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Increased Efficiency for Your Success M

High process efficiency is the most important factor in economic
success. Leitz, as a strong reliable partner, has helped customers

for years optimise their manufacturing processes. In Lexicon Edition 6,
we continue this support. The Leitz Lexicon is now established and
recognised around the world as the source of information for both
manual and industrial processing of solid wood, wood derived and
plastic materials. But not just the most competent source of information
the Lexicon also details the most complete and coherent product range
from a single source. The Lexicon is a comprehensive user manual that
gives you the knowledge to choose the right tool, to choose the correct
cutting material and on tool maintenance: practical oriented and so key
to your success.

Resources are critical and valuable; against a background of increasing
global competition it is just not enough to have the best material, good
machines and good tools. In an accelerating technological environment
knowledge of how these interrelate is increasingly important as well

as information on the new and future developments that will further
optimise efficiency saving you time and material. Each new edition

of the Leitz Lexicon reflects these developments in the industry.

Leitz has produced tools for the woodworking industry for 135 years.
Since its foundation the Leitz-group is family-owned. This family con-
tinuity creates a particular type of corporate culture. Sustainability of
product, service level and reliability for all our customers are the princi-
ples that guide us; these principles are fundamental to all our business
decisions. Leitz has always been highly committed to its tradition, the
reliability and quality of Leitz products and the services to its customers.
Technological progress, ecologically justifiable and economic customer
benefits have always been considered as one by Leitz. It is for these
reasons Leitz is recognised worldwide as the leader in precision tools
for the wood processing industries.

With this in mind, let us shape our success and future together.

Yours

3 PucdlibacleS

Dr. Dieter Brucklacher, Managing Director Leitz-Group




Explanation of abbreviations

A = dimension A LL = left hand rotation
a, = cutting thickness (radial)
a = cutting depth (axial) M = metric thread
ABM = dimension MBM = minimum order quantity
APL = panel raising length MC = multi-purpose steel, coated
APT = panel raising depth MD = thickness of knife
AL = working length min™ = revolutions per minute (RPM)
AM = number of knives MK = morse taper
AS anti sound (low noise design) m min”' = metres per minute
ms” = metres per second
b overhang
B = width n = RPM
BDD thickness of shoulder N e = maximum permissible RPM
BEM = note NAL = position of hub
BEZ = description ND = thickness of hub
BH = tipping height NH = zero height
BO = bore diameter NL = cutting length
NLA = pinhole dimensions
CNC Computerized Numerical Control NT = grooving depth
d = diameter P = profile
D = cutting circle diameter POS = cutter position
DO zero diameter PT = profile depth
DA = outside Diameter PG = profile group
DB = diameter of shoulder
DFC Dust Flow Control (optimised chip clearance) QAL = cutting material quality
DGL = number of links
DIK = thickness R = radius
DKN = double keyway RD = right hand twist
DP = polycrystalline diamond RL = right hand rotation
DRI = rotation RP = radius of cutter
FAB width of rebate S = shank dimension
FAT = depth of rebate SB = cutting width
FAW = bevel angle SET = set
FLD flange diameter SLB = slotting width
f, = tooth feed SLL = slotting length
T, o = effective tooth feed SLT = slotting depth
SP = tool steel
GEW thread ST = Cobalt-basis cast alloys,
GL = total length e. g. Stellit®
GS Plunging edge STO = shank tolerance
SW = cutting angle
H = height
HC = tungsten carbide, coated TD = diameter of tool body
HD wood thickness (thickness of workpiece) TDI = thickness of tool
HL = high-alloyed tool steel TG = pitch
HS = high-speed steel (HSS) TK = reference diameter
HW tungsten carbide (TCT)
uTt = cutting edges with irregular pitch
ID ident number
v = insulation glazing \ = no. of spurs
A = cutting speed
KBZ = abbreviation v, = feed speed
KLH = clamping height VE = packing unit
KM = edge breaker VSB = adjustment range
KN = single keyway
KNL = combination pinhole consists of WSS = workpiece material
2/7/42 2/9/46,35 2/10/60
VA = no. of teeth
L = length ZA = number of fingers
| clamping length ZF = tooth shape (cutting edge shape)
LD = left hand twist ZL = finger length
LEN = Leitz standard profiles




Guide for selection of cutting material

Type of tool Tipped tool Tipped tool Tool set Single tool
Tipped tool
Tool set
Application Sawing Hogging Planing Cutting
Cutting material ST | HW | DP HW DP HL | HS [ MC [ HW | sP [ HL [ HS | mMC
Workpiece material Type
g Softwood dry ¢ ¢ o ¢ ¢ ¢ ¢ ¢ ¢
g wet ¢ ¢ ¢ * * 2 ¢ ¢
% Hardwood dry (3 3 O ¢ ¢ ¢ ¢
2 wet ¢ ¢ ¢ ¢ 9 ¢
Laminated wood Plywood ¢ (3 & ¢ [ ¢
(plywood etc.) Multiplex (3 ¢ O 9 ¢ ¢ ¢
Particle board uncoated ¢ o ¢ ¢
(Chipboard) veneered (3 ¢ ¢
plastic-coated ¢ < ¢ 2
a paper-coated (3 ¢
® Fibre board uncoated S * * *
& (MDF) veneered * * *
plastic-coated ¢ ¢ ¢ ¢
paper-coated ¢ ¢
Hardboard ¢ < ¢ ¢
Softboard ¢ o
Laminated boards (HPL/CPL...) O ¢ o3 ¢
» Duromers (Pertinax...) <o ¢ o ¢
2 Plastomers (PA, PE, PP...) 3 o ¢ ¢ ¢
& Fibre reinforced (GFK, CFK...) O ¢ ¢
& Polymer compound (Corian...) ¢ | 0
£ Solid wood with HF, MDF... ¢ < ¢ o
'E Wood materials with HPL, cork... * [ ¢
g Gypsum plaster board ¢ ¢ ¢
o Cement board < ¢ < ¢
2 Mineral wool 3 3 (2
g Composite with aluminium ¢ ¢ ¢ ¢
8 Composite with steel o
Aluminium pure (99.5) 3 ¢
g alloyed ¢ ¢
s Lead alloy ¢ <o
Copper, zinc, brass (3 o
Type of tool Single tool Single tool Single tool
Tipped tool Tipped tool Tipped tool
Tool set Tool set Tool set
Application Cutting Routing Drilling
Cutting material HW DP SP HS HW HC DP ST HS HW HC DP
Workpiece material Type
g Softwood dry . 2 L2 2 2 2 ¢ ¢ L2
S wet * * < * * *
% Hardwood dry * * * * * * ¢
n wet * * * * *
Laminated wood Plywood ¢ 3 o * * * *
(plywood etc.) Multiplex * o * o * * * * *
Particle board uncoated 3 * * o ¢ ¢ *
(Chipboard) veneered ¢ * * <o * L 2
plastic-coated * * * < * * *
a paper-coated * * * o * *
' Fibre board uncoated * * * * * . .
& (MDF) veneered . * * * * *
plastic-coated ¢ * * * ¢ * *
paper-coated 3 * * * * *
Hardboard * * * * * * *
Softboard * < * * *
Laminated boards (HPL/CPL...) o * o % * * *
» Duromers (Pertinax...) o * o o * * <
£ Plastomers (PA, PE, PP...) 3 <o * * *
& Fibre reinforced (GFK, CFK...) o . o o . . .
& Solid surface materials (Corian...) 3 * * * ¢ * <
2 Solid wood with HF, MDF... * * * o * . Qo
'E Wood materials with HPL, cork.. ¢ ¢ * o * * &
g Gypsum plaster board * * * o ¢ ¢
& Cement board o * * o * * <
& Mineral wool * * < *
£ Composite with aluminium . . . . . .
8 Composite with steel o o
£ Aluminium alloy <o * o o * *
s Copper, zinc, brass & ¢ & & ¢ *
4 Suitable ¢ Partly suitable
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Leitz was founded in Oberkochen, Southern Germany in 1876.
Precision tools and tooling systems developed and produced in house,
meet the needs of the woodworking and plastic machining industries,
Tooling plus complex tool services make Leitz a reliable partner for both
industry and craft. Today Leitz is a global player with production plants,
sales companies and service centres in over 100 countries.

Leitz Group

Leitz GmbH & Co. KG, with its headquarters in Oberkochen, Baden-
Wirttemberg, Germany is a technological leading manufacturer of
precision machine tools and tooling systems for industrial processing
of solid wood, wood derived materials and plastic materials. In addition
to a comprehensive product program, Leitz offers consultancy services
using the company’s 135 plus years experience of supplying tools to
its customers.

Wigo, a member of the Leitz Group, supplies a complementary range

of cutting tools for plastics, thermoplastics and thermosetting polymers,
laminates and elastomers, mineral materials and non-ferrous metals.
Wigo brings over 100 years of knowledge and experience in these
sectors to the Leitz Group.

Leitz: facts and figures

The Leitz Group has 14 production facilities in Europe, America and Asia.
The 3,500 employees at Leitz design, make and deliver over 8,000
precision tools from the standard tool program, in addition to tooling
systems and numerous customer specific tools.




With many subsidiaries and over 200 service centres around the world
Leitz is always close to the customer. Supported by local stocking Leitz
delivers products quickly and reliably in over 150 countries and offers
qualified consultancy support, and fast tool maintenance.

Leitz: a producer service provider

Leitz has, at the head office in Oberkochen and at the subsidiaries in
Unterschneidheim, Germany and Riedau, Austria, in-house research and
development centres. There Leitz engineers work closely with customers
and leading machine manufacturers to develop and test innovative and
efficient machining and tooling solutions.

Leitz also co-operates closely with the renowned research institutes and
universities to offer the best tooling solution to its customers. Optimised
performance, reduced processing costs and consideration of the envi-
ronmental impact of the machining solutions are three of the priorities
for research and development at Leitz.

Leitz supplies much more than a special range of products: Leitz is a
service provider; the product spectrum encompasses the entire range
of precision machine tools for global industrial organisations and crafts-
man’s shops in the wood and plastic processing industries and are,

for example, used in window, timber construction, panel processing
and furniture. Leitz offers the right solution for every process.

Leitz sees itself as an industrial partner and trouble shooter and offering
first class consultancy services, project and process engineering, from
traditional tool service to complex tool management and tool procure-
ment, tool management, tool controlling, implementation and training.
Leitz services are individually tailored and give each customer the
opportunity to concentrate on his strengths and core business.




it

Service within hearing distance

Even the best quality tool can only give of its best if regularly maintained
by experts over the its entire life. Leitz offers a global tool maintenance
service servicing all tools to uniform and certified quality standards -
service within hearing distance. The Leitz collection and delivery service
complements this professional service and ensures customers’ tools
are returned to them quickly.

From the edge to tool - an all in one solution

Leitz Group, Boehlerit GmbH & Co.KG of Kapfenberg, Austria and

Bilz GmbH & Co.KG of Ostfildern, Germany work closely together
developing and producing innovative tungsten carbide and diamond
cutting materials; Here is foundation for the quality and inherent value
of Leitz tools. Bilz’s expertise is in tool clamping technology and is

a leading manufacturer of thermal clamping systems for high speed
machining of metal, wood and plastics. Bilz’s products influence the
economic success of Leitz tools. The knowledge and the development
capability of Leitz, Boehlerit and Bilz opens up promise exciting pros-
pects for the three companies and their customers.




. Sawing

. Panel processing

. Planing and profiling

. Manual feed

. Routing

. Drilling

. Mortising

. Clamping systems

. Knives and spare parts

10.

Services

11.

Profile tool systems

12.

User Manual
Leitz worldwide




Content Notes

With the Leitz-Lexicon you have the
most extensive reference tool for the
solid wood and panel processing in your
hands. The Leitz-Lexicon sets bench-
marks in respect of information, detail
and product information for the wood
and plastics processing industries.

The aim of the Leitz-Lexicon is to help
you, our customer, find the right tooling
solution quick, safe and easy.

The Leitz-Lexicon will guide you clearly
through the complete and varied range
of Leitz tools. You will find the cutting
material you need for the workpiece

to be machined just as quickly as the
selection overviews and the user-orien-
ted product specifications outlining the
necessary application data and technical
information.

If you cannot find a solution for your
requirements in our standard program,
you can specify your individual needs

in the form at the end of each chapter.
Only careful matching of all components
will ensure a successful and economic
production process.

The Leitz-Lexicon gives you a working
instrument with useful information to
help you achieve your objectives in
terms of processing quality and econo-
mic production.

The Leitz-Lexicon’s extensive content
covers all the processes in the wood-
working industry — process parameters,
workpiece and cutting materials.
Detailed descriptions of the Leitz tools
lead you logically and in an easy under-
standable way to the correct tool for a
specific application.

If preferred you can select both the
required process operations, and the
specification for the desired tool before
starting the selection procedure.

What is known?

The processing task in general lines

The processing task and
the required tool type

Notes to the Lexicon concerning the
diagrams and tables

The statements made in the diagrams
and tables relate to specific conditions,
and represent parameters from tests
subjected to defined conditions.

Variations when using tools in individual
case due to special application condi-
tions may be possible. Our support team
will provide you with detailed information.

Steps to find the required tool

The User Manual guides you from
the industry to the processing task
and to advantageous tool solutions
in the relevant chapter in the Leitz-
Lexicon.

The Lexicon is classified by tool
types, the detailed classification
leads you to the processing task.
The introduction to each subchapter
gives all the essential information
regarding the individual tool systems
in that specific chapter. This allows
for a comparison and selection of
the most appropriate tool system.

General Terms and Conditions

The sale of our tools is exclusively sub-
ject to our General Terms and Conditions
in their respective valid version. Any sale
conditions to the contrary will not be
accepted by Leitz.

See page 849.




Important Order and Delivery Notes
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Standard tools

The identification number clearly defines
the tool. All the data the identification
number, dimensions, direction of rotation
and cutting material add to the informati-
on and help avoid wrong deliveries

in case of an inaccurate identification
number. Shank tools and tools with bore
are detailed below as examples.

Shank tool
Identification: Router cutter

Diamaster Quattro

Iltem number: WO 140-2
Ident. no.: 091147
Dimensions: D x GL/NL x
(dxl)
25 x 100/38 x (20 x 50)

Dir. of rotation: LH (clockwise)
Cutting material: DP (poly-crystalline
diamond)

i Fe— \

NL |

GL

Tool with bore

Identification:  Rebating cutterhead

Iltem number: WW 420-1-01

Ident. no.: 024498

Dimensions: D x SB x BO; Z/V
125 x 50.4 x 30;
Z2/N4

Cutting material: HW
(tungsten carbide)

an
L\

- SB——==y

Special tools

Smooth enquiry and order processing
requires detailed information. — The
enquiry and order forms aid the order
process and prevent errors. The follow-
ing information will help you complete
the order form.

Characteristic tool data

— Diameter x cutting width x bore
(tools with bore)

— Diameter x working length x shank
dimension (shank tools)

— Number of teeth

— Profile depth

— Direction of rotation
(from the drive side)

— Speed of rotation

— Feed speed

- Keyway dimensions

— Tool design

— Quality of cutting material (HS, stellite,
tungsten carbide, diamond)

<: ; % drive side
drive side
g - E drive side
drive side

Direction of rotation right.
/ 74
y P2,

KNT

KNB

NN

Keyway reference dimensions measured
on the spindle

For bevelling, rebating and profiling tools
we always supply:

Right hand rotation tools with the large
diameter or spur to the top (unless spe-
cified differently at the time of order).

Type of feed
— Manual feed (MAN)
— Mechanical feed (MEC)

Tool set data

— Material: e. g.: softwoods, hardwoods,
tempered or compressed woods,
plywood boards, wood core boards,
wood chipboards, MDF boards, soft
fibreboards, hard fibreboards, com-
pressed glulam, laminated woods, pla-
stics, etc.

— Surface finish of the material:
veneered, plastic coated, lacquered,
etc. (in case of doubt regarding the
material or its characteristics: send
a sample of the material to be pro-
cessed).

— Direction of processing: processing
along or across the grain. Processing
with or against feed.

— Machine data: manufacturer and type,
range of rotation, installed power, max.
tool dimensions, interfaces, type of
feed, etc.

