B Ti3R (2 EFR) Ofool

Metal Cutting Cold Sawblade
(Cermet Golden Coated Blades)

=515 B Production information

Fi& LFEEP., SHR. S&% . BERK. AN

Application Carbon Steel, Alloy Steel, Bearing Steel, tooling steel
BREEEREEEN

B2 V=50m/min~200m/min

Parameter

S§z=0.025mm~0.12mm

ziﬁﬁ ZEREBRIE, BHBENEESRR, FHBK,
JIEL#A R £ B E& Cermet Coated
Material % 2% 2 Golden Coated

s #(&£E &%) Parameter(Cermet Golden Coated Blades)

Diameter Kerf Body Bore Number
(mm) (mm) (mm) {mm) of teeth
5 E(4 D) 71E(B) &5 (b) AE(dd) HH(P)
1.70/1.75 32/40 54/60/72
285 2.0 1.70/1.75 32/40 54/60/72
300 2.0 1.70/1.756 32/40 54/60/72/80
315 2.25 2.0 32/40 54/60/72/80
330 2.25 2.0 32/40 54/60/72/80
360 2.6 2.25 40/50 60/72/80
380 2.6 2.25 40/50 60/72/80
400 2:T 2.25 50 60/72/80
425 2.7 2.25 50 60/72/80
460 2.7 2.25 50 40/50/60/72/80
T ISR (L EEZ D) S e s G B
: 515 3.0 2.5 50 36/40/60/80 q
Metal Cutting Cold Sawblade — - - = —— @
(Cermet Golden Coated Blades) o — " = p——

HiR~F, WiBREFH!

\ S TR#E ShIEEH
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Q I-OOI Metal Cutting Cold Sawblade

(Cermet Coated Blades)

= anf{E B Production information

FRi& EEmH. SN, 52N, SN, HAWN

Application Carbon Steel, Alloy Steel, Bearing Steel, tooling steel
EHREEEEREN

FEI S V=50m/min~200m/min

Parameter

Sz=0.025mm~0.12mm

7 e WES, DB, WER, fors, LAEES, EREMK,
JILHA R # B M #& Cermet Coated
Material Z &% 2 Black Coated

EaB¥(EEE5) Parameter(Cermet Coated Blades)

Diameter Kerf Body Bore Number
{mm) (mm) (mm) (mm) of teeth
$ME(H D) 71E(B) &E(b) AE($d) HEP)
1.70/1.75 32/40 54/60/72
285 2.0 1.70/1.75 32/40 54/60/72
300 2.0 1.70/1.75 32/40 54/60/72/80
315 2.25 2.0 32/40 54/60/72/80
330 2.25 2.0 32/40 54/60/72/80
360 2.6 2.25 40/50 60/72/80
380 2.6 2.25 40/50 60/72/80
400 2.7 2.25 50 60/72/80
425 2T 2.25 50 60/72/80
460 2.7 2.25 50 40/50/60/72/80
K WA F =
:[ ' :E ﬁ = 485 27 2.25 50 40/50/60/72/80
Q s 1=3 17
515 3.0 25 50 36/40/60/80
. b
(Cermet Coated Blades) 750 3.4 2.7 50 36/40/60/80

Hit R~F, WilRE%E#H!

)y SR TRIE SHEIH
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i, Binlds-

Pro series for profile cutting
(tube\H beam)

\ SR TR SHEH

I Ironwork Cold Saw In The Cutting Edge Of Technology

tNEin. BindsH Qfool .

Pro series for profile cutting
(tube\H beam)

=&afE B Production information

& ATFHINES. By, HittSEXERO7H
Application For tube\profile material cutting
) B S R E R
HEI S V=50m/min~200m/min
Parameter

Sz=0.025mm~0.12mm

R HHRZITEREBAEES. FHRIETHAEMER, mad. mEs
Benefit special cermet with special teeth shape, reduce shake\reduce teeth broken
zﬂjaifglﬁ WRBLIERE, FIEARRE (black coated. No coated is an optional ) .

