PURGHASING YOUR
NEXT BANI]SAW

The concept that cutting-to-length bar stock. structural steel
or tubing is not considere d a signilicant profit centre in manu-
1a(mlmn has changed hdumludll\ in past vears. Choosing
the nght type of melal-cutting bandsaw for your application
can become critical o vour tolal manufacturing process.
However exclusive vour product is. or the type of steel used in
its manulacture, there is a bandsaw or a bandsawing system to
meel or exceed your requirements. Choosing the proper saw,
however, is complex. Some general “rules of thumb™ o consid-
er when purchasing a bandsaw ave:

OPTIMUM CROSS SECTION:

Before vou buy a bandsaw. you should consider the optimum
cross section of the blade it uses. For cach blade size, there is
an oplimum size of material that can he cul, a size that allows
the saw to cut quickly, efficiently and provide maximum blade
life. A one inch blade generally is good for cutting material
under four inches wide, a one inch blade is good for five inch-
es to nine inches ete. This is the optimum cross section. Using
the proper oplimum cross section range will give vou the mosl
production and best blade life that vou can expect from a par-
ticular size blade. An P\dmph‘ of the wrong reasons for
machine selection would be: “One manufacturer’s brochure
says that their machine has a 16 x 20 inch capacity. This saw
will be perfect for cutting those 12,000 16 x 20 inch die
blocks.” This comment makes aboul as much sense as seeing
if that fancy new one ton pickup truck will actually carry 4 000
pounds 305 days a vear. Fven the hest quality machine cannot
cut efficiently if the blade is attempling Lo cut through a larger
piece of material than it is designed to. That is “h\ different
size saws are made using dif fferent blade widths. The optimum
machine/blade combination gives vou accurately cut parts,
better blade life, and higher production rates.

MANUAL, SEMI-AUTOMATIC OR FULLY AUTOMATIC
BANDSAWS:
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Consider the saw’s production rates to it vour manufacturing
requirements. Manual bandsaws, where the operator raises the
saw head and closes the vises manually are designed for Light
to medium production of smaller material with less than 10 or
20 culs of each piece. Although semi-automalic saws with
aulomatic a‘l{]jllv—'xl‘ahlP head return and automatic vises offer
faster and easier operation. their production rates can hardly
compare with those achieved by Tully automatic Imm_]mm 5.

BAND GUIDE SYSTEM:

Guides laced with carbide or solid circular carbide guides
are accurale, long lasting and thev minimize band deflection.
Consider roller I]munu nlu(l( s when dry cutting is required or
high blade speeds are necessary. A combination of carbide and
roller guides offers the most versatility.

MAIN DRIVE MOTOR HORSE POWER:

WF Wells Model B-25-1

The main drive motar harsepower rating must fully utilize
the capabilities of the bandsaw blade width. For example on
the WE Wells Series “B” bandsaw machines, the B-25-1 with
a 7.5 HP main drive motor uses a 1 1/4 inch blade, the B-25-
2 with 10 HP uses a 1 1/2 inch blade, the B-25-3 and B-25-4
with 15 HP molors usv two inch and 2-5/8 inch blades respec-
tively, The wider the blade, the greater the blade’s beam
slre l]UllI for example, the difference in beam strength between
a | 1/4 inch blade and a 1 1/2 inch blade is 184 percent. This
allows larger pieces 1o be cul faster and with greater accuracy.

AUTOMATIC MATERIAL FEED SYSTEM TYPES:

For high production rates to feed CNC lathes ete., consider
a bandsaw with an automatic material feeding mechanism.
Automalic bandsaws usually include one of two types of male-
rial feed systems: pusher type systems, which mechanically or
hydraulically “push” material against a limit switch, olfer high






