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““ Kesimde
Yuksek Performans

““ Wellershaus:
Hassasliyet, Kalite
ve inovasyon

Wellershaus Machinery Parts Manufacturing and In-
dustry Inc. That means consistent quality, fast delivery
and top-notch customer service.

We offer ideal solutions for professionals in Band Saw
Production.

Our company, which started production in Germany
as Wellershaus in 1954; In 2017, it has moved all its
production to Turkey and produces wood, metal, tex-
tile, plastic, sponge, food, etc. manufactures band saw
blades and band saw blades used in businesses. Band
saws and saw blades are produced in sizes and dimen-
sions suitable for all kinds of band saw machines.

The highest possible quality and reliability are among
our company’s primary goals. Wellershaus exports to
59 countries, primarily Germany; It is the only man-
ufacturer in Turkey of knives used for cutting sponge
and derivative materials, and produces quality knives
at world standards. Our company, which is also one
of the leading manufacturers of thin band saw blades;
manufactures high quality Swedish origin uddeholm
and German special steel. Thanks to our modern ma-
chines, we can produce the products you order and
special orders according to the customer’s demand.
All employees are experts in their field, with years of
experience in band saw and blade manufacturing. In
the entire production area, high-tech precision ma-
chines are used, as well as ideal butt welding technol-
ogy that provides the highest performance in welding.
By visiting our website wellershaus.com.tr, you can
directly find the standard dimensions of all saws pro-
duced by Wellershaus Makina Aksami Imalat ve Sanayi
A.S. You can also contact the sales team directly via
e-mail or telephone, and you can order in special sizes.

Wellershaus Makina Aksami imalat Ve Sanayi A.S.
tutarh kaliteli, hizli teslimat ve birinci sinif misteri hizmetleri
anlamina gelir. B

Serit Testere Uretiminde profesyoneller igin ideal
¢6zlimler sunuyoruz

Wellershaus olarak 1954 yilinda Almanyada Uretime baslayan
firmamiz; 2017 yilinda tiim Gretimini Tirkiye'ye tasimis olup
ahsap, metal, tekstil, plastik, singer, gida vb. isletmelerde
kullanilan serit testere bigaklari ve serit hizar bigaklarini tret-
mektedir. Her cesit serit testere makinalarina uygun 6lgi ve
ebatlarda serit testere ve hizar bigagi Gretimi yapilmaktadir.

Mimkin olan en yiksek kalite ve glivenilirlik, sirketimiz-
in oncelikli hedeflerindendir. Wellershaus, Almanya basta
olmak Uzere 59 llkeye ihracat yapmakla birlikte; slinger ve
tirevi maddelerin kesiminde kullanilan bigaklarin Turkiye’'de
tek Uretici olup diinya standarlarinda kaliteli bicaklar Uret-
mektedir. Yine ince serit testere bigaklarinin 6nde gelen uret-
icilerinden olan firmamiz bigaklarimizi; yiksek kaliteli Isveg
Menseili uddeholm ve alman 6zel ¢eliginden imal etmektedir.
Modern makinelerimiz sayesinde siparis verdiginiz trinler ve
misterinin talebine uygun 6zel siparislerde (iretebilmektey-
iz. Tim calisanlar, serit testere ve bicak lretiminde yillarin
deneyimine sahip ve alaninda uzman kisilerdir. Tim Gretim
sahasinda yliksek teknolojili hassas makinalar kullanildig gibi
kaynak icinde en yiksek performans saglayan ideal alin kay-
nak teknolojisi kullaniimaktadir.

wellershaus.com.tr web sitesimizi ziyaret eder-
ek, dogrudan Wellershaus Makina Aksami Imalat Ve Sanayi
A.S.nin Gretmekte oldugu tim testerelerin standart olgller-
ini bulabilirsiniz. Ayrica satis ekibi ile dogrudan e-posta, tele-
fon yoluyla da iletisim kurabilir 6zel 6lgllerde siparisiniz ver-
ebilirsiniz.
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UDDEHOLM

Ahsap ve Mobilya islemeleri icin
Caprazlanmis ve Bilenmis
Dis Formu: Nv veya L Form