- Position of the workpiece to the tool:
support of the workpiece, position of
the fence and feed direction.

Top
\ planing
Right

profiling

Bottom
planing

profiling

Position of the workpiece relative to the
tool

Profile information

Profile sketches or profile drawings must
clearly indicate if they refer to the materi-
al (wood) or cutter. Please specify motor
side, direction of rotation, dimensions
and working conditions on the material
sample or drawing.

R160.

20,9
(30)

Useful helps for you!

Dear Lexicon user,

we integrated in the Leitz-Lexicon, Edition 6
a number of useful add-ons for make

your daily work with the Lexicon more
comfortable.

Content Notes
Page 6

Important Order and Delivery Notes
Page 7

Selection overview
Sawing, pages 10-14
Edge processing, pages 114-115
Honeycomb processing, pages 166-167
Postforming processing, pages 170-171
Clamping systems, pages 568-571
Profile tool systems, page 724

Quick search sawblades
Pages 15-21

Scoring and main sawblades
combinations
Pages 84-93

Inquiry/order forms

special tools
Sawing, pages 110/111
Panel processing, pages 186/187
Surface planing and thicknessing,
pages 193/194
Planing and profiling, pages 306/307
Manual feed, pages 412/413
Routing, pages 506/507
Drilling, pages 558/559

Leitz worldwide
Pages 816-825

Alphabethical product index
Pages 826-831

ID index
Pages 832-848
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1.2 Cutting across grain 39
1.8 Sizing 48
1.4 Panel sizing 65
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2.8 Postforming processing 170
& 2.4 Panel processing 180
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1. Sawing

Selection overview

Quick search

1.1
1.1.1
1.1.2
1.1.3
1.1.4
1.1.5
1.1.6
1
1

1.7
1.7.1
1.7.2

Cutting along grain

Circular sawblades with wiper teeth FZ
Circular sawblades with wiper teeth WZ
Extreme thin kerf circular sawblades

Thin kerf circular sawblades - noise reduced
Circular sawblades for floor production
Skip-tooth circular sawblades - FZ

Circular sawblades for universal cuts
Circular sawblades with cooling slots

Cutting across grain

Trimming circular sawblades WZ negative
Trimming circular sawblades for optimising saws
Cross cut circular sawblades for joinery machines
Cross cut circular sawblades HZ

Cross cut circular sawblades WZ/WZ/FZ

Sizing

Sizing circular sawblades WZ

Sizing circular sawblades DZ/HZ negative
Sizing circular sawblades DZ/HZ

Sizing circular sawblades HZ/FA

Sizing circular sawblades FZ/TR

Sizing circular sawblades FZ

Circular sawblades for scoring

Panel sizing

Panel sizing sawblades WZ

Panel sizing sawblades FZ/TR - TR/TR

Panel sizing sawblades WZ/FA

Scoring sawblades Kon/WZ

Scoring sawblades Kon/FZ

Scoring sawblades - softforming and postforming

Combination of scoring and main sawblades

Cutting non-ferrous metals and plastics
Cross cut and mitre sawblades
Sizing sawblades

Multi purpose / universal
Universal circular sawblades
Construction sawblades

Action to eliminate problems

Signs of wear

Inquiry/order form special tools — sawing

10

15

22
26
30
31
33
34
36
37
38

39
42
44
45
46
47

48
51
55
56
58
59
61
62

65
68
71
77
78
81
83

84
94

96
101
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105
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108

110




1. Sawing Selection overview
Solid wood

Across Universal

grain

Operation Along grain

—dry

Along grain
-wet

Page/Chart Page/Chart Page/Chart Page/Chart

Solid wood Solid wood Solid wood Solid wood

FZ HW 26/1 33/1 FZ HW 26/1
26/2 36/1 26/2
27/1 371 36/1
28/1 37/2 37/1
31/1 38/1 38/1
32/1 38/2

wz HW 30/1
30/2
31/2

FZ HW 26/1 37/2 FZ HW 26/1
26/2 38/1 26/2
36/1 38/2 36/1
37/1 371
38/1

N

wz HW 30/1
30/2

FZ HW 27/1
28/1
31/1
32/1
33/1

Y

wz HW 30/2
31/2
33/1

FZ HW 29/1
311
32/1

\kﬁ

wz HW 31/2

wz HW 42/1 51/
42/2 5172
43/1 521
44/1 531
44/2 53/2
45/1

e

HZ HW 46/1

WZ/WZ/FZ HW 47/1
47/2

FZ HW 104/1

‘ ) 4 wz HW 104/2

TR HW 105/1

10 Description of tooth shapes see back cover/fold out page.



1. Sawing Selection overview
Cutting and fibre materials

Operation Plastic Paper Veneered Uncoated
coated coated
Page/Chart Page/Chart Page/Chart Page/Chart

Board, coated Board, coated Board, coated Board, uncoated
FZ/TR HW 60/1 7411 wz HW 51/1 wz HW 51/1 wz HW 51/1
60/2 75/1 51/2 51/2 51/2
70/1  76/1 52/1 52/1 52/1
73/1 771 53/1 53/1 53/1
DP 59/1 72/1 53/2 53/2 53/2
701 69/1 69/1
wz HW 70/1 701 701
WZ/FA HW 77/1 DP 68/1 DP 68/1
WZ/FA HW 77/1
FZ/TR HW 60/1 WZ/FA HW 77/1 HZ HW 46/1
TR/TR HW 71/1 60/2
741 HZ HW 46/1 WZ/WZ/FZ HW 471
WZ/FA HW 51/1 531 771 47/2
51/2 53/2 WZ/WZ/FZ HW 47/1
52/1 HZ HW 46/1 47/2 FZ/TR HW 60/1
60/2
HZ HW 46/1 WZ/WZ/FZ HW 47/1 FZ/TR HW 77/1
47/2
WZ/WZ/FZ HW 47/1 47/2
HZ /FA HW 58/1
HZ / DZ HW 55/1 HZ / DZ HW 55/1 HZ / DZ HW 55/1 wz HW 51/1
,/ 56/1 56/1 56/1 51/2
/ 57/1 57/1 57/1 52/1
57/2 57/2 57/2 53/1
53/2
HZ / FA HW 58/1 HZ / FA HW 58/1 HZ /FA HW 58/1 69/1
70/1
FZ/TR HW 60/1 FZ HW 34/1 HZ HW 46/1 DP 68/1
60/2 DP 34/2
35/1 WZ/WZ/FZ HW 47/1 HZ HW 46/1
FZ HW 34/1 35/2 47/2
DP 34/2 WZ/WZ/FZ HW 47/1
35/1 HZ HW 46/1 47/2
35/2
WZ/WZ/FZ HW 471
HZ HW 46/1 47/2
WZ/WZ/FZ HW 47/
47/2
’ FZ/TR HW 72/1 FZ/TR HW 72/1 wz HW 69/1 wz HW 69/1
/ 73/1 73/1 70/1 70/1
/ 741 74/1 DP 68/1 DP 68/1
\ / 75/1 751
76/1 76/1 WZ/FA HW 77/1
WZ/FA HW 771 WZ/FA HW 771
wz HW 69/1 wz HW 69/1
70/1 701
DP 68/1 DP 68/1
TR/TR HW 71/1

M Solid wood Plastics 1
[ Board, coated [ Mineral materials
M Board, uncoated B Composites

B Non-ferrous metals



1. Sawing Selection overview
Combined materials

Solid core
panel

Laminated
wood

Plywood Light-
weight

board
Page/Chart

Operation

Page/Chart
— [

Solid wood Solid wood Board, coated Plastics

Page/Chart

Page/Chart

wz HW 45/1 FZ/TR HW 60/1
51/1 60/2
51/2 DP 59/1
53/1
53/2
69/1
70/1
DP 68/1
HZ HW 46/1
wz HW 45/1 FZ/TR HW 60/1
7 51/1 60/2
/4 51/2 DP 59/1
53/1
53/2
69/1
70/1
DP 68/1
Hz HW 46/1
74 | wz HW 69/1 wz HW 54/1 Fz/TR HW 73/1
/ 70/ 751
/ 76/1
I / DP 59/1
72/1
wz HW 54/2

12 Description of tooth shapes see back cover/fold out page.



1. Sawing

Selection overview
Synthetic materials

Operation Plastomers Duromers Fibre Polymer-
reinforced compound
plastics plastics

Page/Chart Page/Chart Page/Chart Page/Chart
Plastics Plastics Plastics Plastics
wz HW 53/2 wz HW 53/2 FZ/TR HW 34/1 FZ/TR HW 60/1
DP 34/2 60/2
FZ/TR HW 73/1 Fz/TR HW 73/1 72/1 731
741 741 74/1
75/1 75/1 751
76/1 76/1 76/1
DP 59/1 DP 59/1
WZ/FA HW 77/1
WZ/FA HW 77/1 WZ/FA HW 77/1
FZFA /FZFA HW 101/1 FZFA / FZFA HW 101/1
FZFA /FZFA HW 101/1 FZ/TR HW 60/1 FZ/TR HW 34/1 FZ/TR HW 60/1
, 60/2 DP 34/2 60/2
b 96/1
FZFA /FZFA HW 101/1
’ FZ/TR HW 73/1 FZ/TR HW 73/1 FZ/TR HW 72/1 FZ/TR HW 60/1
/ 741 741 60/2
/ 75/1 75/1 74/1
\ 76/1 76/1 75/1
76/1
WZ/FA HW 77/1 WZ/FA HW 77/1
WZ/FA HW 77/1
FZ/TR HW 96/1 FZ/TR HW 96/1 FZ/TR HW 96/1
97/1 971 97/1
[ 97/2 97/2 97/2
98/1 98/1 98/1
98/2 98/2 98/2
99/1 99/1 99/1
100/1 100/1
FZFA /FZFA HW 101/1 FZFA /FZFA HW 101/1
RN
FZFA /FZFA HW 101/1 FZFA /FZFA HW 101/1
RN
. . 13
M Solid wood Plastics

[ Board, coated
M Board, uncoated
B Non-ferrous metals

[ Mineral materials
B Composites



1. Sawing Selection overview
Other materials

Operation Gypsum Cement- Alucobond Non-ferrous
plaster based board board metals
board
Page/Chart Page/Chart Page/Chart Page/Chart

Solid surface material Solid surface material Composites Non-ferrous metals

7] | F2/R HW 60/1 FZ/TR HW 60/1 FZ/TR HW 60/1 FZ/TR HW 102/1
60/2 60/2 101/1
/ 73/1 73/1
75/1 75/1
76/1 76/1
DP 59/1 DP 59/1
72/1 72/1
wz HW 52/1
52/2
69/1
70/1
DP 68/1
FZ/TR HW 60/1 FZ/TR HW 60/1 FZ/TR HW 60/2 FZ/TR HW 102/1
y /) 60/2 60/2 100/1
/4 73/1 73/1 101/1
75/1 75/1
76/1 76/1
DP 59/1 DP 59/1
72/1 72/1
wz HW 52/1 R HW 105/1
52/2 DP 105/2
69/1
70/1
DP 68/1
R HW 105/1
DP 105/2

7 7 FZ /TR HW 73/1 FZ /TR HW 73/1 FZ/TR HW 73/1 FZ/TR HW 102/1
/ 75/1 75/1 75/1
/ 76/1 76/1 76/1
{ / DP 59/1 DP 59/1 DP 59/1
721 72/1 72/1
wz HW 52/1
52/2
69/1
70/1
DP 68/1
FZ/TR HW 96/1
97/1
98/2
100/1
FZ/TR HW 96/1
971
[ 97/2
98/1
98/2
99/1
100/1

