Line-up of products

Note) CTB uses carbide for the tooth tip. Please use special care when installing and removing the blade so as not to cause teeth chipping or stripping.

Band width

(mm)

Band thickness

(mm)

Pitch

1.25 2 2.5 3 4

27 1.1

34 1.4

41 1.4

54 1.6

67 1.6



Applicability

Wear resistance

Chipping resistance

Edge material: M42 + TiN coating Hardness : Hv 950 (Film : Hv 2300)

HSS Bi-Metal Band Saw Blade

★★★★

★★

★★★★

★★

HHHHiiiigggghhhheeeesssstttt     ggggrrrraaaaddddeeee    bbbbiiii----mmmmeeeettttaaaallll     bbbbllllaaaaddddeeee    wwwwiiiitttthhhh    AAAAmmmmaaaaddddaaaa’’’’ssss    oooorrrriiiiggggiiiinnnnaaaallll     TTTTIIIINNNN ccccooooaaaatttt iiiinnnngggg....
IIIIddddeeeeaaaallll     bbbbllllaaaaddddeeee    ffffoooorrrr    hhhhaaaarrrrdddd----ttttoooo----ccccuuuutttt    mmmmaaaatttteeeerrrriiiiaaaallll     
wwwwhhhhiiiicccchhhh    hhhhaaaassss    bbbbooootttthhhh    ttttoooouuuugggghhhhnnnneeeessssssss    aaaannnndddd    wwwweeeeaaaarrrr    rrrreeeessssiiiissssttttaaaannnncccceeee....     

=Break-in area / 1000 cm2

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Mild steel, Tool steel, Hot work die steel, Super heat
Non-ferrous metal Prehardened steel Stainless steel resisting alloy

• 50, 55, A, B, C, D
• 1005-1095, 1513-1536
• 1541-1572 •5015-5150
• 4118-4161 •1330-1345
• 3115-3315
• 4012-4047, 4419, 4422, 4427
• 4615-4626, 4815-4820
• 4320-4720, 8115-9430
• 1108-1215 •1100-7075
• C10200, C12000, C21000

• W-1, W-2, W-5
• P-2, P-3, P-4, P-5, P-6, P-20, P-21
• S-1, S-2, S-4, S-5, S-6, S-7
• L-2, L-6 •5155, 5160 
• A-2, 0-1, 0-2, 0-6, D-2, D-3,

CPM 10V
• T-1, T-2, T-3, T-4, M-1, 

M-2, M-5, M15
• 50100, 51100, 52100

• H-10, H-13, H-21, H-22,
H-24, H-25

• 210, 202, 302, 303, 304, 
308

• 314, 316, 317, 321, 330, 
347

• 410, 416, 420, 430, 440C
• 15-5PH, 17-4PH, 15-7

• 309, 409, 600
• MONEL, K-MONEL, 

INCONEL718, 
HASTELLOY A, B, C

• A286, INCOLOY 800, RA330
• ASTROLOY WF-11
• MONEL400, K-500
• Ti-6A1-4V

patented



Features

Line-up of products

Amada Austria GmbH
Wassergasse 1
2630 Ternitz, Austria
Phone 0043 26 30 - 35 170
Fax 0043 26 30 - 35 165
http://www.amada.at

AMADA AUSTRIA GmbH
is accredited to
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Printed in Austria

Doubled cutting rate, three-fold service life

2 x 3 = six-fold SAVINGS

TIN coating of Hv 2300 hardness applied to the "SIGMA” blade greatly improved wear resistance.
Highest adhesion strength and film quality that have not been achieved by any other manufacturer.
As a synergetic effect of the kerf dispersed type tooth shape (cutting resistance reduced) and the high positive rake
angle (cutting ability improved), high speed and long service life were attained for this highest grade bi-metal blade
for hard-to-cut materials.

AURORA

TIN coating film

TIN

High-speed
steel section

Band width
(mm)

Band thickness
(mm)

34 1.1

1.3

1.6

1.6

41

54

67

Pitch

0.75/1 1.1/1.5 2/3 3/4

Hv 2300



patented

Applicability

Wear resistance

Chipping resistance

Edge material: Amada M 71 original high-speed steel Hardness : Hv 1000 

HSS Bi-Metal Band Saw Blade

★★★

★★

★ ★★★★

Patented

NNNNeeeewwwwllll yyyy     ddddeeeevvvveeee llll ooooppppeeeedddd     ssssppppeeeecccc iiii aaaa llll     bbbb llll aaaaddddeeee     ffffoooorrrr     hhhhaaaarrrrdddd---- ttttoooo----ccccuuuutttt     mmmmaaaatttteeeerrrr iiii aaaa llll ....
WWWWiiii tttthhhh     AAAAmmmmaaaaddddaaaa '''' ssss     nnnneeeewwwwllll yyyy     ddddeeeevvvveeee llll ooooppppeeeedddd     MMMM77771111    HHHHSSSSSSSS    eeeeddddggggeeee     mmmmaaaatttteeeerrrr iiii aaaa llll
aaaannnndddd     kkkkeeeerrrr ffff     dddd iiii ssssppppeeeerrrrsssseeeedddd     tttt yyyyppppeeee     ttttooooooootttthhhh     sssshhhhaaaappppeeee     ccccoooommmmbbbbiiiinnnneeeedddd ,,,, iiii tttt     ccccaaaannnn
ccccuuuutttt     hhhhaaaarrrrdddd---- ttttoooo----ccccuuuutttt     mmmmaaaatttteeeerrrr iiii aaaa llll ssss     ooooffff     wwwwiiiiddddeeee     rrrraaaannnnggggeeee....

=Break-in area / 1000 cm2

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Mild steel, Tool steel, Hot work die steel, Super heat
Non-ferrous metal Prehardened steel Stainless steel resisting alloy

• 1.2343, 1.2344
• 1.2581, 1.2587
• 1.4571, 1.4300
• 1.4301, 1.4006
• 1.4021, 1.4016
• 1.4542, 1.4564

• 1.4828, 1.4720, 2.4816
• MONEL, K-MONEL, 

INCONEL 718
• HASTELLOY
• INCOLLOY 800, 

ASTROLOY MONEL400
TITAN LT31



Features

Line-up of products

Amada Austria GmbH
Wassergasse 1
2630 Ternitz, Austria
Phone 0043 26 30 - 35 170
Fax 0043 26 30 - 35 165
http://www.amada.at

AMADA AUSTRIA GmbH
is accredited to
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Higher wear resistance than conventional blade made of M42 obtained by using M71 for the edge material. 
Use of kerf dispersed type tooth shape makes saw chips finer, reducing cutting resistance. 
The tooth tip shape with high positive rake angle ensures improved cutting performance. 
As a synergetic effect of the above, the service life of the saw blade has been improved to a large extent when cut-
ting tool steel, stainlass steel, super heat resisting alloy of medium/large diameter whose cutting resistance is large.

MAGNUM HL

Edge material Kerf dispersed type tooth shape

High & Low

Wide & Narrow

High positive 
rake angle

H
ar

dn
es

s 
of

 t
oo

th
 t

ip
 (H

v)

1000

950

900

M42 Amada M71
Metallographic picture of edge material

M 42 Amada M71

More available for responding to your immediate order.

