v

e L (A K

BAND SAW Bl&gr?gg

The Amada Bi-Metal Blade combines

the smooth and precise cutting action

of high speed steel teeth,
with the strength and flexibility

of very tough backing material.
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N Blade bases in the world

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

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.

@ AMADA Co., Ltd. Headoffice
@ AMADA Co., Ltd.Ono Plant
© AMADA AUSTRIA GmbH (Austria)

@ AMADA TECHNI-SCIA S.A.R.L. (France)

© AMADA Sigetechnik Deutschland (Germany)
@ AMADA CUTTING TECHNOLOGIES, INC. (U.S.A.)
@ AMADA SINGAPORE PTE LTD. (Singapore)

@ :Management and
development base

® :Production base

® :Sales base
:AMTP
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EE Latest technologies

Latest technology and voices of customers are comhined successfully in every single Amada hlade.

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.

Highest grade high-speed steel

Tough special spring steel

Electron beam welding

High-quality and low-noise working achieved
with unigue 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.

\oices 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.

Printed on recycled and recycleable paper ¢ All specifications subject to change without notice Printed in Austria
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B Basic blade information

Names of blade sections

Relief angle
Tooth rake face
Gullet

Tooth back face

Edge material

Tooth height

Band thickness

Band
width

Edge material

\A

Left set tooth

Left set
value

Straight tooth

Right set tooth

Right set
value

Kerf

e e
View A

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

@ Matrix high-s

peed steel

[ SV

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.

eed steel

@M 42 high-sp

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.

© Amada M71 high-speed steel ™"

L o

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.

Tooth shape

@ Standard tooth shape

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.

@Hﬂ)rld tooth shape patented

Tooth point A

Tooth chipping resistance

was enhanced, without
The cutting resistance is T3 :
small and the cutting is Sacrlf!c!ng Cman cutting, by
clean combining two different tooth

Tooth paint B

Strong against tooth
drop-out/chipping.
Suitable for cutting that
involves shock

shapes each of which has
different features. Optimum
for cutting structural steel
through miscellaneous
articles made of mild steel.

patent pending

©Protector tooth shape

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.

PROTECTOR

@HI-LO tooth shape """

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

high & low

patented

@ Kerf dispersed type tooth shape

high & low ‘

X
Y
L

wide & narrow

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.
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S Basic blade information

Pitch

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

Tooth tips are located at equal intervals. The regular
tooth pitch is expressed as "0O0P (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.

Regular tooth pitch

@ 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.

o @ 6 @

Number of tooth tips/inch

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
25.4/2 P 254/2P applicable to cutting in a broad range.

Tooth shape group length

Variable tooth pitch

See "Blade pitch selection guide” on separate sheet.

Pitch g

Set

@Raker set

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 "left
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.

@ Group set

I

© Combination set K3

By = 9

@Alternate set ™" """

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

il

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. It 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.

How to reduce the cutting cost?

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

@ Use a machine in good condition (well maintained). i TaariE 3 (52 il a1 @rares:

teristics of the material to be cut and to select
a blade of optimum "edge material, tooth
shape, pitch and set pattern”.

@ Select an appropriate blade.

) Set appropriate cutting conditions.

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.

Printed on recycled and recycleable paper ¢ All specifications subject to change without notice Printed in Austria
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Select the blade which is best suited for the s
quality of the material to be cut and the work 1

Roll formed | Structural Bundled small Mild steel, Tool steel, Hot work die steel,
section (S GE] diameter material [Non-ferrous metal *3| Prehardened steel Stainless steel

A36.40.45,50,55.1008.1012 1008, 1095.5015.4118.4320 P-2.S-2.L-6.D-2 H-13.304. 17-4PH

Thin wall C-shaped Thick wall

~100mm 100~ 400mm~ ~100mm 100~ 400mm~ ~100mm 100~ 400mm~ ~100mm 100~ 400mm~
~100mm 400mm 400mm 400mm 400mm
i 0 00 0 00 0 00 000
+444
+44+4
H-beam Channel

L J
Deck plate Hu . . . . . . . . . . . .

Excluding non-ferrous metal

Super heat
resisting alloy

INCONEL. Ti-6AI-4V

— Incl. non-ferrous-metals
e —

for general use

Capable of cutting the material whose hardness is HRc40 (Hv400) or more

~—___Cold work die steel -=___ Hot work die steel
= ——

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, a WS (wide set) type
is available for "PROTECTOR M42".




Blade type selection guide

hape and
‘equirements.

* 1 : The hardness of the tooth tip represents Amada's average value. It is adjusted to some extent according to the types and sizes.

* 2 : The minimum requirement for cutting is that the tooth tip is harder than the material to be cut. In order to ensure economical
cutting, however, the tooth tip should be twice or more as hard as the material to be cut, as a guide.

* 3 : Non-ferrous metal means mainly aluminum, aluminum alloy, copper and copper alloy. These metals may be equivalent to
hard-to-cut materials or even harder in some cases. When using a special alloy, consult AMADA first.

Hardness of tooth tip Wear resistance

*1 *2
(Hv) Chipping resistance

Features

Blade type Edge material

PATENT PENDING St . . '
BCTB-3 Carbide + TIN | 1600+2300 Highest grade dove-tail type carbide

A tipped blade developed, using high-cut-

ting speed and accuracy found in all

PATENT PENDING Sede oo AMADA's technology. There are 4 types
BCTB-4 Carbide 1600 et selectable according to the material to

be cut. It is also possible to select the
tooth pitch and the tooth tip grinding

PATENT PENDING YerdeSrse pattern depending on work sizes and
BCTB-5 Carbide 1600 Sedede other factors.
P With carbide used for the tooth tip, this
. blade is intended for extra hard material
CTB Carbide 1600 PAg that cannot be cut with a HSS bi-metal
blade.
PATENTED Kk Long lasting, high-quality blade with TiN
AURORA M42 + TiN 95042300 coating added to "SIGMA" usable for hard-
ok to-cut materials.
PATENTED ko l:er\f/v,d _high p%rf?rma;\cethedr?e ma/ieriela_l ai;d
erf dispersed type tooth shape. Applicable
MAGNUM HL 1000 * to hard-to-cut material including super heat
AMADA M71 HSS resisting alloy.
PATENTED S i . .
MAGNUM HLG 1000 N high cutting rate, especially for tool steel

Kerf dispersed type tooth shape which re-

(FATEIED Fokk duces cutting resistance. For hard-to-cut
SIGMA 950 *k materials from tool steel to super heat re-
sisting alloy.
BSTENTED Kerf dispersed type tooth shape which re-
SUPER HL 950 *okok duces cutting resistance. For material of
*k medium or large diameter whose cutting re-
sistance is large.
PATENTED With height difference provided among
Hokok tooth points, highly accurate set workin
PER HL points, highly g
Su G M42 HSS 950 *k suppresses friction cutting. Broadly usable
for general steel through tool steel.
e Usable for widely ranged steel types and
SGLB 950 Sk sizes, from general steel to hard-to-cut ma-
terials.
[PATENNTED Newly designed blade exclusively for struc-
kK y g y
PROTECTOR M42 950 . tural steel with tooth chipping preventive
measures fully provided.
EB-II =N M42 base Sk Widely usable for from structural steel to
- Matrix HSS 900 Thkk solid material with tooth chipping preventive

measure reinforced.

