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Selection Chart
O : B Excellent O : A Good X : AN Not Used #EF] (No mark) : #E L8 A Not recommended
it i e
o » F Structurals,Tubing Solids
. h | W
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- i Light gauge steels Section stegls Struc tural Carbon Allo Alloy tool stegls Mold steels Heat resistant Aluminum alloys
Coa"ng Chii I8Nt g g Y Y i . )1
Ipping H:CLsectionsteels |  Hsection steels steels steels steels Pre-hardened High speed steels alloys Copper alloys
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FAX : SEERSR/I\1 X SW: 888/\1X PM : BaET/NL RMINAL R HSSCo : J/NILRI\AL R note 1) In case of large selfstressing materials, band saw may be jammed by its stress. We recommend "WT type band saw blade" to avoid this jamming.
Selection Teeth
@ h5EFLF  Solids ® Ef284  Structurals, Tubing
- EwF Pitch
RALIHIE ” . Srm L .
Size of materel (1.25) @ @ @ B 8 0 ] 12 | 14 | 18 HIEER W sootion stocs R Lioht gauge steols AT Tube
(mm)
0.75/1| 1/15 1/2 1.5/2 2/3 3/4 4/6 5/7 6/10 8/12 H | L ]8)
~ 4 —t—=te —A—t
t
= il Emni;
~ 20 Id
~ 40 . 5
+iE & BRI
~ 60 Size of Meterial ) Eiﬂgw Size f teria ) ﬁﬂ};lw T
~ 100 H B [ttt L A t «N 20 [ 40 [ 60 | 80 [ 120 ] 160 [ 200
~ 150 300 | 150 | 6 | 9 5/7 60 30 1.6 14 2 14 14 14 14 14 14 14
~ 200 400 | 200 | 8 |13 3/4,4/6 75 45 1.6 12 4 14 14 12 12 | 8/12 | 8/12 | 6/10
i igg 500 | 200 | 10|16 3/4 100 50 2.0 8/12 6 8/12 | 8/12 | 6/10 | 6/10 | 5/7 5/7
<600 600 | 200 [11]17| 3/4 125 | 50 | 3.2 8/12 8 6/10 | 6/10 | 5/7 | 5/7 | 4/6
~ 800 700 | 300 |13 |24 3/4 150 65 3.2 6/10 10 5/7 5/7 4/6 4/6
800 ~ 800 | 300 |14 |26 2/3,3/4 200 75 4.0 6/10 12 4/6 | 4/8 4/6
E R Ay R4 TV VE For Cut Off Machine 900 | 300 |16 |28 2/3 250 75 4.5 5/7
Appcati | 550 <22 iy e 1) MEECERHOBAR. BT 2 DHBMMICSLE Y FERALTEEL,
Machines | JY#<YVFA For Contour Machine ’ . .
note 1) Please select pitch so that teeth of simultaneous cutting becomes than two teeth.

) YIEIR 100mm UTORREIDIE 1 Ey FREVWIHEEEL TS,

note) Bundle cutting, please select the size that one pitch is large when cutting length is equal to or less than 100mm.



Bmian

Products Information

MLR—=BFRD—FG

TORNADO SWORD G

PILR=FRAT=FCNC/ bb%&—FPMCNC

TORNADO SWORD CNC/TORNADO PM CNC

ELN reoures

BESEC TICN RESZEEZREL. BEMICRERZRIE
WENTMEEEEE
BENYIb < FHEH

+ Longer life on difficult to cut material by high alloy HSS with TiCN coating.
+ Excellent anti-adhesion.
+ Excellent chip flow.

HINE = TICNRESZEI—T 1T
Cutting Teeth = TiCN Coating

Ait=_aE/\1 X
= High alloy HSS

fEtt = 31t
Body = Spring Steel

Work Materials

- BB (32HRC Kifs) Tempered steels (to 32HRC)
e A X#f Mold steels

* SIREH Hss

e AT VU A Stainless steels

o Mi{#N$f High-temperature steels

m Performance

Features

WEASRIC, FFAFEDEHF 10l % EFH

FR I REUEN T CIRER DR H %o XiElC @k
B v — T RAFERAR EXE S TBDZRIMT T RE5dnZ 0T 5E
BIf2. HEORROURIC K D YIOERREHE L

+ Longer fatigue life by body material of spring steels.
+ Faster cutting by positive rake and wide gullets.
» Smooth finish and straight cut.

Work Materials

o BEAMAE S FARERET  Structural steels
s &% Alloy steels

e A5V URAHM Stainless steels

. ﬂﬂﬁ?&fﬁ] High-temperature steels

« TESH Tool steels

EE%E Applicable Machines

HFA-300CNC. 400CNC. 500CNC
SGA410CNC. SGABOT0CNC. SGA8513CNC & &

m Performance

X Ay (@) = X X # Fmx 104 (cm?)
Band saw 10 20 30 40 Band saw (TPI) 5 10
1 1 1 1 1 1 1 1 1
MbR—K ‘ PLFR_FZI=F 1 3/a1
AT—RG i Bl # 0 SUJ2 S 0160 CNC
ﬁ"r ¥ 14670 X 41 X 1.3 x 21l -
RLz—R PLR=RRD—=K |5 o ‘
AT—R G ‘ CNC
2 EFRmR 2/3
S PM % Ml # : SKD61 6300 -
ﬁg]ﬁ§15300X41 X 1.3X 2l # | # : S45C ©280
Bl © 30m/min
fitam Ma2 ) Bl =& : 21cm?/min NUZ—RZD—R
- CNC 2/3H
hLR—K ‘
= # Hl # : SUS304 ©320 .
firtt s Ma2 B R Aso%a4x107 X 21 # M # : SKD61 ©300
LIHIRE : 30m/min
£ = : 13cm®/min
S & &R Stocked Sizes JIW i & &R Stocked Sizes TN
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TORNADO SWORD MD

MLx—F PM-K

TORNADO PM-K

ELE reoures
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« Long tool life by high alloy HSS.
+ Smooth finish and straight cut.
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Wide & Narrow
High & Low
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Fﬂ ﬁ Work Materials