Bandwidth

(mm)

Bandthickness

(mm)

Pitch

0.75/1 1.1/1.5 1.5/2 2/3 3/4

34 1.1

41 1.3

1.3

1.6

67 1.6

80 1.6

54



Wear resistance

Chipping resistance

Edge material: Amada M 71 original high-speed steel Hardness : Hv 1000 

HSS Bi-Metal Band Saw Blade

Applicability 

NNNNeeeewwwwllll yyyy     ddddeeeevvvveeee llll ooooppppeeeedddd     ssssppppeeeezzzz iiii aaaa llll     bbbbllll aaaaddddeeee     ffffoooorrrr     hhhhaaaarrrrdddd---- ttttoooo----ccccuuuutttt     mmmmaaaatttteeeerrrr iiii aaaa llll ....
WWWWiiii tttthhhh     AAAAmmmmaaaaddddaaaa ’’’’ssss     nnnneeeewwwwllll yyyy     ddddeeeevvvveeee llll ooooppppeeeedddd     MMMM77771111    HHHHSSSSSSSS    eeeeddddggggeeee     mmmmaaaatttteeeerrrr iiii aaaa llll     aaaannnndddd
aaaa     dddd iiii ffff ffffeeeerrrreeeennnncccceeee     iiii nnnn     tttthhhheeee     hhhheeee iiiigggghhhhtttt     ooooffff     ttttooooooootttthhhh     tttt iiiippppssss ,,,, hhhh iiiigggghhhh llll yyyy     aaaaccccccccuuuurrrraaaatttteeee     sssseeeetttt
wwwwoooorrrrkkkk iiiinnnngggg     ssssuuuupppppppprrrreeeesssssssseeeessss     ffff rrrr iiii cccctttt iiii oooonnnn     ccccuuuutttt tttt iiiinnnngggg....     BBBBaaaasssseeeedddd     oooonnnn     tttthhhhoooorrrroooouuuugggghhhh
aaaannnnaaaa llll yyyyssss iiii ssss     ooooffff     tttthhhheeee     ccccuuuutttt tttt iiiinnnngggg     pppprrrroooocccceeeessssssss ,,,, hhhh iiiigggghhhh     ppppeeeerrrr ffffoooorrrrmmmmaaaannnncccceeee     iiii ssss
aaaassssssssuuuurrrreeeedddd     ffffoooorrrr     ccccoooo lllldddd     dddd iiii eeee     wwwwoooorrrrkkkk     ssss tttteeeeeeee llll     iiii nnnn     ppppaaaarrrr tttt iiii ccccuuuu llll aaaarrrr....

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Mild steel, Tool steel, Hot work die steel, Super heat
Non-ferrous metal Prehardened steel Stainless steel resisting alloy

• H-10, H-13, H-21, H-22,
H-24, H-25

• 210, 202, 302, 303, 304, 308
• 314, 316, 317, 321, 330, 347
• 410, 416, 420, 430, 440C
• 15-5PH, 17-4PH, 15-7

• 309, 409, 600
• MONEL, K-MONEL, 

INCONEL718, 
HASTELLOY A, B, C

• A286, INCOLOY 800, RA330
• ASTROLOY WF-11
• MONEL400, K-500
• Ti-6A1-4V

=Break-in area / 1000 cm2

• 50, 55, A, B, C, D
• 1005-1095, 1513-1536
• 1541-1572 •5015-5150
• 4118-4161 •1330-1345

43115-3315
• 4012-047,4419,4422,4427
• 4615-4626, 4815-4820
• 4320-4720, 8115-9430
• 1108-1215 • 1100-7075
• C10200, C12000, C21000
• 1.0711,1.0718

• W-1, W-2, W-5
• P-2, P-3, P-4, P-5, P-6, P-20, P-21
• S-1, S-2, S-4, S-5, S-6, S-7
• L-2, L-6 •5155, 5160 
• A-2, 0-1, 0-2, 0-6, D-2, D-3,

CPM 10V
• T-1, T-2, T-3, T-4, M-1, 

M-2, M-5, M15
• 50100, 51100, 52100

★★★★

★★

★★★★

patented
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Higher wear resistance than conventional blade made of M42 obtained by using M71 for the edge material.
Stable quality and superior roughness achieved by Amada’s unique high-accuracy set working.
Suppresses friction wear, with friction cutting minimized by HI-LO tooth shape of tooth tips.
Broadly usable for general steel through tool steel, and particularly exhibits outstanding performance in cutting tool
steel.

MAGNUM HLG

High & Low

Band width

(mm)

Band thickness

(mm)

Pitch 

0.75/1 1.1/1.5 1.5/2 2/3 3/4

34 1.1

41 1.3

54 1.6

67 1.6

80 1.6

More available for responding to your immediate order.

The difference in the height of tooth tips 
suppresses friction cutting

Edge material
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1000

950

900

M42 Amada M71
Metallographic picture of edge material

M 42 Amada M71



patented

Mild steel, Tool steel, Hot work die steel, Super heat
Non-ferrous metal Prehardened steel Stainless steel resisting alloy

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

• H-10, H-13, H-21, H-22,
H-24, H-25

• 210, 202, 302, 303, 304, 
308

• 314, 316, 317, 321, 330, 
347

• 410, 416, 420, 430, 440C
• 15-5PH, 17-4PH, 15-7

• 309, 409, 600
• MONEL, K-MONEL, 

INCONEL718, 
HASTELLOY A, B, C

• A286, INCOLOY 800, RA330
• ASTROLOY WF-11
• MONEL400, K-500
• Ti-6A1-4V

Applicability

Wear resistance

Chipping resistance

Edge material: M42 Cobalt high-speed steel Hardness : Hv 950

HSS Bi-Metal Band Saw Blade

★★★

★★★★

★★★

Patented

BBBBllll aaaaddddeeee     eeeexxxxcccc lllluuuussss iiii vvvveeee llll yyyy     ffffoooorrrr     hhhhaaaarrrrdddd---- ttttoooo----ccccuuuutttt     mmmmaaaatttteeeerrrr iiii aaaa llll ,,,,
wwwwhhhhoooosssseeee     hhhh iiiigggghhhh----ccccuuuutttt tttt iiiinnnngggg     ppppeeeerrrr ffffoooorrrrmmmmaaaannnncccceeee     ggggaaaaiiiinnnneeeedddd     rrrreeeeppppuuuuttttaaaatttt iiii oooonnnn     tttthhhhrrrroooouuuugggghhhh
ggggoooooooodddd     rrrreeeessssuuuu llll tttt ssss ....     DDDDuuuueeee     ttttoooo     tttthhhheeee     kkkkeeeerrrr ffff     dddd iiii ssssppppeeeerrrrsssseeeedddd     tttt yyyyppppeeee     ttttooooooootttthhhh     sssshhhhaaaappppeeee     aaaannnndddd
hhhh iiiigggghhhh     ppppoooossss iiii tttt iiii vvvveeee     rrrraaaakkkkeeee     aaaannnngggg llll eeee,,,, ccccuuuutttt tttt iiiinnnngggg     rrrreeeessss iiii ssss ttttaaaannnncccceeee     iiii ssss     rrrreeeedddduuuucccceeeedddd     ttttoooo     aaaa
llll aaaarrrrggggeeee     eeeexxxxtttteeeennnntttt ....

=Break-in area / 1000 cm2
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Use of M42 cobalt high-speed steel which has a higher wear resistance.
Use of the kerf dispersed type tooth shape with level difference and set size (Wide & Narrow) of the tooth tip 
combined makes saw chips finer, reducing cutting resistance.
In addition, use of high positive rake angle ensures stable cutting even when the required cut amount is very small.
Intended for the medium or Iarge diameter, hard-to-cut items of the tool steel to stainless steel whose cutting
resistance would reach the limit of the conventional blades.
SIGMA blade has enjoyed good results of cutting performance and reputation for a long time mainly in the European
markets.

SIGMA

Kerf dispersed type tooth shape

+High & Low

Wide & Narrow

High positive rake angle

More available for responding to your immediate order.

Bandwidth

(mm)

Band thickness

(mm)

Pitch

0.75/1 1.1/1.5 1.5/2 2/3 3/4

27 0.9

34 1.1

41 1.3

54 1.6

67 1.6

80 1.6



patented

Applicability

Wear resistance

Chipping resistance

Edge material: M42 Cobalt high-speed steel Hardness : Hv 950

HSS Bi-Metal Band Saw Blade

★★★

★★

Patented

BBBBllll aaaaddddeeee     eeeexxxxcccc lllluuuussss iiii vvvveeee llll yyyy     ffffoooorrrr     hhhhaaaarrrrdddd---- ttttoooo----ccccuuuutttt     mmmmaaaatttteeeerrrr iiii aaaa llll ssss     ssssuuuu iiii ttttaaaabbbb llll eeee
ffffoooorrrr     ttttoooooooo llll     ssss tttteeeeeeee llll     ttttoooo     ssss ttttaaaa iiiinnnn lllleeeessssssss     ssss tttteeeeeeee llll     ooooffff     mmmmeeeedddd iiiiuuuummmm    oooorrrr     llll aaaarrrrggggeeee
ssss iiii zzzzeeee,,,, uuuussss iiiinnnngggg     tttthhhheeee     kkkkeeeerrrr ffff     dddd iiii ssssppppeeeerrrrsssseeeedddd     tttt yyyyppppeeee     ttttooooooootttthhhh     sssshhhhaaaappppeeee
wwwwhhhhiiii cccchhhh     rrrreeeedddduuuucccceeeessss     ccccuuuutttt tttt iiiinnnngggg     rrrreeeessss iiii ssss ttttaaaannnncccceeee....