14 Description of tooth shapes see back cover/fold out page.



1. Sawing Quick search
D SB BO Z ZF SW WSS ID Page D SB BO Z ZF SW WSS ID Page
mm mm mm Deg. mm mm mm Deg.
100 3,2 20 20 KON/Fz 5 mumm 061556 82 180 2,4 16 58 Wz 10 =m 059665 54
100 3,2 22 20 KON/Fz 5 momm 061557 82 180 2,4 30 30 Wz 15 = 057800 52
120 3,2 20 24 KON/FzZ 5 mumm 061552 82 180 2,4 30 58 Wz 10 mwmm 058451 52
125 3,1 20 20 KON/Fz 10 moem 190564 81,88 180 3,0 30 24 WZ 15 = 057980 52
125 3,1 20 20 KON/WZ 10 mwmmm 190584 78,88 180 3,2 16 36 KON/WZ 5 mumm 061473 79
125 3,1 22 20 KON/Fz 10 moem 190614 81 180 3,2 16 42 FZ/TR 5 ] 059857 97
125 3,1 22 20 KON/WZ 10 mmmm 190617 78 180 3,2 20 36 KON/WZ 5 mumm 061493 79
125 3,2 20 24 KON/WZ 5 momm 061470 79,88 180 3,2 30 42 FZ/TR -5 [ ] 060114 98
125 3,2 22 24 KON/WZ 5 mumm 061507 79 180 3,2 30 58 WZzZ 10 mwmm 058301 52
125 44 20 24 KON/Fz 5 momm 061516 82,88 180 3,5 30 30 Wz 10 mm 058052 52
125 4,4 22 24 KON/WZ 5 mumm 061474 79 180 3,5 30 36 FZ 10 m 058572 61
125 4,4 45 20 KON/Wz 5 momm 061485 79,85, 180 3,5 30 58 FZ 10 =m 058702 61
87 180 3,8 45 36 KON/FZ 5 mumm 061566 82
125 4,4 45 24 KON/FzZ 5 mumm 061518 82 180 3,8 45 54 KON/FZ 5 momm 061568 82
140 3,2 16 32 KON/WZzZ 5 momm 061538 79 180 4,3 20 30 KON/FZ 10 mwmm 190581 81,84
140 4,4 45 24 KON/FzZ 5 mumm 061519 82 180 4,3 20 30 KON/WZ 10 memm 190591 78,84
150 2,4 30 48 Wz 10 mom 058450 52 180 4,3 30 30 KON/FzZ 10 mwmm 190567 81,86,
150 3,2 20 24 KON/WZ 5 mumm 061471 79 88-90
150 3,2 30 24 KON/WZ 5 monm 061472 79 180 4,3 30 30 KON/WZ 10 wmeomm 190592 78,86,
150 3,2 30 48 WZzZ 10 mmm- 058300 52 88-90
150 3,5 30 24 Wz 10 mm 058050 52 180 4,3 45 30 KON/FZ 10 mmmm 190568 81,
150 3,5 30 30 FzZ 10 =m 058570 61 86-88
150 3,5 30 48 FZ 10 =m 058700 61 180 4,3 45 30 KON/WZ 10 memm 190593 78,
150 3,5 55 30 FzZ 10 = 058578 61 86-88
150 4,3 20 24 KON/Fz 10 moem 190577 81 180 4,3 50 30 KON/FZ 10 mmwmm 190582 81
150 4,3 20 24 KON/WZ 10 mwmm 190585 78 180 4,3 50 30 KON/WZ 10 memm 190594 78
150 4,3 30 24 KON/Fz 10 momm 190565 81 180 4,4 20 30 KON/WZ 5 mumm 061478 79,84
150 4,3 30 24 KON/WZ 10 mwmm 190586 78 180 4,4 30 30 KON/FzZ 5 momm 061517 82,86,
150 4,3 45 24 KON/FZ 10 wmr=m 190578 81, 88-90
87-88 180 4,4 45 30 KON/WzZ 5 mumm 061544 79,88
150 4,3 45 24 KON/WZ 10 mwmmm 190587 78, 180 4,4 45 36 KON/WZ 5 monm 061553 79,
87-88 86-87
150 4,4 20 24 KON/WZ 5 monm 061477 79 180 4,5 50 36 KON/WZ 5 mumm 061558 79
150 4,4 30 24 KON/WZ 5 mumm 061486 79 180 4,55 30 36 WZ/FA 5 059192 83,90
150 4,4 45 24 KON/WZ 5 momm 061530 79, 180 4,7 45 30 KON/FZ 10 mwmmm 190569 81,87
87-88 180 4,7 45 30 KON/WZ 10 meomm 190595 78,87
160 1,8 16 48 WZ 10 =m 060574 54 180 4,8 45 36 KON/FZ 5 mumm 061526 82,87
160 2,8 16 42 FZ/TR -5 ] 060272 99 180 5,0 55 30 KON/WZ 5 monm 061500 79,85
160 3,2 16 36 FZ/TR 5 ] 059856 97 180 5,0 60 32 FzZ 20 m 057435 31
160 3,2 20 4 P 5 190302 105 180 6,0 20 30 KON/WzZ 5 monm 061520 79,84
160 3,2 20 32 KON/WZ 5 mumm 061543 79 190 3,2 20 4 P 5 190303 105
160 4,3 30 30 KON/Fz 10 momm 190579 81 190 3,4 30 20 Wz 20 mm 057120 104
160 4,3 30 30 KON/WZ 10 mwmmm 190588 78 200 1,5 60 21 FzZ 20 m 057445 32
160 4,3 45 30 KON/FZ 10 wmr=m 190580 81,85 200 1,5 60 36 FzZ 20 m 057421 32
160 4,3 45 30 KON/WZ 10 mwmmm 190589 78,85 200 1,8 20 80 FZFA/FZFA -5 ] 060274 100
160 4,3 55 30 KON/FZ 10 wmr=m 190566 81,92 200 1,8 60 21 Fz 20 m 057446 32
160 4,3 55 30 KON/WZ 10 mwmmm 190590 78,92 200 2,0 16 64 WZ 10 =m 059666 54
160 4,4 30 36 KON/WZ 5 mronm 061495 79 200 2,0 30 20 Wz 15 =m 057454 33
160 4,4 45 28 KON/WZ 5 mumm 061509 79,85 200 2,0 30 24 FZ 20 m 067050 28
160 4,4 55 36 KON/WZ 5 monm 061487 79,92 200 2,4 30 18 Fz 15 =m 057493 33
180 1,0 65 24 FZ 20 m 057484 32 200 2,4 30 20 Wz 15 = 057455 33
180 1,1 60 24 FZ 20 m 057485 32 200 2,4 30 22 FzZ 25 m 067200 28
180 1,1 65 24 FZ 20 m 057486 32 200 2,4 30 22 FzZ 25 m 067314 27
180 1,3 60 32 FzZ 20 m 057418 32 200 2,4 30 34 Wz 15 =m 057801 52
180 1,5 60 21 FZ 20 m 057443 32 200 2,4 30 64 WZ 10 mmm 058452 52
180 1,5 60 32 FzZ 20 m 057419 32 200 3,0 30 24 Wz 15 =m 057981 52
180 1,6 16 56 Wz 10 m 060591 54 200 3,2 18 80 FZ/TR -5 ] 060261 99
180 1,8 60 21 FzZ 20 m 057444 32 200 3,2 20 72 WZ -5 ] 065872 43
180 1,8 60 32 FzZ 20 m 057412 32 200 3,2 30 34 Wz 10 mm 058053 52
180 2,0 16 56 WZ 10 = 060645 54 200 3,2 30 42 FzZ 10 = 058573 61
180 2,0 16 72 WZ 10 =m 060592 54 200 3,2 30 48 FZ/TR 5 = 059860 97
180 2,2 30 18 Fz 15 =m 057492 33 200 3,2 30 48 WZ 10 mm 058380 52
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1. Sawing Quick search
D SB BO Z ZF SW WSS ID Page D SB BO Z ZF SW WSS ID Page
mm mm mm Deg. mm mm mm Deg.
200 3,2 30 60 FZ/TR 5 =m 060270 99 220 1,4 65 32 Fz 20 m 057465 32
200 3,2 30 60 KON/WZ 5 moom 061549 80,91 220 2,0 30 24 FzZ 20 m 067051 28
200 3,2 30 64 FzZ 10 =m 058703 61 220 2,4 30 24 FzZ 25 m 067201 28
200 3,2 30 64 WZzZ 10 mom 058302 52 220 2,4 30 24 FzZ 25 m 067315 27
200 4,3 20 24 KON/WZ 5 mumm 061522 79, 220 3,2 30 36 KON/FZ 5 mumm 061535 82,88
90-91 220 3,2 30 42 Hz/DZ -5 058957 55
200 4,3 20 30 KON/Fz 10 moem 190570 81, 220 3,2 30 42 Hz/DZ 10 058967 57
90-91 220 3,2 30 42 HZ/FA 10 058880 58
200 4,3 20 30 KON/WZ 10 mwmmm 190596 78, 220 3,2 30 64 FZ/TR 10 | 061375 60,75
90-91 220 3,2 30 64 Wz 10 wmom 060646 52
200 4,3 30 30 KON/Fz 10 moem 190571 81,91 220 3,2 30 72 FZ/TR -5 ] 060271 99
200 4,3 30 30 KON/WZ 10 mwmmm 190597 78,91 220 3,35 30 48 FZ/TR 10 061536 83,88
200 4,3 45 30 KON/Fz 10 meowmm 190572 81,86 220 4,0 115 36 FzZ 3 n 190518 35
200 4,3 45 30 KON/WZ 10 mwmmm 190598 78,86 220 5,0 115 18 Fz 3 n 190519 35
200 4,3 50 30 KON/FZ 10 mrmm 190583 81 220 6,5 20 36 KON/WZ 5 mmmm 061560 80,91
200 4,3 50 30 KON/WZ 10 mmmm 190599 78 225 1,5 60 25 FzZ 20 m 057447 32
200 4,3 65 30 KON/FZ 10 mrnmm 190615 81 225 1,5 60 40 Fz 20 m 057422 32
200 4,3 65 30 KON/WZ 10 mwmmm 190618 78 225 1,6 60 32 Fz 25 =m 057482 32
200 4,3 80 30 KON/Fz 10 moem 190616 81, 225 1,6 65 32 Fz 25 m 057483 32
84-85 225 1,8 60 25 FzZ 20 m 057448 32
200 4,3 80 30 KON/WZ 10 mmmm 190619 78, 225 2,0 60 25 FZ 20 m 057449 32
84-85 225 2,0 60 40 FzZ 20 m 057416 32
200 4,4 20 34 KON/WZ 5 monm 061479 79, 225 2,4 30 24 WZ 15 = 057457 33
90-91 225 2,8 30 18 FzZ 15 m 057494 33
200 4,4 30 34 KON/WZ 5 mmmm 061489 80,91 225 3,2 30 6 P 5 190304 105
200 4,4 45 34 KON/WZ 5 momm 061490 80,86 225 5,0 30 25 FZ 20 m 057441 31
200 4,4 65 36 KON/WZ 5 mmmm 061505 80, 225 5,0 60 40 FZ 20 m 057437 31
92-93 240 3,2 30 54 FZ/TR 10 u 061376 60
200 4,4 80 36 KON/FZ 5 moom 061542 82, 250 1,7 30 80 Wz 8 mom 058520 53
84-85 250 1,7 60 25 Fz 20 m 057450 32
200 4,5 50 44 KON/WZ 5 mumm 061559 80 250 1,7 60 36 Fz 20 m 057433 32
200 4,7 45 30 KON/FZ 10 wmr=m 190573 81,87 250 1,7 65 28 FzZ 20 m 067055 29
200 4,7 45 30 KON/WZ 10 mwmmm 190600 78,87 250 2,0 30 24 FZ 20 m 067052 28
200 4,7 65 30 KON/Fz 10 moem 190574 81,93 250 2,0 30 100 FZFA/FZFA -5 ] 060275 100
200 4,7 65 30 KON/WZ 10 mmmm 190601 78,93 250 2,0 60 25 FZ 20 m 057451 32
200 4,8 30 36 KON/FZ 5 monm 061561 82 250 2,0 60 36 FZ 20 m 057434 32
200 4,8 45 36 KON/FZ 5 mumm 061527 82 250 2,0 80 36 WZ 15 = 067053 30
200 4,8 65 36 KON/WZ 5 monm 061528 80,93 250 2,2 60 36 FZ & | 190502 34
200 5,0 60 36 FZ 20 m 057436 31 250 2,2 90 36 FZ 3 [ | 190504 34
200 52 20 24 KON/WZ 5 momm 061501 79,91 250 2,2 100 36 FZ & | 090668 34
200 5,2 40 30 KON/WZ 5 mmmm 061571 80,91 250 2,2 100 48 FZ 10 u 061433 34
200 5,8 45 34 KON/WzZ 5 momm 061499 80,87 250 2,2 115 36 FZ S n 090695 34
200 6,2 20 36 KON/WZ 5 mumm 061546 79,91 250 2,4 30 12 FZ 25 m 067041 29
200 6,2 45 36 KON/WZzZ 5 monm 061547 80,87 250 2,4 30 24 FzZ 25 =m 067202 28
210 2,2 100 36 Fz 3 n 090674 34 250 2,4 30 24 Wz 15 =m 057458 33
210 2,2 115 36 FzZ S ] 090697 34 250 2,4 30 40 Wz 15 = 057802 52
210 3,2 30 20 Fz 20 m 057500 37 250 2,4 30 80 Wz 10 mmm 058453 52
210 3,2 115 36 FZ 3 n 090698 34-35 250 2,4 30 80 WZ 20 n 058456 54
210 3,4 30 16 FzZ 20 m 057400 37 250 2,4 70 20 Fz 20 m 067310 27
215 4,3 50 36 KON/FZ 10 moem 190575 81,85 250 2,4 70 24 FZ 20 m 067056 29
215 4,3 50 36 KON/WZ 10 mmmm 190602 78,85 250 2,4 70 24 FZ 25 m 067203 28
215 4,4 50 42 KON/WZ 5 momm 061508 80,85 250 2,4 80 24 FZ 25 m 067204 28
220 1,2 60 27 FZ 20 m 057475 32 250 2,4 80 24 Wz 15 = 057487 33
220 1,2 60 32 FzZ 20 m 057463 32 250 2,4 80 32 Wz 15 =m 067054 30
220 1,2 65 24 FZ 20 m 057474 32 250 2,4 80 40 Fz 15 = 057460 33
220 1,3 60 24 FZ 25 m 057476 32 250 2,4 80 40 Wz 15 =m 057488 33
220 1,3 60 32 Fz 25 m 057478 32 250 2,5 60 40 FZ 20 m 067032 29
220 1,3 65 24 FZ 25 m 057477 32 250 2,8 70 24 FzZ 15 =m 057495 33
220 1,3 65 32 FzZ 25 m 057479 32 250 3,2 15,88 40 Wz 10 mm 058054 52
220 1,4 60 24 FZ 25 m 057480 32 250 3,2 15,88 60 WZ 10 mm 058381 52
220 1,4 60 32 Fz 20 m 057464 32 250 3,2 15,88 80 WZ 10 mwmm 058303 52
220 1,4 65 24 FZ 25 m 057481 32 250 3,2 30 18 Fz 20 m 057050 104
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1. Sawing Quick search
D SB BO Z ZF SW WSS ID Page D SB BO Z ZF SW WSS ID Page
mm mm mm Deg. mm mm mm Deg.
250 3,2 30 18 Fz 20 m 057502 37 280 3,2 30 60 TR/TR 15 n 069101 71,88
250 3,2 30 20 Fz 20 m 057300 38 280 3,8 45 48 KON/FZ 5 monm 061567 82
250 3,2 30 24 Wz 20 mm 057123 104 280 4,1 45 84 Wz 10 061569 83
250 3,2 30 30 Wz 15 = 057982 52 280 4,4 30 48 KON/FZ 5 monm 061540 82,89
250 3,2 30 40 Wz 10 mm 058055 52 280 4,55 30 60 FZ/TR 15 061614 83,89
250 3,2 30 40 Wz 10 mm 069005 51 280 4,55 45 84 Wz 10 061619 83,
250 3,2 30 48 Hz/DZ -5 058972 55 86-87
250 3,2 30 48 Hz/DZ 10 058971 57 280 4,8 45 48 KON/WZ 5 mumm 061564 80
250 3,2 30 48 WZzZ 10 mm 058202 52 280 4,8 45 72 KON/WZ 5 monm 061563 80
250 3,2 30 60 FZ/TR 10 ] 061351 75 280 4,95 45 84 Wz 10 061676 83,87
250 3,2 30 60 FZ/TR 15 ] 069088 74 300 1,7 30 96 Wz 8 mom 058521 53
250 3,2 30 60 TR/TR 15 ] 069100 71 300 2,2 30 120 FZFA/FZFA -5 ] 060276 100
250 3,2 30 60 Wz 10 mm 058382 52 300 2,4 30 48 Wz 15 =m 057803 52
250 3,2 30 60 Wz 10 mm 069076 51 300 2,4 30 96 Wz 10 mmm 058454 52
250 3,2 30 80 FZ/TR -5 ] 060250 99 300 2,4 60 24 FZ 20 m 067218 29
250 3,2 30 80 FZ/TR 5 = 059950 97 300 2,6 30 20 Fz 20 m 067311 27
250 3,2 30 80 FZ/TR 10 n 061377 60,75 300 2,6 30 84 Wz 20 ] 058457 54
250 3,2 30 80 Wz -5 ] 065873 43 300 2,6 70 20 Fz 20 m 067312 27
250 3,2 30 80 Wz 10 mwmm 058304 52 300 2,8 30 30 FzZ 25 m 067212 28
250 3,2 30 80 Wz 10 mrm 068251 51 300 2,8 70 30 FzZ 25 m 067213 28
250 3,2 32 80 FZ/TR -5 ] 060251 99 300 2,8 80 28 WZ/FA 15 =m 057489 33
250 3,2 60 36 FZ 3 ] 190503 34 300 2,8 80 30 Fz 25 m 067214 28
250 3,2 60 48 FZ 10 =m 058574 61 300 3,0 30 60 FZFA/FZFA -5 [ 761033 101
250 3,2 70 20 Fz 20 m 057302 38 300 3,0 30 96 FZFA/FZFA -5 [ 761034 101
250 3,2 70 20 Wz 18 =m 068750 30 300 3,0 30 100 WZ/WZ/FZ 10 mmm 068550 47
250 3,2 90 36 FzZ 8 ] 190505 34 300 3,0 80 28 FzZ 20 m 067316 27
250 3,2 100 36 Fz 3 ] 090669 34 300 3,2 15,88 72 Wz 10 mm 058383 52
250 3,2 100 48 Fz 10 ] 061434 34 300 3,2 15,88 96 WZ 10 mwmm- 058310 52
250 32 115 36 FzZ 3 ] 090696 34-35 300 3,2 30 6 P 5 190305 105
250 3,4 30 60 FZ/TR 5 = 060134 98 300 3,2 30 20 Fz 20 m 057503 37
250 3,4 30 60 FZ/TR 5 m 059884 97 300 3,2 30 20 TR 12  mmem 060309 105
250 3,4 32 60 FZ/TR 5 =m 060136 98 300 3,2 30 24 FZ 20 m 057303 38
250 3,5 30 18 FzZ 25 m 067006 26 300 3,2 30 28 Wz 20 mm 057125 104
250 3,5 30 72 FZ/TR 5 ] 068405 60 300 3,2 30 30 Wz -5 ] 057700 43
250 3,5 30 80 Wz 10 mmm 065934 51 300 3,2 30 36 WZ 15 = 057983 52
250 4,0 30 18 FzZ 20 m 057402 37 300 3,2 30 48 Wz 10 mm 058057 52
250 4,3 30 36 KON/FZ 10 mwmm 190576 81,86, 300 3,2 30 48 WZ 10 mm 069006 51
88 300 3,2 30 60 DZ/FZFA 10 m 190563 59
250 4,3 30 36 KON/WZ 10 wmromm 190603 78,86, 300 3,2 30 60 HZ/FA 10 058881 58
88 300 3,2 30 60 Wz 10 mm 058204 52
250 4,4 30 18 FzZ 25 m 067000 26 300 3,2 30 72 FZ/TR 10 [} 061378 60,75,
250 4,4 30 42 KON/Fz 5 momm 061537 82,86, 91
88 300 3,2 30 72 FZ/TR 10 u 068406 60
250 4,5 50 44 KON/WZ 5 mumm 061570 80 300 3,2 30 72 TR/TR 15 ] 069102 71
250 4,55 30 48 FZ/TR 10 061521 83,86, 300 3,2 30 72 WZ 10 mm 058384 52
88 300 3,2 30 72 WZ 10 =mm 069009 51
250 4,55 45 80 Wz 10 061617 83,87 300 3,2 30 96 FZ/TR -5 ] 060252 99
250 4,6 50 60 TR 10 059714 83 300 3,2 30 96 FZ/TR 5 n 059951 97
250 5,0 30 25 FZ 20 m 057442 31 300 3,2 30 96 FZ/TR 10 [} 061379 60,75
250 5,0 60 36 FZ 20 m 057438 31 300 3,2 30 96 FZ/TR 10 [ 068407 60
250 8,0 80 24 FZ 15 = 057466 31 300 3,2 30 96 Wz -6 ] 065870 43
255 2,8 30 48 Wz -5 ] 069085 42 300 3,2 30 96 Wz 10 mom 058311 52
255 2,8 30 60 Wz -5 u 065874 43 300 3,2 30 96 Wz 10 mwmm 068801 51
255 2,8 30 80 WZ/WZ/FZ 10 mrm 065888 47 300 3,2 30 120 FZ/TR -5 [ ] 060267 99
255 3,2 30 48 Wz -5 u 065350 42 300 3,2 31,75 72 WZ 10 mm 058388 52
260 40 115 36 FZ 3 ] 190520 35 300 3,2 32 96 FZ/TR -5 ] 060253 99