- Bl Alloy steels
- YA Mold steels
« 27U ASH  Stainless steels

E Performance

% A ‘
e e i
_—_—
e
| "
NMbz—F -
ZO—K-MD | <

Rz0.026

Att M42 hﬁw g
Rz0.058
W Hl A4 238 PLAMAX
& ¥:5300x41x2/3
EIHIERE © 25m/min
109 /Av bk
=S| Ay b (18)
Band saw 50 100 150
1 1 1
NMbz—F
ATJ—R-MD
Attt M71 # Hl # : SUSB30 W127 x H150
i X : 3505 x 27 X 3/4
LIHBRE : 40m/min
9545 /Ay~
4 & XK Stocked Sizes W

ELN reoures

WFZE 0/ VEH DRI [C R
B VL I LEY FING—V TEIRE). WFvEYITEDNREF
BE5E/\1 RIC KD HEBDOMEFEEZ L

+ Suitable for profiles and bundles.
+ Excellent chipping and low vibration in VL pitch pattern.
+ Longer life by tooth made from Super HSS.
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« BIEHf  Structure materials
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- | F m B #

Band saw B 10 15
1 1 1

Mbz—F

PM-K
{4t 7% 88 FA

3/4

#OHl #H R

900 X 300 X 28/16
FERTE | £R 8800 X167

MLR—R ‘

PM-K

SR ER
3/4

HH #:Fsﬁl_ Eﬁﬁﬂi 5HER
W X 130H X 11t
BATE %E 5450 Xig 41

~LR—R
PM-K

StiRER
3/4

#wE M BERERG
200H
HENTE | £& 5040 X1E41

| @HAEIE IS DS BB DS

H HIEED e
— I_.|| |.I“-' o |_\I
90dB Ba 90dB _
PM-K it SR TL—R
I V=60m/min
EIHBSRE:4min/cut

N &k XK Stocked Sizes Q24



IiER Size Chart

HYNATIVVRAXY)VIN> RY— Metal Band Saw Blades for Cut Off Machine

FLx—F PM

TORNADO PM

WRRAD SERM T TIRILVAR - MEICER

+ Applicable from solid material to variant material.

BT (Unit) : mm
m
g w mRES B | W | BE | DN | EW | SEEE
CODE OAL Width | Thickness | TPI Stock | Price
mRe 2E B | BEE | W% | uwE | SEHE BPQ48802 4880 | 41 | 13 | 2 ® [16600
CODE OAL Width | Thickness TPI Stock Price BPQ48803 4880 a1 1.3 3 () 16,600
BPQV50402-3 | 5040 | 41 | 1.3 | 2/3 | @ |18900
BPV27504-6 | 2750 | 27 | 095 | 4/6 | @ | 7200 BPQV504034 | 5040 | 41 | 13 | 3/4 | @ |18800
BPV27505-7 | 2750 | 27 | 095 ] 5/7 | @ | 7200 BPQV50404-6 | 5040 | 41 | 13 | 4/6 | @ |18900
BPV27506-10 | 2760 | 27 | 095 | 6/10 | @ | 7200 BPQvs30023 | 5300 | a1 | 13 | 23 | e 18900
BPV27508-12 | 2750 | 27 | 095 | &/12 | @ | 7.200 BPQV530034 | 5300 | 41 | 13 | 3/4 | @ |18900
riElibeze || sl || 27 | ksl || 2 | ) || S BPQV53004-6 | 5300 | 41 | 1.3 | 4/6 | @ |18900
BPV35053-4 | 3505 | 27 | 095 | 3/4 | @ | 9200 BPQ53002 sa00 T 21 13 2 ® 15500
BPV35054-6 | 3505 | 27 | 095 | 4/6 | @ | 9200 BPQ53003 s300 T 21 T3 3 ® 18500
Elrielatolo) Jetls | 27 s | g O |80y BPQV545023 | 5450 | 41 | 13 | 2/3 | @ |18900
Elnsa Do) sieloisl L 27 |Les |l ()| S BPQV54503-4 | 5450 | 41 | 1.3 | 3/4 | @ |18900
BPV36602-3 | 3660 | 27 | 095 | 2/3 | @ | 9200 BPQV54504-6 | 5450 | 41 | 13 | 4/6 | @ |18900
BPV36603-4 | 3660 | 27 | 095 | 3/4 | @ | 9200
BPV36604-6 | 3660 | 27 | 095 | 4/6 | @ | 9200
BP36603 3660 | 27 | 095 | 3 ® | 0200
BP36604 3660 | 27 | 095 | 4 ® | 9200
BPV37504-6 | 3750 | 27 | 095 | 4/6 | @ | 9200
BPV37505-7 | 3750 | 27 | 095 | 5/7 | @ | 9200 -
BPV37506-10 | 37560 | 27 | 095 | 6/10 | @ | 9200 E3 o
BPV37508-12 | 3750 | 27 | 095 | 8/12 | @ | 9200 4 (Uniy 2
BPWV35052-3 | 3505 | 34 | 107 | 2/3 | @ |11400 sq7lem| w | B2 e
BPWV35053-4 | 3505 34 | 107 | 3/4 ® |[11.400 Type |OAL | Width |Thickness T TP
BPWV350546 | 3505 | 34 | 107 | 4/6 | e 11400 0751|112 [152] 23 [ a4 | 46 | 57 [ 610
BPWV36604-6 | 3660 34 1.07 | 4/6 ® |11400 BPV 27 | 0.95 Ala|lala A
BPWV41152-3 | 4115 | 34 | 107 | 2/3 | @ |12000 sewy| _ |27 [ 107 NI
BPWVA1153-4 | 4115 | 34 | 107 | 3/4 | @ |12000 ¢34 107 NIPNR
BPWV41154-6 | 4115 | 34 | 107 | 4/6 | @ |12000 EraTs NI
BPW41152 4115 [ 34 | 107 ] 2 ® |12000 BPQVI S "4 [ 1 ~ A
BPW41153 4115 | 34 | 107 | 3 ® 12000 &l sa e T T T A T A=
BPWA41154 4115 | 34 | 107 | 4 ® 12000 .. — 1o T
BPWV42102-3 | 4210 | 34 | 107 | 2/3 | @ |12000 :
BPWV42103-4 | 4210 | 34 | 107 | 3/4 | @ |12000 o) || s | &
BPWV42104-6 | 4210 | 34 | 107 | 4/6 | @ |12000
BPWV45702-3 | 4570 34 | 1.07 | 2/3 ® |12600
BPWV45703-4 | 4570 | 34 | 107 | 3/4 | @ |12600 =
BPWVA5704-6 | 4570 | 34 | 107 | 4/6 | @ |12600 Ed PP
BPW45702 4570 | 34 | 107 | 2 ® 12600 P~
BPWA45703 4570 | 34 | 107 | 3 ® 12600 e 25 - B
BPW45704 4570 34 | 107 4 ® [12600 Type OAL Width Thickness T TPI
BPWV48803-4 | 4880 | 34 | 1.07 | 3/4 | @ [12600 28| %] E
BPQV45702-3 | 4570 41 1.3 | 2/3 ® |16,600 BP 27 0.95 e
BPQV46702-3 | 4670 | 41 | 1.3 | 2/3 | @ |16600 BPW | CiEE<EEL| 34 107 |2 |a|a
BPQV46703-4 | 4670 | 41 | 13 | 3/4 | @ |16600 BPQ a1 13 |2a|a
BPQV46704-6 | 4670 | 41 | 13 | 4/6 | @ |16600
BPQV47202-3 | 4720 | 41 | 13 | 2/3 | @ |16800 e a Stocking marks
BPQvV47203-4 4720 41 1.3 3/4 . ]6’600 zEE ggggzzz‘%g: z '\SATBOI']CL'J(feadC'EEer;ndSUDOn request
BPQV48802-3 | 4880 | 41 | 13 | 2/3 | @ |16600 mED WL UFEA.  No mark : Not manufactured