PATENT PENDING

2. 2.0 ¢ general purpose for structurale steel and
DUOS M42 M42 HSS 950 e Fe Ak small diameters of solid material
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Blades line-up

Line-up of AMADA's blades and development concept

Carbide tipped blade

e
o I

HSS bi-metal blade
(for hard-to-cut material)

I/

Newly developed blade series

/
ﬁ&!

for general purpose

3CTB-4 @

e
{ &

3CTB-5

R o

for general purpose,
especially for tool steel

for hard to cut material and
\non ferrous metals (copper, aluminium)

for higher cutting speed, higher accuracy and longer service life

e
| AURORA

Improved in wear resistance
without reducing toughness

o
| macnuw .'.1L

Improved in wear resistance

—> &gum HLG

W =
g g
Applicability expan@

partially to mild steel
range

HSS bi-metal blade
(for general steel)

e

high performance
especially for tool steel

/y&R HLG

More general purpose, for small
and medium diameter size ma-
terial

-| W N 9
Matrix/
Reinforced in measure to pre-
ﬁgB' I[ vent tooth from being stripped
o v w W .

and pinched (blade exclusively

for structural steel)
~

general use for small profiles
and solid materials

&ER HL

best performance for stalnless steel

Improved in tooth
chipping resistance

=
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Blade pitch selection table by materials to be cut

Blade pitch selection guide

Maximum cutting length

Material to be cut

50 100 150

mm

200 250 300 400

500 700 1000

27 4” 6"

——————inches

8" 10” 127

20” 28" 40”

Roll formed section

B/AOP
6/8P

Structural steel,
Bundled tubes

4./6P

Solid
material

Bundled small diameter material,
Mild steel

3/4P

2/3P

Tool steel,
Prehardened steel

Hot work die steel,
Stainless steel

Super heat resisting alloy

1.1‘/1.5P

0.75{ 1P

Note 1 : It is recommended for optimum cutting to select a pitch to allow for 20 to 30 teeth to correspond to the cutting length.
Note 2 : When cutting deformed material or like that varies in the cutting length suddenly, it is desirable that at least 2 teeth are in contact with

the material constantly while cutting.

Note 3 : The above table based on "SGLB" should be used as a guide. Specific applicability varies somewhat depending on the characteristics of
the blades. For example, 3,/4P of "PROTECTOR M42" is capable of cutting materials in the range including 4,//6P in the above table.

The maximum cutting length (L max.)
varies also depending on the type of the band saw.

D |

L max.

Round solid material
(Horizontal type, vertical slide)

L max.

et
_ Z-Lm\ax.
L max.
Column

Column

(Horizontal type, vertical slide)

L1

'N“I

L max.=L1+L2

H-beam
(Diagonal type, vertical slide)

L max.

Rectangular solid material
(Horizontal type, vertical slide)

(Diagonal type, vertical slide)

Bundled rectangular solid material

(Horizontal type, vertical slide)

L max.

Rectangular solid material
(Vertical type)

1

L max.

Column
(Hinge type, swinging slide)

N.,,,Zw

Bundled round solid material
(Hinge type, swinging slide)

L max.

L max.

Round pipe
(Horizontal type, vertical slide)

Lmax.=tx2xn
t : Wall thickness
n : Horizontal number of
bundled materials

Bundled thin-wall round pipes
(Diagonal type, vertical slide)

l

L max.

Bundled flat bars
(Horizontal type, vertical slide)



Patent pending

1 Wear resistance * * * * *

( Chipping resistance * * *

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

B Superior;Performance
" ifiusedionithe’Amada
PCSAW Bandsaw.

ExceptionallyHighPerformance Carbide tipped Band
Saw blades;always'delivering optimum results.

Ouistanding™ cutting efficiency and accuracy
achieved, unthinkable when compared with
amconventional blades:

L -

Usually no break-in cutting is necessary.
In some cases better results are achieved with break-in cutting.

AXCELA H-Series

Medium Medium
100 - 400 mm 100 - 400 mm

Stainless Steel None-ferrous metal, especially:
Nickel-based alloys
Tool Steel Titanium and titanium-alloy

Cold and Hot work die steel Aluminium and aluminium alloy



AXCELA Carbide Tipped Band Saw Blade

Features

MADA

Kerf-Dispering
Type Tooth Shape
Effectively reduces
cutting resistance of
high alloy steel

AXCELA G-Series =y

Edge material:
Carbide and
EXCOAT-DP coating

"

Tooth Tip
Microchamfer
Achives ultra-high
cutting rates and
reduces toath
chipping

EXCOAT-DP

High degree of hardness, oxidation-resistance and
adhesion-strength - the ultimate coating for
band saw blades

"

Kerf-Dispering
Type Tooth Shape
Effectively reduces
cutting resistance of
high alloy steel

Large Side
Relieve Angel

Anti contraction

= 3=

— —
Line-up of products
Band Width |Band Thickness G-Series H-Series
(mm) (mm) 039/1.1P 14/1.6P 1.8/2P 0.7/1P 1/1.5P 1.8/2P
41 1.3

54 16 O

[ J ® O [ J

67 16 O

O [ J O O

80 16

O

@ More available for responding to your immediate order

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.