260 4,2 60 20 Fz 20 m 057220 38 300 3,2 70 20 FZ 20 m 057504 37
260 5,0 115 18 Fz 8 ] 190521 35 300 3,2 70 24 FzZ 15 =m 057304 38
270 2,4 60 28 FzZ 20 m 067033 29 300 3,2 70 24 Wz 18 m 068751 30
275 3,4 40 72 FZ/TR 5 =m 060137 98 300 3,4 30 72 FZ/TR 5 m 060138 98
275 3,4 40 72 FZ/TR 5 m 059885 97 300 3,4 30 72 FZ/TR 5 = 059886 97
280 3,2 30 60 FZ/TR 10 n 061353 74,88 300 3,4 32 72 FZ/TR 5 m 060139 98
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mm mm mm Deg. mm mm mm Deg.
300 3,4 80 28 Fz 20 m 067317 27 303 3,5 30 60 Hz/DZ 10 065335 56
300 3,5 30 14 FzZ 20 m 057000 104 303 3,5 30 60 Hz/DZ 10 065941 56
300 3,5 30 20 Fz 20 m 057051 104 303 3,5 30 60 Hz/Dz 10 068301 57
300 3,5 30 20 Fz 25 =m 067024 26 305 2,8 30 54 Wz -5 ] 069086 42
300 3,5 30 20 WZ/FA 15 (] 065342 77 305 3,0 30 60 Wz -5 ] 065875 43
300 3,5 30 48 Wz 10 =mm 065931 51 305 3,0 30 100 WZ/WZ/FZ 10 m=m 065889 47
300 3,5 30 60 FZ/TR 10 ] 069021 74 305 3,2 30 54 Wz -5 ] 065351 42
300 3,5 30 60 FZ/TR 10 [ ] 090638 59 305 4,0 30 24 FZ 20 m 057490 37
300 3,5 30 60 WZ/FA 15 [ ] 065343 77 305 4,4 30 60 FZ/TR 15 | 059678 75
300 3,5 30 72 FZ/TR 5 ] 065332 96 315 3,2 30 28 TR 12  mmem 060310 105
300 3,5 30 72 FZ/TR 5 ] 065950 96 315 3,2 30 72 WZ 10 mm 058393 52
300 3,5 30 72 Wz 10 mm 065937 51 315 3,2 30 72 Wz 10 mm 069098 51
300 3,5 30 96 Wz 10 mwm- 065935 51 320 3,2 30 84 FZ/TR 5 ] 059960 98
300 3,5 70 20 Fz 25 m 067008 26 320 3,2 70 28 WZ 18 =m 068753 30
300 3,5 80 20 Fz 25 m 067029 26 320 4,4 50 60 FZ/TR 15 u 061361 74
300 3,5 80 20 Fz 25 m 067046 26 320 4,4 50 60 TR/TR 15 n 069108 71
300 4,0 30 20 Fz 20 m 057405 37 320 4,4 65 60 FZ/TR 10 u 059682 92
300 4,0 70 20 Fz 20 m 057406 37 320 4,4 65 60 FZ/TR 15 n 059696 92
300 4,2 30 24 FZ 20 m 057221 38 320 4,4 65 60 TR/TR 15 u 069136 92
300 4,2 70 24 FZ 20 m 057222 38 320 44 75 60 FZ/TR 15 [ 061362 74
300 4,4 30 48 KON/WZ 5 mmmm 061555 80,90 325 2,4 60 28 FZ 20 m 067042 29
300 4,4 30 48 Wz 15 ] 059100 70,88 325 5,0 60 24 FZ 20 m 057468 31
300 4,4 30 48 WZzZ 15 [ ] 059483 69 330 3,2 30 96 FZ/TR -5 ] 060268 99
300 4,4 30 60 FZ/TR 15 ] 068350 88,90 330 3,2 32 96 FZ/TR -5 [ ] 060259 99
300 4,4 30 60 FZ/TR 10 [ | 069016 74 330 34 32 68 FZ/TR -5 ] 060140 98
300 4,4 30 60 FZ/TR 15 ] 059250 75,88, 340 4,95 45 80 TR 15 061606 83,87
90 340 5,0 45 108 WzZ 10 061611 83,87
300 4,4 30 60 FZ/TR 15 n 190604 72,88 350 2,8 30 54 Wz 15 =m 057805 52
300 4,4 30 60 TR/TR 15 ] 069104 71,88, 350 2,8 30 96 Wz 20 n 058459 54
90 350 2,8 30 108 WZ 10 mom 058458 53
300 4,4 30 60 WZ 15 ] 059484 69 350 2,8 70 28 Fz 20 m 067313 27
300 4,4 30 60 Wz 15 = 190609 68,88 350 3,0 30 30 FzZ 25 m 067216 28
300 4,4 50 48 KON/WZ 5 mumm 061510 80,85 350 3,0 30 96 FZFA/FZFA -5 [ 761035 101
300 4,4 65 48 Wz 15 = 059516 92 350 3,2 25,40 54 Wz 10 mm 058058 52
300 4,4 65 60 FZ/TR 15 ] 059667 75,92 350 3,2 2540 72 WZ 10 mm 058205 52
300 4,4 65 60 TR/TR 15 ] 069105 71,92 350 3,2 25,40 84 Wz 10 mm 058385 52
300 4,4 65 72 KON/WZ 5 mmmm 061529 80, 350 3,2 25,40 108 WZ 10 mmm 058307 52
92-93 350 3,2 30 28 FzZ 20 m 057306 38
300 4,4 75 60 FZ/TR 15 ] 059309 75,87 350 3,2 30 32 Wz 20 mm 069525 104
300 4,4 75 60 TR/TR 15 [ | 069106 71 350 3,2 30 36 Wz -5 [ | 057701 43
300 4,4 80 48 Wz 15 = 059502 84,92 350 3,2 30 42 Wz 15 = 057984 52
300 4,4 80 60 FZ/TR 15 n 059503 84,92 350 3,2 30 54 Hz 10 wmom 058805 46
300 4,4 80 60 FZ/TR 15 ] 065338 73,84, 350 3,2 30 54 Wz 10 mm 058059 52
92 350 3,2 30 54 WZ 10 mm 069007 51
300 4,4 80 60 FZ/TR 15 n 190646 72,84, 350 3,2 30 60 Wz -5 ] 069002 42
92 350 3,2 30 72 Hz/DZ -5 058960 55
300 4,4 80 60 TR/TR 15 ] 069131 84,92 350 3,2 30 72 HZ/FA 10 058882 58
300 4,4 80 60 Wz 15 ] 190633 68,84, 350 3,2 30 72 WZ 10 mm 058206 53
92 350 3,2 30 84 Wz 10 mm 058386 53
300 4,55 30 72 WZ/FA 10 061618 83,90 350 3,2 30 84 Wz 10 mm 069077 51
300 4,55 65 72 WZ/FA 10 059189 83, 350 3,2 30 108 FZ/TR -5 ] 060255 99
92-93 350 3,2 30 108 FZ/TR 5 ] 059952 98
300 4,55 75 96 FZ/TR 15 061615 83, 350 3,2 30 108 FZ/TR 10 u 068409 60
87-88 350 3,2 30 108 WZ 10 wmr-m 058308 53
300 4,6 50 80 TR 10 068000 83,85 350 3,2 30 108 WZ 10 mmm 068252 51
300 4,8 65 48 KON/WZ 5 monm 061565 80 350 3,2 70 28 FZ 20 m 057307 38
300 5,0 30 20 Fz 25 m 067001 26 350 3,4 30 84 FZ/TR -5 ] 060141 98
300 5,0 80 20 Fz 25 m 067003 26 350 3,4 30 84 FZ/TR 5 ] 059887 97
300 8,0 80 24 FZ 15 m 057467 31 350 3,5 30 12 FzZ 20 m 066261 104
303 3,2 30 60 Hz/DZ -5 058970 55 350 3,5 30 16 FZ 20 m 057001 104
303 3,2 30 68 Hz/DZ 10 068303 57 350 3,5 30 24 FzZ 20 m 057052 104
303 3,5 30 60 Hz/DZ 10 058963 57 350 3,5 30 24 FzZ 20 m 057505 37
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mm mm mm Deg. mm mm mm Deg.
350 3,5 30 24 TR 12  mmmm 060311 105 350 4,4 80 54 FZ/TR 15 n 059271 75,84,
350 3,5 30 54 Wz 10 mm 065932 51 92
350 3,5 30 60 Wz 5 m 065958 42 350 4,4 80 54 Wz 15 meom 059504 84,92
350 3,5 30 60 Wz 5 = 065959 42 350 4,4 80 54 Wz 15 n 059103 70
350 3,5 30 72 Hz/DZ 10 058969 57 350 4,4 80 60 FZ/TR 15 n 190647 72,84,
350 3,5 30 72 Hz/DZ 10 065957 56 92
350 3,5 30 84 FZ/TR 5 ] 061380 60 350 4,4 80 60 Wz 15 n 190634 68,84,
350 3,5 30 84 FZ/TR 5 n 065333 96 92
350 3,5 30 84 FZ/TR 5 ] 065951 96 350 4,4 80 72 FZ/TR 15 n 059691 84,92
350 3,5 30 84 Wz 10 mm 065938 51 350 4,4 80 72 FZ/TR 15 ] 065339 73,84,
350 3,5 30 108 WZ 5 m 065880 43 92
350 3,5 30 108 WZ 10 mrm 065936 51 350 4,4 80 72 FZ/TR 15 n 190648 72,84,
350 3,5 70 24 FzZ 20 m 057506 37 92
350 3,5 70 28 Wz 18 =m 068755 30 350 4,4 80 72 TR/TR 15 n 069132 84,92
350 3,6 40 108 FZ/TR 5 m 060269 99 350 4,4 80 72 Wz 15 ] 190635 68,84,
350 3,8 30 84 FZ/TR 55 m 060106 98 92
350 3,8 32 84 FZ/TR 5 m 060107 98 350 4,55 75 72 FZ/TR 15 061613 83,88
350 3,8 40 84 FZ/TR 5 m 060108 98 350 5,0 30 24 FZ 25 m 067004 26
350 4,0 30 24 FzZ 25 m 067015 26 355 3,0 30 120 WZ/WZ/FZ 10 mmm 065890 47
350 4,2 30 28 Fz 20 =m 057224 38 355 3,2 30 72 Wz 5 m 065876 43
350 4,2 70 28 Fz 20 m 057225 38 355 4,4 30 24 FZ 20 =m 057491 37
350 4,4 30 20 Fz 20 = 057407 37 355 4,4 30 72 WZ 15 n 059190 70
350 4,4 30 54 Wz 15 mmm 059509 86 355 4,4 65 72 FZ/TR 15 n 059700 93
350 4,4 30 54 Wz 15 ] 059102 70, 355 4,4 75 60 FZ/TR 15 n 059275 75,85,
89-90 88
350 4,4 30 60 FZ/TR 15 n 190605 72,89 355 4,4 80 72 TR/TR 15 n 069111 71,93
350 4,4 30 60 Wz 15 n 190610 68,86, 355 4,4 80 72 WZ 15 n 059517 93
89,91 355 4,4 80 72 WZzZ 15 n 059191 70
350 4,4 30 64 WZ/FA 15 n 065345 77,91 360 4,4 50 72 FZ/TR 18 n 059685 75
350 4,4 30 72 FZ/TR 15 n 059252 75,86, 360 4,4 65 72 FZ/TR 18 n 059697 93
89-91 360 4,4 65 72 FZ/TR 15 n 059683 74
350 4,4 30 72 FZ/TR 15 n 069018 74,86, 370 3,8 30 84 FZ/TR 5 m 060127 98
89-91 370 3,8 30 96 FZ/TR ) n 059964 98
350 4,4 30 72 FZ/TR 15 ] 190606 72,86, 370 3,8 50 96 FZ/TR 5 n 059867 97
91 370 4,4 30 54 Wz 15 n 059488 69,90
350 4,4 30 72 TR/TR 15 n 069109 71,86, 370 4,4 30 72 FZ/TR 15 n 059319 74,
89-91 89-90
350 4,4 30 72 WZzZ 15 ] 059486 69,84, 370 4,4 30 72 TR/TR 15 n 069112 71,
91-92 89-90
350 4,4 30 72 WZ 15 ] 190611 68,86, 370 4,4 30 72 WZ 15 ] 059514 89
91 370 4,4 30 72 WZ 15 n 059489 69,90
350 4,4 60 54 WZ 15 n 059485 69,86 380 3,8 60 84 TR/TR 18 n 059709 75
350 4,4 60 60 FZ/TR 15 n 190654 72,86 380 4,0 30 24 FZ 25 =m 067047 26
350 4,4 60 60 Wz 15 n 190641 68,86 380 4,0 80 24 FZ 25 m 067048 26
350 4,4 60 72 FZ/TR 15 n 069082 86 380 4,4 50 72 FZ/TR 18 n 059686 75
350 4,4 60 72 FZ/TR 15 n 059693 75,86 380 4,4 50 72 TR/TR 15 n 069138 71
350 4,4 60 72 FZ/TR 15 n 190653 72,86 380 4,4 60 72 FZ/TR 18 n 059681 75,
350 4,4 60 72 TR/TR 15 n 069135 86 86-87
350 4,4 60 72 Wz 15 n 059487 69,86 380 4,4 75 72 FZ/TR 15 n 059301 75
350 4,4 60 72 Wz 15 n 190640 68,86 380 4,4 80 72 FZ/TR 18 n 059701 92
350 4,4 70 20 Fz 20 m 057408 37 380 4,4 80 72 TR/TR 15 n 069137 92
350 4,4 75 54 Wz 20 mrm 059511 86 380 4,8 60 54 Wz 15 n 059490 69,87
350 4,4 75 60 FZ/TR 15 ] 190651 72,86 380 4,8 60 72 FZ/TR 15 n 059289 87
350 4,4 75 60 Wz 15 ] 190638 68,86 380 4,8 60 72 FZ/TR 15 n 065337 73,87
350 4,4 75 72 FZ/TR 15 ] 069094 86 380 4,8 60 72 FZ/TR 15 ] 069089 74,87
350 4,4 75 72 FZ/TR 15 n 059253 75,86, 380 4,8 60 72 FZ/TR 15 n 190607 72,87
88 380 4,8 60 72 TR/TR 15 n 059704 74,87
350 4,4 75 72 FZ/TR 15 n 190652 72,86 380 4,8 60 72 TR/TR 15 n 069114 71,87
350 4,4 75 72 TR/TR 15 n 069110 71,86, 380 4,8 60 72 Wz 15 n 059491 69,87
88 380 4,8 60 72 Wz 15 n 190612 68,87
350 4,4 75 72 Wz 15 n 059512 86 380 4,8 60 72 WZ/FA 15 n 065353 77,87
350 4,4 75 72 Wz 15 n 190639 68,86 380 4,8 60 84 TR/TR 15 n 059314 75,87
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mm mm mm Deg. mm mm mm Deg.
380 5,0 30 24 Fz 25 m 067044 26 400 4,4 75 72 WZ 15 n 190637 68,85
380 5,0 80 24 Fz 25 =m 067045 26 400 4,4 80 72 FZ/TR 15 ] 065355 93
400 2,8 30 108 Wz 20 n 058460 54 400 4,4 80 72 FZ/TR 15 ] 059291 76,93
400 3,2 30 60 HZ 10 mom 058806 46 400 4,4 80 72 FZ/TR 15 n 065340 73,85,
400 3,2 30 60 Wz 5 = 069087 42 92
400 3,2 30 84 HZ/FA 10 058883 58 400 4,4 80 72 FZ/TR 15 ] 190649 72,85,
400 3,2 30 96 WZ 10 mm 058387 53 92
400 3,2 30 120 Wz 10 wmeom 058309 53 400 4,4 80 72 TR/TR 15 [ ] 069133 85,92
400 3,5 30 28 Fz 20 m 057507 37 400 4,4 80 72 TR/TR 15 (] 069118 71,93
400 3,5 30 48 Wz 15 =m 057986 53 400 4,4 80 72 WZ 15 [ ] 059506 85,92
400 3,5 30 60 Wz 5 m 065352 42 400 4,4 80 72 WZ 15 ] 190636 68,85,
400 3,5 30 120 Wz 5 = 065881 43 92
400 3,5 30 120 Wz 10 = 057525 44 400 4,4 80 80 FZ/TR 15 ] 059454 76,85,
400 3,8 30 28 TR 12  mmwom 060312 105 92
400 3,8 30 42 Wz 5 m 057702 43 400 5,0 30 28 FZ 25 m 067005 26
400 3,8 30 60 Wz 10 mm 058061 53 420 3,8 30 96 FZ/TR 5 ] 059855 97
400 3,8 30 60 Wz 10 mm 069008 51 420 3,8 30 108 FZ/TR 5 m 060257 99
400 3,8 30 72 Wz 5 = 065877 43 420 3,8 32 108 FZ/TR 5 m 069927 99
400 3,8 30 84 Wz 10 mm 058225 53 420 4,8 60 72 FZ/TR 15 ] 059296 76
400 3,8 30 96 FZ/TR 5 =m 060110 98 420 4,8 60 84 FZ/TR 15 ] 059300 76
400 3,8 30 96 FZ/TR 5 (] 059854 97 420 4,8 80 72 FZ/TR 15 ] 059695 92
400 3,8 32 96 FZ/TR 5 = 069929 99 430 3,5 30 96 FZ/TR 5 [ 059871 97
400 3,8 40 96 FZ/TR 5 m 060111 98 430 4,4 30 72 FZ/TR 15 (] 059551 76
400 3,8 50 96 FZ/TR 5 = 059883 98 430 4,4 30 72 TR/TR 15 [ ] 069119 71,90
400 3,8 50 96 FZ/TR 5 (] 059870 97 430 4,4 30 72 Wz 15 [ ] 059431 70
400 4,0 30 14 FZ 20 m 066262 104 430 4,4 60 72 FZ/TR 15 ] 059576 84
400 4,0 30 18 FZ 20 m 057002 104 430 4,4 60 72 TR/TR 15 ] 069130 84
400 4,0 30 20 Fz 25 m 067049 26 430 4,4 60 72 WZ 15 ] 059499 84
400 4,0 30 28 Fz 20 m 057053 104 430 4,4 75 72 FZ/TR 15 ] 059277 76,85
400 4,0 30 28 Fz 25 =m 067030 26 430 4,4 75 72 TR/TR 15 ] 069120 71,85
400 4,0 30 36 Wz 20 mm 057128 104 430 4,4 75 72 WZ 15 ] 059508 85
400 4,0 30 60 Wz 10 mm 065933 51 430 4,4 80 72 FZ/TR 15 ] 059698 93
400 4,0 70 24 WZ 18 m 068756 30 430 4,4 80 72 FZ/TR 15 ] 069090 74,93
400 4,4 30 24 FZ 20 = 057409 37 430 4,4 80 72 TR/TR 15 ] 069121 71,93
400 4,4 30 60 Wz 15 mmm 059510 86 430 4,4 80 72 WZ 15 ] 059461 70,93
400 4,4 30 60 Wz 15 mem 059515 89 450 3,0 30 120 Wz 20 (] 058461 54
400 4,4 30 60 Wz 15 (] 059105 70, 450 3,8 30 34 FZ 20 m 057508 37
90-91 450 3,8 30 48 Wz 5 = 057703 43
400 4,4 30 72 FZ/TR 15 ] 059256 75,83, 450 3,8 30 48 Wz 5 m 069003 42
86, 450 3,8 30 66 Wz 10 mm 058062 53
89-91 450 3,8 30 108 FZ/TR 5 m 060258 99
400 4,4 30 72 FZ/TR 15 ] 069017 74,86, 450 3,8 32 96 FZ/TR 5) [ ] 059966 98
89,91 450 4,0 30 20 Fz 20 m 057003 104
400 4,4 30 72 FZ/TR 15 n 190608 72,86, 450 4,0 30 32 TR 12  mmem 060313 105
89,91 450 4,0 30 34 FZ 20 m 057054 104
400 4,4 30 72 TR/TR 15 n 069115 71,86, 450 4,0 30 42 Wz 20 mm 057129 104
89-91 450 4,0 30 48 Wz 5 m 065945 42
400 4,4 30 72 Wz 15 n 059185 70 450 4,0 30 72 Wz 5 = 065878 43
400 4,4 30 72 Wz 15 n 059492 69,91 450 4,0 40 100 FZ/TR 5 n 059872 97
400 4,4 30 72 WZ 15 n 190613 68,86, 450 4,4 30 24 FZ 25 m 067031 26
89,91 450 4,4 30 54 Wz 15 ] 059480 70
400 4,4 30 72 WZ/FA 15 (] 065346 77,91 450 4,4 30 60 FZ/TR 10 m 059888 102
400 4,4 60 60 Wz 15 mom 059498 84 450 4,4 30 72 FZ/TR 15 (] 059553 76,90
400 4,4 60 72 FZ/TR 15 (] 059292 84 450 4,4 30 72 TR/TR 15 [ ] 069122 71,90
400 4,4 60 72 FZ/TR 15 [ 190645 72,84 450 4,4 30 72 WZ 15 [ ] 059433 70,90
400 4,4 60 72 TR/TR 15 ] 069129 84 450 4,4 60 72 FZ/TR 15 ] 059677 76,84
400 4,4 60 72 Wz 15 n 190632 68,84 450 4,4 60 72 WZ 15 ] 059500 84
400 4,4 75 72 FZ/TR 15 n 059260 75,88 450 4,4 80 72 FZ/TR 15 ] 059692 85,92
400 4,4 75 72 FZ/TR 15 n 059293 75,85 450 4,4 80 72 FZ/TR 15 ] 065356 93
400 4,4 75 72 FZ/TR 15 n 190650 72,85 450 4,4 80 72 FZ/TR 15 ] 065341 73,85,92
400 4,4 75 72 TR/TR 15 n 069117 71,85, 450 4,4 80 72 TR/TR 15 ] 069134 85,92
88 450 4,4 80 72 Wz 15 ] 059507 85,92
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mm mm mm Deg. mm mm mm Deg.