EasBEM. B44EEF) Parameter(Pro series for profile cutting(tube\H beam)

Diameter Kerf Body Bore Number
(mm) (mm) (mm) (mm]) of teeth

5=2(¢ D) 71E(B) “#&(b) A&E($d) & %(P)

1.70/1.75 32/40

285 2.0 1.70/1.75 32/40 80/100/120
300 2.0 170175 32/40 80
315 2.25 2.0 32/40 80/100/120
330 205 2.0 32/40 80/100/120
360 2.6 2.25 40/50 100/120/150
380 2.6 2.25 40/50 100/120/150
400 2.7 2.25 50 100/120/150
425 2.7 225 50 100/120/150
460 2.7 2.25 50 100/120/150
485 2.7 2.25 50 100/120/150
515 3.0 2:5 50 100/120/150
560 3.0 2.5 50 100/120/150
750 3.4 2.7 50 100/120/150

HiR~F, WilRE%E#H!
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Steel Plate Cutting

7 iafs B Production information

& -
Anpiication B FETINRFor steel plate cutting

ERESREREN
RIS V=50m/min~200m/min
Parameter

Sz=0.025mm~0.12mm
FE 2 A o FHRIZTTEHER, ERTENNREEELR, E&8El1IF §

R T Special teeth shape, for steel plate cutting, with very straight cutting, ~Y;
Benefit no need milling process ¢
- s‘\t‘

JIL AR 4 B % Cermet Coated =
Material wE

FmE8(FREEHE ) Parameter(Steel Plate Cutting)

Diameter Kerf Body Bore Number
(mm) (mm) (mm) {mm) of teeth
5piE(¢ D) 71E(B) & E(b) HE(od) HHEP)
40/50 60/80
425 2.7 2.25 50 60/80
460 2.7 2.25 50 50/60/80

HipR~F, WilEBEFH!

Hil#atl -

Steel Plate Cutting

\ IR SHE
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b Z s

Soft&Sticky steel series
(10450, 20#%H, A3%N)

\ BT SHE

Ironwork Cold Saw In The Cutting Edge Of Technology

i Z dsH Qtlool

Soft&Sticky steel series
(10#%0, 20#%0, A3%H)

7= &a{8 B Production information

Fig i . |

Anplleation BT, $RIMAFor Soft&Sticky steel cutting
ERETEaREESEN

B S V=50m/min~200m/min

Parameter
Sz=0.025mm~0.12mm

R BRI SRR, A7, HBIRE

Benefit Special teeth shape, very good chip load

TI3L AR —

Material A% E (nocoated )

EamBE(EFSE Y4 B) Parameter(Soft&Sticky steel series)

Diameter

(mm)

HE(4D)

285

300

315

Kerf Body Bore Number
{(mm) (mm) (mm) of teeth
715 (B) 2 &(b) AE($d) H¥(P)
1.70/1.75 32/40 54/60

2.0 1.70/1.75 32/40 54/60/72

2.0 1.70/1.75 32/40 54/60/72

2.25 2.0 32/40 54/60/72

Hib R~F, WilR®%i#H!
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S TISE (R RIEFI) Qfool .
Metal Cutting Cold Sawblade
(Cermet Blade) £k

T

A

IN

=& s B Production information &

| 5

ﬁ)ﬁication EEmWN. SN, €% . 5 Carbon Steel, Alloy Steel, Bearing Steel HTT

=

. BHEEEEEN i
B2 V=100m/min~200m/min

Parameter

Sz=0.025mm~0.060mm

=
gz?]gﬁ;ﬁ 1B AMYF, 2 it A General Purpose, Economy blade
zﬂja?::fglﬁ 3% E(No Coated)

FmE¥ (E#M %A% Parameter(Cermet Blade)

