What Tooth Pitch Do We Use?
Number Of Teeth In The Cut
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ViaxXimum =24 teetiin the cut

s o0 many teethiin the cut may cause the gullets tooverioad”,
because there Is net enough gullet capacity te heldall the chips -
this can cause blade bouncing and toeth strippage

R
The “Optimum” is 6 to 12 teeth in cut at any time




What Tooth Pitch Do We Use?
Number Of Teeth In The Cut
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machine capabilities - constant feed mMachines can USE a Coarser;
pitch; whereas gravity feed machines will' reguire a finer pitch

production vs. finish or blade life
for production cutting, run on the coarse end of the spectrum
for good cut finish, run on the fine end of the spectrum
for blade life, run in the middle to the fine end of the spectrum




P?tch Do We Use?
Optimizing chth Pitch

A General Rule of Thumb .

Soft Materials — use fewer teeth in the cut — in the 3 to 6 tooth range
Aluminum, Copper, Bronze, Carbon Steels

Hard Materials — use more teeth in the cut — in the 18 to 24 tooth range
D-2, Die Steels, Stainless Steels

Tough Materials — use a moderate amount of teeth in the cut — in the 12 to 18
tooth range

Inconel, Hastalloy, Waspalloy, Monel

12 Teeth

18 Teeth



What Tooth Pitch Do We Use?
Optimizing Tooth Pitch
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Examples Calculate the Number ef leeth inithe Cuit inf 4= Bar
Steck; using a 3-4'VVarable Pitch Blade

s Bar Stock Size x Avg TPI = # of Teeth in the Cut (4 x 3.5 = 14)

= a 2-3 Variable Pitch blade would have 10 teeth in the cut
= a 4-6 Variable Pitch blade would have 20 teeth in the cut

x a 6-10 Variable Pitch blade would have 32 teeth in the cut




What Blade Speed Should We Use?
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Coolant/ Cutting Fluidi=lifthe coelant Is adequate;, Use the standard
cutting chart speeds. When cutting dry, reduce the speed by 40-50%
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What Blade Speed Should We Use?

ltems That Influence Selection

Remember, when considering blade speed, consider the saw . . . if the
has limited or no ability to adjust speed, you must work with what y
have!

A General Rule of Thumb . ..
100 — 200 — 300
Hard Materials —  set the blade speed for 100 S.F.P.M. to start . . .

Medium Materials — set the blade speed for 200 S.F.P.M. to start . . .
Soft Materials — set the blade speed for 300 S.F.P.M. to start . . .

. .. Then adjust the speed as needed to get the required result!

Cutting Speed Terminology

T s F.FPM (Surface Eeet Per Minute) T
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