450 4,4 80 72 Wz 15 [ ] 059518 93 540 4,8 60 72 FZ/TR 15 [ ] 059659 76
450 4,4 80 72 WZ 15 [ 059434 70 550 4,2 30 84 Wz 10 mm 058075 53
450 4,8 30 72 FZ/TR 15 061616 83,91 550 4,4 30 54 Wz 20 mm 057131 104
450 4,8 30 72 WZ/FA 15 [ 065347 77 550 4,4 30 120 FZ/TR 5) [ ] 059891 97
450 4,8 30 138 Wz 10 = 057526 44 550 5,0 30 96 Wz 10 = 057535 44
450 4,8 60 72 FZ/TR 15 [ 059261 76,87 550 5,2 30 60 Wz 15 [ 059445 70
450 4,8 60 72 FZ/TR 15 [ 061354 74,87 550 5,2 30 120 Wz 20 m 057517 44
450 4,8 60 72 FZ/TR 15 | 065349 73,87 550 5,2 30 160 Wz 10 = 057530 44
450 4,8 60 72 TR/TR 15 [ 069125 71,87 550 5,2 80 48 Wz 15 [ 059482 70
450 4,8 60 72 TR/TR 20 | 059316 76,87 550 5,2 80 60 Wz 15 [ 059446 70
450 4,8 60 72 WZ 15 [ 059513 87 550 5,5 30 36 FZ 20 m 057994 36
450 4,8 60 72 Wz 20 [ | 059493 69 550 5,5 40 48 Wz 15 [ 059457 70
450 4,8 60 72 WZ/FA 15 (] 065354 87 570 4,8 60 60 FZ/TR 18 [ ] 059706 76
450 4,8 60 72 WZ/FA 15 [ 065348 77 600 54 30 172 WZ 10 = 057531 44
450 4,8 80 72 FZ/TR 18 [ ] 059699 93 600 5,8 30 96 Wz 10 = 057536 44
450 4,8 80 72 FZ/TR 15 [ 069097 74 600 5,8 60 72 FZ/TR 22 [ ] 059392 76,87
450 5,0 30 24 FzZ 25 m 067026 26 600 59 30 48 Wz 20 m 057537 45
450 5,0 30 28 Fz 20 m 057410 37 600 6,0 30 36 FZ 20 m 057995 36
450 5,0 30 108 Wz 20 m 057524 44 600 6,0 30 120 Wz 20 m 057518 44
460 4,4 30 48 Wz 20 [ 059494 69,90 620 55 40 36 FZFA/FZFA 10 =m 059889 102
460 4,4 30 72 FZ/TR 15 [ 059303 76,90 620 55 40 60 FZ/TR 5 [ 059890 102
460 4,4 30 72 TR/TR 15 [ 069126 71 630 5,0 30 62 Wz 20 m 057514 45
460 4,4 30 72 Wz 20 [ 059495 69,90 630 54 30 180 Wz 10 = 057543 44
470 4,4 75 96 FZ/TR 15 | 059584 76,85 670 5,8 60 42 FZ/TR 22 [ 059393 76,87
480 4,4 30 72 FZ/TR 15 ] 059679 76,91 680 6,2 40 60 FZ/TR 22 [ 059394 76,91
480 4,4 30 72 Wz 15 [ | 059481 70,91 680 6,2 40 60 Wz 22 [ 059398 70,91
480 4,8 60 72 FZ/TR 18 (] 059688 76 700 5,9 30 72 Wz 20 m 057538 45
480 4,8 80 72 FZ/TR 15 [ | 059307 76,93 700 6,0 30 48 FZ 20 m 057997 36
480 4,8 80 72 TR/TR 15 [ ] 069127 71,93 700 6,2 80 60 FZ/TR 22 [ ] 059395 76,84
480 4,8 80 72 Wz 20 [ 059496 69,93 700 6,2 80 60 Wz 22 [ ] 059399 70,84
500 3,8 30 72 Wz 10 mm 058063 53 720 6,5 40 60 FZ/TR 22 [ ] 059396 76,91
500 4,0 30 36 FzZ 20 m 057509 37 720 6,5 40 60 Wz 22 [ ] 059400 70
500 4,0 30 36 TR 12  mmmm 060314 105 730 6,2 60 60 FZ/TR 22 [ 059397 76,87
500 4,4 30 36 Fz 20 m 057055 104 730 6,2 60 60 Wz 22 [ ] 059401 70,87
500 4,4 30 48 Wz 20 mm 057130 104 735 5,9 30 72 Wz 20 m 057539 45
500 4,4 30 54 Wz 5 = 057704 43 760 5,9 30 72 Wz 20 m 057540 45
500 4,4 30 54 Wz 5 =m 065948 42 800 5,9 30 72 WZ 20 m 057541 45
500 4,4 30 54 Wz -5 = 069004 42

500 4,4 30 72 WZ 5 = 065879 43

500 4,4 30 120 FZ/TR 5 | 059874 97

500 4,8 30 144 WZ 10 = 057528 44

500 4,8 35 144 Wz 10 =m 057542 44

500 4,8 60 72 TR/TR 20 [ 059317 76,87

500 5,0 30 32 Fz 20 m 057411 37

500 5,0 30 96 Wz 10 = 057534 44

500 5,2 30 60 FZ/TR 15 [ 059286 76

500 5,2 30 60 Wz 15 [ ] 059442 70

500 5,2 30 120 Wz 20 m 057516 44

500 5,2 60 60 FZ/TR 15 [ 059577 84

500 5,2 60 60 Wz 15 [ 059501 84

500 5,2 80 60 Wz 15 [ 059443 70

500 5,5 30 28 Fz 20 m 057993 36

510 4,8 80 72 FZ/TR 18 ] 059689 76
520 4,4 30 72 FZ/TR 18 [ 059690 76,91

520 4,4 30 72 WZ 20 [ | 059497 69,91
520 4,6 30 144 Wz 10 =m 057529 44
520 4,8 30 72 TR/TR 15 ] 069139 71,91
520 4,8 60 72 TR/TR 18 ] 059705 76
520 4,8 60 84 TR/TR 15 ] 059658 76
520 4,8 70 72 FZ/TR 18 ] 059707 76
530 5,2 30 60 FZ/TR 15 n 059287 76,91
530 5,2 30 60 Wz 15 ] 059444 70,91
. . 21
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1. Sawing 1.1 Cutting along grain m

Application For splitting or edging timber, for cutting lamellos on horizontal and vertical spindles.
Workpiece material Soft and hardwood, wet, frozen, dry or long fibre materials.
Machine Edging, single blade, multi blade sawblades as well as sawblades with either one or

two spindles. Circular saw benches or moulders.

FZ (square teeth):

For multi purpose application —
particularly suitable for wet and dry
wood.

Tooth shape

TR (trapezoidal teeth)*:
Recommended for cutting dry wood
with minimum marking.

WZ (alternative top bevel teeth):
Ideal for long-fibred wood.
Higher quality on the exit surface.

FZ/TR (square/trapezoidal teeth)*:
Ideal for cutting synthetic materials
(thermo plastics).

® m » m

* An FZ tooth shape is adapted to give
the sawblade a TR or FZ/TR tooth

shape.
Feed speed [m/min] V;=1f,-n-Z/1000
Recommended tooth feed rate SB Dry Wet
f, (in mm) Hardwood | Softwood |Exotic Hardwood | Softwood | Exotic
wood wood

1.2-1.40.11-0.13|0.13-0.15

1.4-18/0.13-0.15]|0.15-0.18 |0.10 - 0.12

The tooth feed rate depends on the 1.8-2.2 |0.15-0.20 |0.18-0.25 |0.12-0.15
cutting width; the larger the kerf the hig- 2.2-2.80.20-0.25|0.25 - 0.40 |0.15-0.20 | 0.20 - 0.30| 0.30 - 0.50 | 0.13 - 0.16
her the possible tooth progression. 28 0.25-0.40 | 0.40 - 0.75 |0.20 — 0.40 | 0.30 — 0.50| 0.50 — 1.00 | 0.16 — 0.25
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1. Sawing

1.1 Cutting along grain m

RPM diagram
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13000

11000

n [min"] ——

9000

7000

5000

3000

\ \ \
1000
150 200 250 300 350 400 450 500 550 600 650 700

D [mm] ——»
] Allowable RPM B Recommended RPM

Areas of application

Sawblades with wiper teeth

For cutting solid wood with high tension (twisted fibres) and cutting heights > 40 mm.

Cutting height diagram

250

——

200

150 —
——
100

50

Cutting height [mm] ———

0
200 250 300 350 400 450 500 550 600 650 700

1 Solid wood Sawblade diameter [mm] ——»

Cutting along grain —
the cutting height a, depends on the sawblade diameter D and the workpiece material.

Design

External and internal wiper teeth:
— For larger cutting heights in wet and dry wood with improved chip clearance.

Internal wiper teeth:
— For higher accuracy in dry wood.

External wiper teeth:
— Only for sawblades up to a diameter of D = 250 mm.
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1. Sawing

1.1 Cutting along grain M

Application area

Thin kerf sawblades

— Sawmill industry (laminating strips, lumber, etc.).

— Solid board production (lamellos and core materials for multiple layer panels, etc.).
— Parquet flooring industry (for core and surface materials, lamellos).