Diameter Kerf Body Bore Number
(mm) (mm) (mm) (mm) of teeth
5= D) 7E(B) a2 E(b) AE(¢d) H#(P)
1.70/1.75 32/40 54/60/72
285 2.0 1.70/1.75 32/40 54/60/72
300 2.0 1.70/1:75 32/40 54/60/72
315 2.25 2.0 32/40 54/60/72
330 2.25 2.0 32/40 54/60/72/80
360 2.6 2:25 40/50 60/72/80
380 2.6 2.25 40/50 60/72/80
400 257 2:25 50 60/72/80
425 2.7 2.25 50 60/72/80
460 2.7 2.25 50 40/50/60/72/80
i* I }% iE (."%ﬁ *m ﬁ % I]'ﬂ % ‘%‘ yl]) 485 2.7 2.25 50 40/50/60/72/80
515 3.0 2:5 50 36/40/60/80
Metal Cutting Cold Sawblade = 5 i B e
(Cermet Blade) 750 3.4 2.7 50 36/40/60/80

HiR~F, WilRE%E#H!

\ SR TR SHEH
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ik Li2s (AR

Metal Cutting Cold Sawblade
(Carbide Coated Blade For Stainless Steel)

\ SR TR SHEH

’ Ironwork Cold Saw In The Cutting Edge Of Technology

tk LiZHs (A5

Metal Cutting Cold Sawblade
(Carbide Coated Blade For Stainless Steel)

=&afE B Production information

Qlool

mig \ |

Application 8] & F AW (Stainless Steel)
BEEEEEREN

HEI S V=50m/min~70m/min

Parameter
S$z=0.025mm~0.060mm

PI‘]:”%}# T E AR F Special For Stainless Steel

Benefit

Tk # R e o .

Material R4 €% E Carbide Coated

FREBE(ABIMNMET]) Parameter(Carbide Coated Blade For Stainless Steel)

Diameter
(mm)

(D)
250
285
300
315
330
360
380
400
425
460
485
515
560

750

Kerf Bore
{mm) {(mm)
AE(B) AE(¢d)
2.0 1.70/1.75 32/40
2.0 1.70/1.75 32/40
2.0 1-70/1.25 32/40
2.25 2.0 32/40
2.25 2.0 32/40
2.6 2:26 40/50
2.6 2.25 40/50
74 2.25 50
2.7 2.25 50
2.7 2.25 50
27 2.25 50
3.0 2.5 50
3.0 25 50
3.4 2.7 50

54/60/72/80/100/120
54/60/72/80/100/120
54/60/72/80/100/120
54/60/72/80/100/120
54/60/72/80/100/120
60/72/80/100/120/150
60/72/80/100/120/150
60/72/80/100/120/150
60/72/80/100/120/150
40/50/60/72/80/100/120/150
40/50/60/72/80/100/120/150
36/40/60/80/120
36/40/60/80/120

36/40/60/80/120

HiR~F, WilRE%E#H!
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5 ik e il 6o

Customized product

ANERIEE QBN EIAGED, RESERRNERABRAR. 81T, £HIE.
BAMRIBEEEK, FRAGEHSIENTILME, RIEGAENEE. I, S
BENEFSFBIEIR.

With our parent company’ s deep study for carbide\cermet materials, we would like to

develop special circular saws to meet your requirement for hardness\toughnessi\impact
resistance and others

\ IR SHE

Ironwork Cold Saw In The Cutting Edge Of Technology

tk LiZia

Metal Cutting Cold Sawblade

MESE, ABERAUREDHEHEER

B k] e | HEEE :