E—mTY,




MLx—F PM CNC

TORNADO PM CNC

ML%—F PM-H

TORNADO PM-H

B CNC #(Txti, —R%EHICER

BWINKD KV v — TIEIRAAR T RIELIBTH eI RE

- Applicable for CNC machine by adoption of tough spring steel as the body
material. For general steels.

m .
PEIGREC = 14380
BT (Unit) : mm
EmaesS 2R 5] =k Pk £E | SE(iE
CODE OAL Width | Thickness TPI Stock Price
BPCN44602-3H | 4460 34 1.07 | 2/3H [ ] 13,800
BPCN44603-4H | 4460 34 1.07 | 3/4H [ ] 13,800
BPCN49952-3H | 4995 41 1.3 2/3H [ ] 15,600
BPCN49953-4H | 4995 41 1.3 3/4H [ ] 15,600
BPCN58152-3H| 5815 54 1.3 2/3H [ ) 25,800

BWYINERD KV v — T E R TRRGIR DT 68

- Possible high speed cutting by sharp tooth design.

A=H=75% m “
=
18 54 DHESETIREL LT St (Unit) - mm

TEEE Stock
47 25 [ Ex
Type OAL Width Thick T TPI
2/3H 3/4H
27 0.95 A
34 1.07 VaN A
TiEE 41 1.3 aN A

BPH <EFE0 [ ez 5 A

54 1.6 N

67 1.6 aN




IiER Size Chart

HYNFTIVEAY)IVIN KRY— Metal Band Saw Blades for Cut Off Machine

ML%— K PM-WT MLA%R— B PM-K

TORNADO PM-WT TORNADO PM-K
B WT # BRFEsEESH /N 7 TILIF
- WT Type Bandsaw blade e wINEM ORRYIERICERETY

+ This band saw blade having variable teeth pitch and strong teeth form is
suitable for cutting of profiles and bundles.

m m
— i i

B{i7 (Unit) : mm B3 (Unit) :mm
TERE Stock
BmES 2R & B Pk TE | SEMmg 947 | 2R ] B
CODE OAL Width | Thickness | TPl | Stock | Price Type | OAL |Width| Thickness T TP
2/3K 3/4K 4/6K
BPWT50403-4 5040 41 1.3 3/4 [ ] 18,900 27 0.95 A A
BPWT54503-4 5450 41 1.3 3/4 ( ] 18,900 34 1.07 aN N
et =1
BPWT579034 | 5790 | 41 | 1.3 | 3/4 | @ |20900 BPK | SHE 21| 13 A
54 1.6 PN A
67 1.6 A N
A=H—-5i&
9,{7 QE [ }'J;ﬂ HEERT Stocking marks
. OF) : ZHEEERTY . @ : Stocked items
EiT (Unit) : mm AH: SEEEERTY . A Manufactured upon request
1£RE Stock ]ED  &HELELE A, No mark : Not manufactured
4T 2R ] Bz
Type OAL Width | Thic T TPI
2/3 3/4
41 1.3 PaN A
CIEE
BPWT CREN 54 1.6 A PN
67 1.6 PaN A
1Z#EH,  Standard WTH,  WT Type
W5ZEBIL 4R WT 72

FZSAIBR IR DIRFEDIE S H T ENDIBSICIE WT o' S
EALEEL, (BZ&EULTHRH 600 LLE)

+ WT Type Bandsaw blade
In case of large self-stressing materials, band saw may be jammed by its
stress. We recommend "WT type band saw blade" to avoid this jamming.



MLR—BF RD—F

TORNADO SWORD

MLx—F XD—F CNC

TORNADO SWORD CNC

H SUS. SKD Q%R —AxlDtIRfICEL TVLWET B CNC #I(Cxii. SESHT S HEI ICEA
BEINIRD &KW v — TEARAAR TRERGIE D AT 5E

- It is suitable for Stainless steels.

+ Applicable for CNC machine by adoption of tough spring steel as the body
material. For difficult cutting steels.