AMADA MACHINE TOOLS
EUROPE GmbH

LandstraBe 25
42781 Haan

Phone: +49 (0) 2129/579-03
Fax: +49 (0) 2129/579-339
http://www.amadamachinetools.com

O Please ask for availability

All specifications subject to change without notice

AMADA AUSTRIA GmbH
__is accredited to

Printed in Austria



Wear resistance *****
— —

e

Chipping resistance *
Mg e e —

Edge material : Carbide

Ge,i_

very ha atis n niage:
made (ﬁhlgh-speed steel usmg carhide for the to' ti
ghly accurate set machining method..a-

am.l.h}‘;é,

Applicability

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

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




CTB ADA

Features

e

Carbide tip

— e e i

@ General purpose carbide tipped blade, using carbide tip and the specified tooth set.

@ Finished with extremely high accuracy by providing Amada's unigue 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.

Line-up of products

—

Band width [Band thickness Pitch
(mm) (mm) 1.25 2 2.5 8 4
27 1.1 O
34 1.4 O O O
41 1.4 O O
o4 1.6 O O
67 1.6 O O

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.

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

AMADA AUSTRIA GmbH

‘ MADA is accredited to

Amada Austria GmbH
Wassergasse 1

2630 Ternitz, Austria

Phone 004326 30-35170

Fax 00432630-35165
http://www.amada.at Printed in Austria




patented

Wear resistance ****
o :

:. Chipping resistance **

pr——— R
I l‘ihhhppa. f 1";'1 "'hh

’HN

_ =Break-in area / 1000 cm*

Applicability

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

[ ——————— [ —
| | | | | |
‘(\f (L

+50, 55, A, B, C, D e W-1, W-2, W-5 «H-10, H-13, H-21, H-22, | »309, 409, 600
- 1005-1095, 1513-1536 «P2,P3,P4,P5 P6,P20,P2l | H-24 H-25 - MONEL, K-MONEL,
a2 00180190 | +S1,5-2,54,S5,56,S7 | 210,202, 302, 303,304, | INCONEL718,
Lq o atet 1330-1345 +L-2, L-6 *5155, 5160 308 HASTELLOY A, B, C
- 4012-4047, 4419, 4422, 4427 | * 5 0L 0-2.0-6.D-2, D3, | 314 316 317, 321, 330, | *A286. INCOLOY 800, RA330
« 4615-4626, 4815-4820 347 « ASTROLOY WF-11
+4320-4720, 8115-9430 * -1, T2, T-3, T-4, M-1, « MONEL400, K-500
«1108-1215 +1100-7075 M-2, M-5, M15 B« Ti_GA1-4\
- C10200, C12000, C21000 | *50100, 51100, 52100 « 15-5PH, 17-4PH, 15-7 )



AURORA

Features

_—

TIN coating film Hv 2300

A
TIN
Y
A
High-speed
steel section
Doubled cutting rate, three-fold service life
2 x 3 = six-fold SAVINGS v

@® 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.

Line-up of products
—

Band width |Band thickness Pitch
(mm) (mm) 0.75/1 1.1/1.5 2/3 3/4
34 1.1 O O
41 1.8 O
54 1.6 O O O
67 1.6 O O

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

AMADA AUSTRIA GmbH

‘ MADA is accredited to

Amada Austria GmbH
Wassergasse 1

2630 Ternitz, Austria

Phone 004326 30-35170

Fax 00432630-35165
http://www.amada.at Printed in Austria
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[

_ _. AL HSS BiMetal Band Saw Blade Patented
:'-.' . . . Wear resistance ****

M— -

Chipping resistance *

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

Newly developed special biade for hard=to-cut material.
With Amada's newly developed' M71 HSS edge material
and kerf dispersed type tooth shape combined, it can
cut hard-to-cut matePig.Is of“wide range:

LERuRE R

s

= = r

Appl icabi I ity i ~ =Break-in area / 1000 cm?

V-

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

Small i i Small Large
~100 mm I~ ~100 mm m 400 mm-~

*1.2343, 1.2344 »1.4828, 1.4720, 2.4816

»1.2581, 1.2587 * MONEL, K-MONEL,

*1.4571, 1.4300 INCONEL 718

*1.4301, 1.4006 * HASTELLOY

*1.4021, 1.4016 * INCOLLOQY 800,

*1.4542, 1.4564 ASTROLOY MONEL400
TITAN LT31



MAGNUM HL MADA

Features

Edge material Kerf dispersed type tooth shape

 High & Low

M4a2 Amada M71
Metallographic picture of edge material

1000 Wide & Narrow

950

Hardness of tooth tip (Hv)

High positive
rake angle

900

M 42 Amada M71

@ 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.

Line-up of products

Bandwidth Bandthickness| Pitch
(mm) (mm) 0.75/1 1.1/1.5 1.5/2 2/3 3/4
34 1.1 o o
41 1.3 o o L
1.3 O O O
54 1.8 L J o o
67 1.6 @ o
80 1.6 Q O

@ More available for responding to your immediate order.

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

AMADA AUSTRIA GmbH

‘ MADA is accredited to

Amada Austria GmbH
Wassergasse 1

2630 Ternitz, Austria
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- M o v - patented

Wear resistance ****
I"h_lli-l---l—-——-———--——

Chipping resistance
\ pping Y
.h_—“

T
Lok i~ ———

"'1-..“‘_“‘.-'.-.“'|1 '-4 i et ""l-:-,h..‘."u“

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

e

Newly developed spezialfbladelforihard-fo-cut material.
With Amada’s newly“developed M71 HSS edge material and
a difference in the hem?fMﬁﬁﬁhighly_accurate~set
working suppresses frictionjcutting. Based/on| thorough
analysis of the cutting process, high performance is
assured for cold die-work steel in particular..

9

LR L

- w

Appl icabi I ity i ~ =Break-in area / 1000 cm?

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

Small Medium Large
~100 mm ~ ~ ~ 00~400 mm ~ 400 mm-~

*50, 55, A, B,C,D e W-1, W- - ¢ H-10, H-13, H-21, H-22, * 309, 409, 600
¢ 1005-1095, 1513-1536 H-24, H-25 * MONEL, K-MONEL,

« 1541-1572 +5015-5150
- 4118-4161 »1330-1345 *S-1,8-2,8-4, 55,56, S-7 | 4210, 202, 302, 303, 304, 308 | INCONEL718,

43115-3315 © o, [ asllas, Sl « 314, 316, 317, 321, 330, 347 | HASTELLOY A, B, C
« 4012-047,4419,4422 4427 *A-2,0-1, 0-2, 0-6, D-2, D-3, « A286, INCOLOY 800, RA330
. 4615-4626 4815-4820 ¢ 410, 416, 420, 430, 440C
 4320-4720, 8115-9430 « 15-5PH, 17-4PH, 15-7 * ASTROLOY WF-11
«1108-1215 '+ 1100-7075 * MONEL400, K-500
« C10200, C12000, C21000 « Ti-6A1-4V
-1.0711,1.0718



MAGNUM HLG MADA

Features

Edge material

,,,,,,,,,,, .

