DUNG SAN PHAM CUA CHUNG TOI BAN
SE TIET KIEM BIEN & NHAN CONG

Lwei cwa dia Hop kim TCT
TCT Saw Blades

Lw&i cwa hop kim TCT (Vonfram - Carbide) cta PILANA Tools dwoc ché tao twv vat liéu chat lwong cao, do
ctng 43 HRc, sén xuét hoan toan trén day chuyén LASER. Ranh trén than cwa c6 hinh dang dac biét phu hop
voi tieng tng dung. Réanh xé rong dam bao cho ludi cwa khong bi blen dang va tang chét lwong cat trong qua
trinh cat ly tdm va dét néng. Ranh xe réng v&i muc dich gidm do 6n va nang cao hiéu suét cat. Mat do pha
Carbide 1a mét trong nhirng théng sé cdng nghé cao. Ludi cwa (ng dung cat cac vat liéu khac nhau tuy thudc
vao mat dé phu Carbide.

Tungsten carbide tipped (TCT) saw blades from PILANA Tools are manufactured from high quality materials
with hardness of 43 HRc and their complete saw bodies are laser cut. Expansion slots situated all around the
saw body are specially shaped for each cutting application. By these means the expansion slots prevent blade
deformation and improve cutting quality in difficult conditions (while centrifugal forcing and heating up to blade).
Expansion and low-noise slots should enable high cutting performance. Tungsten carbide tips are purchased
only from highly prestigious suppliers and their grade is always suitable for particular cutting application.

oooooooooooooooooooooooooooooooooobDébémchéc

Dudi day 1a bang tmg dung ciia ludi cwa d6i v6i cac mirc phu Carbide khac nhau.

Mdrc phu
K 01 K 10 K 20 K 30
Do crng [HV 30] Do cing [HV 30] Do cing [HV 30] Do cng [HV 30]
1900 - 2200 1700 - 1800 1600 - 1700 1300 - 1400

Mrc phd KO1 c6 thé chéng lai
sy mai mon. Nhirng hat dang
bot dwoc lam rat min. Muc
nay ap dung dwoc voéi vat liéu
crng vi du nhw MDF, van dam
bao, HDF, vdn dam bao c6 I&p

Mrc phd nay la su két hop tdi
wu cla cau trac hat min va do
clrng vat lieu dwoc st dung
phd bién. S dung tét nhat:
cét g, nhya, kim loai mau, gb
dan, thm 6p twong ...

Phan tr&m coban phd gan két
vat liéu cao lam cho d6 bam
chédc, strc chiu dwng cla rang
cao hon. M&c nay ap dung
cho cét doc thé dbi voi gb tw
nhién.

Phan tram coban gan két vat
liéu cao voi dd clrng gidm lam
cho dd bam chéc va chiu dung
va dap cao. M&c nay éap dung
tdt nhat khi cat trong diéu kién
cwc han (nhw cét gb bi déng

pht 2 mat ...

bang)

>

Hinh 1

Hinh 2

Hinh 3

Hinh 4

Déciing deeeeeeeeo0cccocccococococcccccoccoccsocococoe

Hwéng dan stv dung lwei cwa TCT
Instructions how to use saw blades correctly

* May cwa phéi dwoc dat trong
dieu kién cén bang tot nhat, khdng
rung. )
= St dung mét bo dia dém hai bén co
dinh lw&i cwa v&i truc may. Buong kinh
hai dia dém bang nhau, kich thuéc

1/3 dwong kinh lwGi cwa. )

= Dia dém phai sach, nhat thiét

klem tra ky trong trwo’ng ho’p dia I6ng.

« Kiém tra truc quay ctia may, tuyét doi
phai déng truc (hinh 1)

* Rang cwa phai lubn dwgc mai
sac theo goc do chuén.

« Néu gia cong thém 16 trong vuoi
qua 20 mm, luwdi cwa sé mét tinh 6n
dinh (hinh 3)

= Can mai khe thoat phdi khi

mai rang cwa va dam bao kich
thwéc khe hé nhw hinh 4

= Machine must be in good condition
without vibrations.

= Flanges used to tighten the saw blades
must be of the same diameter (about 1/3
of the blade size).

= Flanges must be clean and it is important
to check their side run-out.

= Check the spindle of machine. It must be
absolutely straight (picture 1).

= Tips must always be sharpened with the
original angles.