FRED RV LEE Ao

No mark : Not manufactured

10

N m N
(Ele=] 1\4X50 Elon] 1\4*5)
{7 (Unit) : mm B{i7 (Unit) : mm
EHmES 2R ] =k A SE(fiE [El=E 2R & |Ekay T #E | SE(E
CODE OAL Width | Thickness TPI Price CODE OAL Width | Thickness TPI Stock Price
BXV35053-4 3505 27 0.95 3/4 [ ] 9,660 BXCN44602-3H| 4460 34 1.07 | 2/3H o 14,500
BXV35054-6 3505 27 0.95 4/6 o 9,660 BXCN44603-4H 4460 34 1.07 | 3/4H [ ] 14,500
BXV36603-4 3660 27 0.95 3/4 o 9,660 BXCN49952-3H | 4995 41 1.3 2/3H [ ] 16,500
BXV36604-6 3660 27 0.95 4/6 [ ] 9,660 BXCN49953-4H | 4995 41 1.3 3/4H [ ] 16,500
BXWV41152-3 4115 34 1.07 2/3 [ ) 12,600 BXCN58152-3H 5815 54 1.3 2/3H [ ] 28,700
BXWV41153-4 4115 34 1.07 3/4 o 12,600
BXWV45702-3 4570 34 1.07 2/3 o 13,200
BXWVv45703-4 | 4570 34 1.07 3/4 [ ] 13,200
BXQVv48802-3 4880 41 1.3 2/3 [ ] 17,400
BXQv48803-4 4880 41 1.3 3/4 o 17,400
BXQVv50402-3 5040 41 1.3 2/3 [ ] 19,800
BXQV50403-4 5040 41 1.3 3/4 [ ] 19,800
BXQV53002-3 5300 41 1.3 2/3 [ ] 19,800
BXQV53003-4 5300 41 1.3 3/4 o 19,800
BXQV54502-3 5450 41 1.3 2/3 [ ] 19,800
BXQV54503-4 5450 41 1.3 3/4 [ ] 19,800
EZ#&d B3 [E B
B . 1£E Stock
?F;EZ %AEL Width Th%(:ess T TPI
075/11/15| 1/2 | 1.5/2 3/4 | 4/6
BXV 27 | 0.95 Ao
BXWV e 34 1.07 PN
BXQV égﬁfu 41 | 13 A
BXHV o4 1.6 el e
67 1.6 A AL A A
EERT Stocking marks
OF : REEERCTI, @ : Stocked items
AN SEEERTY A - Manufactured upon request




T.l'fﬁﬁ Size Chart
HYRFTIVEAYIVIN KY— Metal Band Saw Blades for Cut Off Machine

MLR—BF RD—F -H ML®—F FAX

TORNADO SWORD-H TORNADO FAX
BYINKD KWV v — TIE IR TR R D O 5E WM PHEIEZA R EOUBRICRNZRIELE T
+ Possible high speed cutting by sharp tooth design. « It is suitable for efficient cutting of hard to cut stractural and tubing.

A—H—Pik ) A—S—pik )
5 datid
18 54 DHEEZTI/EL EEL) B3 (Unit) : mm BT (Unit) : mm

7EE Stock - - - - 1EE Stock
4T 2R 7] [=kas B fa3
Type OAL Width | Thid T TPI Type OAL Width | Thickness T TP
2/3H 3/4H 172 | 273 | 3/4
27 0.95 A BFV 27 0.95 A A
27 1.07 A N
34 1.07 A A BEWY
BXH TiEE 41 1.3 A VN CHEE 34 1.07 A A
<REEWV 54 13 A BFQV LEEV 41 13 A A
54 1.6 A N
54 1.6 A BEHY
67 1.6 A 67 1.6 A A

MLR—F AD—=F-MD

TORNADO SWORD-MD

WYJHBEETD NS . YIEFEERDREF

- Possible on a smooth cutting surface, and a small cutting resistance.

m )
Gl
B (Unit) : mm
. . ¥ERE Stock
i;gej %AEL W'Ii‘zth Th%kn‘_ess T TP
1/15MD ] 1.5/2MD | 2/3MD [ 3/4MD
27 | 095 A
34 | 107 N -~
BXMD f%afm 41 1.3 N -~ A
54 16 A~ -~ A
67 16 ~ ~ ~
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ML®R—F G-FAX PLR—BF RD—FG

TORNADO G-FAX TORNADO SWORD G
ESEEM CHEIRIAEEOYICRERZRELI T BEEEMCHEIEME EOYMICRERZREBELIT
- It shows long life when cutted hardened steel and structual and « It shows long life when cutted hardened steel and structual and tubing
tubing having difficult machinability. having difficult machinability.

A—H—7% TICN ) A—E—1% T|CN )
25| o 25| o
B3 (Unit) :mm BT (Unit) :mm
1£[&E Stock 1E/& Stock
5147 2R & |=hay 5147 2R & E&
Type OAL Width | Thickness T TP Type OAL Width | Thic T TP
2/3 3/4 2/3 3/4
BGV 27 0.95 AN 27 0.95 AN
BGWV 34 1.07 VAN aN 34 1.07 aN PN
CIERE CIEE
BGQV CREEOD 41 1.3 AN VaN BXG CREN 41 1.3 VaN A
54 1.6 AN 54 1.6 VN
BGHV
67 1.6 AN 67 1.6 aN
EERT Stocking marks
OF : FEFEBERTY, @ : Stocked items
AF ZFEERTY, 2 Manufactured upon request

EBED - WIELELFE B A, No mark : Not manufactured

Ny RATIVVAXZIVINY RY—DREEE  Packed Quantity

] =R E
Width OAL Pcs.
27 2750 5
27 3505 ~ 3660 5
27 3750 5
34 3660 ~ 5334 5
41 4570 ~ 6095 5
41 6650 2
54 6500 ~ 8300 2
67 8800 ~ 13365 1
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T.l' 55 § Size Chart
:I‘J’S’?’J‘JFH)US'}I/I \”J Fy— Metal Band Saw Blades for Contour Machine

L RAXFIL MV NALXZIL PM

Bi-Metal MV Bi-Metal PM

E—#%#> SUS. SKD 5 ED#EIF OFE. FHERLIMT. M SUS. SKD FED#HHIHOBEEIEICEL TVLWET

EHOHTHAEDOEWVWINY RY—TY - Itis suitable for automatic cutting of material such as SUS, SKD.
« It is very general band saw blades, and it have high speed, high efficiency
ability.