M42 " Amada M71
Metallographic picture of edge material i ; i )
The difference in the height of tooth tips

1000 suppresses friction cutting

950

900 . 5

M 42 Amada M71

Hardness of tooth tip (Hv)

] @ 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.

Line-up of products

Band width |Band thickness Pitch
(mm) (mm) 0.75/1 1.1/1.5 1.5/2 2/3 3/4
34 1.1 O O
41 1.3 O ) O
94 1.6 O ) O

67 1.8 O o
80 1.6 O O

@ More available for responding to your immediate order.
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Patented

Wear resistance ***
k— —— -
| Chipping resistance **
h———- — =

whose=high-cutting perfor nance gained reputatlon through
good results. Due to the kerf dispersed type tooth shape and
high positive rake angle, cutting resistance is reduced to a
largezextent. ‘* \_ =

- Sl —
O e

Applicability i/:Break-in area / 1000 cm?
. ng a0 o i i dig ng ne
L errd ; ! | 1 [
Small Medium Large Small Medium Large Small Medium Large Small Medium Large

~100 mm 100~400 mm 400 mm-~ ~100 mm 100~400 mm 400 mm-~ ~100 mm 100~400 mm 400 mm-~ ~100 mm 100~400 mm 400 mm-~

e ————
\ | [ |
(o
«H-10, H-13, H-21, H-22, - 309, 409, 600
H-24, H-25 « MONEL, K-MONEL,
+ 210, 202, 302, 303, 304, INCONEL718,
308 HASTELLOY A, B, C
- 314, 316, 317, 321, 330, » A286, INCOLOY 800, RA330
347 « ASTROLOY WF-11
« 410, 416, 420, 430, 440C | * MONELA400, K-500
«15-5PH, 17-4PH, 15-7 * Ti-6A1-4V )



MADA

Features

Kerf dispersed type tooth shape High positive rake angle

+-

Wide & Narrow

@ 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 large 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.

Line-up of products

Bandwidth [Band thickness Pitch

(mm) (mm) 0.75/1 1.1/1.5 1.5/2 2/3 3/4
27 0.9 o
34 1.1 o o
41 1.3 O o o O
54 1.6 O o o o
67 1.6 O [ J
80 1.6 O O

@ More available for responding to your immediate order.
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Patented

Wear resistance ***

HELT excils [IW ﬁ@[f' hardetorcut m"a‘tenals smtable

for tool stiee to

@ﬁ@ﬁ[ﬂﬂ@@@ @ﬁ@@ﬂ m"%d:um .

|
'Fr,.—

Appl icabi I ity Q =Break-in area/ 1000 cn?
1 | | 1 1
| RI'IC ! 1 allc
Small Medium Large Small Small Medium Small Medium Large
~’!D;D Tm ) 7’\ DOfilDD mlw ] 400 mm-~ 7~’I'?O mm | i/lc,)o,ml,ﬂ, 100~400 mm 3 ~’Ig‘n_1‘nj B 1OP~4qD mrj ,49021?%,
e I
- . A ——
— |
(LN W L8
©1.0301, 1.1274, 1.0102 ¢ 1.1545, ¢ 1.2343, 1.2344 ©1.4828, 1.4720, 2.4816
©1.1161, 1.1260 *1.2833, ¢ 1.2581, 1.2587 * MONEL, K-MONEL,
©1.7218 ¢ 1.2735, ¢1.4571, 1.4300 INCONEL 718
*1.5066,1.5223 ¢ 1.2545, ¢ 1.4301, 1.4006 HASTELLOY
*1.5406, 1.5419 *1.2303, ¢1.4021, 1.4016 *INCOLLOY 800,
*1.6955 ©1.2842, °1.4542, 1.4564 * ASTROLOY
*1.0711,1.0718 «1.2080, MONEL400, TITAN LT31

»1.3501,




SUPER HL MADA

Features

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

the tooth tip combined.

y

High & Low '

A A

Y

Wide & Narrow

@ 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.

@ If the diameter is large, even the mild steel becomes hard-to-cut. For such large material, use of "SUPER HL" blade
is strongly recommended.

Line-up of products
—

Bandbreite | Banddicke Zahnteilung

(mm) (mm) 0.75/1 1.1/1.5 1.5/2 2/3 3/4
27 0.9 O o
34 1.1 o L
41 1.3 O o o o

=4 1.3 O o O
1.6 O @ o o o

67 1.6 o @ o O
80 1.6 O O Q

@ : More available for responding to your immediate order.
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With height d|fferencep|.£ro a
highly accurate setgwonh uplpr-esses friction cutting.
#Based on thorough analysisfofithe chrttmg mechanism,
high performance is assured for; Eﬁh@ tool.steel in particular.

Wear resistance

Patent pending

Ykk

g tooth points,

ey S
Appl icabi I ity Q =Break-in area/ 1000 cn?
et ] 1 DQ | | 1
| 2 | [ rdenad
~100 mm Small Medium Large Small Medium Large Small Medium Large
~100 mm 100~400 mm 400 mm~ ~100 mm 100~400 mm 400 mm~ ~100 mm 100~400 mm 400 mm~
4444
+4+44
- —— \\——7,
i ; ; S
(LY
*W-1, W-2, W-5 *H-10, H-13, H-21, H-22,
+50, 55, A, B, C, D, +3115-3315 :221 PS3 zpé Z5SP;5 géospgl H-24, H-25
*1005-1095, 1513-1536 *4615-4626, 4815-4820 «L-2 L-6 *5155. 5160 * 210, 202, 302, 303, 304, 308
¢ 1541-1572 » 5015-5150 ¢ 4320-4720, 8115-9430 «A-2, 0-1, 0-2, 0-6, D-2, D-3, * 314, 316, 317, 321, 330, 347
©4118-4161 » 1330-1345 ¢1108-1215, 1100-7075 CPM 10V *410, 416, 420, 430, 440C
*4012-4047, 4419, 4427 + C10200, C12000, C21000 | «T-1, T-2, T-3, T-4, M-1, * 15-5PH, 17-4PH, 15-7
M-2, M-5, M15
* 50100, 51100, 52100




SUPER HLG MADA

Features

e ——————

Tooth shape

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

High & Low J_L,Hk

@ 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.