For processing wood,
Design : set, sharpened
Tooth shape: NV or L

Dimensions / Olgiiler Tooth Distance / Dig Araligi (mm)

0,50/ 0,60 L L NV
0,70 NV

10 0,50/ 0,60 L L NV NV
10 0,70 NV NV
12 0,50/ 0,60 L L NV NV
12 0,70 NV NV
15 0,50/ 0,60 L NV NV NV
15 0,70/ 0,80 NV NV NV
20 0,45/0,50/ 0,60 L NV NV NV
20 0,70/ 0,80 NV NV NV
25 0,45/ 0,50 NV NV NV
25 0,60/ 0,70 NV NV NV NV NV
25 0,80 NV NV NV
30 0,60/ 0,70 NV NV NV NV
30 0,80 NV NV NV
35 0,70/ 0,80 NV NV
40 0,80 NV NV

KESILECEK AGAC TiPLERi

o Sapelli (Entandropragma Cylindricum..., Sapele)

¢ Iroko (Chlorophora Excelsa , &amp; Hoof)

¢ Hus (Betula sp..)

¢ Teak (Tectona Grandis..., Tik)

e Limba

¢ Acajou (Akaju, Maun, Mahun, Hakiki Mahun)

* Mese (Quercus, Sessile Oak, Penduculata Oak)

* Kayin (Fagus Orientalis, Fagus Sylvatica, Glirgen, Europen Beech, Avrupa Kayini)
* Kestane (Castanea Sativa)

¢ Gil (Dalbergia Nigra..., Brezilya Gul Agaci )

e Sarigam (Pinus Slyvestres), Sibirya Saricami, Yerli Saricam

¢ Kizil Cam (Pinus Brutia) Yerli Cam

¢ Kara Gam (Pinus Nigra) Yerli Cam

* Melez (Larix Sibica, Larix Decudua Sibirya ve Avrupa Melezi)
¢ Ladin (Picea; Avrupa, Yerli ve Sibirya Ladini)

* Goknar (Abies; Yerli Goknar, Sibirya Goknari)

» Kavak (Populus; Kara Kavak, Sibirya Kavagi)

*All units in millimeters (mm) / Tiim birimler milimetre cinsinden (mm)
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AHSAP iCIN SERIT TESTERE BICAKLARI

Dimensions / Olgiiler

35
40
50

60
70
80
100
120
150

0,40
0,50/ 0,60
0,50/ 0,60

0,70
0,50/ 0,60

0,70
0,50/ 0,60

0,70
0,50/ 0,60
0,70/ 0,80

0,45/ 0,50/
0,60

0,70/ 0,80
0,45 /0,50
0,60/ 0,70
0,80
0,60/ 0,70
0,80

0,70/
0,80/1,00

0,80/1,10

0,80/0,90/
1,0/1,10

1,00
1,10
1,10
1,20
1,20/1,30
1,50

SPE2IAL

Ahsap ve Mobilya islemeleri igin

Caprazlanmis ve Bilenmis

Dis Formu: Normal dis veya L Form

For processing wood,
Design: set, sharpened
Tooth shape: NV or L

Tooth Distance / Dis Araligi (mm)

Gl

Sl

L NV

NV

L NV

NV

L NV

NV
NV
NV

NV

NV
NV

NV
NV
NV
NV
NV
NV

NV

NV
NV
NV

NV
NV

NV

NV
NV
NV

NV

NV
NV
NV
NV

NV
NV
NV
NV

NV

NV

NV
NV
NV
NV

NV

NV

NV

NV NV

NV NV
NV
NV

*All units in millimeters (mm) / Tiim birimler milimetre cinsinden (mm)

NV

NV

NV

NV

NV

NV

NV
NV
NV

NV
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ARABALI (MOBIL

Ahsap ve Mobilya islemeleri igin
Caprazlanmis ve Bilenmis
Dis Formu: L Form (woodmizer)

For processing wood,
Design: set, sharpened
Tooth shape: L (woodmizer)

Dimensions / Olgiiler Tooth Distance / Dis Aralig1 (mm)