HSS = m )
ElnE et Co R/iran EImEL S 14381
BT (Unit) : mm BT (Unit) - mm
AmEs 2R" & B T #E | SEfE BRES 2R & E& A EE | SE(HE
CODE OAL Width | Thickness TPI Stock Price CODE OAL Width | Thickness TPI Stock Price
BM58 16m 5 0.65 8 A - AC58 30m 5 0.9 8 [ ) 65,300
BM510 16m 5 0.65 10 [ ) 30,800 AC510 30m 5 0.9 10 o 65,300
BM512 16m 5 0.65 12 o 30,800 AC512 30m 5 0.9 12 o 65,300
BM514 16m 5 0.65 14 o 30,800 AC514 30m 5 0.9 14 [ ) 65,300
BM518 18m 5 0.65 18 [ ] 30,800 AC518 30m 5 0.9 18 AN -
BM68 16m 6 0.65 8 VAN = AC66 30m (S} 0.9 6 [ ) 65,300
BM610 16m 6 0.65 10 o 30,800 ACB8 30m 6 0.9 8 o 65,300
BMB12 16m 6 0.65 12 o 30,800 ACB10 30m 6 0.9 10 [ ) 65,300
BM614 16m 6 0.65 14 [ ] 30,800 ACB12 30m 6 0.9 12 [ J 65,300
BM618 16m 6 0.65 18 [ ] 30,800 AC6B614 30m 6 0.9 14 [ ) 65,300
BM88 16m 8 0.65 8 AN - ACB18 30m 6 0.9 18 A =
BM810 16m 8 0.65 10 o 30,800 AC86 30m 8 0.9 6 [ ) 65,300
BM812 18m 8 0.65 12 [ ] 30,800 AC88 30m 8 0.9 8 [} 65,300
BM814 16m 8 0.65 14 [ ] 30,800 AC810 30m 8 0.9 10 [ ) 65,300
BM818 16m 8 0.65 18 [ 30,800 AC812 30m 8 0.9 12 o 65,300
BM108 16m 10 0.65 8 [ J 30,800 AC814 30m 8 0.9 14 o 65,300
BM1010 16m 10 0.65 10 [ ) 30,800 AC818 30m 8 0.9 18 AN -
BM1012 16m 10 0.65 12 [ ) 30,800 AC106 30m 10 0.9 6 [ ) 65,300
BM1014 16m 10 0.65 14 [ ) 30,800 AC108 30m 10 0.9 8 o 65,300
BM1018 16m 10 0.65 18 o 30,800 AC1010 30m 10 0.9 10 [ ) 65,300
BM138 18m 13 0.65 8 [ J 32,400 AC1012 30m 10 0.9 12 [ J 65,300
BM1310 16m 13 0.65 10 [ ] 32,400 AC1014 30m 10 0.9 14 [ ) 65,300
BM1312 16m 13 0.65 12 AN - AC1018 30m 10 0.9 18 A -
BM1314 16m 13 0.65 14 o 32,400 AC136 30m 13 0.9 6 [ ) 75,400
BM1318 16m 13 0.65 18 AN - AC138 30m 13 0.9 8 [ J 75,400
% 30m (FFFEETHIRVWELET . AC1310 30m 13 0.9 10 [ ) 75,400
AC1312 30m 13 0.9 12 o 75,400
AC1314 30m 13 0.9 14 [ ) 75,400
AC1318 30m 13 0.9 18 AN -
EERT Stocking marks
OF : FEFEERTY . @ : Stocked items
AFD: BFEERTY . A Manufactured upon request

13



IN—5 TV XY)VIN RY— Metal Band Saw Blades for Portable Machine

INLRXFIV

Bi-Metal

BS%. SEERTEDHTRALOEW\Y FY—-TY

« It is very general band saw blades.

“-“—J! /
A_S—pik HSS o N
RS (o 22
BT (Unit) - mm
EREs 28 B | BE | AW | =B | SEEE
CODE OAL Width | Thickness TPI Stock Price
PB177014 1770 13 0.65 14 [} 8,880
PB177018 1770 13 0.65 18 [ ] 8,880
PB184014 1840 13 0.65 14 [ ) 9,240
PB184018 1840 13 0.65 18 [ ) 9,240
PB181814 1818 16 0.65 14 [ ] 10,700
PB181818 1818 16 0.65 18 [ ] 10,700

ﬂﬂwiﬁi Selection of Teeth

WA E‘_‘Zfijfjfﬁ T TPI
Material shape material (mm) 6 8 10 12 14 18

~ 4
~10
YUy R# ~20
Solids ~ 40
~80
80~

| F Y= Sclection of Width

FEMEDEIE Y RY - DIREE

Selection of wavy cutting and width

13

10
" g R65
Width R35
(mm) 5 R20
3 RS

PIHITTRESR/\R
Minimum radii

14




?iﬁﬁﬁ*il- Technical Reference

EHERDBH

Nomenclature

4 HEDIE R
. < Ollg
HiE Set width
Gullet
I<LA /
EwF \ =
Pitch f; Gullet depth
N (R TS
\\ ] [ Rake angle
/ .
N~ Width EhcnE HHEhE
E A Back angle .E?_"
Thickness

-

AFRAR (FREIR)

Tooth form

L¥FaSHAR Regular tooth form

BEOART, LEEOHAMICBLTVET. T<VAD O T, BYPHEIOY

HICERALFEY, AVRYY FEYFTRIAMD ATPILL LIS, NKUFPTIVEYFT
& 4/6TPI LI EOHEDVE Y FIZTOAFTT . ﬁ\\J\\J\\J\\J\\J\\j\T
Regular tooth with rake angle of O° is suitable for cutting short-chipping materials and

high-carbon steels, tool steels and cast irons. This tooth form can be usually used for
work piece with thin-plates.

AR L Sk Hook tooth form

FTLLADDVTVS e, INIKDBRIFTUID K FOEDHBEI A, )
VSIS ERDUIBICGEL CTVWE T, AVRY Y MEY FTIRIIEHD STPILTF
IZ. NUZTIVEYFTIK 3/4TPI I TOHEVE Y FRIZOARTT,

Hook tooth with positive rake angle is suitable for long-chipping, tough materials,
non-ferrous metals.

EvF

Tooth pitch
R " _ 14vF
BHATREINBEYFIEX. 1 1 VFEHEDODDIE (TPl ZIRLTVET . -
Tooth pitch is defined as the number of teeth per inch(TPI). |<—>|

m 7y & BVA A AV Al Constant pitch

EyFH—EDARTT .,
Constant pitch has uniform tooth spacing.
fl) IE/2-3-4 1 9WL—>

NUZTIVEYF (VL) B ‘ 2 TPiE SIJE*EI%" ‘

ZNZNEBZE Y FOIEHEDIRLTVET,
EESIEPEIROZEDAZ VAN TE. IRBICKZBEDHNELYIDL
FOFOEMYLET, 2/37PI
J\UF7TILEYF (VL)

3 TPI
JVRIUREYF

Variable pitch has different tooth spacing within one tooth interval. This pitch is marked
by two dimensions, example 4/6(TPI).