★★★

★★

=Break-in area / 1000 cm2

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Mild steel, Tool steel, Hot work die steel, Super heat
Non-ferrous metal Prehardened steel Stainless steel resisting alloy

• 1.2343, 1.2344
• 1.2581, 1.2587
• 1.4571, 1.4300
• 1.4301, 1.4006
• 1.4021, 1.4016
• 1.4542, 1.4564

• 1.0301, 1.1274, 1.0102
• 1.1161, 1.1260
• 1.7218
• 1.5066,1.5223
• 1.5406, 1.5419
• 1.6955
• 1.0711,1.0718

• 1.4828, 1.4720, 2.4816
• MONEL, K-MONEL, 

INCONEL 718
HASTELLOY

• INCOLLOY 800,
• ASTROLOY

MONEL400, TITAN LT31

• 1.1545, 1.1663
• 1.2833, 1.2341
• 1.2735, 1.2330
• 1.2545, 1.2714
• 1.2303, 1.2510 
• 1.2842, 1.2379 
• 1.2080, 1.3355, 1.3357
• 1.3501, 1.3505
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Use of M42 cobalt high-speed steel which provides high wear resistance.
Kerf dispersed type tooth shape makes saw chips finer, reducing cutting resistance.
3 different tooth angles are set to correspond to each function of the high tooth, low tooth and straight tooth so
that every possible capacity of M42 is obtained.
Intended for the medium/large diameter, hard-to-cut items of the tool steel to stainless steel whose cutting 
resistance reaches the limit of the conventional blades.
lf the diameter is large, even the mild steel becomes hard-to-cut. For such large material, use of ”SUPER HL" blade
is strongly recommended.

SUPER HL

Kerf dispersed type tooth
shape with level difference and
set size (Wide & Narrow) of
the tooth tip combined.

High & Low

Wide & Narrow

: More available for responding to your immediate order.

Bandbreite

(mm)

Banddicke

(mm)

Zahnteilung

0.75/1 1.1/1.5 1.5/2 2/3 3/4

27 0.9

34 1.1

41 1.3

1.3

1.6

67 1.6

80 1.6

54



patented

Applicability

Wear resistance

Chipping resistance

Edge material: M42 Cobalt high-speed steel Hardness : Hv 950

HSS Bi-Metal Band Saw Blade

★★★

★★

Patent pending

WWWWiiii tttthhhh     hhhheeee iiiigggghhhhtttt     dddd iiii ffff ffffeeeerrrreeeennnncccceeee     pppprrrroooovvvv iiiiddddeeeedddd     aaaammmmoooonnnngggg     ttttooooooootttthhhh     ppppoooo iiiinnnnttttssss ,,,,
hhhh iiiigggghhhh llll yyyy     aaaaccccccccuuuurrrraaaatttteeee     sssseeeetttt     wwwwoooorrrrkkkk iiiinnnngggg     ssssuuuupppppppprrrreeeesssssssseeeessss     ffff rrrr iiii cccctttt iiii oooonnnn     ccccuuuutttt tttt iiiinnnngggg....
BBBBaaaasssseeeedddd     oooonnnn     tttthhhhoooorrrroooouuuugggghhhh    aaaannnnaaaa llll yyyyssss iiii ssss     ooooffff     tttthhhheeee     ccccuuuutttt tttt iiiinnnngggg     mmmmeeeecccchhhhaaaannnn iiii ssssmmmm,,,,
hhhhiiiigggghhhh    ppppeeeerrrrffffoooorrrrmmmmaaaannnncccceeee    iiiissss    aaaassssssssuuuurrrreeeedddd    ffffoooorrrr     tttthhhheeee    ttttoooooooollll     sssstttteeeeeeeellll     iiiinnnn    ppppaaaarrrrtttt iiiiccccuuuullllaaaarrrr....

★★★

★★

~100 mm Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Bundled small diameter Mild steel, Tool steel, Hot work die steel,
material Non-ferrous metal Prehardened steel Stainless steel

• W-1, W-2, W-5
• P-2, P-3, P-4, P-5, P-6, P-20, P-21
• S-1, S-2, S-4, S-5, S-6, S-7
• L-2, L-6 •5155, 5160 
• A-2, 0-1, 0-2, 0-6, D-2, D-3,

CPM 10V
• T-1, T-2, T-3, T-4, M-1, 

M-2, M-5, M15
• 50100, 51100, 52100

• 50, 55, A, B, C, D, 
• 1005-1095, 1513-1536 
• 1541-1572 • 5015-5150 
• 4118-4161 • 1330-1345 
• 4012-4047, 4419, 4427

• 3115-3315 
• 4615-4626, 4815-4820 
• 4320-4720, 8115-9430 
• 1108-1215 , 1100-7075 
• C10200, C12000, C21000

• H-10, H-13, H-21, H-22,
H-24, H-25

• 210, 202, 302, 303, 304, 308
• 314, 316, 317, 321, 330, 347
• 410, 416, 420, 430, 440C
• 15-5PH, 17-4PH, 15-7

=Break-in area / 1000 cm2



Features

Line-up of products

Amada Austria GmbH
Wassergasse 1
2630 Ternitz, Austria
Phone 0043 26 30 - 35 170
Fax 0043 26 30 - 35 165
http://www.amada.at

AMADA AUSTRIA GmbH
is accredited to

Printed on recycled and recyclable paper • All specifications subject to change without notice

Printed in Austria

Use of M42 cobalt high-speed steel which provides high wear resistance.
Stable quality and superior surface roughness achieved by Amada's unique high-accuracy set working.
Suppresses friction wear, with friction cutting minimized by HI-LO tooth shape of tooth tips.
Broadly usable for general steel through tool steel, and particularly exhibits outstanding performance in cutting tool
steel.

SUPER HLG

The differance in the height of
tooth tips suppresses friction
cutting.

High & Low

More available for responding to your immediate order.

Tooth shape

Band width

(mm)

Band thickness

(mm)

Pitch

1.1/1.5 1.5/2 2/3 3/4 4/6

27 0.9

34 1.1

41 1.3

1.3

1.6

67 1.6

80 1.6

54



Applicability

Wear resistance

Chipping resistance

Edge material: M42 Cobalt high-speed steel Hardness : Hv 950

HSS Bi-Metal Band Saw Blade

★★★

Patent Pending

DDDDeeeessss iiiiggggnnnneeeedddd     ttttoooo     rrrreeeedddduuuucccceeeedddd     hhhheeeeaaaatttt     ggggeeeennnneeeerrrraaaatttteeeedddd     aaaatttt     iiii nnnnccccrrrreeeeaaaasssseeeedddd     cccchhhh iiiipppp     llll ooooaaaadddd ....
WWWWiiii tttthhhh     rrrreeeedddduuuucccceeeedddd     ttttooooooootttthhhh     ssss tttt rrrr iiiipppppppp iiiinnnngggg     aaaannnndddd     bbbbrrrreeeeaaaakkkk iiiinnnngggg     tttthhhh iiii ssss     eeeeqqqquuuuaaaatttteeeessss     ttttoooo
tttthhhheeee     llll oooowwwweeeesssstttt     ppppoooossssssss iiiibbbb llll eeee     ccccoooosssstttt     ppppeeeerrrr     ssssqqqquuuuaaaarrrreeee     iiii nnnncccchhhh     ooooffff     mmmmeeeettttaaaa llll     ccccuuuutttt tttt iiiinnnngggg....