N

1300

Rk

10#4R

45#50

a2 35#W

&R

W

FEER

20CrMnTi

20CR
40CR

42crmo
35crmo

GCr15
100CR6

60Si2Mn
65Mn

304
316

BWHIE
¥

5 ¥ #l

S Hl

WE=
ML Al

W
M HI

W
M HI

R
WER

®30-®70
©30-990
®50-®110
®50-®130
©80-®150
®30-®70
®30-®90
©50-®110
®50-® 130
©80-P 150
®30-®70
®30-®90
®50-®110
®50-®130
©80-P 150
®30-®70
©30-990
®50-®110
®50-®130
©80-P 150
®30-®70
©30-990
©50-®110
®50-®130
©80-P 150
®30-®70
®30-®90
®50-®110
®50-®130
©80-P 150
®30-®70
©30-990

©285"60T/72T

@ 300*60T/72T,
@©330"60T/72T,
@ 380*60T/72T,
©460*60T/72T,
©285*60T/72T

@ 300*60T/72T,
@ 330*60T/72T,
@ 380"60T/72T,
®460*60T/72T,
@ 285"60T/72T

@ 300*60T/72T,
® 330*60T/72T,
@ 380"60T/72T,
@ 460*60T/72T,
®285"60T/72T

@ 300*60T/72T,
@ 330*60T/72T,
@ 380*60T/72T,
©460*60T/72T,
®285"60T/72T

® 300*60T/72T,
® 330*60T/72T,
@ 380"60T/72T,
®460*60T/72T,
@ 285*60T/72T

@ 300*60T/72T,
@ 330*60T/72T,
@ 380*60T/72T,
©460*60T/72T,
©285"60T/72T

@ 300"60T/72T,

®315*60T/72T
®360*60T/72T
®425*60T/72T
®485*60T/72T

®315*60T/72T
®360*60T/72T
®425*60T/72T
©485*60T/72T

®315*60T/72T
©360*60T/72T
©425"60T/72T
©485*60T/72T

®315*60T/72T
®360*60T/72T
©425*60T/72T
®485*60T/72T

©315*60T/72T
@ 360*60T/72T
®425"60T/72T
©485*60T/72T

®315*60T/72T
@ 360*60T/72T
©425*60T/72T
©485*60T/72T

®315*60T/72T

70/75415
80/90#15¢
100/110412
120/130412
150413
70/75H184
80/90#/15Y
100/110412Y
120/130412
1504128
70/75418
80/90HL 2
100/110#418!
120/130412
150412
70/75418
80/90#15¢
100/110412
120/13041 2
150412
70/75418
B80/90#18Y
100/110#418
120/130412
150412
70/75418
80/90#/15Y
100/110#18Y
120/130413Y
150412
70/75415
80/90#15¢

130~150
100-130
100~120
100-110
95~100
120~130
100-125
95-110
85~95
80~90
115~125
110-125
100~115
95~105
85~90
110~125
105-115
95~110
90~100
80~90
110~125
100-120
90-105
85~100
80~90
90~110
85~80
75~85
75~85
70~-80
60~75
60~75

Qlool

4-5
5-9
5-8
6-8
5-8
4-5
5-8
5-8
4-7
4-6
4-5
4-7
47
4-6
4-5

3-4.5
5-7
4-6
4-5
3-5
3-4
3-5
3-5
3-4
3-4
3-4

2.5-4

25-4

3-6
4-7
4-7
4-7
4~7
4-7
4-8.5
4-8.5
4-8.5
4-8.5
4-6.5
4.5-6
4.5-6
4.5-6
4.5-6
4.5-6
3-55
3-55
3-55
3-55
3-55
3-45
3-45
3-45
3-45
3-45
3-45
3-45
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Metal Cutting Cold Sawblade

Fs

10

1

12

13

14

15

%R P&

THuI#

T

145

T

2 HI AR R AR

FEHI AR

FEHI AR R

FEHI AR R

THIREFITT

AR,
a8, Bk

ZiTh, H#

R E S 2,
CESIZ

&, +71

Bit, TISkiRFERER

IHPIm=, ¥7,
ERAEGE

1) 28 30 1 i i

AT AENRR, W
FHRBMER, BEFIR, REZHEH, KT,
HEEWREET, MR ERES R, SEHRERY,
FIZEERE, FEHBHIRE, SEREHAKXR,
MEIMEESEE, HEED, BELH, BRFGHE,
RLBARNMR, EREHFELREATERSR, SEERHFGHEE.

