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INTRODUCTION :
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No attempt was made to lip the teeth of the band 
saw blades with tungsten carbide as the price of the blade 

expensive and entirely new equipments would 
sharpening of such blades.
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STELLITE-THE LATEST DEVELOPMENT IN SAWMILLING.

After long experiments and search for a new subs­
tance to coat the teeth of bandsaw blades, stellite was

Tungsten carbide, which is:highly wear-resisting 
despite its ragility have been successfully used in circu­
lar saws. A comparative experiment in this Institute showed 
that carbide tipped -straight line ripsaws and cross cut saws 
have got 20 to 25 times greater cutting efficiency than con­
ventional ste.el type saws before re-sharpening.

Mo A. Qasem, 
Junior Research Officer.
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Most of the tropical hardwoods contain silica 
eand other minerals more or less. Sawing of these timber 

species is sometimes very difficult, since the cutting edges 
of the saw teeth blunts quickly. Due to this sawing difficul­
ty some of the timber species of the forest remain unutili­
sed and are never brought to profitable use. Sometimes the 
rate of dulling of the teeth is so high that time and labour 
consumed in preparation and sharpening of the blades turn 
into sheet waste. So, attempts to coat the cutting edges 
of the saw teeth with some wear-resistance metal is justi­
fied*
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Equipments and materials needed:

Choosing the blades :
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Preparation of the blade:
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brought to use. Stellite is substantially wear-resistance 
but less fragile than tungsten carbide and can be ground 
and sharpened almost likecsteel. . In Europe these ste­
llite-faced blades are in extensive use in saw mills.

Almost any pattern of tooth is suitable for tipp­
ing with stellite. But parrot or hook type tooth has certain 
advantages over other types.

J< 111 ft

3) Stellite rods, available in different diame­
ters for blades of different thicknesses.

Swaging and side dressing machine.
An oxy-acetylene welding torch which can pro­
duce a very small flame. A 2$ litre burner is 
required for 10/19 of a millimeter thick blade 
and a 50 litre one for 15/10 blades.

The first operation is to swage the teeth.During 
sharpening of the teeth the cutting angle should be a bit 
higher than the ultimate one for better deposition of the 
stellite material.Before application of the stellite3 the 
blade should be thoroughly cleaned. Any trace of rust should 
carefully- be removed, since its presence will result in poor 
adhesion of the stellite on the steel. <

Any good quality bandsaw blade of conventional 
steel is suitable for stellite facing. Since the blade-will 
be in use for a long time, the blades having higher resis­
tance to buckling and cracking are preferred.



Tempering :
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Technique of facing stellite:

Due to heat applied in the process of facing 
the stellite, the saw blade becomes hard and fragile. This 
defect of the blade, must be rectified by the process of 
tempering. All the teeth should be cleaned before tempering

The blade is fixed on a roller support verti­
cally with the teeth facing upwards. The operator or the *n^sr saw doctor should sit or stand/ end of the blade in
such a way that the middle of.t*/ .urve is at head height 
so that he can work with the maximum ease. When depositing 
the stellite, the rod should be pre-heated for easy melting 
afterwards. Now, the torch flame, with a gentle pressure 
turned on the edge of the cup of the saw teeth formed out 
of swaging and the heating continued till it turns bright 
red hot and finally a drop of stellite is spread over the 
tooth. However, it is easier to heat the tooth and the rod 
simultaneously like ordinary welding of metal. While the 
tooth is bright red hot, the pre-heated stellite rod is 
brought over the teeth and the flame is turned on the rod 
till a drop of it is melted and spread over the tooth by 
capillary action. If necessary', the spreading may be hel­
ped with the lip of the torch. Now, the flame is removed 
slowly to avoid sudden cooling of the tooth. Great care 

; must be taken in facing so that all the teeth are faced 
with equal, amount-of' stellite deposit. Any abrupt bigger 
drop or a comparatively small one may make some of the teeth 
unnecessarily overcoated or undercoated which will result 
in a big lump or poorly covered surface. This will also - 
Create unnecessary difficulties in subsequent grinding of 
the teeth.
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when re-grinding of the teeth is necessary, the 
cutting angle is left without sharpening and only the clea-" 
rance face is reground two or three times before the cutting 
face is reground.

The blade is fitted in the sharpening machine and 
the feed-finger is so adjusted that the finger touches the 
tooth face at the bottom of the stellite-faced portion. If 
the finger contacts the stellite deposited -area of the tee­
th, even grinding will take place on the cutting face but 
an irregular grinding at the clearance face is inevitable. 
Grinding machines are available in which both grinding of 
the lateral faces as well as the cutting and clearance face 
can be done simultaneously.

VJhen after much use the re-facing of-the teeth with 
stellite’is necessary, the traces of the original stellite 
should be removed, if necessary, by breaking up. of the sur- 
face of the blade and the blade- may be prepared. :a.s ,usual.

During the process of depositing the stellite 
excess quantity of stellite may adhere to a few teeth and 
these teeth should be ground off independently before the 
blade is sharpened.
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is effected so that the teeth become brilliant again. Each 
tooth-is subjected to a temperature of 45O°C just a little 
behind the stellite deposit by alternate heating and cooling 
The tempering is complete when about 2/3 of the tooth becomes 
bl-ue>.
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Grinding :
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Conclusion .
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The cost of stellite facing is not very high except 
that it required a few additional equipments, viz., oxy-ace- 
tylene welding set, automatic swaging machine and some ex­
tra operational cost in swaging the teeth and depositing 
the stellite. But it will save the time and cost of labour 
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incurred in frequent regrinding, setting and re-sharpening 
of the ordinary blende and charging and fitting the blades 
by the mill. The efficiency of the stellite faced blade 
•is much more higher than the ordinary blade, 
faced blade can saw an area 5 to 8 times more 
dinary blade before re-grinding.

Le Stellitage des lames de scies ’a ruban’- •_ 
by A.Chardin Research Officer, Centre Forestier 
tropical, France.
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• -.-In Pakistan, the saw mills already equipped with
swaging equipments may switch over to this method.