★★★

★★★★★★

Small
<100 mm

Small Medium Large
<100 mm 100-400 mm >400 mm

Small Medium Large
<100 mm 100-400 mm >400 mm

Small Medium Large
<100 mm 100-400 mm >400 mm

Bundled small diameter Mild steel, Tool steel, Hot work die steel,
material Non-ferrous metal Prehardened steel Stainless steel

• 1.0301, 1.1274, 1.0102
• 1.1161, 1.1260
• 1.7218
• 1.5066,1.5223

• 1.5406, 1.5419
• 1.6955
• 1.0711,1.0718

• 1.2343, 1.2344
• 1.2581, 1.2587
• 1.4571, 1.4300
• 1.4301, 1.4006
• 1.4021, 1.4016
• 1.4542, 1.4564

= Break-in area / 1000 cm2

• 1.1545, 1.1663
• 1.2833, 1.2341
• 1.2735, 1.2330
• 1.2545, 1.2714
• 1.2303, 1.2510 
• 1.2842, 1.2379 
• 1.2080, 1.3355, 1.3357
• 1.3501, 1.3505



Line-up of products

Features

CHIPBREAKER

Tooth Selection

100 200 300 400 500 600 800 1000

Structural Steel

Mildsteel

Die,Tool Steel

Stainless Steel 3/4

Nickel Alloy

3/4 2/3 1,5/2 1,1/1,5

3/4 2/3 1,5/2 1,1/1,5

3/4 2/3 1,5/2 1,1/1,5

Width of cut

2/3 1,5/2 1,1/1,5

2/3 1,5/2 1,1/1,5

Band width

(mm)

Band thickness

(mm)

Pitch

1.1/1.5 1.5/2 2/3 3/4

27 0.9

34 1.1

41 1.3

1.3

1.6

67 1.6

54

in planning standard

Benefit

• Higher cutting rates

• Increased blade life

• Reduced tooth stripping

• Reduced blade breakage

Scoring by chips

• Reduced heat generated at increased chip loads

• Prevents scoring on gullet surface

• Reduced chip weld

• Reduced backing fatigue

Reduced red heat area versus conventional blades

Amada Austria GmbH
Wassergasse 1
2630 Ternitz, Austria
Phone 0043 26 30 - 35 170
Fax 0043 26 30 - 35 165
http://www.amada.at

AMADA AUSTRIA GmbH
is accredited to

Printed on recycled and recyclable paper • All specifications subject to change without notice

Printed in Austria



Applicability

Wear resistance

Chipping resistance

Edge material: M42 Cobalt high-speed steel Hardness : Hv 950

HSS Bi-Metal Band Saw Blade

MiId steel, Tool steel, Hot work die steel, Super heat
Non-ferrous metal Prehardened steel Stainless steel resisting alloy

★★★

★★

★★★

★★

AAAAmmmmaaaaddddaaaa ’’’’ssss     bbbbeeeessss tttt     sssseeee llll llll eeeerrrr     bbbb llll aaaaddddeeee     aaaapppppppp llll iiii ccccaaaabbbb llll eeee     ttttoooo     aaaa llll llll     tttt yyyyppppeeeessss     ooooffff     ssss tttteeeeeeee llll ,,,,
uuuussss iiiinnnngggg     MMMM    44442222     ccccoooobbbbaaaa llll tttt     hhhh iiiigggghhhh----ssssppppeeeeeeeedddd     ssss tttteeeeeeee llll     wwwwhhhhiiii cccchhhh     hhhhaaaassss     hhhh iiiigggghhhh     wwwweeeeaaaarrrr
rrrreeeessss iiii ssss ttttaaaannnncccceeee....

Structural steel
Bundled small

diameter 
material

=Break-in area / 1000 cm2

Small Medium Large
~100 mm 100~400 mm 400 mm~

Thick wall ~100mm

H-beam

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

Small Medium Large
~100 mm 100~400 mm 400 mm~

• A36     •50, 55, A, B, C, D     •1012, 1008
• 30, 33, 40, 45, 50, 55 •A569
• 1005-1095, 1513-1536 •1541-1572
• 5015-5150   •4118-4161   •1330-1345
• 3115-3315   •4012-4047, 4419, 4422, 4427
• 4615-4626, 4815-4820
• 4320-4720, 8115-9430
• 1108-12-15   •1100-7075
• C10200, C12000, C21000

• W-1, W-2, W-5
• P-2, P-3, P-4, P-5, P-6, 

P-20, P-21
• S-1, S-2, S-4, S-5, 

S-6, S-7
• L-2, L-6 •5155, 5160 
• A-2, 0-1, 0-2, 0-6, 

D-2, D-3, CPM 10V
• T-1, T-2, T-3, T-4, M-1,

M-2, M-5, M15
• 50100, 51100, 52100

• H-10, H-13, H-21, 
H22, H-24, H-25

• 210, 202, 302, 303, 
304, 308

• 314, 316, 317, 321, 
330, 347

• 410, 416, 420, 430, 
440C

• 15-5PH, 17-4PH,15-7

• 309, 409, 600
• MONEL, K-MONEL,

INCONEL718, 
HASTELLOY A, B, C

• A286, INCOLOY 800,
RA330

• ASTROLOY WF-11
• MONEL400, K-500
• Ti-6AI-4V

Patented



Features

Line-up of products

Amada Austria GmbH
Wassergasse 1
2630 Ternitz, Austria
Phone 0043 26 30 - 35 170
Fax 0043 26 30 - 35 165
http://www.amada.at

AMADA AUSTRIA GmbH
is accredited to

Printed on recycled and recyclable paper • All specifications subject to change without notice

Printed in Austria

SGLB

Use of M42 cobalt high-speed steel which provides high wear resistance.
Most widely usable blade developed with Amada's unique heat treatment
technology while making the best use of the capacity of the material itself.
Applicable to materials of wide range from the general steel to hard-to-cut
material, particularly suitable for the solid material.
"SGLB" has the fullest line-up of all Amada's blades, all kinds of materials
can be cut.

Wear comparison when cutting 400mm diameter, D2 material 
(with that of the conventional blade deemed as 100%)

SGLB

Conventional blade

Metalographic picture of
edge material (M42 HSS)

Most steel can be cut with high efficiency with "SGLB".

Note 1) 0 More available for responding to your immediate order.
Note 2) A small quantity of regular tooth pitch blades are produced also. Please contact our sales personnnel if you require.

Band width

(mm)

Band thickness

(mm)

Pitch

1.1/1.5 2/3 3/4 4/6 5/7 6/10 8/12 10/14

19 0.9

27 0.9

34 1.1

41 1.3

1.3

1.6

67 1.6

54

80%

100%

2200 µµmm



RATIO HI-LO

Bundled small diameter material Mild steel,
No-ferrous metal

heat-treatable steel,
case-hardened steel

~100 mm small
~100 mm

medium
100-400 mm

large
<500 mm

small
~100 mm

medium
100-400 mm

large
<500 mm

• 1.0301, 1.1274, 1.0102 • 1.5406, 1.5419
• 1.1161, 1.1260 • 1.6955
• 1.7218 • 1.0711, 1.0718
• 1.5066, 1.5223

• 1.1148, 1.7015
• 1.7030
• C 45, 1.0528
• 1.7218, 1.7225

Universal bandsaw blade for greater profitability. 
Powerful performance due to the approved  
AMADA HI-LO geometry.

Economy ★ ★ ★ ★ ★

HSS Bi-metal bandsaw blade

= Break-in area / 1000 cm2Applicability



RATIO HI-LO

Features

 Tooth tips of wear-resistant HSS-quality for a vibration-reducing cutting.

 Patented AMADA HI-LO geometry with different tooth heights.
Due to the geometry we have a reduction of friction and cutting load per tooth.

 The group set guarantes a stabil cut and very smooth surface.

 Favorable universal tool, especially developed for the cutting of all usual steel grades up to 950 N/mm2.