ML NN, BIkS N KBRS, UHTHERIF, TLRERT,
RIFZ=%, BREwHEE.

BTHR&FHHT BFA—8, SHUESEAMYE, BRMANELAAMAE,

HTRELEHIAET), SEEHLEEMER, TR TEHMSHRTIE, EER
TEMBENN, FEMAK, SHEFUEMEDREETA, SHERBTSFT,

BERR, kR, ERTRRTERR, SEXGRETE, XRSREFEERER,
SENEIRM KRS ERE, ¥EBERESEM, BEREFFGRER,

EEE, EREERAETHNS, SHEXRFRFAERTE, BRETR, WHZHAK,
SHEE®, HilEE, Al BRIEE.

RIRAR, WA, BRE, HEE, NEMTEBNE, LPBERERE,
SRS HIH,

PIZRR MR [E 5k, ERIRT A&, B RER.

BT mERE, BhAESH, 5, SEERAFRM, TS SRRE,
BHVISEESR, FEENRELX, BWEESELOES

BHTiEd i, THBIEAEAIMAR, MHUERE, EEEA=1TTERE
RIER, HEERREE, FaEMNEE,

\ STl SHEH

I Ironwork Cold Saw In The Cutting Edge Of Technology

tk LiZHale

Features for More use Value

H it a0t

Qtlool

e | ower cutting forces: Lower temperature\noise\power consumption.
MEERER: TIHRAEIREEZEIHEER

e®High resistance against vibration: Longer cutting life.
MARENEFERBIRSFR 5

e Reasonable swarf curling design: Better cutting surface,
No cold welding into the gullet.
FEN%KESHITVEEAERS, EEFRER

e Reduce subsequent manufacturing processes.
BORERIELZ

eDecrease the total cost.

PRI = A= mblE R A

ik LiZil1&E S =W EI M
Metal Cutting Cold Sawblade
1s suitable for high-efficiency cutting

EREH:
B R%E. SR, MESEMHEIETL
W RIT A
W SBRET
W 55T
W EATLHE
R R RERESEESE
200
B [EEE :
150 | 155
125 135
125 110
100 105 105 ﬁ
85 35 . 80 %=
85 65 &
- 50 !EI
250 285 360 420 460
BAEE a |
hii®, BESGEW WHHEEW. THW R &5&W RN, BHREEW  FHENR

P17/18
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Information Sheet

Qlool

¥ 75 V) Bl 7% B9 78 78 &2 1 Recommended Mist Oil

Material Composition Dropping Speed ( 1drop ) Characteristics
#E %) mEE (18) R
Mild Steel Vegetable Ester 5-7%) High Viscosity
i JEKAIEE Y I N
Stainless Steel Sulfur Mineral 1_2%b Stainless Steel Only
PR ( AW ) ek B SRS RY Yih B REEWEA, SHE
Non-Ferrous Steel Disitilled Vegetable Ester i Odorless,Low Viscosity
FHER 4ok R e Fmk, 1M

Correspondence Table of Diameter and Number of Teeth

MIHISME 5 5 S 3 R 3R

Diameter No.of Teeth
(mm]} (mm) 15|20 70|75 0 0 14014 1701175
i i
54 —

250 60
72
60
285 72
80
60
360 80
100
60
420 80
100
40
460 60
80
60
560 80
100

\ STl SHEH

I Ironwork Cold Saw In The Cutting Edge Of Technology

A\ BREREEER

Qflool

Attention

@ {EAL 1% / Operating Conditions

e MM EZRAFRIPE, BHIEERAWEHR, A CHEES
HfhE,

s Tk ARFLBRIEFIRIEWIFER.

o fEMeSAAT IR B, BB,

® Machine cover is essential to minimize the injurise by
flying broken blades.