Line-up of products
—

Band width Band thickness Pitch

(mm) (mm) 1.1/1.5 1.5/2 2/3 3/4 4/6
o7 0.9 O o o
34 1.1 o [ o
41 1.3 O o ® o O
54 1.3 o o O

1.6 O o o O
67 1.6 O L J
80 1.6 O

@ More available for responding to your immediate order.
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Edge material: M42 Cobalt high-speed steel

Applicability

Hardness : Hv 950

Jletal Band Saw Blade

Wear resistance

Patent Pending

Kk

i Chipping resistance ***

Q= Break-in area / 1000 cm*

\

Small Small Medium Large Small Medium Large Small Medium Large
<100 mm 7 {IDDL“m B 100-400 mm 7>4}DD mm 7<’|DD7mm | ”\DDiOD mm >4DOTT e <190, mﬁmi 7 ‘1700-1109 Tm | >400 mm
— 77—7///_ \\—77,
| T
LS8\
¢ 1.1545, 1.1663 «1.2343, 1.2344
¢ 1.2833, 1.2341 «1.2581, 1.2587
¢1.0301, 1.1274, 1.0102 ¢ 1.5406, 1.5419 «1.2735, 1.2330 «1.4571, 1.4300
»1.1161, 1.1260 *1.6955 ¢ 1.2545, 1.2714 ¢ 1.4301, 1.4006
»1.7218 ©1.0711,1.0718 ¢ 1.2303, 1.2510 ¢ 1.4021, 1.4016
»1.5066,1.5223 ©1.2842, 1.2379 ¢ 1.4542, 1.4564
*1.2080, 1.3355, 1.3357
¢ 1.3501, 1.3505




CHIPBREAKER MADA

Features Benefit
\\
Reduced red heat area versus conventional blades
@ Reduced heat generated at increased chip loads @ Higher cutting rates
@ Prevents scoring on gullet surface @ Increased blade life
@ Reduced chip weld @ Reduced tooth stripping
@ Reduced backing fatigue @ Reduced blade breakage
Tooth Selection
\\
Width of cut
Scoring by chips
Structural Steel
Mildsteel
Die,Tool Steel
Stainless Steel 3/4
Nickel Alloy
Line-up of products

Band width |Band thickness Pitch
(mm) (mm) 1.1/1.5 1.5/2 2/3 3/4
27 0.9 @
34 1.1 o @
41 1.3 X @ @
1.3 X X
o4 1.6 X X o
67 1.6 X X

Xin planning @ standard
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L

Applicability

Bundled small Mild steel,
Structural steel diameter Non-ferrous metal
material

Thick wall ~100mm Small | Medium
< e~ oo — e e oo 2100 mm [100~400 mm

Prehardened steel

-Metal Band Saw Blade

i Wear resistance

Hot work die steel,

Stainless steel

Small | Medium | Large
~100 mm [100~400 mm| 400 mm-~

~108 -

Patented

Ykk

(// =Break-in area / 1000 cm?

Super heat
resisting alloy

Small | Medium | Large
[H00~4600 mm| - 400 mn:

S

*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

.
nNTD
~8

R

o>

a1

*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, INCOLQY 800,
RA330

* ASTROLOY WF-11

* MONEL400, K-500

* Ti-6Al-4V




SGLB MADA

Features

T ———

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

sGLB . 80%

Conventional blade 100%

@ 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.

gy ._' e
Metalographic picture of Most steel can be cut with high efficiency with "SGLB".
edge material (M42 HSS)

Line-up of products

Band width [Band thickness Pitch
(mm) mm  |1.1/15| 2/3 | 3/4 | 4/6 5/7 | 6/10 | 8/12 |10/14
19 0.9 O O @) O
07 0.9 [ @ [ L ® o O
34 1.1 o o o o O O
41 1.3 o L o O
54 1.3 O @ o
1.6 o L J o O
67 1.6 @ L J O

Note 1) @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.
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HSS Bi-metal bandsaw blade

Umversal
/Powerful
AMADA HI-

Applicability & =Break-in area / 1000 cm?
Bundled small diameter material Mild steel, heat-treatable steel,
No-ferrous metal case-hardened steel
~100 mm small medium large small medium large
~100 mm 100400 mm <500 mm ~100 mm 100-400 mm <500 mm
14 Y
- 1.0301, 1.1274, 1.0102 - 1.5406, 1.5419 -+ 1.1148, 1.7015
- 1.1161, 1.1260 - 1.6955 - 1.7030
- 1.7218 - 1.0711, 1.0718 - C 45, 1.0528
- 1.5066, 1.5223 - 1.7218, 1.7225
/




RATIO HI-LO

.MADA

Features

™

The difference in tooth height
reduces the cutting load
per tooth

high & low %LL»LL

® 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/mm?.

Line-up of products

P M

Bandwith  |Bandthickness Pitch
(mm) (mm) 075/1 11/15 15/2 2/3 3/4 4/6
27 09 O . ‘
34 1.1 ‘ . ‘
41 1.3 . ‘ . O
@ Standard O depends from stock

All specifications subject to change without notice.
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Patent pending

Wear resistance ***

_; Chipping resistance *****
e

_ n -:IEM"" . (J !
— e Dlade exclusw‘ |
- f resistance.-
" ”PROTEGTOR”Q ). %
prevents exct ssive cutting. }

Ap pl Ica bl I Ity Break-in cutting is unnecessary

Bundled small
diameter material

Thin wall Thick wall Medium
100~400 mm

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




PROTECTOR M42

Features

If 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.

