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BREAKING IN THE
BAND SAW BLADE

The blade break-in procedure dressed and strengthens
new, Ulira sharp teeth. Proper break-in can increase band
life by 25% - 50%.

Always break-in a new blade:
«Saw at the recommended band speed.

*Cut at 1/2 the normal feed rate. (Cuts should take twice
as long)

*Cut for 20 minutes, then increase feed force in steps
575 75125 125275 27555 5505  95.16 1624 24 until you attain the normal cutting rate.
2-15mm  15-20mm  28-30mm  30-70mm  70-140mm 140-240mm 240-400mm 400-600mm 600mm-+
MATERIAL SIZE To ensure penetration in very tough work-hardening
materials, you will need to apply more feed force and cut
as a faster rate then described above.

SAWING AFTER BREAK-IN

After break-in, as the blade gradually dulls, you will need to periodically increase the feed force to maintain cutting rate.
When the blade is foo dull and the feed force too high, excessive band deflection will cause the blade to cut out of square.
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SAWING QUESTIONS OR TO PLACE AN ORDER CALL 1-800-923-6255
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