) X#2/3-3/4-4/6

15



HEOAZR

Type of tooth set

BEDF. NV RY—EREIM EOREICIEEANTEDKRSIC. NV RY—DEGICIRDAIFSNTHE D, ERIENZENEL T5EE
HHOET, e, HBEDZERIFDZLICKDEID L FOHHHERICEDB I DHPILEETNE T,

By means of the tooth set, with which the teeth alternately protrude to the left and right beyond the level of the band body, free-cutting

action of the band saw blade is achieved.

%iﬁﬁ L\' D Standard tooth set

HIUAEEAES SO TEBHBTDHEDINI—VT, EICAVAYY NEYFICERAS
nx9,

Three tooth sequence- left, right, straight, used in constant pitch.

7”1— 75 &b Group tooth set

PIIHEBROEASED THEREINDHEDINSY—U T, NUFIIVE Y FICEA
TNEI,

Multi-tooth sequence depending on tooth pitch, used in variable pitch.

.WT ﬁ? """ %EJ;EJJM ﬁﬁ WT Type Bandsaw Blade for residual stress material

ELETEREET, ABRAIDZEBLEITOMEDELHEDE T, COKSKF [TREBIRIM] ZEIH
ITdE. ZORAICKDEIDRENEETHIEFND I EDBDEFT, COMRICIIRDKLSEHE
DIEHLEVW TR ZBEVNLEEL (13 BEHR),

In case of large self-stressing materials, band saw may be jammed by its stress. We recommend “WT type
band saw blade” to avoid this jamming.

dVER=I 3B ED Fo

II—THEDD—ET. HETHENRLFDIEHDITEREINTED. EICHER
FICRASNE T,

It comsists of a different multi - tooth of set width, used in High & Low tooth form.

5&*35 'c: D Wave tooth set

HHOVWHETS L EHNLBROD/ N1 TP LT E O, BRI EICEREINE T,

“Wave tooth set” is used in fine Pitch Tooth, and suited for such as sheet metal, thin-
walled pipes and profiles.

e s S

N
TRAER WTH
Standard WT Type
L - i §

HEBHBEINA XY IViEE

Tooth material & Bi-Metal Construction

FEFIF SRS/ A, SR\ AEFERL. KK
(FeEF ISR ZEFEHR, IEBERMFIEBFE—LBET
BHESLTVET,

Tooth material is made from Powder HSS or Super HSS AR
and body material is made from spring steels. Tooth and BYC—LEE
body are welded strongly by electronic beam welding.

AMF (RFRREEH)

B (EHRI\AR)

16




i@ﬁﬁﬁﬁ@ Applicable Machines

% Band dimensions X —h S ERE Manufacture/type of machine
2R -] =23 7Y KERHEH HA B —aFvy RARNERE INSAIVY B TH HECISHERT
OAL (mm) | Width(mm) | Thickr AMADA DAITO KASTO NiCOTECH TSUNE Everising HITACHI HIGUCHI
L2700
2750 FTR230 SSH260DM CB22F/A
2910 functional A
3180 verto A2 EA-1012A
HA250 GA II 260 NCC250H/S
3505 HFA250 LTA2630 SCH25PC/FA S250HA/HF
CR225 H330
3660 27 0.95 CR300 $330 HSB300A
3730 LTA2640
3750 CB32FA/FB
3820 S300HA/HF
SBA260AU
3830 sha A2
4115 S4633SA
VM420 GA260W TC260A2
3505 UB4090 GA I 260W SCH25PC TC3028G S250H8
3660 UGA260
3820 S300HB
HK400
3885 HKA400 SSP400D
3920 H260HB
ST3540
4030 H3545
HA300 SA360B SBA260
4115 HFA300 GA320 SSB260 SCH33PC/FA
34 1.07 S360B
4120 GA I 330
TB4-260G
4210 TB4-262GN
4420 SSU450APC H360HA/HB
4460 HFA300CNC
HA400 ST4060
4570 HFA400 GA400 SCH4/OST/FA S400HA/HF
VM1000 GAM410
4930 A3x4
HBA340AU
5334 PBA450A
4115 095 |pcsawaso SsbA2
UGA330
4570 GA400Ww, S400HB
GA I 410W
PBA320
4623 PBA460U
H450
VM2500
4715 CTB400
TC405A
4720 TC410
4880 H550E/ IT SCP55SA/ I H5550 CB40F
4995 HFA400CNC
ST4560
5030 ST/ST I 4565
ST4560 NCCB650H/HD
5040 HBS0H/HD ST4565 SSHB50D
TB4-430
5220 TB4-432CNC
41 13 HAB500
: HFA500
5300 HTE50 GAI 510 SCH50PC/FA
DYNASAWA430
HBA3B0AU
5334 PBA450U
5420 TB4-500GN
ST4070
5450 HKB50 ST5070 vertical EggggA
ST5570
5700 A4x5
SSH750D
5790 H750HD NCC750H
5890 ST I 5080
PBA520
6095 GAB070 PBAG20U
6300 HBA420AU
HK800
6650 HKAS00 SSP8O00A. - D
tecA3 - A4
6830 tecU3 - U4
6860 GTA5080CNC
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3Fi% Band dimensions