® '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

Line-up of products

Band width Band thickness Pitch
(mm) (mm) 2/3 2/3 WS 3/4 3/4 WS 4/8 5/7 6/10 10/14
o7 0.9 [ [ ® o6 o
34 1.1 o [ ]
41 1.3 O O]l e O | e
= 1.3 O
1.6 Ol o0l @ OO0

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) @ More available for responding to your immediate order.
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Patented

‘MADR HSS Bi-Metal Band Saw Blade

~ PROTEC

Wear resistance

.08
Chipping resistance *****

WF\\J—\-\\ O

Hardness : Hv 900

Edge material: M42 base matrix high-speed steel
—

ng and highly
the hack face

Appl i ca bi I ity Break-in cutting is unnecessary
. Bundled small .
Roll formed section Structural steel . ) Mild steel, non-ferrous metal
diameter material
Thin wall Thick Wall <100 mm Small Medium large
O E E O D <100 mm 100-400 mm
S O
00000
o0 il
nnn | bB—{ L es000
+A36 +50, 55, A, B, C, D *3115-3315
*50, 55, A, B, C, D + 1005-1095, 1513-1536 « 4615-4626, 4815-4820
+1012, 1008 «1541-1572 +5015-5150 « 4320-4720, 8115-9430
« 30, 33, 40, 45 +4118-4161 +1330-1345 +1108-1215 «1100-7075
« A569 « 4012-4047, 4419, 4427 « C10200, C12000, C21000
\ J




PROTEC

Features

If 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.

"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.

Line-up of products

Band width Band tchickness Pitch
(mm) (mm) 3/4 4/6 5/7 6/10
27 0.9 ® () [ [ )
34 1.1 [ ) L
41 1.3 o
54 1.6 o
@ Standard
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Patent pending

Wear Resistance ***
Chipping
Resistance *****

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

Dmm@waﬁﬁ twin set é"'ﬁ tooth shape_ wﬂ“"‘lﬂghllw w, tooth

Appl icabi I ity Break-in cutting is unnecessary

Tube, Pipe ‘ Light-weight profile steel

Structural Profile ‘ Small diameter solid

<100 mm

OJOCLHU @B

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




MADA

Features

Most steel materials can be cut by just one "DUDS M42 9/11P“ with high efficiency, so the
operator no longer has to select the correct pitch hlade.

«
SOLID | Tooth penetration small |
Q | Only ”A” teeth are used, |
tooth pitch increased
A8 /)

( TUBE

O

@ 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 "DUGS 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.

Blade Pitch Application Comparison
maximale cutting width (mm)

1|0 2|O 3|0 4|0 50 6|O 70 8|0 9|0
| DUOS M42 9/11 P

Conventional 6/10
Conventional 8/12 P
Con. 10/14P

Capacity of gullet increased
by two-step relief angle

| )

| Tooth penetration large

high & low

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

Twin sets

|
Conventional 5/7 P

o

Line-up of Products

Band width Band thickness Pitch
13 7 0.64 O
20 0.9 @
27 0.9 @
“only available in 100m coil
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.
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'1_Ig-1'S.S~IB'i.-I\_/IEtaI Contour‘l Blade

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

‘I.

High'grade high-speed steelj}

whichprovides high wear. resistance, is used for the teeth
and tough special steel is used for the backing material.
Higheé‘t.\grade contour hlade made of HSS hi-metal.

h.
3

Selection of blade band width

The workable minimum radius is determined
based on the band width. L
7%
Y
/ 4/
=
5

62mm

BN
35mm

25mm

15mm

[

8mm

Selection of blade pitch

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

- P
N N ' -
Thicknes 8

? 251”%;? 75%n5rﬁﬁ 150%5;5 -

~12mm 300m
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Features

High grade high-speed steel

Tough special spring steel

Electron beam welding

@ 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.

Line-up of products

e e e ————————

Band width (Band thickness Pitch
(mm) (mm) 4 6 8 10 12 14 18
3 0.64
0.90 O
4 0.64 O
00| O | O O | O [ O
5 0.64 O
0.90 O | O [ O
5 0.64 O
0.90 O 1L Ol 0[O/ 0[O
8 0.64 O
0.90 O | 0o L O[O
10 0.64 O
o0 | O [ O | O[O 11 00O
- 064 O | O [ O O | O
o | O [ O 1 O [ O O
* A coil length is 30m.

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

AMADA AUSTRIA GmbH

‘ M A D R is accredited to

Amada Austria GmbH
Wassergasse 1

2630 Ternitz, Austria

Phone 004326 30-35170

Fax 00432630-35165
http://www.amada.at Printed in Austria




‘MADR
E Precautions for cutting

Instructions below enable cutting to be performed with higher efficiency.

Break-in cutting

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.

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

@®Method for break-in cutting

® Judge standard cutting conditions based on “"Cutting

1. Perform break-in cutting if the blade speed of the standard conditions setting guide” on separate sheet

cutting conditions is "30 m/min" or more.

v

2. Be sure to start break-in cutting al the blade speed Uf} @ Adjust the cutting rate setting with the flow control valve

"30m/min". Calculate the cutting time in this case from the so that the target cutting time is obtained.

graph indicated below. ® Keep the cutting pressure at a fixed level as set by the
Example: When the cutting width is 200mm => 16 min/cut standard cutting conditions.

v

( 3. Step by step increase the blade speed and cutting rate until

® “Number of cuts in break-in cutting=Break-in area

. . Sectional area of material to be cut”
standard cutting conditions are reached.

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

® 'Break-in area' varies depending on the blade and the

4. Break-in cutting is completed when the "break-in area’, material to be out, See catalogs of sach blad.

which was set by blade and material, is reached.

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.

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

/!

60| Cutting width: 0~400 mm ' — Cutting width: 0~1000 mm
15: % 300 M
@ / 3
g e
> >
£40 c
E £ 200
[} [0
£ £ /
(@) (o))
£ <
£20 =
3 310 >

| /

A

T

100 200 300 400 200 400 500 800 1000
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- Precautions for cutting

Instructions below enable cutting to be performed with higher efficiency.

Adjustment of wire brush

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.

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

Appropriate

® 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.

N/

N\

Saw chips are not properly removed.

Wire brush is prematurely worn.

Adjustment of blade guide position

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.

If 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

Selection of cutting fluid and control of its use

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.

— =

euT TG |
.;||_|_T T '-T ﬂu,&n.ﬂ !