= If rebored by over 20 mm, the blade
loses its original attributes and its stability
(picture 3).

= |t is needed to grind the top of chip limiters
together with tip grinding and keep the
overside as picture 4
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» Dang hinh hoc rang Iw®i cwa TCT
Tooth geometry of TCT saw blades

FZ Réng théng TFZ | Réng ba khép xen ké rang thang
FZN 1 Rang thang ranh cong am repny | RENG det ba knop xen k& anh
LFZ Réng thdng han ché phoi congam
Wz Réing chdp xién xen k& pHz | BEmétranglom (rang det + rang

chik V)
W2N Rang chdp xién xen ké v&i ranh
cong am B& mét rang I6m (ring det + rang
_ — DHZN ) 'om (rans
Réng chdp xién xen ké véi miéng chir V- méc am)
LWz , P
|6t han ché
TZ Rang ba khép KON Rang hinh nén

Chiéu kénh Ién gitra tm van va dinh manh hop kim phai bang chiéu cao phan hop kim (hinh 5). Sé rang cat sau vao vat liéu
cung luc phai tr 2 - 3 rang (hinh 6).

The overlap of saw blade teeth over the cutting material must be equal to the height of tungsten tip (picture 5). The number of
teeth cutting simultaneously must be between 2 — 3 (picture 6).

Hinh 6
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Thong sé Lw&i cwa dia TCT
TCT Saw Blades - General Information

>

Céng thirc tinh dé& chon lwa dung loai lu&i cua:

Trong dé: t [mm] Bwéc rang

h [mm] Do day vat cat

k [-] S6 réng cat vat liéu (2+3)

z [-] S réng Iwdi cua

D [mm] Buwdng kinh lwéi cwa

Céc cong thirc nay s dung cho cét ngang, cat vat liéu bé mat min

Bang 1: Chira tbc d6 quay RPM tbi da cla luw&i cwa dwa trén duwong kinh cla lwdi cwa. RPM (rng véi toc do
cat 100 m/s. bay la toc do toi da khuyen cao. Khi vurot mirc nay, Iwdi cwa s€ mat tinh on dinh va gay nguy
hiem cho ngwoi dieu khién may.

Bang 1
Recommended RPM [1/min]
) Toc do cat V, [m/sec]
[mm] 10 20 30 40 50 60 70 80 90 100
100 1910 3820 5730 7640 9550 11460 13370 15280 17190 19100
150 1270 2550 3820 5100 6370 7640 8920 10190 11500 12730
200 960 1910 2870 3820 4780 5730 6690 7640 8600 9550
250 760 1530 2290 3060 3820 4590 5350 6110 6880 7640
300 640 1270 1910 2550 3180 3820 4460 5100 5740 6370
350 550 1090 1640 2180 2730 3280 3820 4370 4900 5460
400 480 960 1430 1910 2390 2870 3340 3820 4300 4780
450 430 850 1270 1700 2120 2550 2970 3400 3820 4250
500 380 760 1150 1530 1910 2290 2680 3060 3440 3820
550 350 690 1040 1390 1740 2080 2430 2780 3120 3470
600 320 640 960 1270 1590 1910 2230 2550 2880 3180
650 290 590 880 1180 1470 1760 2060 2350 2640 2940
700 270 550 820 1090 1360 1640 1910 2180 2450 2730
750 250 510 760 1020 1270 1530 1780 2040 2290 2550
800 240 480 720 950 1190 1430 1670 1910 2150 2390
Bang 2
V_Dxnxn n:7000x60x Ve _S;XxnNxz
¢ 1000 x 60 Dxm 1000
Téc dd may khuyén céo /sé ring
Loai vat liéu Téc d6 s, (mmirang) Trong dé:
G5 ma Cét doc the gb 0,2-0,3 Vc [m/s] - toc d6 cat
0 mem < .z D [mm] - dwong kinh lwdi cwa
Cat ngang tho go 0,1-0,2 . PE N\ .
. gang g n [1/min] - tdc d6 quay dé nghi RPM
Go cung 0.06-0.15 s [m/min] - tbc d6 may
Chipboard 0,1-0,25 z - sb rang
G& dan 0,05 - 0,12 s Z [mm/tooth] - toc d6 may / rang
Go ép 0,05-0,1
Vat liéu phi kim loai & chéat déo 0,02 - 0,05

6
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