15 0,70 L
20 0,70 L
25 0,70/ 0,80 L L
32 1.00/1.10 L L
35 1.00/1.10 L L
38 1.00/1.10 L L
40 1.00/1.10 L L
50 1.00/1.10 L L
KARBON

Ahsap, Mobilya ve Plastik islemeleri igin,
Caprazlanmis ve Bilenmis ve Dis Uglari Sertlestirilmis. Dis Formu: Normal dis veya L Form

For wood, furniture and plastic processing,
Design: serrated, set, sharpened and hardened tooth sharpener. Tooth shape: NV or L Form

Dimensions / Olgiiler Tooth Distance / Dis Aralig1 (mm)
3 0,50 L NV
6 0,36 L NV NV
6 0,50/ 0,65 L L NV NV
8 0,65 L L NV NV
10 0,36 / 0,50 L L NV NV
10 0,65 L L NV
13 0,36 / 0,50 L L NV
13 0,65 L L L NV NV
16 0,36 / 0,50 L L
16 0,65 L L
20 0,50/ 0,65 L L
25 0,65 L L L
25 0,90 L L L
30 0,90 L
*All units in millimeters (mm) / Tiim birimler milimetre cinsinden (mm)
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GIDA ICIN SERIT TESTERE BICAKLARI

15
16
20
25

Dimensions / Olgiiler

0,45

0,50/ 0,60
0,50/ 0,60
0,50/ 0,60

EKMEK-TAVUK

Ekmek,Tavuk ,Tekstil,Stnger kesimleri igin
Tek Taraf Dis aciimis , Bilenmis
Dis Formu : Konvex / Konkav

For processing hard textiles and linings
Design: serrated edge, serrated edge, double bevel
Tooth shape: Convex / Concave

Dimensions / Olgiiler

10
12
15
20
25
30

0,45
0,45/0,60
0,45
0,45/0,60
0,45/0,60
0,45/0,60
0,45/0,60

ET-KEMIK BALIK

Et, kemik ve Balik kesimleri icin
Caprazlanmis, bilenmis ve dis uclari indiksiyon ile sertlestirilm-
istir. Dis Formu: L Form

For processing meat, bones and fish
Design: serrated, set, sharpened and hardened tooth sharpen-
er Tooth shape: gap tooth (L)

Tooth Distance / Dis Araligi (mm)

MoK KX
>

Tooth Distance / Dis Araligi (mm)

X X

X X

X X X X
X X
X X
X X
X X

*All units in millimeters (mm) / Tim birimler milimetre cinsinden (mm)
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BI-METAL

Alasimli be paslanmaz celikler icin
Caprazlanmis, Bilenmis ve HSS-M42 Dis Ucu

Band saw blades with tooth tips made of HSS-M42
and an alloyed tempered steel carrier tape.

Dimensions / Olgiiler Tooth Distance / Dis Aralig1 (TPI)

Optimum kesme sonucglarini elde 060 X
etmek icgin, burada listelenen 0,90 X X
tablolara gore dislerin secgilmesini 10 0,65 X
oneririz. 10 0,90 X
13 0,65 X X
13 0,90 X
PROFIL VE BORU DOLU MALZEME 19 00 X X X X
27 0,90 X X X X X X
80 220 150 M (mm) ing bagina dis (TPI)) 34 1,10 X X X X X
. . 41 1,30 X X X X X
ing basna dis (TPI) >25 10/14
54 1,30 X X X
15-40 8/12
54 1,60 X X X
10/14 25-50 6/10 67 1,60 X X

4 10/14 8/12 6/10 5/8 4/6 35-70 5/8
5 10/14 8/12 6/10 5/8 4/6 50- 120 4/6
6 10/14 8/12 6/10 5/8 4/6 80- 180 3/4
8 10/14 8/12 6/10 5/8 4/6 130- 350 2/3
10 8/12 6/10 5/8 4/6 4/5 150 - 450 1,5/2
12 8/12 6/10 4/6 4/5 200-600 1,1/1,6
15 8/12 6/10 4/5 4/5 >500 0,75/1,25
20 4/6 4/5 3/4
30 4/5 4/5 2/3
50 4/5 3/4 2/3
80 3/4 2/3 1,5/2,0