The difference in tooth height
reduces the cutting load 
per tooth

high & low

Line-up of products

Bandwith

(mm)

Bandthickness

(mm)

Pitch

0.75/1 1.1/1.5 1.5/2 2/3 3/4 4/6

27 0.9

34 1.1

41 1.3

Standard depends from stock

All specifications subject to change without notice.

AMADA AUSTRIA GmbH
is accredited to

printed in Autria

Amada Austria GmbH
Wassergasse 1
2630 Ternitz, Austria
Phone 0043 26 30 - 35 170
Fax 0043 26 30 - 35 165
http://www.amada.at



Applicability

Wear resistance

Chipping resistance

Edge material: M42 Cobalt high-speed steel Hardness : Hv 950

HSS Bi-Matal Band Saw Blade

Roll formed section Structural steel Mild steel, non-ferrous metal

★★★

★★

★★ ★

★★★★★★★★

BBBBllll aaaaddddeeee     eeeexxxxcccc lllluuuussss iiii vvvveeee llll yyyy     ffffoooorrrr     ssss tttt rrrruuuuccccttttuuuurrrraaaa llll     ssss tttteeeeeeee llll ,,,, wwwwhhhhiiii cccchhhh     hhhhaaaassss     bbbbooootttthhhh
sssstttt rrrreeeennnnggggtttthhhh     aaaaggggaaaa iiiinnnnsssstttt     ttttooooooootttthhhh     cccchhhh iiiipppppppp iiiinnnngggg     aaaannnndddd     hhhh iiiigggghhhh     wwwweeeeaaaarrrr     rrrreeeessss iiii ssss ttttaaaannnncccceeee....
””””PPPPRRRROOOOTTTTEEEECCCCTTTTOOOORRRR”””” aaaaddddddddeeeedddd     ttttoooo     tttthhhheeee     bbbbaaaacccckkkk     ffffaaaacccceeee     ooooffff     tttthhhheeee     ttttooooooootttthhhh     tttt iiiipppp     
pppprrrreeeevvvveeeennnnttttssss     eeeexxxxcccceeeessssssss iiii vvvveeee     ccccuuuutttt tttt iiiinnnngggg....

WS type: Rolled large size H-beam

• A36 
• 50, 55, A, B, C, D 
• 1012, 1008 
• 30, 33, 40, 45 
• A569

• 50, 55, A, B, C, D
• 1005-1095, 1513-1536
• 1541-1572  •5015-5150
• 4118-4161  •1330-1345
• 4012-4047, 4419, 4427

• 3115-3315
• 4615-4626, 4815-4820
• 4320-4720, 8115-9430
• 1108-1215    •1100-7075
• C10200, C12000, C21000

Break-in cutting is unnecessary

Patent pending

Bundled small
diameter material

Thin wall Thick wall ~100 mm Small Medium Large
~100 mm 100~400 mm 400 mm~
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"PROTECTOR" added on the back face of the tooth tip suppresses excessive 
cutting and prevents continuous chipping from occurring.
As the tooth tip is made stronger, it endures impacts caused during intermittent
cutting. At the same time, high cutting efficiency is assured.
Break-in cutting is unnecessary due to special processing with ”PROTECTOR".
"PROTECTOR" is an innovative blade successfully developed with an emphasis
placed on measures against chipping and stripping of the tooth while cutting
such material as structural steel which vibrates a lot.

PROTECTOR M42

lf you are troubled with chipping and stripping of the tooth at present,
use of ”PROTECTOR” is strongly recommended. 
We are convinced that it would meet your expectation.

Continuous chipping that occurs with the 
conventional blade is eliminated.

Line-up of products

Note 1) When a roll formed large size H-beam is cut, a pinching symptom may occur in some cases where the blade is caught by the material being cut.
In order to prevent such a symptom, please use the WS (wide set) type of "PROTECTOR M42". The WS type of 'PROTECTOR M42" is more 
reinforced with respect to prevention of pinching than the WS type of any other conventional blade model.

Note 2) 0: More available for responding to your immediate order.

Band width
(mm)

Band thickness
(mm)

Pitch

2/3 2/3 WS 3/4 3/4 WS 4/6 5/7 6/10 10/14

27 0.9
34 1.1
41 1.3

1.3
1.6

54



Applicability 

Wear resistance

Chipping resistance

Thin wall Thick Wall Small Medium large
<100 mm 100-400 mm >400 mm

Edge material: M42 base matrix high-speed steel Hardness : Hv 900

HSS Bi-Metal Band Saw Blade

Roll formed section Structural steel Mild steel, non-ferrous metal

★★★

★★

★★ ★

★★★★★★★★

UUUUnnnniiii vvvveeeerrrrssssaaaa llll     bbbb llll aaaaddddeeee     ssss tttt rrrroooonnnngggg     aaaaggggaaaa iiiinnnnsssstttt     ttttooooooootttthhhh     cccchhhh iiiipppppppp iiiinnnngggg     aaaannnndddd     hhhh iiiigggghhhh llll yyyy
eeee fffffififificccc iiii eeeennnntttt     iiii nnnn     ccccuuuutttt tttt iiiinnnngggg....     ””””PPPPRRRROOOOTTTTEEEECCCCTTTTOOOORRRR”””” aaaaddddddddeeeedddd     ttttoooo     tttthhhheeee     bbbbaaaacccckkkk     ffffaaaacccceeee
ooooffff     tttthhhheeee     ttttooooooootttthhhh     tttt iiiipppp     pppprrrreeeevvvveeeennnnttttssss     eeeexxxxcccceeeessssssss iiii vvvveeee     ccccuuuutttt tttt iiiinnnngggg....

Bundled small
diameter material

• A36
• 50, 55, A, B, C, D
• 1012, 1008
• 30, 33, 40, 45
• A569

• 50, 55, A, B, C, D
• 1005-1095, 1513-1536
• 1541-1572 •5015-5150
• 4118-4161 •1330-1345
• 4012-4047, 4419, 4427

• 3115-3315
• 4615-4626, 4815-4820
• 4320-4720, 8115-9430
• 1108-1215  •1100-7075
• C10200, C12000, C21000

Break-in cutting is unnecessary

<100 mm

Patented 
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"PROTECTOR" added on the back face of the tooth tip suppresses excessive 
cutting and prevents continuous chipping from occurring.
As the tooth tip is made stronger, it endures impacts caused during intermittent
cutting. At the same time, high cutting efficiency is assured.
Break-in cutting is unnecessary due to special processing with ”PROTEC".
"PROTEC" is an innovative blade successfully developed with an emphasis placed
on measures against chipping and stripping of the tooth while cutting such mate-
rial as structural steel which vibrates a lot.

PROTEC

lf you are troubled with chipping and stripping of the tooth at
present, use of ”PROTEC” is strongly recommended. 
We are convinced that it would meet your expectation.

Continuous chipping that occurs with the 
conventional blade is eliminated.

Line-up of products 

Band width
(mm)

Band tchickness
(mm)

Pitch

3/4 4/6 5/7 6/10

27 0.9
34 1.1
41 1.3
54 1.6

Standard



Applicability

Wear Resistance

Chipping 
Resistance

Edge material: M42 Cobalt High-Speed Steel Hardness: Hv 950

Tube, Pipe Light-weight profile steel Structural Profile Small diameter solid

★★

★★★

A 36 1005 - 1095 1541 - 1572 4320 - 4720 aluminum  and
30, 33, 40, 45 1108 - 1215 3115 - 3315 4815 - 4820 aluminum alloy
50, 55, A, B, C, D 1330 - 1345 4012 - 4047 5015 - 5150 (1100 - 7075)
A 569 1513 - 1536 4118 - 4161 8115 - 9430 copper and 

copper alloy
302, 304, 304L, 316, 316L, (C10200 - C21000)
321, 347, 410, 430, 444

Break-in cutting is unnecessary

Anwendungsbereich

IIIInnnnnnnnoooovvvvaaaatttt iiii vvvveeee     ttttwwwwiiiinnnn     sssseeeetttt     aaaannnndddd     ttttooooooootttthhhh     sssshhhhaaaappppeeee     wwwwiiii tttthhhh     hhhh iiiigggghhhh//// llll oooowwww    ttttooooooootttthhhh
ccccoooommmmbbbbiiiinnnnaaaatttt iiii oooonnnn ....     
BBBBllll aaaaddddeeee     uuuusssseeeedddd     eeeexxxxcccc lllluuuussss iiii vvvveeee llll yyyy     ffffoooorrrr     llll iiii gggghhhhtttt ----dddduuuuttttyyyy     bbbbaaaannnnddddssssaaaawwww    tttthhhhaaaatttt     ccccoooovvvveeeerrrrssss     aaaa
wwwwiiiiddddeeee     rrrraaaannnnggggeeee     ooooffff     mmmmaaaacccchhhh iiiinnnnaaaabbbb llll eeee     mmmmaaaatttteeeerrrr iiii aaaa llll ssss ....

