£ sGara.

Trustable for life

Metal Band Saw Blade




‘)
O
=
I
=
-<

The Sgaria

In addition to the best products, we work objectively and efficiently,
with integrity and a sense of urgency to generate the best
services.

Check out some of the pillars of our company:
Customer Focus: Our customers are the reason for our
existence. We are committed to meeting your demands on site and

time required;

Safety: We are strict in meeting our standards, valuing the safety
of our customers and contributors;

Quality Results: We seek to maximize results by valuing quality
in every detail of our operation;

Teamwork: Together we achieve our goals, acting in a shared way

will more easily achieve achievements and good results, sharing
achievements and results.
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Certificates

By bringing together technical force with design and experience,
Sgaria has all the documentation necessary to deliver a
certified quality product.

CRCC

PETROBRAS

TUY

AUSTRIA

BEUREAU
VERITAS
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Sgaria Hong Kong

Address:
10/ F, Pilkem Commercial Center, 8
Pilkem Street, Jordan, Kowloon, Hong Kong

VAT CODE: 2288999

Sgaria EUA

Address:

175 SW 7th Street — Unit#1515
Miami - FL 33130

Phone: +1 786 773 4767

VAT CODE: 83-1661307

Sgaria China

Address:

Business Center in Mirae Asset Tower, 166
LujiAzui Ring Road 20F loor

Phone: +852 (3) 6789958

VAT CODE: 91310115MA1K4CN75C

Sgaria Brasil

Address:

VITORIA-ES

e-mail: comercial.ind@sgaria.com
Telefone: +55 27 2142-5884
CNPJ: 28.446.398/0001-03
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t58E Pitch

5B Tooth

W (7% Band Body —#181 Backing
~

IR g FATFERESSEH2 0055,
Band body:which simply means the backing.

B mewBa e, WERIHTINE.,
Tooth:the top part which is made of high speed steel,

FHAIA sims L ragnn—samin.
Teeth side:the side welded with high speed which full of
sharp tooth.

B srmniass—simin.
Backing:made of spring steel to resist the tension.

MNE renssnsanTmE.
Side:two flat sides of band.

BE snswmnziamss,
Widith:from teeth top to the bottom.

BE sunnmzenes.
Thickness:which simply means how thick of the backing,

BB fasmmimaziamesm. SMmEL 1 BT KERN

=RENET.
Pitch:Distance between two close teeth .

BIf sEmhaE2an%s. —BE 0~ 10°2Ee R,
Rake Angle:there always a little angle which differ the
teeth types.

—

e
Thickness

<

7 Side Face

588 Tooth Pitch

ERTEGH, GERTE 1 H-TANEGH (8
TP

Tooth pitch is defined as the number of teeth per
inch (TPI).

Z1{54E Constant Pitch

HEEES, SEEFNFERTAGEBTES.
The tooth distance is equally spaced,the number of
teeth per inch(25.4mm)denotes the tooth of the saw
blade.

TR VL Variable Pitch (VL)

W SFHHETL, BEASTEE—RIYTHEE,
BFERAEE (9F) NRNEE (98) BTk,
TG E MRS BB EE RN L, — AR E .
The tooth distances vary within a group of teeth.
The smallest and the largest tooth pitch denote the
variable tooth of saw blade.

1" (25.4mm)
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¥V TEETHTYPE & CHARACTERISTIC

spAS ST

ol (EsdE
Standard

Bkl
Skip Tooth

i
Hook Tooth

Bty
(FEAth. WKL)
Rounder Back Tooth

WEmta
Hooked Rip Tooth

it (M)
Eagle Hook Tooth

BRI, SmGEEIeE L et
Straight faced tooth with deep gullets to rake out

chips.This style is used for general metal cutting.

BB REERITES, BURTS—T#HRE.
Very similar to the hook tooth but characterized
by a straight 90 degree tooth and a sharp angle at

the junction of the tooth and gullet.

FRIEGAMFIB D EMY,, GRzELTHE, BEF
5ihE .
Widely spaced teeth and deep gullets with teeth
that have a ten degree undercut face which helps
to dig in and take a good cut while the gullets
tend to curl the chips.