L] -
31 CUTTIG
§ oL




QmAaDA
I

Cutting conditions setting chart
® Setting of cutting rate

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

Sectional area of material to be cut (cm?)
Cutting rate (cm?/min)

Cutting time(minute) =

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 :
Sectional area 39 134
(cm?2)
s l0]~ L - - - - L] Jc H
DIN AISI/SAE/ASTM JIS
St50-2 1.0050 A570 Gr.50 1035 S20C SUM21
c22 1.0402 A572 Gr.50 1040 S22C SUM22 B'?gf/nﬁw 48~72 41~61
C35 1.0501 A588 1045 S25C SUM23
C45 1.0503 A633 Gr.C 1117 S28C SUMS31 Cutting rate
St52-3 1.0570 M1020 1137 S30C SUMA41 gr 16~24 32~48
95Mn28 1.0715 M1023 1141 $33C SUM42 (em?/min)
Ck22 1.1151 1020 1144 S35C SUM43 o
Ck25 1.1158 1023 1212 S40C SM490A Cutting time 1.6~24 2.8~4.2
Ck40 1.1186 1025 1213 S45C SS5490 (mvmin)
St37-2 1.0037 A570 Gr.36 1049 S10C SMn420
Stdd-2 1.0044 A570 Gr.40 1050 S15C SMnC433 B'?gi;frﬁw 44~66 37~56
St60-2 1.0060 A572 Gr.65 1055 S55C SNC236
c10 1.0301 A366 3310 SCM415 SNCM220 Cutting rate
ci5 1.0401 M1010 3415 SCM418 SNCM240 gr 13~19 26~38
Ck55 1.1203 M1015 5115 SCra15 SPCC (em?/min)
Ck50 1.1206 M1016 8620 SCr420 SN400A o
16MnCr5 1.7131 M1017 8740 SM400A $S400 Cutting time 2.0~3.0 3.5~5.3
16CrMo4 1.7242 1008 9314 SM570 STKM12A (m/min)
C60 1.0601 1060 4337 S58C SCra45 i
Ck60 1.1221 1064 4340 SCM421 SMnC420 i) - —
14NiCr14 1.5752 3310 5120 SCM432 SNC815
40NiCrMo6 1.6565 3415 5132 SCM440 SNCM431 Cutting rate
34Cr4 1.7033 4135 5135 SCM445 SNCM439 gr — —
37Cr4 1.7034 4137 5140 SCM822 SNCM447 (cm/min)
20MnCr5 1.7147 4140 9314 SCr430 SACM645 .
34CrMo4 1.7220 4142 9850 SCr435 SCCrM3 Cutting time — —
42CrMo4 1.7225 4150 A355 CI.A SCr440 SNB7 (mvimin)
C105W1 1.1545 Wi M2 SK3 SUP9 Blade speed
X155CrVMo12-1 1.2379 w108 M33 SKS93 SUP10 ) - —
55NiCrMoV6 1.2713 w110 T SKS94 SUP13
$6-5-2-5 1.3243 A2 1075 SKS95 SUJ1 Cutting rate
S6-5-2 1.3343 D2 5155 SKT4 SuJ2 gr = =
$18-0-1 1.3355 L3 5160 SKD11 SUS303 (em/min)
100Cr6 1.3505 L6 6150 SKH2 SUS303Se o
X10CrNi1812 1.4305 303 9260 SKH51 SNCM630 Cutting time — —
55Cr3 1.7176 303Se 52100 SKH55 SNCM815 (vimin)
X210Cr12 1.2080 304 430Ti SUS304 SUS431 Black speed
40CrMnMo7 1.2311 304L 431 SUS304L SUS440C i - —
X40CrMoV5-1 1.2344 304H 439 SUS316 SUS630
105WCr6 1.2419 305 440C SUS316L SUS6E31 -
X15Cr13 1.4024 308 630 SUS316Ti SCS24 utting rate = =
X20CrNi172 1.4057 316 XM8 SUS321 SCS19 (em¥/min)
X5CrNi1810 1.4301 316L D3 SUS405 SKD1 .
X6CrNiTi18-10 1.4541 316Ti H13 SUS410 SKD61 Cutting time — —
X6CrNiMoTi17-12-2 | 1.4571 321 M42 SUS430 SKH59 (mvmin)
X45CrNiw18-9 1.4873 A-286 Ti-13-11-3 A-286 SUH1 e
X5NiCrTi26-15 1.4980 HASTELLOY Ti-6-2-4-2 HASTELLOY SUH3 (Vi) - —
NiCr20TiAl 2.4631 INCOLOY Ti-6-2-4-6 INCOLOY SUH31
NiCo20Cri5MoAlTi | 2.4634 INCONEL Ti-6-4 INCONEL SUH36 Cutting rate
NiCo20Cr20MoTi | 2.4650 MONEL Ti-6-6-2 MONEL SUH37 gr — —
NiCr9Co14Mo4dTi | 2.4654 NIMONIC NIMONIC SUH38 (em?/min)
NiCr22Fe18Mo 2.4665 Udimet 309 Udimet SUH309 o
NiCr19NbMo 2.4668 WASPALOY 446 WASPALOY SUH446 Cutting time — —
LT31 3.7165 Ti-6-4 SUH616 (mvmin)

Note 1: The above chart shows average data in the general
Note 2: Cutting conditions vary greatly depending on the bla
Note 3: Material grade codes included in the above chart ar



Cutting conditions setting guide

®Fundamentals of cutting conditions setting

1.

2.
3.
4.

Select a blade that meets the cutting requirements from "Blade type selection guide".

Select a tooth pitch that meets the dimensions of the material to be cut from "Blade pitch selection guide”.
Set the blade speed referring to the chart below.
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: If the blade is a new one, perform break-in cutting. (See separate sheet for break-in cutting.)

Solid material

15 40 177 79 314 707 1257 1963 3848 7854
0.0.0,
O & c o 0 0 O
52~78 52~78 48~72 48~72 48~72 48~72 43~65 39~58 34~51 30~44
9~13 16~24 43~65 36~54 72~108 72~108 60~91 49~73 37~56 26~38
1.1~1.7 1.7~2.5 2.7~41 1.56~2.2 2.9~4.4 6.5~9.8 13.9~20.8 26.8~40 69~103 205~307
48~71 48~71 44~66 44~66 44~66 44~66 39~59 35~52 30~45 26~38
7~11 13~19 34~50 28~42 56~84 56~84 47~71 39~58 30~45 22~32
1.4~21 2.1~3.1 3.5~5.3 1.9~2.8 3.7~5.6 8.4~12.6 17.7~26.5 34~51 85~127 242~364
43~65 43~65 40~60 40~60 40~60 40~60 35~53 31~46 26~39 22~32
6~10 11~17 24~36 20~30 40~60 40~60 34~52 29~43 23~35 18~26
1.56~2.3 2.3~3.5 4.9~7.4 2.6~3.9 5.2~7.9 11.8~17.7 24.4~37 45~68 111~166 297~446
30~45 30~45 28~42 28~42 28~42 28~42 25~38 23~34 20~30 18~26
6~9 10~16 14~27 11~23 23~46 23~46 20~40 17~35 15~25 12~20
1.7~2.6 2.6~3.9 6.5~12.9 3.5~6.9 6.9~13.8 15.5~31 31~63 57~113 154~263 385~660
29~43 29~43 24~36 24~36 24~36 22~32 19~29 17~26 — —
5~8 9~14 10~18 8~15 16~30 14~27 13~24 12~22 — —
1.9~2.9 2.9~4.3 9.8~18.4 5.2~9.8 10.5~19.6 26~49 52~97 90~168 — —
— — — 8~18 8~18 7~16 — — — —
— — — 2~9 3~15 3~14 — — — —
— — — 92~52 | 209~105 | 52~262 — — — —

| market collected at random without consideration of blade type or band saw machine type.
ade 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.).
ire from standards of three countries. However, this chart does not constitute a standard cross-referancechart.