HSS Bi-Metal Band Saw Blade Patent pending

★★★★

★★★★★★★

<100 mm

Application Range



Features

Line-up of Products
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Most steel materials can be cut by just one ”DUOS M42 9/11P“ with high efficiency, so the 
operator no longer has to select the correct pitch blade.

DUOS M42

Positive rake angle

high & low

Twin sets

Capacity of gullet increased
by two-step relief angle

“B“ “B““A“ “A“ “A“

SOLID Tooth penetration small

Only ”A” teeth are used,
tooth pitch increased

TUBE

Achieve higher tooth 
penetration because all ”A”
teeth and ”B” teeth are used

Tooth penetration large

Band width
(mm)

Band thickness
(mm)

Pitch
9/11

13 *) 0.64

20 0.9

27 0.9

Note )Product line-up of ”DUOS M42” is limited to comparatively small pitches considering frequency of use.
Please use ”PROTECTOR M42” 4/6P or 3/4P when a machinable material is not applicable.

*) only available in 100m coil

Blade Pitch Application Comparison
maximale cutting width (mm)

10 20 30 40 50 60 70 80 90

DUOS M42 9/11 P

Conventional 6/10 P
Conventional 5/7 P

Con. 10/14 P
Conventional 8/12 P

Excessive cutting is controlled because ”B” teeth protect ”A” teeth due to twin set and high/low tooth combination.
Cutting performance is enhanced by adopting a positive rake angle.
Anti-clogging measures include increased gullet capacity by the adoption of a two-step relief angle for the first time with
a small pitch blade.
Special process eliminates the need for break-in-procedure on the ”DUOS M42”.
„DUOS M42“ is a blade exclusively for use on light duty bandsaws. ”DUOS M42” was developed with the main objective of 
preventing teeth breakage and chipping, as well as expanding the cutting range.



patented

Edge material: Original tungsten high-speed steel Hardness: Hv 850

HSS Bi-Metal Contour Blade

HHHHiiiigggghhhh     ggggrrrraaaaddddeeee     hhhh iiiigggghhhh----ssssppppeeeeeeeedddd     ssss tttteeeeeeee llll ,,,,
wwwwhhhhiiii cccchhhh     pppprrrroooovvvv iiiiddddeeeessss     hhhh iiiigggghhhh     wwwweeeeaaaarrrr     rrrreeeessss iiii ssss ttttaaaannnncccceeee,,,, iiii ssss     uuuusssseeeedddd     ffffoooorrrr     tttthhhheeee     tttteeeeeeeetttthhhh
aaaannnndddd     ttttoooouuuugggghhhh     ssssppppeeeecccc iiii aaaa llll     ssss tttteeeeeeee llll     iiii ssss     uuuusssseeeedddd     ffffoooorrrr     tttthhhheeee     bbbbaaaacccckkkk iiiinnnngggg     mmmmaaaatttteeeerrrr iiii aaaa llll ....
HHHHiiiigggghhhheeeessss tttt     ggggrrrraaaaddddeeee     ccccoooonnnnttttoooouuuurrrr     bbbb llll aaaaddddeeee     mmmmaaaaddddeeee     ooooffff     HHHHSSSSSSSS bbbb iiii ----mmmmeeeettttaaaa llll ....

Band width 10mm

Band width 13mm

Band width  8mm

Band width  6mm

Band width  5mm

Band width  4mm

The workable minimum radius is determined
based on the band width.

Selection of blade band width

Selection of blade pitch
Appropriate pitch is determined based on the thickness of the material to be cut.

Pitch: 

Thickness 10 P / P 8 P / P 6 P / P 4 P / P

18 
14 

12 
P / 

P

~12mm 12~
25mm

25~
75mm

75~
150mm

150~
300mm



Line-up of products

Features

Bi-metal blade for the contour machine made practicable for the first time in the world.
Capable to satisfy three requirements of the blade used for contour cutting of various steel materials; break free,
bend free and continuous sharpness.
Amada's original high grade tungsten high-speed steel is used for the teeth and tough special spring steel is used
for the backing material. By combining these two types of steels perfectly, it became possible to cut efficiently all
kinds of hard-to-cut material that could never be cut with any conventional blade. In addition, the blade endures
breaking or bending force and maintains outstanding sharpness. Surprisingly long service life is now available.

GLB contour

High grade high-speed steel

Tough special spring steel

Electron beam welding

3 0.64
0.90
0.64
0.90
0.64
0.90
0.64
0.90
0.64
0.90
0.64
0.90
0.64
0.90

4

5

6

8

10

13

Band width
(mm)

Band thickness
(mm)

Pitch

4 6 8 10 12 14 18

* A coil length is 30m.

Amada Austria GmbH
Wassergasse 1
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Phone 0043 26 30 - 35 170
Fax 0043 26 30 - 35 165
http://www.amada.at
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Precautions for cutting

Break-in cutting

Instructions below enable cutting to be performed with higher efficiency.

Perform break-in cutting with a new blade.
Just like break-in driving of a car, break-in cutting of a blade is cutting
with a light load applied before starting standard cutting.
Troubles such as vibration, tooth chipping and uneven wear tend to
occour and the blade life and exhibition of its performance may be 
largely affected unless tooth points are equalized during sufficient 
break-in cutting.
Implement correct break-in cutting referring to "Method for break-in
cutting" described below.

Method for break-in cutting

Break-in cutting conditions for the first cut (Blade speed = 30 m/min)

1. Perform break-in cutting if the blade speed of the standard
cutting conditions is "30 m/min" or more.

Judge standard cutting conditions based on "Cutting 
conditions setting guide” on separate sheet.

2. Be sure to start break-in cutting al the blade speed of 
"30m/min". Calculate the cutting time in this case from the 
graph indicated below.
Example: When the cutting width is 200mm ➔ 16 min/cut

Adjust the cutting rate setting with the flow control valve
so that the target cutting time is obtained.
Keep the cutting pressure at a fixed level as set by the
standard cutting conditions.

3. Step by step increase the blade speed and cutting rate until
standard cutting conditions are reached.

”Number of cuts in break-in cutting=Break-in area
Sectional area of material to be cut”

Step by step raise the level of conditions while laking the
number of cuts indicated above into account.

4. Break-in cutting is completed when the ”break-in area", 
which was set by blade and material, is reached.

"Break-in area' varies depending on the blade and the
material to be cut. See catalogs of each blade.

Break-in cutting conditions should be considered as a guide. It is particularly necessary to select conditions which do not produce chatter or vibration during initial period of cutting.

Cutting width (mm) Cutting width (mm)
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(m
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Cutting width: 0~400 mm

16 minutes / cut

Cutting width: 0~1000 mm

Work with break-in cutting done Work without break-in cutting done



Precautions for cutting
Instructions below enable cutting to be performed with higher efficiency.

Adjustment of wire brush

Adjustment of blade guide position

Selection of cutting fluid and control of its use

The wire brush brushes off saw chips attached mainly to the
garret section of the blade, prevents clogging and biting,
and thus supports smooth cutting. Correctly adjust the wire
brush position so that it always contacts the point shown on
the right. At the same time, adjust the cutting fluid to wash
off saw chips attached to the wire brush at the same time.

