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CeaMmeHmMarnbHble UUPKYIsIPHbIE NusibHbie Oucku (SE)

(utting using segmental saw blades

C 1980 roga cermeHTanbHble Auckn KomnaHum "Moreschi" wcnonb3yloTcs B
Hanbonee BOCTPEOOBaHbIX  OTpacnsiX  MNPOMbIWIIEHHOCTN  Ans BbINOSTHEHUSA
BbICOKOMPON3BOANTESNbHbBIX MpoueccoB pe3kn. OHWM MOryT MCMNOMb30BaTbCA AN Pe3Ku

OpyCKOB U3 YEPHOro N LBETHOIO MeTanna, Tpyod, npodunen n CNNOLHbIX CTEPXKHEN.

Since 1980 Moreschi segmental saw blades are used in the most demanding industry
sectors for high performance cutting processes. They can cut ferrous and non-ferrous

metals in billets, tubes, profiles and solid bars.

CermeHTanbHble  MUMbI N3roTaBnMBatoTCS MX  CErMeHTOB  3aKaneHHoOW
BbicTpopexywen HSS ctann mapkm M2-1.3343 CMOHTUPOBaHHMX Ha XpOM-BaHaLMEBOM
CTarnbHOM OCHOBaHuuW. Vicnonb3oBaHWe cerMeHTanbHbIX ANCKOB SBMASIETCA 3KOHOMUYECKM
BbIFOA4HbIM, MOTOMY YTO B Criydae MOBPeXAeHUs OOCTAaTOMHO 3aMeHWUTb HeobxoauMmbiv

CEerMeHT 1 NOBTOPHO 3aTOHUTb AUCK, KaK 00bIYHO.

The segmental saw blades are made using segments made of hardened HSS steel grade
M2-1.3343 riveted on Cr-V steel blanks. The use of segmental saw blades is economically
convenient because in case of teeth breakage it is enough in order to repair the blade

replace the broken segments and re-sharpen the blade as usual.



Hawwu cermeHTHblE NUnbI npon3BoaATCA TOJIbKO C MarepuasioB rapaHTMpoBaHHOIO

KayecTBa OT CaMbIX M3BECTHbIX npowu3BoauTenen. Kaxabin guck cobpaH u 3aToudeH
nHanBMAyanbHO, 4YTOObl rapaHTUpoOBaTb, YTO KaXAbli WMHCTPYMEHT WMEET TOYHble
cneunukaumm gnga Toro 4YTobbl yooBneTBOpuUTb NOTPpebHOCTM KnueHTa. o 3anpocy Mbl
MOXeM pa3paboTaTb BbICOKOTEXHOSOMMYHbIE BUAbI 3aTOYKM C HECTAHOAPTHON reOMETPUEN,
C NEPEMEHHbIM YIIIOM U warom 3yObeB M CHKEHUS YPOBHA AedhopmMaunmn, Bubpaumm un

CBsi3aHHbIX C paboToi 3aTpar.

Our segmental saw blades are produced only with materials of guaranteed quality from the
most renowned manufacturers. Every saw is assembled and sharpened individually to
ensure that every tool has the exact specifications to satisfy the client needs.

On request we can develop high-tech custom sharpening geometries with variable rake

angles and pitches to reduce strains, vibrations and cutting costs.

Cnepgyowmne puCyHKM U onuvcaHus, otobpaxarT CUMBOSbI U 3HA4YeHNa ansa Bblibopa
NMUbLHOMO AMCKa Hanbornee NoaxoaALWero Ans KaXaon KOHKpeTHon 3agayn. OTMeTUM, 4YTo
XOPOLUNA pa3pes — 3TO COYETaHME Pas3nNUYHbIX PaKTOPOB U UX HEYYTEHNE MOXKET NPUBECTU
K CHWXEHMIO KayecTBa paboTbl. Mbl npocum Bac npegoctaensaTb HALIMM UHXEHEPaM BCHO
AOCTYMNHYK WMHopMaumo, 4Tobbl BLICTPO OOCTUYL pesynbrTata 6e3 noTtepu pecypcos,

3HEeprum n aparoLeHHOro BpeMeHW.

The following drawings and descriptions show the symbols and values useful to pick the
most suitable saw blade for any specific application. We point out that a good cut is a
combination of different factors and not considering all of those factors leads to poor cuts.
We ask you to give our engineers all the information available to reach the result quickly

without losing resources, energies and precious time.