— Moulding products (mouldings, lippings, rulers, etc.).

— Sport industry (skis, table tennis rackets, etc.).

Cutting height diagram

80

70

60

50

40

Cutting height [mm] ——»

30
12<14 1.4<1.6 16<1.8 1.8 —2.0

[ Solid wood Cutting width [mm] ——»

Thin kerf circular sawblades -
Cutting height depends on the sawblade cutting width SB.

Technical notes

Recommendations:

— Mount thin kerf sawblades on hydro sleeves.

— Check the sawblade clamping flange diameter.

Check the cutting height and the tooth progression (feed rate).
Resharpen and clean resin residues regularly.

Advantages

Environmentally friendly use of resources.
Reduced chips and dust.

Optimised timber usage.

More strips from workpiece with standard cuts.

Single or multi spindle multi blade Multi spindle machines
machines without automatic feed with automatic feed

Thin kerf circular sawblades Ultra thin circular sawblades
D mm 200 - 300 > 300 - 500 180 — 250

SB mm 1.8-2.8 2.8-3.6 1.2-2.0

Machine types

Single or multi spindle multi blade
machines without automatic feed

O
O
O
O
O
]
)

o

To avoid bending the sawblade, we recommend using wide sawblades or hoggers
on the motorside. Riving knives are recommended when cutting thin lamella; a split
machine table is necessary.
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1. Sawing 1.1 Cutting along grain M

Multi spindle machines with
automatic feed (for horizontal
and vertical cutting)

The saw spindle should have high precision bearings for accuracy.

Precise and stable feeding devices needed for bent, curved or twisted materials.
— Accurate adjustment of spindle and guide needed when sawing vertically
(top and bottom side spindles).

— For horizontal cutting, the thickness of riving knives depends on the cutting
width of the sawblades. The riving knives must be aligned 100% horizontal.

Position of double keyways
for spiral arrangement of
circular sawblades
1/3 of the tooth pitch 2/3 of the tooth pitch
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1. Sawing 1.1 Cutting along grain M
1.1.1 Circular sawblades with wiper teeth FZ

Circular sawblades with wiper teeth with internal and
external wiper teeth

Application:
For cutting along grain - shoulder cuts and middle cuts.

Machine:
Straight line edger, single and multi blade, single and double spindle machines.

Workpiece material:
Softwood and hardwood, wet, frozen, dry and long fibre materials (poplar, balsa etc.).

Technical information:
With two internal and external wiper teeth (over D-280 mm). Large lateral tooth
overhang for cutting wet and frozen wood.

Square cuts and shoulder cuts

WK 100-2-43
Machine D SB TDI BO BO,.. DKN FLD,» Z ZF SW WSS ID
mmmm mm mm mm mm mm Degree
2504,4 2,8 30 80 130 18 FZ 25 u 067000 ®
3005,0 32 30 80 130 20 FZ 25 u 067001 e
Raimann 3005,0 3,2 80 23/90 110 20 FZ 25 u 067003 ®
3505,0 32 30 100 130 24 FZ 25 u 067004 e
3805,0 3,2 30 100 140 24 FZ 25 u 067044 ©
3805,0 3,2 80 140 24 FZ 25 u 067045 ®
4005,0 3,2 30 120 150 28 FZ 25 u 067005 ®
4505,0 3,2 30 120 160 24 FZ 25 u 067026 ®
Application:
For cutting along grain - middle cuts.
Middle cuts
WK 100-2-18, WK 100-2-43
Machine D SB TDI BO BO; DKN FLD.. Z ZF SW WSS ID
mm mm mm mm mm ~mm mm Degree
25035 22 30 80 130 18 FZ 25 u 067006 ®
30035 22 30 80 110 20 FZ 25 u 067024 ®
Raimann 300 3,5 2,2 70 21/83 110 20 FZ 25 u 067008 ®
Raimann 300 3,5 2,2 80 23/90 110 20 FZ 25 u 067029 e
Costa 13/89
Storti 13/89
300 3,5 2,2 80 13/89 140 20 FZ 25 u 067046 ®
13/89
350 4,0 2,8 30 100 130 24 FZ 25 u 067015 ®
380 4,0 2,8 30 100 140 24 FZ 25 u 067047 ®
380 4,0 2,8 80 19/89 140 24 FZ 25 u 067048 ®
19/89
400 4,0 2,8 30 120 140 20 FZ 25 u 067049 e
400 4,0 2,8 30 120 150 28 FZ 25 u 067030 ®
450 4,4 3,0 30 120 160 24 FZ 25 u 067031 ®
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1. Sawing

1.1 Cutting along grain M
1

.1.1 Circular sawblades with wiper teeth FZ

Lamellae cuts - horizonal spindles - wiper teeth

Application:
For thin cuts on horizonal spindles.

Machine:
Straight line edger, single and multi blade machines and four side moulders.

Workpiece material:
Softwood and hardwood with wood moisture content of 10 % to 18 %.

Technical information:

With curved, internal and external wiper teeth. Curved wiper teeth for improved kerf
clearance and improved chip ejection. Higher energy efficiency and wood yield by
reduced cutting width and tool body’s special coating to reduce friction and resin
build up.

Circular sawblade with curved internal and external wiper teeth
WK 100-2-19, WK 150-2-19

D SB TDI BO DKN NLA Z ZF SW WSS ID

mm mm mm mm mm mm Degree

200 24 1,6 30 22 FZz 25 L 067314 ®

220 24 16 30 24 FZ 25 u 067315 ®

250 24 1,6 70 21/83 20 FZ 20 u 067310

300 26 1,8 30 KNL 20 FZ 20 L 067311 ®

300 26 1,8 70 21/83 20 FZz 20 L 067312

300 3,0 2,0 80 18,5/87 4/6,6/95 28 FZ 20 n 067316 ®
2/13/100

SwW TDI 300 34 2,2 80 18,5/87 4/6,6/95 28 FzZ 20 L 067317 ®

2/13/100

350 28 1,8 70 21/83 28 FZ 20 n 067313 ®
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.1 Cutting along grain M

.1.1 Circular sawblades with wiper teeth FZ

1. Sawing 1
1

Lamellae cuts - horizontal spindle - internal wiper teeth

Application:
For thin cuts on horizonal spindles.

Machine:
Straight line edger, single and multi blade machines and four side moulders.

Workpiece material:
Softwood and hardwood, dry up to 10 % wood moisture content.

Technical information:
With internal wiper teeth. Higher energy efficiency and wood yield by reduced cutting
widths.

Circular sawblades with internal wiper teeth
WK 100-2-44, WK 100-4, WK 100-4-44

Machine D SB TDI BO BOyu DKN FLD.xZ ZF SW WSS ID

mm mm mm mm mm mm mm Degree
200 2,4 1,6 30 60 100 22Fz25 = 067200 ©
. 200 2,0 1,4 30 24FZ20 = 067050 ®
220 2,0 1,4 30 24FZ20 = 067051 ®
220 24 1,6 30 80 120 24Fz25 = 067201 ©
250 2,0 1,4 30 24FZ20 = 067052 ©
Fz 250 2,4 1,6 30 90 120 24Fz25 = 067202 ©
Raimann 250 2,4 1,6 70 21/83120 24FzZ25 = 067203 ©

Torwegge
al_L Costa 250 2,4 1,6 80 13/89 120 24FZ 25 = 067204 ©
SW TDI 300 2,8 1,8 30 100 140 30FZ25 = 067212 ©
Raimann 300 2,8 1,8 70 21/83 140 30FZ 25 = 067213 ©
Costa 300 2,8 1,8 80 13/80 140 30FZ 25 = 067214 ©
350 3,0 2,0 30 110 150 30Fz25 = 067216 ©
28 e available ex stock
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1. Sawing

1.1 Cutting along grain M
1.1

.1.1 Circular sawblades with wiper teeth FZ

Lamellae cuts - vertical spindle

Application:
For thin cuts on vertical spindles.

Machine:
Straight line edger, single and multi blade machines and four side moulders.

Workpiece material:
Softwood and hardwood, dry up to 10 % wood moisture content.

Technical information:

With two external (D < 250 mm) or two external and two internal wiper teeth. Higher
energy efficiency and wood yield by reduced cutting widths and tool body’s special
coating to reduce friction and resin biuld up.

Circular sawblades with external and internal wiper teeth, coated
WK 100-2-43

D SB TDI BO BOps NLA  FLDpm Z ZF SW WSS ID

mm mm mm mm mm mm mm Degree

250 24 1,6 30 80 3/10/75 100 12 FZ 25 L] 067041 ©
250 2,5 1,8 60 80 3/10/75 120 40 FZ 20 L 067032
250 1,7 1,5 65 80 3/11/80 100 28 FZ 20 L 067055 ®
250 24 1,6 70 80 100 24 FZ 20 L 067056 ®
270 2,4 1,6 60 80 3/10/75 120 28 FZ 20 L 067033
300 24 16 60 80 3/10/75 120 24 FZ 20 L 067218 ®
325 24 16 60 80 3/10/75 130 28 FZ 20 L 067042 ®
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1. Sawing 1.1 Cutting along grain M
1.1.2 Circular sawblades with wiper teeth WZ

Circular sawblades with internal and external wiper teeth

Application:
For cutting along grain - middle cuts.

Machine:
Straight line edger, single and multi blade, single and double spindle machines.

Workpiece material:
Softwood and hardwood, dry up to 15 % wood moisture content and long fibre
materials (poplar, balsa etc.) up to 110 mm cutting height.

Technical information:
With two external and two or four internal (over D-350 mm) wiper teeth.

Middle cuts - dry

WK 150-2-43

D SB TDI BO BOg, DKN Z ZF SwW WSS D

mm mm mm mm mm mm Degree

250 32 22 70 20,6/83 20 WZ 18 n 068750 ®
300 32 22 70 80 20,6/83 24 WZ 18 . 068751 ®
320 32 22 70 80 20,6/83 28 WZ 18 n 068753 ©
350 35 25 70 100 20,6/83 28 WZ 18 u 068755 ©
400 40 28 70 100 20,6/83 24 WZ 18 . 068756 ©

Lamellae cuts - horizontal spindle - external wiper teeth

Application:
For thin cuts on horizonal spindles.

Machine:
Straight line edger, single and multi blade machines and four side moulders.

Workpiece material:
Softwood, dry up to 10 % wood moisture content.

Technical information:
With two external wiper teeth. Increased cutting performance and reduced resin build
up by tool body special coating.

Circular sawblades with external wiper teeth

WK 150-4

D SB TDI BO DKN Z ZF SW WSS ID

mm mm mm mm mm Degree

250 24 1,6 80 19/90 32 Wz 15 L 067054
19/90

250 2,0 1,4 80 19/90 36 Wz 15 L 067053
19/90
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1. Sawing

.1 Cutting along grain M

1
1.1.3 Extreme thin kerf circular sawblades

Lamellae cuts - shoulder cuts

Application:
For shoulder cuts in sets with middle cut sawblades.

Machine:
Four side moulders with/without automatic workpiece feed on single or double,
horizontal or vertical spindles.

Workpiece material:
Softwood and hardwood, dry up to 10 % wood moisture content, quality category
Oto1.

Technical information:
For set assembled with thin kerf circular sawblades for middle cuts. Increased cutting

performance and reduced resin build up by tool body special coating.

Shoulder cuts

WK 100-2-21

D SB TDI BO BO;a NLA DKN FLD Z ZF SW WSS ID

mm mm mmmm mm mm mm mm Degree

180 50 4 60 3/10/75 100 32 FZ 20 u 057435 ®

200 5,0 4 60 3/10/75 120 36 FZ 20 u 057436 ®

225 50 4 30 110 3/10/75 120 25 FZ 20 u 057441 ®

225 50 4 60 3/10/75 120 40 FZ 20 u 057437 e

250 50 4 30 120 3/10/75 140 25 FZ 20 u 057442 ©

250 5,0 4 60 3/10/75 140 36 FZ 20 u 057438 ®

250 8,0 6 80 4/7/95  13/89100 24 FZ 15 u 057466 ®

2/13/100
300 80 6 80 4/7/95  13/89 100 24 FZ 15 u 057467 ®
2/13/100

325 50 4 60 3/10/75 120 24 FZ 20 = 057468

Clamping elements see section 8.

Technical information:

For sets assembled with thin kerf circular sawblades for middle cuts. Special tooth

geometry for low cutting forces at low feed speeds. Increased cutting performance

and reduced resin build up by tool body special coating.

Shoulder cuts - reduced number of teeth

WK 150-2, WK 150-2-21

D SB TDI BO NLA FLD Z ZF SW WSS ID

mm mm mm mm mm mm Degree

200 3,8 3 60 3/10/75 100 12+12 Wz 20 u 057469 e
3/11/80

220 3,8 3 60 3/10/75 120 12+12 Wz 20 u 057470 ®
3/11/80

220 3,8 3 60 3/10/75 120 6+6+6+6 WZ 20 u 057461 ®

220 3,8 3 65 3/11/80 120 12+12 Wz 20 u 057471 ®

220 38 3 65 3/11/80 120 6+6+6+6 WZ 20 u 057462

225 38 3 60 3/10/75 120 12+12 Wz 20 u 057472 ®
3/11/80

250 3,8 3 60 3/10/75 120 12+12 Wz 20 u 057473 ®
3/11/80
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1. Sawing 1.1 Cutting along grain M
1.1.3 Extreme thin kerf circular sawblades

Lamellae cuts - middle cuts

Application:
For cutting panels and strips on horizontal and vertical spindles.

Machine:
Four side moulders with/without automatic workpiece feed on single or double,
horizontal or vertical spindles.

Workpiece material:
Softwood and hardwood, dry up to 10 % wood moisture content, quality category
Oto 1.

Technical information:
Noise reduced design by uneven number of teeth or irregular tooth pitch. Increased
cutting performance and reduced resin build up by tool body special coating.

Middle cuts
WK 100-2, WK 100-2-21
D SB TDI BO BOmgmw NLA FLD Z ZF SW WSS ID
- mm mm mm mm mm mm mm Degree
Low Noise 180 1,5 1,0 60 70 3/10/75 100 21 FZ 20 L] 057443 ©
\\ 180 1,8 1,2 60 70 3/10/75 100 21 FZ 20 (] 057444 ©
))// 180 1,1 0,8 60 3/10/75 140 24 FZ 20 L] 057485 ©
180 1,3 0,8 60 70 3/10/75 100 32 FZ 20 L] 057418 ®
. 180 1,5 1,0 60 70 3/10/75 100 32 FZ 20 L] 057419 ®
*y—(‘ 180 1,8 1,8 60 70 3/10/75 100 32 FZ 20 L] 057412 ®
180 1,0 0,8 65 3/11/80 140 24 FZ 20 ] 057484 ®
180 1,1 0,8 65 3/11/80 140 24 FZ 20 L] 057486 ®
Fz 200 1,5 1,0 60 80 3/10/75 120 21 FZ 20 L] 057445
200 1,8 1,2 60 80 3/10/75 120 21 FZ 20 L] 057446 ®
200 1,5 1,0 60 80 3/10/75 120 36 FZ 20 ] 057421 ®
J_L 220 1,3 09 60 80 3/10/75 120 24 FZ 25 L] 057476 ®
sw DI 220 1,4 1,0 60 80 3/10/75 120 24 FZ 25 L] 057480 ®
220 1,2 09 60 80 3/10/75 120 27 FZ 20 L] 057475 ©
220 1,2 0,8 60 80 3/10/75 120 32 FZ 20 ] 057463 ©
220 1,3 0,9 60 80 3/10/75 120 32 FZ 25 L] 057478 ®
220 1,4 1,0 60 80 3/10/75 120 32 FZ 20 L] 057464 ©
220 12 09 65 80 3/11/80 120 24 FZ 20 L] 057474 ®
220 1,3 09 65 80 3/11/80 120 24 FZ 25 ] 057477 ®
220 1,4 1,0 65 80 3/11/80 120 24 FZ 25 L] 057481 ®
220 1,3 0,9 65 80 3/11/80 120 32 FZ 25 ] 057479 ©
220 1,4 1,0 65 80 3/11/80 120 32 FZ 20 L] 057465 ®
225 15 1,0 60 110 3/10/75 120 25 FZ 20 ] 057447 ©
225 1,8 1,2 60 110 3/10/75 120 25 FZ 20 L] 057448 ®
225 20 1,4 60 110 3/10/75 120 25 FZ 20 L] 057449 ©
225 16 1,2 60 110 3/10/75 130 32 FZ 25 L] 057482 ®
225 15 1,0 60 110 3/10/75 120 40 FZ 20 ] 057422
225 20 1,4 60 110 3/10/75 120 40 FZ 20 L] 057416 ®
225 16 1,2 65 110 3/11/80 130 32 FZ 25 L] 057483 ©
250 1,7 1,2 60 120 3/10/75 140 25 FZ 20 L] 057450 ®
250 2,0 1,4 60 120 3/10/75 140 25 FZ 20 ] 057451 ®
250 1,7 1,2 60 120 3/10/75 140 36 FZ 20 L] 057433 ®
250 2,0 1,4 60 120 3/10/75 140 36 FZ 20 L] 057434 ©

Clamping elements see section 8.
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1. Sawing

1.1 Cutting along grain
1.1.4 Thin kerf circular sawblades - noise reduced

it

Lamellae cuts - horizontal spindle

Application:
Designed for middle cuts on horizontal spindles.