>100 1,5/2,0 172

*All units in millimeters (tpi) / Tiim birimler milimetre cinsinden (tpi)
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STANDART PLASTIK

Ahsap, Mobilya ve Plastik islemeleri igin,
Caprazlanmis ve Bilenmis
Dis Formu: Normal dis veya L Form

For wood, furniture and plastic fixings
Design: serrated, set, sharpened Tooth shape: NV, L, D

Dimensions / Olgiiler Tooth Distance / Dis Aralig1

(mm)
6 0,40 NV L
10 0,45/0,50/0,60 NV/D NV/D L
12 0,45 NV/D NV/D L
15 0,45/0,50/0,60 NV/D NV/D L
20 0,45/0,50/0,60 NV/D NV/D L
25 0,45/0,50/0,60 NV/D NV/D L
SERT PLASTIK
Ahsap, Mobilya ve Plastik islemeleri igin,
Caprazlanmis ve Bilenmis ve Dis Uglari Sertlestirilmis
Dig Formu: Normal dis veya L Form
For wood, furniture and plastic processing
Design: serrated, set, sharpened and hardened tooth sharpener
Tooth shape: normal tooth or L Form
Dimensions / Olgiiler Tooth Distance / Dis Araligi (TPI)
3 0,50 1L NV
6 0,36 IL NV
6 0,50/ 0,65 L 1L NV NV
8 0,65 L 1L NV
10 0,36/ 0,50 L 1L NV
10 0,65 L 1L NV NV
13 0,36 / 0,50 L 1L NV NV
13 0,65 1L 1L 1L NV NV
16 0,36 /0,50 1L 1L
16 0,65 1L 1L
20 0,50/ 0,65 1L 1L
25 0,65 L 1L 1L
25 0,90 L 1L 1L
30 0,90 L
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GLATT(DU2 BICAK)

_— L

Tekstil ve Stinger kesimleri icin
Tek ve Cift Taraf Bilenme Segenegi
Dis Formu: Glatt

For processing hard textiles and plastics
Design:Single and Double Side Sharpening Option
Tooth shape: smooth blade

Dimensions / ()lgiiler Strip Thickness / Serit Kalinligi(mm)

10 X X
12 X
15 X X
20 X X
25 X X
30 X X X X
35 X
40 X
50 X X
DisLi BICAKLAR
Strafor ve Siinger kesimleri igin
Tek Taraf Dis agilmig, Bilenmis
Dis Formu : Schaumstoffzahn / Dachzahn
For processing hard textiles and linings
Design: serrated cutting, double bevel
Tooth shape: Schaumstoffzahn / Dachzahn
Dimensions / Olgiiler Tooth Distance / Dis Aralig1 (mm)
10 0,45 X X X X X X
12 0,45 X X X X X X X X
15 0,45 X X X X X X X X X
20 0,45 X X X X X X X X X
25 0,45 X X X X X X X X X
30 0,45 X X X X X X X X X

*All units in millimeters (mm) / Tiim birimler milimetre cinsinden (mm)

17
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KONVEX -KONKAV

Tekstil ve Stinger kesimleri igin
Tek Taraf Dis agilmis , Bilenmis
Dis Formu : Konvex / Konkav

For processing hard textiles and linings
Design: serrated edge, serrated edge, double bevel
Tooth shape: Convex / Concave

Dimensions / Olgiiler Tooth Distance / Dis Araligi (mm)

10 0,45/0,60 X X
12 0,45 X X X
15 0,45/0,60 X
20 0,45/0,60 X
25 0,45/0,60 X
30 0,45/0,60 X

*All units in millimeters (mm) / Tiim birimler milimetre cinsinden (mm)

Moo X




wel[ershaus

Maschinenmesser

STATUS OF THE MACHINE

Never shake the machine during operation.

Machine bearings are not checked. (May be worn or broken)

Check flywheel shafts. (May be worn or broken)

Check flywheels (Balance or flywheel faces may be worn)

Machine wedges should be checked. Corrupt ones are not corrected.
Machine belt tension is not controlled.