Tabnuua PVD nokpbiTumn

HaHeceHue PVD noKpbITUM OCTYNHO ANSA AUCKOB AnameTpom o 680mm /
PVD coatings table (coating available only up to D680 mm)

: (TiN) (TICN) (AITIN)
XNMHYECKHit COCTaB NOKPbITHA/
H !
Coating chemical composition Hutpug Tutama / KapBoHuTpug TnTaHa | MTPHA aNKOMUHKA W THTaHa
Titanium Nitride Titanium Carbonitride Titanium Aluminium Nitride
et/ Colour 3onotuctelin | Gold SR E—— i
Blue grey Dark grey
e 2000, 2300 3000, 3500 3300, 3700
Micro-hardness (HV 0,05) ' ' '
KoadppuumeHT Tpenus | 040 0 45 0.50
Friction coefficient ; ; ;
MakcimaneHan paboyan Temneparypal ; ; :
Max. working temperature 600 C 400 C 900 C
TonwuHa NoKpeITHA (MMKPOH) |
1-4 1-4 1-2

Coating thickness (um)

MokpbITHS, NpeacTaBneHHble B Tabnuue ABnNsTCA Hanbonee WMPOKO UCMOSb3yeMble
B HacTtosiee BpemMsi B npoussogcTtBe. Mcnonb3ytca TexHonormn nokpbitua CVD
(Chemical Vapour Deposition) n PVD (Physical Vapour Deposition). OHn pasnuyatoTcs no
PU3NYECKOMY MPUHLMMNY, UCMOSb3YEMOro AS1s NpoLecca NoKpbITUS.

HaunHass ¢ 6a30BbIX MOKPbLITUNA, Hay4YHO-UCCreQoBaTeNbCKMEe LEHTPbl pa3paboTtann co
BpeMeHeM 6onee crneunanuanpoBaHHble MOKPLITUS AN Pe3KU pasfnUYHbIX MapoK cTanu
(MHOrocnomnHas, HaHO-CNOW, C HU3KUM KO3(P(PMUMEHTOM TPEHUS U Ap.). ATU MNOKPbLITUS
no3BonAwT [00uTbca 6onee BbLICOKMX paboymMx XapakTepuCTUK WU COKpaLleHus
NPUMEHEHNS AOPOroCTOSALLMX N SKONTOrMYECKN ONACHbIX XJ1adareHToB.

Komnanuns "Moreschi" ucnonb3yeTr 0Obl4HYHO HOMEHKNATYpy, LUMPOKO W3BECTHYIO B
TexHmyeckon cgepe. Takum 06pasom, KNMEHTbI MOTYT fny4Lle NOHATb BbIGOP MOKPLITUS.

The coatings in the table are the most widely used nowadays in the tool industry. The
deposition technologies employed are CVD (Chemical Vapour Deposition) and PVD
(Physical Vapour Deposition). They differ for the physical principle employed for the
deposition process.

Starting from the basic coatings the research centres have developed with the time
more specialized coatings to cut different grades of steel (multi-layer, nano-layer, low-
friction and others). Those coatings allow higher performances and the reductionof the use
of expensive and environmentally dangerous coolants. At Moreschi we use the usual
nomenclature widely known in the technical field. In this way the clients can understand
better the choice of the coating.
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Cumsonbl ansa onucaHua "SE" uMpKynsapHbIX NMUbHbIX AUCKOB /

Symbols to describe Segmental saw blades

Cromsomnsr /
OnucasBe / Description
Svmbols

oD HOuameTtp ouckaSaw blade diameter
B TonwmHa nponuna Kerf
b TonwuHa Tena nessua Saw body thickness
@d IunameTp ueHTpaneHoro oTeepcTuABore diameter
T Pukcupyrowme oteepcTiA (N"x d x PCD)Fin-holes
(n°x d x PCD)
T LLar aybeee Teeth pifch

CavBoabl § Opycanme / Description
Symbols

X Boicota 3ybees (T x 0,45) Tooth height (T x 0,45 )

b FPasHuua B BoicoTe 3ybowes Difference in teeth height
o (ah=0,20-0,30)

Y Yron HaknoHaRake angle
a ¥ron 3asopaClearance angle
G Panwuyc ocHoBaHnAGullet radius (G =Tx0,25)

Hh TpaHcnopTupoBoYHele oTeepcTHA (D = 800 mm. n®x d x
PCD 213 D)Handling holes



CumBonbl ana onncaHua ¢popmbl 3yobeB: Symbols to describe the teeth form

] s

BW [na peskn Tpyd v npodunaTo cut fubes and Profiles

Ana peakn bpyckos n TpyD C BLICOKOA TONWKMHOW cTeHkn To cut
solid bar and tubes / profiles with high wall thickness

Ina peskn TpyD ¢ HU3KOA 1 cpegHel TONWHMHON CTEHKK
To cut tubes with low or medium wall thickness.

HZ

BS




CraHgapTHble yrmbl peskun / Standard cutting angles

_ YronunaknoHa (7)/
MaTenpHan/ materals
cutting angle

Crantb /Steel(350 = 900 N/mm2)

Ctanb /5tee/ (900 = 1200 N/mm2)

Ctanb HepxaBewwan/ Stafnless stee!

YyryH/ Castiron

Cnnasu afNioMHWHHKA/[S Aluminium alloys

Mentb / Copper

BpoHaa | Bronze
NatyHb | Brtass

Buibop wara 3ybees / Pitch “T” choice

20

15°

12.15°

12
30
2
20°

20

Bbibop wara 3ybbeB “T” - Pitch “T” choice.