X —H & ERAKE Manufacture/type of machine

28 mm) | 18 (mm) B2 (mm) FIY KERAEHE HA B —dFvy RARKE INSAIVT BITH HECISAERRT
Sl AMADA DAITO KASTO NCC TSUNE Everising HITACHI HIGUCHI
5175 YGA430
5280 13 BBS360/660
5800 ’ HBP480
5815 HFAS500CNC SGA410CNC
5830 VM3800
HK700
5890 HK700CNC
HKBB050/CNC
5920 DYNASAWS530
6100 PCSAW430
6200 NC460HB
HB50HA/HB
6600 VB070715/25
HK800
6650 HKAS00 SSP800A/D
6705 GAB60
7239 HBA520AU - U
54 HB00 ST6070 H8070
7600 H700 STE0SO H7065HA
1.6 GAB090
tecAS
7675 tecUS
H900 V2020
8000 HO50HD 57080 SSH900D H700HANC
8300 :;gg(m ST8010 PBAB60
HOOOHD GA8010 PBA80O0OU
tecA5X10
8556 tecUS5X10
GT7010CNC H1100V/T
8800 V2210 H8276
PBA8OO
8890 PBA80OQOU
9300 S7010P
10200 VM4000
HFA530
6670 HFAS530CNC ES30
7000 PCSAW530
7320 SGAB30CNC
tecAS
7675 tecUS
PCSAW700
8300 PCSAWT20 VBS1013
HK1000
8550 HK1000 I
H1080
8800 HK1000/CNG SSP1200D H1010
S1010
8840 67 1.6 31011 -K
9014 SGAB010CNC
tecA7
9195 tecU7
HBAB60/
1060AU - U
9385 HBA80OO/
1060AU - U
9710 SGA I 8010CNC
9900 GTB013CNC
SGA8513CNC
10870 ST8015
11800 H1300
9195 tecA7
10000 VBS1316
BSB1260/1560
10260 hba A8 - USX10
11100 H1000 I H1100HANC
HBA1060/
1260U - CNC
11430 KASTO hba A10 -
uloxi2
80 16 HBA1060/
1660U
12230 HBA1060/
1660UCNC
12300 H1300 I H1300
13000 H1613
PBA1060
13360 PBA1260
15500 H1600 I
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TEMID OIS TF535E Clamp Method According to Work Shape

TRMORARPREIC K DEENE D S5 Y T%& LIV ELIHIRRICEIE, IRITPIFHEEED FSTILORREED T,

It moves during cutting, and causes a trouble such as chipping and breakage if a proper clamp isn't done according to the work shape
and the number of bundles.

e O | jol | lecl | iml | B3 | 88
ran @ | fol | ke | 5B | B | IBR
en H || | | O | AT
O | o R )
we O | o | b | e R

= [ | O | m | a0 B

wen | AL A A A A
s G | O | o i B

e | | B




tﬂﬁ“%ﬁ: Cutting Condition

W& Band dimension(mm) | 57 x 0.95 | 34 x 1.07 | 41x 1.3 | 54x 1.6 |67/80% 1.6
HJHIR Work length
#HI#4E Work materials L (mm) 200 250 300 500 600
Condition
s
SS % % % . IRLRE . 70~80 60~ 70 50~60 45~ 50 40~ 50
. Cutting speed(m/min)
Struﬁlﬁ:?ﬁsmteels SM sk s
El
STKM s s % W . 50 ~ 60 50 ~ 60
Cutting rate(cm?/min)
PIHIEE
REISE. BN S%%C Cutting speed (m/min) 65~ 80 55~ 70 50~ 65 40 ~ 55 40 ~ 55
Cast-hardening steels SUM * * .
Automatic steels SNCM * % * Hl== - ~
Cutting rate(cm?2/min) 45~55 45~55
s
. IR . 55~ 70 50~ 65 45 ~ 60 40 ~ 55 40 ~ 55
aem SCr * % % Cutting speed(m/min)
Alloy steels SCM s 3 % Y=
Cutting rate(cm2/min) 40~50 40~50
. . SUJ # * % YRR - - - - -
BERSH . J\RSE. TESH. JIEHE SUP # % 4 Cutting speed(m/min) 40~ 55 40~ 55 35~50 30~45 30~45
Bearing steels, Spring steels,
Tool steels, Tempered steels SKS & 3 PULEIES
' NAK # %% | cutting rate(cm2/min) 30~40 26~35
PIRIERE
SA M. SEETEN SKD % % Cutting speed (m/min) 35~45 30~45 25~40 25~40 20~ 35
Mold steels, SKH * * pr—
High-speed steels I3 - -
Cutting rate(cm?2/min) 20~30 20~30
CIHIERE
ATV, Mz SUS 3 % % Cutting speed (m/min) 30~45 30~45 25~40 25~40 20~ 35
Stainless steels, SUH * % % .
Heat-resistant steels SKT # 3k % ! ~ ~
Cutting rate(cm?/min) 20~30 20~30
I
Inconel . VIRLEE . 20~27 15~20 12~18 8~ 15 8~ 15
EH#as Cutting speed(m/min)
. Hastelloy
Nickel based alloys LB
Waspalloy 7 ~20 5~15
Cutting rate(cm2/min)
FILE =Y LEE. LIHIRE 80~ 150 80~ 150 80~ 150 - -
—=),=— o A ko k Cutting speed(m/min) |(500~2000) (500~ 2000)|(500~2000) 60~80 80~80
TILVEZOLEY AC #
Aluminum alloys, 4
: ADC  * B _ N
Aluminum cast alloys Cutting rate(cm2/min) 70~1800 70~1500
IHIRE 60~ 90 60~ 90 60~ 90
PN Cutting speed(m/min) | (100~ 150)| (100 ~ 150) | (100 ~ 150) 40~60 40~60
ASE C s sk s %
Copper alloys LK==
Cutting rate(cm2/min) 40~50 80~40
PIRIERE 70~90 70~90 70~90
e o Cutting speed(m/min) | (200~ 500) | (200 ~500)| (200~ 500)| 20~ 79 | 90~ 70
Graphitic carbon I
Cutting rate(cm?2/min) 46~60 40~50
s
. IRLRE . 50~ 80 50~ 80 50~ 80 45 ~ 65 45 ~ 65
e ] Cutting speed(m/min)
Structural LMz
Cutting rate(cm2/min) 40~70 30~50

A1) FROMEFSEETY . HWHIHE. EIOEH. FRECHU TRESIMREZEEL TS,

E2) EAIDIES Ui

1 tTHISRHIMREERE &K D) 20% B LT REL,

2 tHAHEIIEERDH) 30% PEL LTLREELY,

3 185 LIIRIBRI3RESRD 5%, FIIFREHIZEDH 100 BOYEiEREZERE LE T,

E3) () ATV DOHEETT .

note 1) The cutting condition shown in table is just as the general guide. Adjust cutting condition according to work material, types of saw, cutting machine.

note 2) Running-in the bandsaw blades

1 The cutting speed should be used with 80% of table value.
2 The depth of cut should be reduced by 30%.
note 3) The values of () is for vertical machines.
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NSV a—5+1>/% Trouble-Shooting