Bearings must be greased at least every 15 days, depending on the season
and operating condition.

GRINDING CONDITION

. Make sure that the sharpening stone is of high quality.

«  Choose 60 grits for wide saws and 80 grits for narrows.

. Do not choose hard stones because of their long life. Hard stones burn the
saw teeth which caueses them lose hardness and steel.

. Press the stone at once to prevent the saw tips and bottoms from burning.

. Do not drop sharp and angular teeth while sharpening. It gives them an
oval shape.

o Correct the stone face which deteriorates with time.

. Determine the steepness of the stone according to the type of wood you
will cut.

«  Always remove any possible jolts from the grinding machine.

SAW STATUS

. When selecting a saw, you should act according to the type of tree to be cut.

o Saw width should be considered according to machine size. Small ma-
chines should be narrow, big ones should be wide.

. Saw tooth distance should be determined according to the type of wood
cut. Hard wood is common, soft wood is rarely selected

. Saw selection is made according to season and climate. Soft in cold areas
and hard is selected in other temperate zones

o Saw tooth depth is adjusted according to the type of tree cut. For hard
wood it is less then 1/2 of the tooth distance and 1/2 for soft wood.

USING

« Do not overstretch the saw when it is installed in the machine. If the taut
saw does not have any stretching, it will surely crack. Check the saw cross.
Cross according to the tree you will be cutting.

o Remove sawdust adhering to saws and flywheels during operation with a
scraper

. Lubricate the saw and flywheel frequently with a diesel-oil mixture. Mix
the oil to the diesel 1/20 ratio.

. For the first sharpening of the saw, the cutting time is extended by 15 min-
utes for the following sharpening and do not exceed 120 minutes.

BAND SAW SELECTION
The following points should be considered when selecting a band saw.

Length, width, thickness, Tooth shape, tooth pitch, chip angle and cutting direc-
tion of the band saw are the issues that need to be considered when purchasing
the band saw. The thickness of the saw is determined according to the diameter
of the flywheel. The thickness of a saw plays a role in the durability of the band
saw and the degree of accuracy in the cut. The thin band saw is more resistant
to curl on the flywheel and works for a long time, but on the other hand tends
to deteriorate more quickly. The width of the band saw depends on the width of
the flywheel. The maximum band saw width is calculated taking into account
the flywheel plus a tooth height of 3-5 mm. Depending on the condition of the
mill, the width of the band saw can be sharpened until one third of the original
width remains. However, as the band saw will remain narrow according to the
flywheel width, cracks will occur in the band saw. Therefore, this strip should no
longer be used.

Tooth shape and Tooth Pitch

If the band saw width is large, the thread form NS and the thread depth should
be 30% of the thread pitch. The Tooth shape NS is suitable for cutting all kinds
of logs. For the cutting of small logs, it is recommended to use band saws with
Tooth shape SB.

CROSS

Crossing the teeth should only be performed when the teeth are small for the
crusher. Normally, teeth with a pitch of less than 18-20 mm cannot be crushed.
The cross is crossed as close to the tooth tip as possible and as a left and right.
Sometimes it is recommended to leave one of every two or three teeth empty. In
this way, the cross-toothed band saw gives better results when cutting siliceous
logs. Band saw steel should be CrV.

DIMENSIONS

The dimensions of the band saw blanks depend on the machine and the type of
application. The width of the band saw blade BY SP-200 / C75 or BY UD-100 /
Uddeholm in the cavities is determined by the smallest radius cut in the materi-
al. Otherwise, the width of the pulleys of the machine cannot be greater than 10
mm. The width of the band saw blade is min. Radius:

SERIT TESTERE BICAKLARI BICAKLARI VERIMLI KULLANIMI

MAKINENIN DURUMU

Makina galisma esnasinda kesinlikle sarsiilmamalidir.

Makina rulmanlari kontrol edilmedilir. (Asinmis veya bozulmus olabilir)
Volant milleri kontrol edilmeli. (Asinmis veya bozulmus olabilir)
Volantlar kontrol edilmeli (Balans veya volant yiizleri asinmis olabilir)
Makina takozlar1 kontrol edilmeli. Bozulanlar diizeltilmedilir.