R, SEHBE—FENOEIENE, LI
o L S A,

A rounder back pattern is generally used for wide
band saw bladesThe curved back gives a small
clearance angle resulting in greater strength at

the tooth point.

HFTERNREmEER, SN,
Hooked rip blades have a lengthened gullet
and positive tooth shape used for sawing large
sections of high density materials.

TRt aFdtemEs, AEERnEE
5 A A T -

Consists of standard tooth point and round tooth
back extremely sharpen tooth tip and lengthened
tooth back.

I

L



W TEETH PITCH INTERVAL: BI-METAL BAND SAW BLADE

2Tx0.9

34x1.1

41x1.3

54x1.6

BTx1.6

80x1.6

SGaria.
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Teeth 1;3,-'[] 3

IE% 5 Standard Tooth

IE® i Standard Tooth

IE# 45 Standard Tooth

IE® 45 Standard Tooth

UMt Hooked Rip Tooth

fiiith Eagle Hook Tooth

IE# 5 Standard Tooth

WS At Hooked Rip Tooth

#ifiith Eagle Hook Tooth

IE & th Standard Tooth

B35 t5 Rounder Back Tooth

G AtE Hooked Rip Tooth

its Eagle Hook Tooth

IE &4 Standard Tooth

Gt Hooked Rip Tooth

Bki5 Skip Tooth

5t Hooked Rip Tooth

Bt Skip Tooth

U/ MtE Hooked Rip Tooth

B4 Skip Tooth

W& REBEFROEENNE

& 8 10 12
5/8 6/10 812 10/14 14/18

4 6 8 10
4/6 5/8 6/10 8/12 10/14

4 6 8 10
4/6 5/8 6/10 8/12 10/14

2/3 3/4 46

2/3 3/4 4f6

3/4 4/6

2/3 3/4 4/6

2/3 3/4 4/6

3/4 4/6

2/3 3/4 4/6

23 3/4 4/6

1418 2/3 3/4

2/3

0.85/1.3 14/1.8 2/3

1.0/1.5

0.75/1.0 0.85/1.3 14/1.8

1.0/1.5

0.75/1.0 0.85/1.3

1.0/1.5



W TEETH PITCH INTERVAL: CARBIDE BAND SAW BLADE

Demension

27x09 A
34%1.1 A
41%1.3 A
B4x16
6716
8016

Y SELECTION OF TEETH PITCH INTERVAL

W SELECTION OF CUTTING PARAMETERS

HHIE
Free-cutting Steel
£5191

Structural Steel

E R

Case-hardened Steel

bkl

Hardened and Tempered Steel

BETAR

Tool Steel Unalloyed
R

Bearing Steel

S&TAE

Tool Steel Alloyed
R

High Speed Steel

FHER Stainless Steel

# A Heat-resistant Steel
2 &% High-temp alloyed

80~90

40~60

30~40

20-35

15~25

BREHERNERE

A
A
A A
A A A
A A A
A A
& R B AR AYERE

2 (125 1 075 12/16 | 10714

25~35 40~50
20~25 25~35
15~20 2025
10-15

o~10

DI5~-050

812 | &0

50~60

30~40

30~-35

25~30

@0-P75 | @T5~PL10 D110~P150 @130-9200 $200-

23 | L4200 LOSLS 07510

W& R FEFRTHSHERER

55~T0 70~90 fo~85 | 83~05
35~50 40~60 40~50
35~45
30-40 40~-50 30-35
30~-35
15~20
515



¥ COMMON FAULTS ANALYSIS & SOLUTION B IR DT R RR A

tREh
Shaken

IEERETE
Rough sawing surface

i 2 SES TR
Scraps stick on the teeth
needle

I T 4K
(WERTEeEn, SMETR)
T shape on the
backicurve, deformed)

s
Slanting sawing

SGaria.
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BEFETY
Improper feed speed
HEETY