Machine:

Single and multi blade, single and double spindle machines and four side moulders.

Workpiece material:
Softwood and hardwood, dry up to 10 % wood moisture content.

Technical information:

AS LowNoise UT design - noise reduction up to 5 dB(A). Tool body with irregular
tooth pitch. Increased cutting performance and reduced resin build up by tool body
special coating.

Circular sawblades - AS LowNoise UT
WK 151-2-21, WK 150-4-21

D SB TDI BO DKN NLA Z ZF SwW WSS ID

mm mm mm mm mm mm Degree
. 180 2,2 1,4 30 3/10/75 18 FZ 15 L] 057492 ©
Low Noise 200 2,4 16 30 3/10/75 18 Fz 15 m 057493 ®
\\ 200 2,0 1,2 30 3/10/75 20 WZ 15 m 057454 ®
) // 200 2,4 16 30 3/10/75 20 WZ 15 m 057455 ®
225 28 2,0 30 3/10/75 18 FZ 15 L] 057494 ©
. 225 24 16 30 3/10/75 24 WZ 15 L] 057457 ©
ﬁ—f‘ 250 2,4 1,6 30 3/10/75 24 WZ 15 m 057458 ®
250 2,8 2,0 70 21/80 24 FZ 15 m 057495 ®
250 2,4 1,6 80 19/90 24 Wz 15 L] 057487 ©
FZ 19/90
250 2,4 16 80 19/90 40 WZ 15 m 057488 ®
19/90
J_L 250 2,4 1,6 80 23x90 40 FZ 15 n 057460 ©
SW DI 300 2,8 1,8 80 19/90 2/13/100 28 WZ/FA 15 m 057489 ®
4/7/95
SB
gm
SW TDI
SB
E WZ/FA
SW TDI
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1. Sawing

1.1 Cutting along grain M
1.1

.5 Circular sawblades for floor production

Middle cuts

Application:
For cutting panels along grain in flooring production.

Machine:
For multi blade machines made by Paul, I.S.E., Becker etc.

Workpiece material:
Coated (HPL/CPL) particle boards and fibre boards (MDF/HDF).

Technical information:
Optimised tool body for increased run time. Sawblades BO = 115 mm for Hydro-Duo

clamping sleeve ID 030555 or BO = 100 mm for clamping flange TR 810-0.

Circular sawblades - HW tipped

WK 800-2

D SB TDI BO DKN VA ZF SW WSS ID

mm mm mm mm  mm Degree

250 2,2 1,6 100 13/109 48 FZ 10 u 061433 ®
250 3,2 2,2 100 13/109 48 FZ 10 u 061434 ©
Middle cuts

Application:

For cutting panels along grain in flooring production.

Machine:
For multi blade machines made by Paul, I.S.E., Becker etc.

Workpiece material:
Coated (HPL/CPL) particle boards and fibre boards (MDF/HDF).

Technical information:

Optimised tool body for increase run time. Sawblades BO = 115 mm for Hydro-Duo
clamping sleeve ID 030555 or BO = 100 mm for clamping flange TR 810-0. Tip height
5.5 mm.

Circular sawblades - DP tipped

WK 800-2

D SB TDI BO DKN z ZF SW WSS ID

mm mm mm ~mm  mm Degree

210 2.2 1,6 100 13/109 36 FZ 3 u 090674 ©
210 2.2 1,6 115 8/7/131 36 FZ 3 u 090697 e
210 3.2 2,2 115 8/7/131 36 FZ 3 u 090698 ©
250 2.2 1,6 60 36 FZ 3 u 190502 ©
250 3,2 2,2 60 36 FZ 3 u 190503 ©
250 2.2 1,6 90 8/7/106 36 FZ 3 u 190504 ©
250 3,2 2,2 90 8/7/106 36 FZ 3 u 190505 ©
250 2.2 1,6 100 13/109 36 FZ 3 u 090668 ©
250 3,2 2,2 100 13/109 36 FZ 3 u 090669 ©
250 2.2 1,6 115 8/7/131 36 FZ 3 u 090695 e
250 3,2 2,2 115 8/7/131 36 FZ 3 u 090696 ®
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1. Sawing

Cutting along grain M

1.1
1.1.5 Circular sawblades for floor production

Square cuts

Application:
For cutting panels along grain in flooring production.

Machine:
Multi blade machines made by Paul, I.S.E., Becker etc.

Technical information:

Cutting width can be extended in 5 mm steps to max. 32 mm with extensions.
Sawblades BO = 115 mm for Hydro-Duo clamping sleeve ID 030555; tip height
5.5 mm.

Hogger for shoulder cuts D-210/220 mm, SB-12 mm, DP tipped
WK 800 2

exist. of D SB BO Z ZF SW WSS ID

mm mm mm Degree
Hogging circular sawblade 210 3,2 115 36 FZ 3 L 090698 O
Extension 220 50 115 18 FZ 8 u 190519 ©
Hogging part 220 40 115 36 FZ 3 u 190518 ©
Cutting width extended in 5 mm steps up to 32 mm with extension parts.
Hogger for shoulder cuts D-250/260 mm, SB-12 mm, DP tipped
WK 800 2
exist. of D SB BO Z ZF SW WSS ID

mm mm mm Degree
Hogging circular sawblade 250 3,2 115 36 FZ 3 u 090696 ®
Extension 260 50 115 18 FzZz 3 u 190521 O
Hogging part 260 40 115 36 FZ 3 = 190520 ©
Cutting width extended in 5 mm steps up to 32 mm with extension parts.
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1. Sawing 1.1 Cutting along grain M
1.1.6 Skip-tooth circular sawblades - FZ

Square cuts

Application:
For cross cutting large heights.

Machine:
Straight line edger, single and multi blade, single and double spindle machines.

Workpiece material:
Softwood and hardwood, wet, dry and long fibre materials (poplar, balsa etc.).

Technical information:
With four large tooth gullets.

Circular sawblades with 4 large gullets

WK 100-2-07
D SB TDI BO BOny. FLD 2Z ZF SW WSS ID
mm mm mm mm mm mm Degree
500 55 36 30 100 140 28 FZ 20 u 057993
550 55 3,6 30 100 140 36 FZ 20 L 057994 e
600 6,0 4,0 30 100 160 36 FZ 20 u 057995
700 6,0 4,0 30 100 200 48 FzZz 20 L 057997
FZ
S TDI
36 e available ex stock

o available at short notice
Instruction manual visit www.leitz.org



1. Sawing 1.1 Cutting along grain M
1.1.7 Circular sawblades for universal cuts

Middle and shoulder cuts

Application:
For cutting along grain - shoulder and middle cuts.

Machine:
Straight line edger, single and multi blade, single and double spindle machines and
table saws.

Workpiece material:
Softwood and hardwood, wet and dry.

Technical information:
Large gullet and large, lateral tooth clearance for cuts in wet wood. Solid tool body
design for middle cuts.

Circular sawblades with reinforced tool body and large gullet
WK 100-2-01

D SB TDI BO BOy, DKN FLD Z ZF SW WSS ID

mm mm mm mm mm mm  mm Degree

210 3,4 22 30 90 100 16 FZ 20 = 057400 e

250 4,0 2,6 30 90 100 18 FZ 20 u 057402 e

300 40 26 30 100 120 20 FZz 20 u 057405 ®

300 40 26 70 21/83 120 20 FZ 20 u 057406 ®

305 40 26 30 120 120 24 FZ 20 = 057490 e

350 4,4 3,0 30 100 120 20 FZz 20 u 057407 ®

350 4,4 3,0 70 21/83 120 20 Fz 20 u 057408 ®

355 44 3,0 30 120 120 24 FZz 20 u 057491 e

400 4,4 3,0 30 100 140 24 FZ 20 = 057409 e

450 5,0 32 30 100 140 28 FZ 20 u 057410 ®

500 50 3,2 30 100 140 32 FZz 20 u 057411 ®

Middle cuts

Application:

For cutting along grain - middle cuts.

Machine:

Straight line edger, single and multi blade, single and double spindle machines and

table saws.

Workpiece material:

Softwood and hardwood, dry up to 15 % wood moisture content.

Technical information:

Optimised design for middle cuts. Large gullet.

Circular sawblades with large gullet

WK 100-2-10

D SB TDI BO BO. DKN FLD Z ZF SW WSS ID

mm mm mm mm mm mm  mm Degree

210 32 22 30 90 100 20 FZ 20 u 057500 ®

250 38,2 22 30 90 100 18 FZ 20 u 057502 e

300 32 22 30 100 120 20 FZz 20 u 057503 ®

300 32 22 70 21/83 120 20 FZ 20 u 057504 e

350 35 22 30 100 120 24 FZz 20 u 057505 ®

350 35 22 70 21/83 120 24 FzZ 20 u 057506 ®

400 35 22 30 100 140 28 FZz 20 u 057507 ®

450 3,8 2,5 30 100 140 34 FZz 20 u 057508 ®

500 4,0 2,8 30 100 140 36 FZ 20 u 057509 e
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1. Sawing 1.1 Cutting along grain M
1.1.8 Circular sawblades with cooling slots

Circular sawblades with internal cooling slots

Application:
For cutting along grain - shoulder and middle cuts.

Machine:
Straight line edger, single and multi blade, single and double spindle machines.

Workpiece material:
Softwood and hardwood, wet and dry.

Technical information:
Tool body with four internal cooling slots. Large lateral tooth clearance for cuts in wet
wood.

Shoulder and middle cuts

WK 100-4-16
D SB TDI BO BOpa. DKN FLDax. Z ZF SW WSS ID
mm mm mm mm mm mm mm Degree
260 42 2,6 60 14,5/71 120 20 FZ 20 u 057220 ®
B 300 42 2,6 30 100 120 24 FZ 20 u 057221 ®

*’—r 300 42 26 70 20,6/83 120 24 FZ 20 u 057222
350 42 2,6 30 100 120 28 FZ 20 u 057224 o
350 42 26 70 20,6/83 120 28 FZ 20 u 057225

Fz
Application:
For cutting along grain - middle cuts.
sSW TDI
Workpiece material:
Softwood and hardwood, dry up to 15 % wood moisture content.
Technical information:
Tool body with four internal cooling slots.
Middle cuts
WK 100-4-39
D SB TDI BO BOpa. DKN FLDyax. Z ZF SW WSS ID
mm mm mm mm mm mm mm Degree
250 3,2 22 30 80 100 20 FZ 20 u 057300 e
250 32 22 70 20,6/83 100 20 FZ 20 u 057302 e
300 3,2 22 30 100 120 24 FZ 20 u 057303 e
300 32 22 70 20,6/83 120 24 FZ 15 u 057304 e
350 3,2 22 30 100 120 28 FZ 20 u 057306 ®
350 3,2 22 70 20,6/83 120 28 FZ 20 u 057307 ®
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1. Sawing 1.2 Cutting across grain
Application area For trim, cross, mitre and sizing cuts.
Workpiece material Solid wood, with or without coating, plywood, glulam, solid surface materials.
Machine Combined table, mitre, radial, underfloor and optimising saws.
Application The cutting force of sawblades with a
positive cutting angle and the spindle
2l e £le below the workpiece or for sawblades
= § = g with a negative cutting angle and the
& spindle above the workpiece. Press the
2 @i material onto the table.
5 N
O A ow
I T
< [a
{ {
PN

Cutting
pressure

wrong
right 3-5

Table

On radial saws, the use of sawblades
with a negative cutting angle cutting
against the feed is obligatory (see

EN 1870-17). The negative cutting angle
presses the material onto the table.

Tooth shape

WZ (alternative top bevel teeth):

Multi purpose tooth shape, economical
to purchase and maintain — suitable for
solid wood and wood derived materials.

HZ (hollow tooth):

Recommended for veneered wood
derived materials and glulam; tear free
cutting edges and high cut quality.

WZ/WZ/FZ (alternative/square teeth):
Tooth shape for solid wood, glulam and
coated or veneered wood derived mate-
rials; tear free cutting edges and high
cut quality. Combinations of tooth forms
(WZre, WZIi, WZre, WZIi, FZ).
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1. Sawing

1.2 Cutting across grain m

Recommended tooth feed rate
f, (in mm)

WZ: 0.17 - 0.15mm
HZ: 0.05-0,.08 mm
WZ/WZ/FZ: 0.02 - 0.05 mm

V;=f, n-Z/1000

Application data

RPM diagram

n [min™] ——

200 250 300 350 400 450 500 550 600 650 700
D [mm] —

[ Allowable RPM I Recommended RPM
200 =
160
[ /

T 120 = —
£ = — —_
= 80 —
= | —
< 40
(o)}
£ o
8 200 250 300 350 400 450 500 550 600 650 700

Sawblade diameter [mm] ———=

[ Cutting angle 90° I Cutting angle 45°

Cutting across grain —
the cutting height a., depends on the sawblade diameter D and the cutting angle.

Low noise sawblades

Sawblade without noise damping.

Sawblade with laminated noise
damping.
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1. Sawing 1.2 Cutting across grain
Comparison of the noise reduction
of different designs of sawblades 100 2,0
and edge quality Q depending on
the run time.
< o5 £
:
g Quality level CL’
Q [
3 90 10 €
z 2
2
T
&

85

80

[ Standard

0

Run time [m] —
3 AS-OptiCut I AS-OptiCut UT Il AS-Foil

0

Advantages
of low noise sawblades

— Optimum noise reduction.

Longer performance time from vibration damping.

High cut quality, less wear and down time.

Quiet running because of the high stability of the tool body.

Reduced noise level of up to 10 dB(A) — 50% noise reduction — compared to

standard sawblades.

Increase in noise level due to blunting hardly noticeable.
Better operator working conditions from lower noise exposure.
Can be resharpened on all popular makes of automatic saw sharpening machines.
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1. Sawing

1.2 Cutting across grain M

1.2.1 Trimming circular sawblades WZ negative

Low Noise

al)

Trimming cut from the top - Excellent

Application:
For noise reduced trimming and cross cutting.

Machine:
Circular sawing machines for cross, trim, mitre cutting and double end tenoners.

Workpiece material:
Softwood and hardwood, wet and dry.

Technical information:

With negative hook angle for cutting with feed, recommended for manually operated
machines. AS LowNoise foil design - noise reduction during operation by up to 10
dB(A). Vibration damped composite tool body with steel foil.

AS LowNoise foil - circular sawblades with negative hook angle
WK 180-3-01

D SB TDI BO NLA Foil Z ZF SW WSS ID

mm mm mm mm mm Degree

255 32 22 30 KNL left 48 Wz -5 u 065350 ®
305 32 22 30 KNL Ileft 54 WZ -5 u 065351 ®
350 35 255 30 KNL left 60 Wz -5 u 065958 ©
350 35 25 30 KNL right 60 Wz -5 u 065959 O
400 3,5 255 30 KNL left 60 Wz -5 u 065352 ®
450 4,0 2,8 30 KNL left 48 Wz -5 u 065945 ©
500 4,4 3,0 30 KNL left 54 WzZ -5 u 065948 T

Trimming cut from the top - Premium

Application:
For noise reduced trimming and cross cutting.