Trouble description Trouble related to the cut product

Early crooked cut I—
/ Rough cut surface I—

Trouble related to the blade

[ Early wear .
‘ Early tooth drop-out/chipping )/ .

| Early breakage I .

Follow the red arrow from the

applicable trouble, and check each . . | Loud cutting noise |—
numbered symptom. (The check Trouble during cutting | Blade stoppages
points can be known also from the

colored block mark.)

crook N crook
Rough | 27, Knocking of housing head 1. Excessive blade guide gap Fough
-mwm Entry of air into the hydraulic oil, deterioration Correct adjustment of the guide position is an | %
Sede| Of Operating fluid, scuffing of housing essential condition for long service life. Breakage

H (swing/lift) cylinder, etc. may have occurred.
Stoppage 4

cws | 26. Incorrect blade wheel to flange contact

Breaka
o a: Contacting the flange.
Stoppage b: Too far apart from the flange. /
e3¢ | 95, Uneven wear of blade wheel )
Rough | 24, Faulty blade tension b
Chipping
a: Too low
Breakage . .
T b: Too high
£ ™\

Zedo | 23. Constriction caused by material to be cut
T 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.

/
<

rough | 22. Biting of foreign matters

owng | Check for presence of foreign matters such
as wire, scale and rag in the tube or in any
gap of bundled materials.

Ff;ﬂ:ﬁ 21. Vlariation in machinability of materials to be cut
Variation may be caused by differences in lots,
meie | Manufacturers, heat treatment, etc.

ook | 20. Maladjusted blade perpendicularity

/

/
~

This is the most possible causal factor for
bending in cutting.

crook
Breakage
[Breskee | 18. Worn torsion-raise guide rollers

1 17. Inappropriate insert clamping force

Breakage a: Too weak
k b: Too strong

[Breskae] 16. Worn or damaged back-up guide
Rough | 19, Faulty contact of back-up guide

Chipping )
Breaage a: Pushed excessively

19. Worn inserts

AN ANIFAN

g 3 ]

14. Weak clamping force for the material to be cut [ Rough

Drop of oil pressure, entry of air into hydraulic oil, |2
[ Noise | b: Too far apart / deterioration of hydraulic oil, scuffing of vise cylin-

NN

der, etc. may have occurred.



Blade troubleshooting

Check points

—11,2,5,6,7,8 9, 10, 11, 17a, 19, 20, 21, 24a, 27 [erook 1~
—1 1.2, 4,5,6,7, 10, 11, 12, 13, 14, 15b, 21, 22, 27 [ Rough ]
—[2,5,86, 7, 8,9, 10, 21, 27 [ Wear ]

—->| 1,2,4,5,6,7, 10, 11, 12, 13, 14, 158b, 21, 22, 23, 243, 26b, 27 |
—->| 1,2,3,4,5,6,8,9, 10, 153, 16, 17b, 18, 19, 24b, 25, 26a, 27 | Breakse | 1

Check the
—->| 1,2,4,5,6,7, 10, 11, 12, 13, 14, 15b, 21, 22, 23, 24a, 26b, 27 | applicable
items
—->| 1,2, 3, 4,5, 6, 8,9, 10, 15a, 16, 17b, 18, 19, 24b, 25, 26a, 27 | ~
2. Unstable blade traveling oo | (3. Corroded blade IS@BQEI
Knocking caused by an error in the speed reduc- [ owns . .

: Rough
er and overload caused by damage to bearings B’;a!‘age 4. Blade h_'t with t_he material to |l_e cut, etc. ;;99
of the blade wheel may have occurred. [ TlEEre f rEulE) FE EER TG TEREE ME )

toppage] | couse serious problems. )
N
(5. Inappropriate blade type or tooth pitch crook
There are an extranialy large number of types of mate- F\{;\’/;gh
rial to be cut basad on various combinations of materi- e
al grade, shape, heat treatment, working method and g5ice
so forth. It is necessary to select an appropriate blade [TRges
\_with these factors fully taken into account. Stoppage
4 N
6. Incorrect settings of cutting rate and cuttingspeed ;;E:E
a: Too fast Wear
b: Too slow Chiring
Since errors may occur among machines, it is |Breskege
important to periodically measure the actual- |_NoiS€
speed. Stjpage
N
(1. Insufficient break-in cutting crook
. . . .. Rough
Stable service life can be assured if sufficient ez
break-in cutting is performed until appropriate [Ghigping
\tooth point contact is obtained. Noise
8. Insufficient cutting fluid supply \‘j\';zzt
Sufficient supply is needed to both the cutting (greaage
| section and the insert section. Noise
. . . N
9. Low cutting fluid concentration orook
The machine main unit may be corroded and the [ Wear
service life of the sliding section may be shortened [Breskage
due to insufficient lubrication. '\5'5“'
crook
10. Maladjusted wire brush 33“9'“
=l If the brushing effect drops, saw chips enter other Chi;;;g
sliding sections of Ine machine besides the blade, e
and the service life will be shortened. Noise
Stoppage
11 . Cut Product jamming orook
Such cutting may occur when the product length is short | Rough
= i 5 R q Chipping
13. Poor clamping for the material to be cut or when eutting bundled, smalidiameter materials
a: Sgw chips or the like gttached to the vise face 12. VUibration of the entire machine Faugh
hinders proper clamping. 3 ] ] -
The machine may be installed improperly or [ cin

b: In case of bundled cutting, not all of the
materials to be cut are firmly clamped.

vibration source such as a large-size press may
exist in the vicinity of the machine.

)
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