Tpybbi 1 nonbie npoduna / Ppes and hollow sedions

Yronsasopa

(a)/back angle

UentHeie Dpyckn / Solid bar

o | em [ o | e

=10
=1,0=1,5
=1,5=20
=2,0=30
=3,0=40
=4,0+60

=10
>1,0=1,5
=1,5=20
=2,0=30
=3.0=40
=4,0=460

10 = 50

=50 = 100

30/35
40/50
50/60
55/ 65
65/80
70/80

35450
55/6,0
60/7,0
70/80
8,0/90

10 =20
=20+ 40
= 40 = 40
=60 =90
=90 +110
=110+ 130

5/6
7/9
10/ 12
13/ 14
13 /15
16/ 18
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PekomeHgyemble 3HavdeHna Recommended cutting values

Tpy6b1 u npodounn  / Tubes and profiles

MaTepuan / Matsial Vgti’:j::i;']’ Ve {[;“v{)mi n) fz (mm/z)

HuakonernpoeaHHan ctane(= 400 Mimm2)

Low alloy steels = 400 N/imm?2 = i 0.05-0.15
g o0
e 06
S| o 2.5 ous-0

P Stainess Si6al AISI 300 8-14 15-25 0080.15

e tailoss stoel AISI 400 45 15-25 008015

Menb Copper 120 - 150 500 = 1000 0.08-0.16

Nartyue! NatyHs / Brass 250 - 400 400 + 1200 0.07-0.15

Antomunmil / Aluminium 400 - 950 800 + 1500 0.05-0.2

Bpycku / Solid

. _ ; Ve (m/min) Ve (m/min)
Matepwan / Marsial e iz mm/Z)

HwakonernpoeanHan ctane (£ 400 Ndmm2) " i .
Low alloy steels < 400 Nfmm32 30+350 110 = 200 0.15+0.28

HuakonernpoeanHan crans (£ 600 Nmm2)

Low alloy steels = 600 N/mm?2 5N T 4 RLbS= 028
Y i
S 005012

e e 30+ 40 60+ 150 0.12:015

Meak / Copper 100 =150 500+ 1000 008+018
NatyHe { Brass 200 + 300 &00 + 1200 0.07 +0.16

Anmannia [ Aluminium 300 = 700 800 = 1500 00302



A] 50 CermeHTanbHbIe NUNbHBbIE AUCKKU /| SE Segmental saw blades

i 1
Settori FT 2 3 4 5 & 8 1 12
250 3.5 2,8 12

J : 32 4950 .
275 3 2,2 12 40 2.8-55+4-12.64
35 36 3 14 40 2.1155+41264
360 36 28 16 40 2-11-55+41264 3

50 41580+41585

370 36 28 16 50 41580+41585
200 4 3,2 16 50 4.1580+41585 - s
425 4 3,2 18 50 4.15.80
260 4 33 18 50 41580+418.100
a70 47 33 18 50 41580+418.100 5
60 81690+418-100

510 5 3,8 18 50 41580+418.100 -
560 57 4 18 80 423120 =

80 822142
830 & 4 20 80 423120
660 6 4 20 80 423120 !

80 822.142
710 6 45 24 80 423120 .
760 6 45 24 80 4231204427160
800 7 5 24 B0 4231204427160
910 7 5 30 80 423120+427.160 .

100 827.186
1010 83 62 30 100 432.200
110 85 65 36 100 432-200 10
1250 ¢ 7 36 100 432.250 . .

100 432:220+432.250
1310 © 7 26 100 432250 11
160 832.270+4/42/315 L

1430 95 75 2 100 432250 . .
1510 105 85 26 e 20
1600 105 B85 40 g g et

CETMEHT C OXNEKAAHLLAMI Nasami / segment with cooling slofs

- cerMeHT Des OXNaXnatolmMx Nasos | segment without cooling siofs
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IL NOME GIUSTO PER DARCI UN TAGLIO
The right name to cut it out

Moreschi 310 npocTo beaynpeune B peke.

Mel MOXEeM oTpe3aTs BCE - 0T CTanum 40 Bymary, a TAKKe COKPATUTE Ballk NPOM3BOACTBEHHEIE

3aTparTkl, 3arpA3HeHre n KonW4eCcTBO OTXOO0B.

UTo Mel Mveem? Halw 3HTy3uaam e paboTe, NOMCKY HOBLIX PEeLleHWi M rOTOBHOCTE BCaraa cToATk

PALOM C HEWKWMK KNHEHTAMW.

Moreschi is simply the excellence in cutfing.

We can cut everything, from steel to paper, but as well pollution, wastage and production coss.

What can’t we cut? The enthusiasm for our job, the research for new solutions and the commitment fo always stand
besice our clients.

HthOpMAaLWA B KATANOre aKTyansHa Ha AaTy nybniKaLum u

M3NEHEHA De3 npenBapuUTENEHOTO YBEAOMNEHUA.

i up fo dafe ai ihe date of publication and is subject fo chany
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