Makina kay1s gerginligi kontrol edilmedilir.

Mevsimi ve ¢alisma durumuna gore en az 15 giin ara ile rulmanlarin
greslenmesi gerekir.

BILEME DURUMU

. Bileme taginin kaliteli olmasina 6zen gosteriniz.

o Genis testerede 60, darlarda ise 80 kum tas tercih ediniz.

Uzun 6miirlii olacag: hesabiyla sert taglar tercih etmeyiniz. Ciinkii sert
taglarin testere diglerini yakarak celik evsafini kaybettirirler.

Tas1 birden bastirarak testere uglar1 ve diplerninin yanmasini énleyiniz.
Bilerken dis diplerinin keskin ve koseli birakmayip, oval bir sekil veriniz.
Zamanla bozulan tas yiizinii, mutlaka diizeltme tagiyla diizeltiniz.

Dis dikligini tastan, keseceginiz malzeme cinsine gore tayin ediniz.
Bileme makinasindaki muhtemel sarsintryr mutlaka gideriniz.

TESTERENIN DURUMU

. Testerer segerken kesilecek malzeme cinsine gore hareket edilmeli.

«  Makina bityiikliigiine gore testere genisligi goz oniinde tutulmali. Kiigiik
makinalarda dar, biiytiklerde genis olmali.

. Testere dis mesafesi kesilen agag cinsine gore tayin edilmeli. Sert agacla
sik, yumusak agacta seyrek dis segilir.

. Mevsime ve iklime gore testere segimi yapilir. (soguk bolgelerde yumusak,
iliman bolgelerde sert kalitede testere segilir.)

o Testere dis derinligi kesilen agacin cinsine gore ayarlanir. Sert agagta dis
mesafesinin 1/2 kadar, yamusak agagta ise 1/2’i kadar olmadilr.

KULLANIRKEN

o Testere makinaya takilirken haddinden fazla germeyiniz. Fazla gerilen
testerenin esneme pay1 kalmayacagindan mutlaka gatlama yapacaktir. Tes-
tere ¢aprazini kontrol ediniz. Kesim yapacaginiz malzemeye gore ¢apraz
veriniz.

. Caligma esnasinda testere ve volantlara yapisan talag: bir sistre ile temi-
zleyiniz

o Testere ve volanti sik sik mazot-yag karisimiyla yaglayiniz. Mazota 1/20
oraninda yag karistirin.

o Yeni alinan testere ilk bilemede 15 dakika miiteakip bilemelerde ise kesim
stiresini 15 dakika uzatilir ve sonugta tam randimanina ulagildiginda kes-
im siiresini kesinlikle 120 dakikay1 agmayimiz.

. Kor bir testereye kesinlikle is yaptirmayiiz. Isiniz bittiginde testereyi
mutlaka gevsetiniz.

Malzemeyi testereye siirerken tatli ve kesim durumuna gore siirtiiniiz. Testereyi

fazla zorlamayiniz.

SERIT TESTERE SECIMi
Serit testerenin se¢iminde asagidaki hususlara dikkat edilmesi gerekmek-
tedir.

Serit testerenin boyu, genisligi, kalinligi, dis formu, dis hatvesi, talas acis1 ve
kesim yonii serit testere aliminda dikkat edilmesi gereken hususlardandir. Tes-
terenin kalinlig1 volantin ¢apina gore tespit edilir. Bir testerenin kalinligy, serit
testerenin dayanikli olmasinda ve kesimdeki dogruluk derecesinde rol oynar.
Ince serit testere, volant {izerinde kivrilmaya daha dayaniklidir ve uzun zaman
caligir, fakat diger taraftan da daha ¢abuk bozulmaya egilimlidir. $erit testerenin
genisligi volantin genisligine baghdir. Maksimum serit testere genisligi volant
art1 3-5 mm dis yitksekligi dikkate alinarak hesaplanur. Serit testerenin genisligi
isletmenin durumuna gore, orijinal genisliginden tigte biri kalana kadar bilene-
bilir. Fakat sonunda serit testere volant genislik 6l¢iisiine gore dar kalacagindan
serit testerede atlamalar meydana gelecektir. Bu sebeple artik bu seridin kul-
lanilmamasi gerekmektedir.

