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LEVELING

Accurate leveling is the most important process.

Level saw right out to teeth.

Level both sides of the saw plate

Edge to edge dishing affects cutting accuracy the most.
Use only light pressure on straight edge to find dishing.

. Check leveling between the guides after running in the saw (see Figure A).
uto levelers:

are excellent filing room support.

can have problems with small bumps.

are foiled by too much tension (popping).

need to be well maintained, correctly adjusted and aligned.
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Fig A: Checking Leveled on the Band mill

NOTES

Fig A: Checking Level

on the Bandmill




TENSIONING
. Tension must be uniform all around the saw.
. Within reason the amount of tension is not critical.

1
2
3. Bandsaws can run very accurately with tension down to 60 and even 80 feet.
4. If very little tension is used, increase the strain.
5
6

. Less tension means less change in blade and less work over life of blade.
. Too much tension hides leveling problems.

Notes




WASHBOARDING

Washboarding is normally associated with band saws and it is primarily due to the
tooth impact exciting a high frequency traveling wave in the blade. The approximate
30-degree slope in the washboard pattern is due to the traveling wave speed being
slower than the blade speed.

If the teeth are fitted to the washboard pattern, the shape of the traveling wave at the
tooth edge is apparent.

Bandsaw washboard can be reduced or eliminated by changing the tooth pitch,
changing the rim speed or changing the tooth and gullet shape. Sometimes it might
require a combination of these to overcome a serious washboard problem. The in-
dustry rule of thumb is to "shorten the hook line." In most successful cases it was
necessary to reduce the gullet area and make the tooth stiffer. In contradiction to
this, it is occasionally observed that narrow teeth with Large gullets operate without
washboard.

NOTES

Fig D: Type Il Bandsaw Washboarding




GULLET CRACKING

1. Burning of gullet during grinding. Check wheel speed and grit. Dress wheel fre-
quently.

2. Poor gullet shape. A small radius at bottom of gullet can create a, stress concen-
tration.

3. Operating time may be too long between grinds.

4. Too much tension.

5. Excessive band mill strain or defective strain system.

6. Work saw plate less as every roll and hammer blow adds stress to the gullet.

7. Bandmill wheel may be worn or out of round and need grinding or balancing.
Also, check the condition of scrapers if build-up is occurring.

8. Severe vibration in any span of the blade. The long back span is most likely to
resonate and cause cracking.

Fig E: Typical gullet crack

Fig E: Typical gullei crack




VARIABLE PITCH SAWS Notes
Why Use Variable Pitch?

» Can reduce or eliminate Washboarding

* Reduction in cutting noise level

» (Can withstand overfeed conditions better than

fixed pitch saws

One of the following grinder configurations will

be required for Implementation:

» Standard profile grinders can be used if the
saw has a small pitch difference otherwise,

the tooth back of the smallest pitch may be-
come too narrow or,

* Multi-lobe cam for grinder or,

» Standard grinder with CNC Retrofit or,

* CNC profile grinder
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Saw Blade A: Variable pitch, variable qullet depth.

Saw Blade B: Variable pitch, constant qullet depth.




Notes

TO USE THIS CHART

Each row shows the back gauge readings for the same

amount 0f back crown.

For reference the radius of the back is also shown.

For example, if you want 1/64" in 5 feet, but only have a
3-foot gauge:

1. Find the row under 60" with a reading 010.016".
2. Go across to the 36" column and read 011 0.006".

EQUIVALENT BACK CROWN READINGS
Back Gauge Length (inch) | Radius

48 60

0.002 0.003 0.005
0.008

7500
4688

0.004 0.007 0.011 | 3409

0.014

2700

0.006 0.010 0.016

2344

0.020 2700

0.008 0.014 0.022 | 1688

0.025 1500

0.010 0.018 0.028 | 1350

0.011 0.020 0.031 1200

0.012 0.021 0.033 | 1125 B

0.013 0.022 0.035 1071

0.014 0.025 0.039 964

Note: 1/64=0.016

1/32=0.031
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