The blade guide fixes the traveling line of the saw blade and
applies cutting pressure. With almost every horizontal band
saw, the blade guide also plays a rote to twist-raise the
blade to the vertical position.
lf the position of the blade guide is too far from the 
material to be cut, crooked cut and breakage may result.
For this reason, it is desirable that the blade is supported at
a position that is as close as possible to the material to be
cut, and it is necessary to adjust the position of the blade
guide according to the material width and shape.
Make adjustment so that the blade guide is always located
at an appropriate position, which also contributes to a
longer service life for the blade

Cutting fluid is used for cooling and lubrication of the cutting section and
for removal of saw chips. Water soluble cutting fluid, that is used dilut-
ed with water, is generally selected from the viewpoints of safety and
cost. But it must be noted that problems such as corrosion, decay and
foaming may arise. Therefore, it is important to select a cutting fluid
that is suitable for the material to be cut and operation method of the
machine. Also, on the machine side, it is necessary to diligently adjust
the injection rate of the fluid in accordance with the place such as blade
guide section, working section and wire brush. Amada provides a full
line-up of water soluble cutting fluid and non-water soluble cutting fluid
that are good for various applications. Please place an order for cutting
fluid together with an order for blades. Observe oil handling instructions
and various regulations for use of cutting fluid. Particularly with water
soluble cutting fluid, pay special attention to the quality of the water
used for dilution and to the dilution magnification.

As a worn wire brush is not
effective, replace the wire
brush with a new one before
it is worn.

Appropriate

Inappropriate

Make adjustment so that the
tip end of the wire brush
touches the tooth bottom of
the blade.
In case of the blade with 
variable tooth pitch, make
adjustment so that the tip end
of the wire brush touches the
bottom of the tooth with the
minimum height.

Saw chips are not properly removed. Wire brush is prematurely worn.



Setting of cutting rate
Cutting rate means the sectional area (cm2) that is cut per minute, and is expressed with the unit of [cm2/min].
To obtain the target cutting rate, calculate the cutting time that is expressed by the following expression and adjust the
cutting speed.

Cutting conditions setting guide

Cutting conditions setting chart
Fundamentals of cutting conditions setting

1. Select a blade that meets the cutting requirements from ”Blade type selection guide".
2. Select a tooth pitch that meets the dimensions of the material to be cut from ”Blade pitch selection guide”.
3. Set the blade speed referring to the chart below.
4. Referring to the cutting rate given in the chart below, adjust the cutting speed so that the cutting time calculated

as described in the page on the left can be obtained
Note: lf the blade is a new one, perform break-in cutting. (See separate sheet for break-in cutting.)

Sectional area of material to be cut (cm2)Cutting time(minute) =
Cutting rate (cm2/min)

A simple method for calculation of sectional area is as follows:

Sectional area of rectangular material = Width (cm) x Height (cm)
Sectional area of round material = Diameter (cm) x Diameter (cm) x 0.8

* In case of cluster cutting, multiply the sectional area of one piece by the number of clustered pieces

Material size
(mm)

H-Beam

Grade of the material to be cut

Tube Solid material

9-bundled9-bundled

Sectional area
(cm2)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Note 1: The above chart shows average data in the general market collected at random without consideration of blade type or band saw machine type.
Note 2: Cutting conditions vary greatly depending on the blade type, band saw machine type, shape and heat treatment of the material to be cut and required cutting specification (crooked cut, cut face roughness, blade life, etc.).
Note 3: Material grade codes included in the above chart are from standards of three countries. However, this chart does not constitute a standard cross-referancechart.



Setting of cutting rate
Cutting rate means the sectional area (cm2) that is cut per minute, and is expressed with the unit of [cm2/min].
To obtain the target cutting rate, calculate the cutting time that is expressed by the following expression and adjust the
cutting speed.

Cutting conditions setting guide

Cutting conditions setting chart
Fundamentals of cutting conditions setting

1. Select a blade that meets the cutting requirements from ”Blade type selection guide".
2. Select a tooth pitch that meets the dimensions of the material to be cut from ”Blade pitch selection guide”.
3. Set the blade speed referring to the chart below.
4. Referring to the cutting rate given in the chart below, adjust the cutting speed so that the cutting time calculated

as described in the page on the left can be obtained
Note: lf the blade is a new one, perform break-in cutting. (See separate sheet for break-in cutting.)

Sectional area of material to be cut (cm2)Cutting time(minute) =
Cutting rate (cm2/min)

A simple method for calculation of sectional area is as follows:

Sectional area of rectangular material = Width (cm) x Height (cm)
Sectional area of round material = Diameter (cm) x Diameter (cm) x 0.8

* In case of cluster cutting, multiply the sectional area of one piece by the number of clustered pieces

Material size
(mm)

H-Beam

Grade of the material to be cut

Tube Solid material

9-bundled9-bundled

Sectional area
(cm2)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Blade speed
(m/min)

Cutting rate
(cm2/min)

Cutting time
(m/min)

Note 1: The above chart shows average data in the general market collected at random without consideration of blade type or band saw machine type.
Note 2: Cutting conditions vary greatly depending on the blade type, band saw machine type, shape and heat treatment of the material to be cut and required cutting specification (crooked cut, cut face roughness, blade life, etc.).
Note 3: Material grade codes included in the above chart are from standards of three countries. However, this chart does not constitute a standard cross-referancechart.



Blade troubleshooting

Follow the red arrow from the
applicable trouble, and check each
numbered symptom. (The check
points can be known also from the
colored block mark.)

Trouble description Trouble related to the cut product

Rough cut surface

Trouble during cutting
Loud cutting noise

Blade stoppage<

Trouble related to the blade

Early breakage

crook

1 ,2, 4, 5, 6, 7, 10, 11, 12, 13, 14, 15b, 21, 22, 27

2, 5, 6, 7, 8, 9, 10, 21, 27

1, 2, 4, 5, 6, 7, 10, 11, 12, 13, 14, 15b, 21, 22, 23, 24a, 26b, 27

1, 2, 3, 4, 5, 6, 8, 9, 10, 15a, 16, 17b, 18, 19, 24b, 25, 26a, 27

1, 2, 4, 5, 6, 7, 10, 11, 12, 13, 14, 15b, 21, 22, 23, 24a, 26b, 27

1, 2, 3, 4, 5, 6, 8, 9, 10, 15a, 16, 17b, 18, 19, 24b, 25, 26a, 27

Rough

Wear

Chipping

Breakage

Noise

Stoppage

Early crooked cut 1 ,2, 5, 6, 7, 8, 9, 10, 11, 17a, 19, 20, 21, 24a, 27

Early wear

Early tooth drop-out/chipping

Check the
applicable

items

3. Corroded blade Stoppage

6. Incorrect settings of cutting rate and cuttingspeed
a: Too fast
b: Too slow

Since errors may occur among machines, it is
important to periodically measure the actual-
speed.

9. Low cutting fluid concentration
The machine main unit may be corroded and the
service life of the sliding section may be shortened
due to insufficient lubrication.

15. Faulty contact of back-up guide
a: Pushed excessively 
b: Too far apart

16. Worn or damaged back-up guide

4. Blade hit with the material to be cut, etc.
Full care is required as even minor matters may
couse serious problems.

Rough
Chipping

Breakage
Noise

19. Worn inserts

20. Maladjusted blade perpendicularity
This is the most possible causal factor for
bending in cutting.

25. Uneven wear of blade wheel

Rough
Chipping

Breakage

crook
Rough

Chipping

Breakage
Noise

Stoppage

Wear

8. Insufficient cutting fluid supply
Sufficient supply is needed to both the cutting 
section and the insert section. Noise

crook
Wear

Breakage

Noise

crook
Wear

Breakage

Breakage
Noise

23. Constriction caused by material to be cut
Use a blade of WS type for cutting a large-
size rolled H-beam. Constriction occurs even
with a solid material, if it is large-size forged
steel. Measures such as driving of a wedge
into the cut groove are required.