Di$ FORMU VE Di$§ HATVESI

Serit testere genigliginin biiyiik olmasi durumunda dis formu NS ve dis derinligi
dis hatvesinin % 30’u olmalidir. Dis formu NS her tiirlii tomrugun kesimine
uygundur. Kiigiik ¢capli tomruklarin kesiminde ise, dis formu SB olan serit tes-
terelerin kullanilmasi tavsiye olunur.

CAPRAZLAMA

Dislerin gaprazlanmasi sadece dislerin ezme makinasi igin kii¢iik oldugu du-
rumlarda yapilmalidir. Normal olarak dis hatvesi 18-20 mmden kiigiik olan
diglerde ezme yapilamaz. Caprazlama, miimkiin oldugunca dis ucu yakinina ve
bir sag bir sol olarak gaprazlanir. Bazen her iki veya ti¢ disten birinin bog birakil-
mast tavsiye edilir. Bu sekilde ¢aprazlanmis disli serit testere silisli tomruklarin
kesiminde daha iyi netice verir. $erit testere geliginin ise, CrV olmasi gerekir.

EBAT SECIMI

Bir serit testere bigagimin ebati kullanildigi makine ve kesim yapacagi maddenin
cinsine baglidir. Seritin genisligi BY SP-200 / C75 veya BY UD-100 / Uddeholm
de kesim kavisin agisina gore degisiklik gosterir. Kavisli kesim yapabilmek i¢in
serit testere genigligi maksimum 10 mm olmalidir. Serit testere genisliklerin-
inagilara gore onerilen degerleri asagidaki tabloda siralanmugtr.

Min Radi i

[nigl] adius 25 52 [ 100 | 150 | 200 | 300 | 400 | 500 | 600 | 700 [Mnirl;]Yarlqapl 25|52 | 100 | 150 | 200 | 300 | 400 | 500 | 600 | 700
Wi_dth of band 6 l10l15 120 125 |30 |35 (40 |45 |50 Bant b.lv(;.aglnll’l 6 |10|15 |20 |25 |30 |35 |40 |45 |50
knife [mm] genisligi [mm]

In the case of the band saw blowers BY SP-200 and BY UD-100, the width of the
band saw blades is specified by the machine manufacturer and derived from the
disc wheels. The thickness of the bandsaw blade will be at least one thousandth
of the roll diameter of the fast moving wooden bands. For example with 600 mm
rolls diameter sheet thickness max. 0.60 mm. Only the smaller, mostly slow-run-
ning machines may use slightly larger blots.

Thickness = Roll diameter / 1000
Thickness = 600 mm / 1000 = 0,60 mm

The choice of the tooth pitch is based on the height of the cut material. We rec-
ommend 3 to 5 teeth in use.

OPERATING CONDITIONS

The maximum cutting speed is specified by the machine manufacturer. Usually
it moves between 20 and 35 m / s. Generally, the harder the cut material, the
smaller the cutting speed.

PRINCIPLES OF PRESENTATION

1. . Before proceeding with the test, check that the band saw blade is properly
sharp and free from damages, cracks or burn marks.

2. The band saw blade must be sufficiently tensioned. However, avoid excessive
pressure as this may cause the tape to burst. Recommended max. Band saw ten-
sion values:

Serit testere bigaklarmin genisligi makine treticisi tarafindan belirlenir. Serit
testere bigaginin kalinligs, hizli hareket eden ahsap serit testere makinelerinde
kasnak ¢apinin en az binde biri olmalidir. Ornegin, 600 mm kasnak ¢apinda olan
bir gerit testere makinesi igin serit kalinligi maksimum 0,60 mm.dir. Yalniz daha
yavas ¢aligan serit testre makinelerinde serit kalinlig1 biraz daha kalin serit kul-
lanilabilir.