Incorrect teeth type
o

Clamped loose
T

Improper tension

iHEE, RN

Teeth passivation or damaged
HEER M T

Improper feed speed
T Y

Incorrect teeth type

HEAFY

Improper tension

AEFRD

Not cooling enough

FE8. LEUETY
Improper the oriented arms or object

Ll F

Incorrect cooling fluid
WECEER, BT
Speed too fast

74 8 PR

Brush damaged
HEEFY

Incorrect teeth type

stEE A

Feed speed fast

FEMSFRE

Long distance between two criented arms
iR TFES TEIE

Saw teeth too small

Fmei B

Alloy crientator damaged or blocked
HHF8E

Tension too small

i

Teeth passivation or abrasion
it A

Feed speed too fast

WY

Incorrect teeth type

SR, e

Alloy arientator damaged or loose
IFteiBiaHE=

Object is harder than saw teeth

i

Some teeth damaged

SRS FRE

Long distance between two ariented arms

TSR

Adjust the speed

BT ) fedlitd

Choose the right teeth type by object’s size and shape
EEIF

Clamp the object

WEEEh

Adjust tension

WS

Replace new saw blade
TS A

Adjust the feed speed

BET X RS

Choose the right teeth type by object’s size and shape
WA

Adjust tension

s

Add more cooling fluid
WHEanE. It

Adjust the oriented arms or object

Fagena gl

Choose the right cooling fluid

W, #OR. SEl

Adjust the speed

TR

Change brush

BT FA ERES

Choose the right teeth type by object’s size and shape

oy |

Adjust the feed speed

e R

Adjust the distance of the oriented arms
PEHEIEME . B

Choose the right teeth shape and TP
Wih, BiRSmR

Adjust tension or change the alloy orientator
el

Adjust tension

THmES

Reload new saw blade

VoREpher

Adjust the feed speed

RET A0 S

Choose the right teeth type by object's size and shape
WRiANESEE

Change or adjust the alloy orientator
EREEEENESR

Choose the hader teeth

FORES

Reload new saw blade

WHEaHER

Adjust the distance of the oriented arms



LUES]
Slanting sawing

iTiE. M
Teeth broken

T RE{
Teeth passivation or
abrasion too fast

EREHSNY
Faultage as a line

R B
Anomaly broken

L BT

Scraps stick on the teeth needle
i

Slanting saw blade

THHES TR

Object and teeth type unmatched
HEEEE

Feed speed too fast

EEER. T

Saw blade blocked. object loose
TG E

Wrong way

T HEERaEE

Sand buckle

El e o |

Tension too small

R ERES

Insufficient running-in

L ECEE o PR

Objust is harder than saw teeth
EEAG, #EEX

feed speed too fast
Tzl

Some hardness pieces
pesEie

Incorrect teeth type
BHEEER

Wrong way

ETIEO

Sawing the former cut by new saw blade
A

Tension too small

L ool

Tension too small

EE AR

Speed too fast

SRR

Alloy orientator damaged

B SE=EER

Fearful abrasion between flange and saw
blade

Y

Incorrect teeth type

HHEG AR

Feed too fast

FHITY

Improper cooling

FH A ER RS T ek

Saw band touched object when sawing
starts

SEEETE

Alloy orientator clamp too close

B e X

Saw blade is warping when loaded
TiEseh

Clamped loose

E TR T S
Check the brush and cooling fluid
WR TR R

Readjust the saw blade

BRETAR). ERES

Choose the right teeth type by object's size and shape
kgl

Adjust the feed speed

HERERS. FIERHIEER

Check the hydraulic system and clamp

| ElE s

Reload saw blade

BETHEE, MIF4EIEH

Check the rigidity of object. conditions of process or use
the used blade

WD

Adjust the tension

T 4 D 5 L e

Small feed speed when new blade is running-in at first
W TN THSF, REEMIE

Choose the right saw blade by conditions of process
Fuediicd

Adjust the feed speed

T a@ a0

Change the chject or sawing at new cut

BT A Rtk

Choose the right teeth type by object’s size and shape
L e

Reload saw blade

EFFELIO

Keep away from the former cut

TN

Adjust the tensicn

il Ti5h

Adjust the tensicn

Wi E R R

Adjuct the speed

BT AR R

Check or change the alloy crientator

~ R

Adjust the flange

RIET R i

Choose the right teeth type by object's size and shape
PR bty |

Adjust the feed speed

k== (B

Check the cooling fluid
ERSIHEANNELREESER

Keep distance between saw blade and object before
sawing

WESE R

Adjust the alloy orientator

B R

Adjust saw machine
Wk

Adjust clamp to close the ohject
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