Breakage
Stoppage

21. Variation in machinability of materials to be cut
Variation may be caused by differences in lots,
manufacturers, heat treatment, etc.

crook

crook

crook

Rough

Chipping

Wear

Breakage

18. Worn torsion-raise guide rollersBreakage

Breakage

27. Knocking of housing head
Entry of air into the hydraulic oil, deterioration
of operating fluid, scuffing of housing
(svving/lift) cylinder, etc. may have occurred.

crook
Rough

Chipping

Breakage
Noise

Stoppage

Wear

26. Incorrect blade wheel to flange contact
a: Contacting the flange.
b: Too far apart from the flange.

Chipping

Breakage
Noise

Stoppage

1. Excessive blade guide gap 
Correct adjustment of the guide position is an
essential condition for long service life.

crook
Rough
Chipping

Breakage
Noise

2. Unstable blade traveling 
Knocking caused by an error in the speed reduc-
er and overload caused by damage to bearings
of the blade wheel may have occurred.

crook
Rough
Chipping

Breakage
Noise

Stoppage

5. Inappropriate blade type or tooth pitch
There are an extranialy large number of types of mate-
rial to be cut basad on various combinations of materi-
al grade, shape, heat treatment, vvorking method and
so forth. It is necessary to select an appropriate blade
vvith these factors fully taken into account.

7. Insufficient break-in cutting
Stable service life can be assured if sufficient
break-in cutting is performed until appropriate
tooth point contact is obtained.

crook
Rough

Chipping
Noise

Wear

10. Maladjusted wire brush
lf the brushing effect drops, saw chips enter other
sliding sections of Ihe machine besides the blade,
and the service life will be shortened.

crook
Rough

Chipping
Breakage

Noise
Stoppage

Wear

11 . Cut Product jamming
Such cutting may occur when the product length is short
or when cutting bundled, small-diameter materials.

crook
Rough
Chipping

12. Vibration of the entire machine
The machine may be installed improperly or 
vibration source such as a large-size press may
exist in the vicinity of the machine.

Rough
Chipping

13. Poor clamping for the material to be cut
a: Saw chips or the like attached to the vise face

hinders proper clamping. 
b: In case of bundled cutting, not all of the

materials to be cut are firmly clamped.

Rough
Chipping

Stoppage

14. Weak clamping force for the material to be cut
Drop of oil pressure, entry of air into hydraulic oil,
deterioration of hydraulic oil, scuffing of vise cylin-
der, etc. may have occurred.

Rough
Chipping

Stoppage

17. Inappropriate insert clamping force
a: Too weak
b: Too strong

crook
Breakage

22. Biting of foreign matters
Check for presence of foreign matters such
as wire, scale and rag in the tube or in any
gap of bundIed materials.

Rough
Chipping

24. Faulty blade tension
a: Too low
b: Too high

Rough
Chipping

Breakage

crook
Rough

Chipping

Breakage
Noise

Stoppage

Wear

Check points



Blade troubleshooting

Follow the red arrow from the
applicable trouble, and check each
numbered symptom. (The check
points can be known also from the
colored block mark.)

Trouble description Trouble related to the cut product

Rough cut surface

Trouble during cutting
Loud cutting noise

Blade stoppage<

Trouble related to the blade

Early breakage

crook

1 ,2, 4, 5, 6, 7, 10, 11, 12, 13, 14, 15b, 21, 22, 27

2, 5, 6, 7, 8, 9, 10, 21, 27

1, 2, 4, 5, 6, 7, 10, 11, 12, 13, 14, 15b, 21, 22, 23, 24a, 26b, 27

1, 2, 3, 4, 5, 6, 8, 9, 10, 15a, 16, 17b, 18, 19, 24b, 25, 26a, 27

1, 2, 4, 5, 6, 7, 10, 11, 12, 13, 14, 15b, 21, 22, 23, 24a, 26b, 27

1, 2, 3, 4, 5, 6, 8, 9, 10, 15a, 16, 17b, 18, 19, 24b, 25, 26a, 27

Rough

Wear

Chipping

Breakage

Noise

Stoppage

Early crooked cut 1 ,2, 5, 6, 7, 8, 9, 10, 11, 17a, 19, 20, 21, 24a, 27

Early wear

Early tooth drop-out/chipping

Check the
applicable

items

3. Corroded blade Stoppage

6. Incorrect settings of cutting rate and cuttingspeed
a: Too fast
b: Too slow

Since errors may occur among machines, it is
important to periodically measure the actual-
speed.

9. Low cutting fluid concentration
The machine main unit may be corroded and the
service life of the sliding section may be shortened
due to insufficient lubrication.

15. Faulty contact of back-up guide
a: Pushed excessively 
b: Too far apart

16. Worn or damaged back-up guide

4. Blade hit with the material to be cut, etc.
Full care is required as even minor matters may
couse serious problems.

Rough
Chipping

Breakage
Noise

19. Worn inserts

20. Maladjusted blade perpendicularity
This is the most possible causal factor for
bending in cutting.

25. Uneven wear of blade wheel

Rough
Chipping

Breakage

crook
Rough

Chipping

Breakage
Noise

Stoppage

Wear

8. Insufficient cutting fluid supply
Sufficient supply is needed to both the cutting 
section and the insert section. Noise

crook
Wear

Breakage

Noise

crook
Wear

Breakage

Breakage
Noise

23. Constriction caused by material to be cut
Use a blade of WS type for cutting a large-
size rolled H-beam. Constriction occurs even
with a solid material, if it is large-size forged
steel. Measures such as driving of a wedge
into the cut groove are required.

Breakage
Stoppage

21. Variation in machinability of materials to be cut
Variation may be caused by differences in lots,
manufacturers, heat treatment, etc.

crook

crook

crook

Rough

Chipping

Wear

Breakage

18. Worn torsion-raise guide rollersBreakage

Breakage

27. Knocking of housing head
Entry of air into the hydraulic oil, deterioration
of operating fluid, scuffing of housing
(svving/lift) cylinder, etc. may have occurred.

crook
Rough

Chipping

Breakage
Noise

Stoppage

Wear

26. Incorrect blade wheel to flange contact
a: Contacting the flange.
b: Too far apart from the flange.

Chipping

Breakage
Noise

Stoppage

1. Excessive blade guide gap 
Correct adjustment of the guide position is an
essential condition for long service life.

crook
Rough
Chipping

Breakage
Noise

2. Unstable blade traveling 
Knocking caused by an error in the speed reduc-
er and overload caused by damage to bearings
of the blade wheel may have occurred.

crook
Rough
Chipping

Breakage
Noise

Stoppage

5. Inappropriate blade type or tooth pitch
There are an extranialy large number of types of mate-
rial to be cut basad on various combinations of materi-
al grade, shape, heat treatment, vvorking method and
so forth. It is necessary to select an appropriate blade
vvith these factors fully taken into account.

7. Insufficient break-in cutting
Stable service life can be assured if sufficient
break-in cutting is performed until appropriate
tooth point contact is obtained.

crook
Rough

Chipping
Noise

Wear

10. Maladjusted wire brush
lf the brushing effect drops, saw chips enter other
sliding sections of Ihe machine besides the blade,
and the service life will be shortened.

crook
Rough

Chipping
Breakage

Noise
Stoppage

Wear

11 . Cut Product jamming
Such cutting may occur when the product length is short
or when cutting bundled, small-diameter materials.

crook
Rough
Chipping

12. Vibration of the entire machine
The machine may be installed improperly or 
vibration source such as a large-size press may
exist in the vicinity of the machine.

Rough
Chipping

13. Poor clamping for the material to be cut
a: Saw chips or the like attached to the vise face

hinders proper clamping. 
b: In case of bundled cutting, not all of the

materials to be cut are firmly clamped.

Rough
Chipping

Stoppage

14. Weak clamping force for the material to be cut
Drop of oil pressure, entry of air into hydraulic oil,
deterioration of hydraulic oil, scuffing of vise cylin-
der, etc. may have occurred.

Rough
Chipping

Stoppage

17. Inappropriate insert clamping force
a: Too weak
b: Too strong

crook
Breakage

22. Biting of foreign matters
Check for presence of foreign matters such
as wire, scale and rag in the tube or in any
gap of bundIed materials.

Rough
Chipping

24. Faulty blade tension
a: Too low
b: Too high

Rough
Chipping

Breakage

crook
Rough

Chipping

Breakage
Noise

Stoppage

Wear

Check points