® Hrelevant people are allowed in the work shop.

®* Flammables and explosives should be kept away
from the work floor ®

R3%. Bi¥RF B/Safety Measures .

o fElE M AMERTRE, BLEEHERHEE, RO =
HEEMHE

s (BB UER M RO, FREFE, KEZET
TAEDEM, BAIEHEANE, REERK, -

® Wear glasses when working, to prevent from injuries by
broken blades.

® Watch out for your ties and sleeves. Long hair should
be keptinside the cap, and no gloves are allowed
during operation.

O {EHBI A / Before Use

[—T
s MRVBRAESRTF.THMALTHE., LIRS, BIEAEHA N ;_ﬁ
h7. O@{FMHT /In Use

s MEBBHAELAMR, BE. REBRUERERZH,

Hit, WRESEWR, UBBAER. CHIERYT

%U

* WIAFERAETEEHUHIME, HLERRFHREE .
FE.EE. VRFAR. IAERERRLE, WREFEH

®, ATREEALIR IR, AT, REBIER.

® Ensure the machines are in goed condition with no °
deformation and no spindle vibration, the spindle's
running tolerance can be h7. .

®* Make sure the blades are not excessively wor—out,
blade body has no defomation or breaks leat injuries
accur.

® Make sure appropriate sawblades are used.

® 3 / Installation
@ i A5 / After Use

* RIEFREHRAESVFZEMERTE -8, WRAEHE
B, SEMIREE. BR8, REENEL .
c EENELUERAE-B, MMEAERIME1/BHK (2
FREERBHERIMET2) WE=ZE, BALERZEER .
. THER. REERTRUME .
*RIEBRAESEREZALTRER, REFE=

%&E—Sﬁ‘i%ﬁi b

B, BRAELEAREOEDEREAR.
WHEBENT ( HEEIE. EAFLMIE ) B@b FEiT.
WRMNIAR, SREFaERMRFETRELERER,

o RERN, —HIEHFEHEMS-6FEAER,

Ensure the sawblade turns in the same direction as the spindle
does. If not, accidents are likely to occur.

Choose the flange whose inner diameter is the same as that
ofthe sawblade but the outer diameter is a little larger than
1/3(formulti-rip sawblade is 1/2)of the sawblade. Ensure the
flange isclean, not over worn, bent and distorted shape.
Check the tolerance between the sawblande and the spindle.
Install the flange and fasten the screw.

Be sure no people stand in front of the machine when starting
the machine. Do not feed, just to check whether there is any
vibration, radial or axial run out.

Sawblade reprocessing such as bore trimming or reboring,
should be finished by the factory, Poor reprocessing would
leadto poor quality and may cause injuries.

While in stallation, the sawblade should be 5-6 teeth higher

thanthe board surface.
B0
a4

L

AR, WUHEHEERRE URERRETN TSR
Fif. R eH, ZREBIFEL.

EHEN, EREENRDRE. PRmER,. S, $EELE
Bk, RfeeE, HERREE, MESER, SERBRER, &
RO, REBEIMEY.

In operation wood materials should be properly fixed, if not,
abnormal cutting may occur.

The operation must be stopped rightly once unusual noise and
vibration occurs,if not,rough surface and tip-breaking may
occur.

HERAEEMN., VETmAEN, sAaRrtiTERE. T,
SHMERANR, HTRERERERE, ZE£3IEH.
BRESABAMEBRNE RitiT, TREIEREE.
Sawblades should be resharpened because dull sawblades
may affect cutting effect and lead to accidents.

#, FREE, » Resharpening should be made by professional factories,not

o {RMLET, MIMERBIAEA. ARZH, RENEFLER

changing the orginal angle degrees.

P19/20
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