B B rSTIL E ® i
FERT 3 OEIN AT Y3 EIERICHERE (18~ 20kegf/mm?)
Y4 RO—SOREFEEA 4 RO—S D3R
YA RO—SDREFF TV Y
HA RP— LORIBEX BB A K7 —LEHRDED BRI & TS
TS 3D $OEEDEBEL. BEXDICHE
ERNDREER EETHEECBES . BHRIHOI Y KY—CR
J— SERDRIE:S D R YA RO—5, 1Y —hF v IERBL. REBEAIR
WH S 5> TDDBH DB ENESIC LoD DEET S
RRTHIOE AT TR
EIE v FOBA BER v F ORISR FED ENE TS
A D BA ®OEEDEBEL. BEXDETS
VIEAMEL ERDRBER IR, HEERRU. BRIHO/Y KY—CEE
EROFBIDAEL g;HT—A\7—UH5AH£%%®@5a‘ﬁ%ﬁ%ﬁ%b\%Q@
b
DB %D EEEBEEL, BEXDICEETS
LBOEAMERD DL BTR
EHNT Y aDBEk BNT VY 3 VZIEREICHEE (18 ~ 20kegf/mm?)
A= hFvTDDDH M7 —LDA VT—bFvIZmiRlU. hddH. DcOEZRETD
HEI S 5> TDDBH BEMOUEEBELT. BHELESICLSNDEETS
Iy HO—S O Sy HO—5%E3ETZ (0.3mm L)
RS SERDOTEICBRRL BIEAISA R — L EHRBROBHIAIC LS
EROEBC AR Uy HO—SOBFBADIS. R
EHHDIONTTSNTLD A= FvITHDBHHMEVWTWVDDTIERFMEICLO>HODERE
ERCERBEEDEDSL z4v—759®@ﬁ\ﬁEmE%ﬁ%b\7—UH5A¢@@<T&@
el £ — N F v TORFEEA £ Y— NF v TR
(BHORECEADEEET T v2)
R DB $OEBDEBEL. BEXDETS
DA P— TSI DRERE ERBEAIE SR, (ETE A
TBEAIELY PHPBERE L. LB
EHE w FOBN EAL Y FEEBFIEED ENE T
KBV v R EETE)
TRIIHHET B
FHOTD D, I—FBICHENED | BIOL v FRNES, AHEEFCESSY TR0 ENITS
(EEFHERXTY VTR
fiit. DS LOTDKEDICHMENRE | BIOL v FEACES, FEEDENITD
g2 (EVIARDIY Y VEFEER)
ERD L FHNHAEL T—U RS LORER. A4 RFP—LDDDH. BISHUERR, BE
HEECHS
HEREA EEREICEE
ZOft | FE. BEDAEL | ENOEHEL BRI Ry — (CEE
EALwF DK SERE v F NGl VL TS
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NYT 4V THA) GKBIELIHIR)  Cutting Oi

ENN (ZTv)yavoy17)

| A 5753

ENN EXY

- JFERUHEHFITY . MEREICEN. XfcDEHELEHE]
BOFSH LD S EBNTT .

{5 PR,

Y=YV EYH, NCHE#E. NC 754 R8B. Z0ft

EAHEIN

—SERE. KEM. a9l A7 VUM, $i FILSSULASR
Has

EATE

FIREE 10~ 3018

KICEREFML, 8 LT REL,

SR

Bl MBEE 30 AR | kAR

BE (D
18

lasl%:
RSLE 200

SBRN (vuaIws«7)

| A — 5755k

SRN EX

LB EREICEN. FREICKDURICEN TR
BUET,

{55 FREARL

w88, NC hesg. R—)Lag

ERHEI

—AEEAE. EE. A%l AT VUM, #% FHas (PSS
DLAEERZENLIT25EFE. HENUHEBT X MEfTo TS
EAE
FIRIEE
SR

B ReEE 30 BAR | MREIEEEN

10~301&

g8 (D
18
200

~N—)ViE
RSLE

BSEICINET B, RIS ERYE
$#(CHEUCTMET DUBHDOET, BRILANISHE
he

22

FFhvFUITAI BER

RV
2y
IVRIL

e Hl

—

INRY— L5il

gy
II
=

SHEE

A
RFULZX
&

LS
SKD.
SK
S45C.
S50C %

%
FCD.
FC

ke R
TIVIER,

HEE ¥

&

&

iR i R 1

®)

A

ENN
SRN
SXN

©)
©)

SXN (vUaIds«7)

CE==ED

sxN Ed

VBT v I IA TOAKBENBYIE-HEIRT I, YIEIE.

THISEREICEBNTVE T, Ffe, BKOME THEER L&

HT®%Y,

(7

NCHEl, Yv=voty, S, TEmESE. ML, REm)

i

TR EIA

—REM. KRE. Ael. AT VUM, #i% Eses (FILS=
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HDOIBLDE=ZEEIE Attention on safety
A gL Warning

ClEAFIICHNTBETH L EEL) Read this “Attention on safety”

@ ENFERFDDCTT, WHNERELITDEEICIFRDBEREND D F
g@t—'—ﬁj\(—/i/u\< Tgéb\

A bandsaw blades is dangerous. Be fully careful because it has danger
when a saw edge is untied and spread.
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@ FEANDEET. DO FTF. BOAN LR EICFEFRZ CHERLIESL,
Use leather gloves in the installation and the removal of the bandsaw —>
blades.
© SENDHABICIE. ATRHMOEBEEY > TS
Be sure to cut the main power supply of the machine when you replace a 1
badsaw blades.
@ ik E Lo h DEIEL T EE L,
Fix work materials firmly.
@ CELHDIEN(CIF, FERCFZIRNENTLEE 0,
Never touch a bandsaw blades during the rotation.
@ CHEAKMOBINGIAEZR<FAT. IEULCHERALIES
Read the instruction manual of the machine, and use it properly.
@ 185 UEEHZT(CToTLEE L,
Recommend running-in a bandsaw blades to achieve the full life.
@ RHIM SN U UIEbRA Z oW TSR IEE
Use the cutting fluids fully which is suitable for work material.
@ FHRBEHFDFEIDIND ICHTHITEFRELTLIES
Be fully careful of the disposal of the bandaw blades which has been used.
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