Serit Kalinhg: = Kasnak ¢ap1 / 1000
Serit Kalinhig1 = 600 mm / 1000 = 0,60 mm

Dis hatve sigimi kesilen malzemenin kalinhig1 ve sertligine gore segilmelidir.
GALISMA KOSULLARI

Maksimum kesme hizi1 makine tireticisi tarafindan belirlenir. Genellikle 20 ila
35 m / s arasinda hareket eder. Genel olarak, kesim malzemesi ne kadar sert ise,
kesim hiz1 o kadar digiik olur.

KULLANIM iLKELERI

1. Serit testere bigagi makineye montaj etmeden 6nce seritin bilenmis ve ¢apra-
zlanmug oldugundan emin olunmalidir. $erit iizerinde gatlak ve yanik emarelerin
olup olmadig1 kontrol edilmelidir.

2. Serit testere bigag: yeterince gerilmis olmalidir. Bununla birlikte, agir1 baski
yapmaktan kaginin, seridin ¢atlamasina neden olabilir. Tavsiye edilen maks. Serit
testere gerginligi degerleri agagidaki gibidir:

3. Remove any chips and residues on the belt saw guides and carriages. The tol-
erance between band saw blade and the guide may be max. 0.2 mm. The distance
between the upper guide and the clippings should be kept as low as possible.

4. Do not use force when sawing!

5. You can start the sawing work only after reaching full cutting speed.

6. The band saw blade must be relaxed and changed regularly (even if it is not yet
dull) so that its mechanical properties are preserved.

7. The band saw blade should not overheat in any case. If this happens, it must
be removed immediately and, after cooling down, restrained and sharpened or
straightened. To avoid this, timely training and compliance with the above men-
tioned rules.

8. If cracks appear on the belt blade, it must be sorted out immediately.

9. After finishing work, the saw must be relaxed.

R Type: BY SP-200 and BY UD-100 / Tiir: BY SP-200 ve BY UD-100
Tensile stress
Version / Versiyon a [MPa] / Cekme Tension / Gerginlik Tensil
HxSxD gerilmesi [N] . . ensile stress . .
bir [MPa] Version / Versiyon a [MPa] / Cekme Tension / Gerginlik
HxSxD gerilmesi [N]
6x0.5x4 25 105 bir [MPa]
8x0,5x5 25 142,5 32x0,9x22 40 1840
10x0,6x6 25 211,5 32x1,0x22 40 2040
12x0,6x7 30 320 32x1,1x22 40 2240
15x0,6x7 30 428 35x0,9x22 40 2050
16x0,6x7 30 464 35x1,0x22 40 2280
20x0,6x8 30 585 35x1,1x22 40 2510
25x0,6x8 30 893 40x0,9x22 40 27800
25x0,7x8 30 1006 40x 1,1 x22 40 2930
30x0,7x10 30 1245
35x0,8x10 40 1702
40x0,8x10 45 2550

3. Serit testere ve kasnakta bulunan talaglar ve recine artiklar1 diizenli
olarak temizlenmelidir. Serit testere bigagi ile kilavuz arasindaki toler-
ans maks. 0,2 mm. Ust kilavuz ile kesilecek malzeme arasindaki mesafe
miimkiin oldugunca diisiik tutulmalidir.

4. Keserken agir1 gii¢ kullanmayin!
5. Devrini almayan makinede kesme islemine baglanmamalidir.

6. Serit testere bicagi, mekanik ozellikleri korumak i¢in (heniiz
koérelmemis olsa bile) diizenli olarak gevsetilmeli ve degistirilmelidir.

7. Serit testere bigag hicbir durumda asir1 isinmamalidir. Bu durumda
derhal cikarilmali ve soguduktan sonra, ¢aprazlanmali ve bilenmelidir.
Kullanan personelin kullanim ilkeleri hakkinda diizenli olaraka bilg-
ilendirilmeleri saglanmalidir.

8. Serit testere bigaginda catlaklar varsa, derhal makineden ¢ikartilip
tamir edilmelidir.

9. Isi bitirdikten sonra, serit testere bigag1 gevsetilmelidir.
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