Machine:
Circular sawing machines for cross, trim, mitre cutting and double end tenoners.

Workpiece material:
Softwood and hardwood, wet and dry.

Technical information:

With negative hook angle for cutting with feed, recommended for manually operated
machines. AS OptiCut UT design - noise reduction during free running by up to 8
dB(A). Tool body with vibration damping laser ornaments and irregular tooth pitch.

AS OptiCut UT - circular sawblades with negative hook angle
WK 180-3-51

D SB TDI BO NLA VA ZF SW WSS ID

mm mm mm mm mm Degree

255 2.8 2,0 30 KNL 48 Wz -5 u 069085 e
305 2,8 2,0 30 KNL 54 Wz -5 u 069086 ®
350 3,2 2,2 30 KNL 60 Wz -5 u 069002 e
400 3,2 22 30 KNL 60 Wz -5 = 069087 ®
450 3,8 2,8 30 KNL 48 Wz -5 u 069003 e
500 44 3,2 30 KNL 54 Wz -5 u 069004 e
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1. Sawing 1.2 Cutting across grain M
1.2.1 Trimming circular sawblades WZ negative

Trimming cut from the top

Application:
For trimming and cross cutting.

Machine:
Circular sawing machines for cross, trim, mitre cutting and double end tenoners.

Workpiece material:
Softwood and hardwood, wet and dry.

Technical information:
With negative hook angle and medium number of teeth for cutting with feed, recom-
mended for manual machines.

Circular sawblades - cutting height 90 mm, with negative hook angle
WK 160-2, WK 160-2-01, WK 160-2-10

D SB TDI BO NLA A ZF SW WSS ID
mm mm mm mm  mm Degree
200 3,2 2,6 20 KNL 72 Wz -5 u 065872 ®
250 3,2 2,6 30 KNL 80 Wz -5 u 065873 ®
255 2,8 2,0 30 KNL 60 Wz -5 L 065874
300 3,2 2,2 30 KNL 30 Wz -5 u 057700
300 3,2 2,6 30 KNL 9% Wz -6 u 065870
Wz 305 3,0 2,2 30 KNL 60 Wz -5 u 065875 ®
350 3,2 2,2 30 KNL 36 Wz -5 L 057701 ®
350 35 2,8 30 KNL 108 Wz -5 n 065880 ®
J_L 355 3,2 2,4 30 KNL 72 WzZ -5 u 065876 ®
SW TDI 400 3,8 2,8 30 KNL 42 Wz -5 u 057702 ®
400 3,8 2,8 30 KNL 72 WzZ -5 L 065877
400 35 2,8 30 KNL 120 Wz -5 u 065881 ®
450 3,8 2,8 30 KNL 48 Wz -5 u 057703 ®
450 4,0 2,8 30 KNL 72 Wz -5 u 065878
500 44 3,0 30 KNL 54 Wz -5 L 057704 ®
500 44 3,0 30 KNL 72 Wz -5 u 065879
M Solid wood Plastics 43
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1. Sawing 1.2 Cutting across grain M
1.2.2 Trimming circular sawblades for optimising saws

Trimming cuts - at high feed rate - Premium

Application:
For noise reduced trim and cross cutting even in wet wood. Cycle times of 0.3 to 1.0
sec.

Machine:
Cross cutting, trimming and optimising machines.

Workpiece material:
Softwood and hardwood, wet and dry.

Technical information:

With large lateral tooth clearance and high number of teeth. AS OptiCut UT design -
noise reduction during free running by up to 8 dB(A). Tool body with irregular tooth
pitch.

Circular sawblades - AS OptiCut UT

WK 150-2
D SB TDI BO NLA Z ZF SW WSS ID
. mm mm mm mm mm Degree
Low Noise 450 4,8 3,5 30 2/15/63 138 Wz 10 u 057526 ®
\\ 500 5,0 3,2 30 2/15/63 9% Wz 10 u 057534 ®
) /'/ 500 4,8 3,5 30 2/15/63 144 Wz 10 u 057528 ®
500 4,8 3,5 35 2/10/60 144 Wz 10 u 057542
520 4,6 3,4 30 2/15/63 144 Wz 10 u 057529 e
550 5,0 3,2 30 2/15/63 9% Wz 10 u 057535 ®
550 5,2 3,2 30 2/15/63 160 Wz 10 u 057530
600 5,8 4,0 30 2/15/63 9% Wz 10 L 057536 ®
600 5,4 4,0 30 2/15/63 172 WzZ 10 u 057531 ®
630 54 4,4 30 2/10/60 180 Wz 10 u 057543 ®
Trimming cuts - at high feed rate
Application:
For trim and cross cutting even in wet wood. Cycle times of 0.3 to 1.0 sec.
Machine:
Trimming, cross cutting and optimising machines.
Workpiece material:
Softwood and hardwood, wet and dry.
Technical information:
With large lateral tooth clearance and high number of teeth.
Circular sawblades
WK 150-2, WK 150-2-11
D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
400 3,5 2,8 30 2/15/63 120 Wz 10 u 057525
450 5,0 3,2 30 2/15/63 108 Wz 20 u 057524 ®
500 5,2 3,2 30 120 Wz 20 u 057516 ®
550 5,2 3,2 30 120 WzZ 20 u 057517 ®
600 6,0 4,0 30 120 Wz 20 u 057518 ®
sSwW TDI
44 e available ex stock

O available at short notice
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1. Sawing

1.2 Cutting across grain M

1.2.3 Cross cut circular sawblades for joinery machines

Trimming and cutting across grain

Application:
For cross cutting, trimming and angled cuts on 5-axis machining centres.

Machine:
Cross cutting, trimming and CNC controlled machines.

Workpiece material:
Softwood and hardwood, wet and dry or laminated solid wood.

Technical information:
With large lateral tooth clearance.

Circular sawblades

WK 150-2-09

D SB TDI BO NLA VA ZF SW WSS ID

mm mm mm mm mm Degree

600 5,9 4,0 30 48 WzZ 20 L 057537

630 5,0 3,6 30 1/10/160 62 Wz 20 u 057514 ©

700 5,9 4,0 30 72 WzZ 20 L 057538

735 5,9 4.4 30 4/8,3/90 72 Wz 20 L 057539 ®
2/15/415

760 5,9 4,4 30 4/8,3/90 72 WzZ 20 u 057540
2/15/415

800 5,9 4.4 30 4/8,3/90 72 Wz 20 L 057541 ©
2/15/415
12/9/140

SwW TDI
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1. Sawing 1.2 Cutting across grain M
1.2.4 Cross cut circular sawblades HZ

Cross cuts

Application:
For cross cutting and sizing with tear free cuts at medium cutting heights.

Machine:
Table saws, cross cut and mitre saws.

Workpiece material:
Solid wood, dry, plastic and paper coated and veneered wood materials or laminated
wood.

Technical information:
Hollow ground tooth shape.

Circular sawblades

WK 206-2
\ D SB TDI BO NLA 4 ZF SwW WSS ID
mm mm mm mm mm Degree
350 3,2 2,2 30 KNL 54 Hz 10 EEm 058805 ®
400 3,2 2,2 30 KNL 60 HZz 10 el 058806 ®
SW
46 @ available ex stock
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1. Sawing

1.2 Cutting across grain M

1.2.5 Cross cut circular sawblades WZ/WZ/FZ

Cross cuts - Premium

Application:
For noise reduced cross cutting and sizing with tear free cuts at low cutting heights.

Machine:
Table saws, cross cut and mitre saws.

Workpiece material:
Softwood and hardwood, dry, plastic and paper coated and veneered wood materials
or laminated wood.

Technical information:

Special tooth shape for high cut quality. High number of teeth with alternate shear
angle. AS OptiCut design - noise reduction during free running by up to 5 dB(A). Tool
body with vibration damping laser ornaments.

Circular sawblades - AS OptiCut

WK 179-2-50
D SB TDI BO NA Z ZF Sw WSS ID
- mm mm mm mm mm Degree
Low Noise 300 30 22 30 KNL 100 WZ/WZ/FZ 10 msE 068550 ®
))\\
Cross cuts
Application:

For cross cutting and sizing with tear free cuts at low cutting heights.

Machine:
Table saws, cross cut and mitre saws.

Workpiece material:
Softwood and hardwood, wet or dry, plastic and paper coated and veneered wood
materials or laminated wood.

Technical information:
Special tooth shape for high trim quality. High number of teeth with alternate shear
angle.

Circular sawblades

WK 159-2

D SB TDI BO NLA Z ZF SW WSS ID

mm mm mm mm mm Degree

255 2,8 2,0 30 KNL 80 WzZ/WZ/FZ 10 L 065888 ®

305 3,0 22 30 KNL 100 WzZ/WZ/FZ 10 LR 065889 e

355 3,0 22 30 KNL 120 WzZ/WZ/FZ 10 EEm 065890 e
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1. Sawing

1.3 Sizing

it

Working process

For cross cutting and sizing; grooving and cutting also possible if safety regulations

are followed.

Workpiece materials

Solid wood, wood derived materials, synthetic materials and light metals.

Machines Table saws, sizing machines with/without scoring saw, vertical panel sizing saws and
twin saw dimensions saws.
Application Suitable for cutting from below against the feed. On vertical panel sizing machines
and twin saw dimension saws cutting from either below or above against the feed.
ol o o o0
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The positive cutting angle presses the The negative cutting angle presses the
material onto the table for sawblades material onto the table for sawblades
with a positive cutting angle and the with a negative cutting angle and the
spindle below the workpiece. spindle above the workpiece.
On radial saw machines, sawblades must be used (see EN1870-17) with a negative
cutting angle against the feed.
RPM diagram
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Sizing sawblades — cutting height a,
depending on sawblade diameter D
and workpiece material.
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1. Sawing

1.3 Sizing

Tooth shape

FZ/TR (square/trapezoidal teeth):

Tooth shape for plastic and foil coated
wood derived materials.

TR/TR (trapezoidal/trapezoidal teeth):
Best tooth shape for cutting hard and
abrasive coatings — can be altered from
the existing FZ/TR shape.

L]

WZ (alternative top bevel teeth):

Multi purpose tooth shape, economical
to purchase and maintain. Ideal for
chipboard, veneered chipboard, solid
wood, block board, plywood.

ar

HZ/DZ (hollow face/inverted V teeth):
Tooth shape for high cutting quality
on plastic coated materials, with high
upper and lower edge quality on
machines without a scoring saw.

WZ/FA (alternative top bevel teeth

with bevel):

Tooth shape for demanding abrasive
materials such as acrylic glass (PMMA),
plastic coated chipboard and hardboard

to a finish cut quality.

HZ/FA (bevelled hollow face teeth):
Same applications as WZ/FA and FZ/TR,
but with higher cutting quality. Use for
cuts in abrasive coatings on machines
without a scoring saw.

Cutting speeds

Growe 1 T
arss - —
S
2 Goups i
o
S
(9]
% Group4 q
=
arows S
Group 6 .
0 20 40 60 80 100

Cutting speed [m/s] ——

Group 1: Solid wood, uncoated, veneered, synthetic and HPL coated chipboard
and fibre materials and cement compound wood-derived materials, cast

aluminium alloys and glulam.
Group 2: Hard paper.
Group 3: Plaster material.
Group 4: Thermoplastic.
Group 5: Duro plastic.
Group 6: Fibre cement board.
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1. Sawing

1.3 Sizing M

Recommended feed rate f, (in mm)

V;=f, n-Z/1000

Scoring sawblades

Material Tooth progression in mm
Softwood across grain 0.10-0.20
Hardwood across grain 0.05-0.10
OSB board 0.10-0.20
Veneered board, block board 0.03-0.10
Plastic coated chipboard 0.03 - 0.06
HPL coated chipboard 0.02 -0.10
Plywood 0.05-0.10
Aluminium alloy 0.08-0.10
Hard fibreboard 0.03 - 0.08
Cement-based wood-derived material 0.02 - 0.05
Glulam 0.02 - 0.06
Plaster material 0.10-0.20
Thermoplastics 0.05-0.10
Duroplastics 0.02 - 0.05

A scoring saw is recommended for high cut quality on both sides of coated panels.
The scoring saw cutting width is slightly larger than the width of the main sawblade
so the exiting tooth of the main sawblade does not touch the bottom surface cut
edge. As precise, flat workpiece positioning is only possible with pressure clamping,
split scoring sawblades are used on table and panel saws.

Low noise sawblades

(0]

Sawblade Sawblade with
without noise laminated noise
damping. damping.

Comparison of the noise reduction

of different designs of sawblades and
edge quality Q depending on the

run time.

100 2,0

< o5 £
3 £
© lity level
g Quality level g
© @
2 9 10 £
=z =]
c
=
£
&
85
80 0
0 Run time [m] ——=
[ Standard [ AS-OptiCut [ AS-OptiCut UT Il AS-Foil

Advantages
of low noise sawblades

:Salid workpigos: . || £oose wiorki-
.side: . . 1 ll.ece side’=

Determination of foil side

Optimum noise reduction.

Longer performance time from vibration damping.

Improved cut quality, less wear and down time.

Quiet running because of the high stability of the tool body.

Reduced noise level of up to 10 dB(A) - 50% noise reduction — compared to
standard sawblades.

Increase in noise level due to blunting hardly noticeable.

Better operator working conditions from lower noise exposure.

Can be resharpened on all popular makes of automatic saw sharpening machines.
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1. Sawing

1.3 Sizing M

1.3.1 Sizing circular sawblades WZ

Low Noise

al)

TDI

Sizing cuts - Excellent

Application:
For noise reduced cross cutting in solid wood and sizing in wood derived materials.

Machine:
Circular sawing machine for sizing, cross cutting, multi blade sawing and table saws.

Workpiece material:
Softwood and hardwood, dry and uncoated wood derived materials.

Technical information:
Stable tool body tooth shape. AS LowNoise foil design - noise reduction during
operation by up to 10 dB(A). Vibration damped composite tool body by steel foil.

Circular sawblades - AS LowNoise foil left
WK 870-3-01, WK 870-3-02, WK 870-3

D SB TDI BO NLA 4 ZF SW WSS ID

mm mm mm mm  mm Degree

250 35 2,5 30 KNL 80 Wz 10 mEm 065934 ©
300 35 2,5 30 KNL 48 Wz 10 um 065931 ®
300 35 2,5 30 KNL 72 WzZ 10 um 065937 ©
300 35 2,5 30 KNL 9% WzZ 10 mEm 065935 ®
350 35 2,5 30 KNL 54 Wz 10 um 065932 ©
350 3,5 2,5 30 KNL 84 Wz 10 um 065938 ©
350 3,5 2,5 30 KNL 108 Wz 10 uEm 065936 ®
400 4,0 2,8 30 KNL 60 WzZ 10 um 065933 ®

Sizing cuts - Premium

Application:
For noise reduced cross cutting in solid wood and sizing in wood derived materials.

Machine:
Circular sawing machine for sizing, cross cutting, multi blade sawing and table saws.

Workpiece material:
Softwood and hardwood, dry and uncoated wood derived materials.

Technical information:

Stable tool body tooth shape. AS OptiCut UT design - noise reduction during free
running by up to 8 dB(A). Tool body with vibration damping laser ornaments and
irregular tooth pitch.

Circular sawblades - AS OptiCut UT
WK 870-2-50, WK 870-2-51, WK 870-2-52

D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
250 3,2 2,2 30 KNL 40 Wz 10 um 069005
250 3,2 2,2 30 KNL 60 Wz 10 um 069076 ®
250 3,2 2,2 30 KNL 80 Wz 10 LD 068251
300 3,2 2,2 30 KNL 48 Wz 10 um 069006 ®
300 3,2 2,2 30 KNL 72 Wz 10 um 069009 e
300 3,2 2,2 30 KNL 96 Wz 10 LR 068801 ®
315 3,2 2,2 30 KNL 72 Wz 10 um 069098 ®
350 3,2 2,2 30 KNL 54 Wz 10 um 069007 e
350 3,2 2,2 30 KNL 84 Wz 10 L L 069077 ®
350 3,2 2,2 30 KNL 108 Wz 10 LR 068252
400 3,8 2,8 30 KNL 60 Wz 10 um 069008 e
M Solid wood Plastics 51
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1. Sawing 1.3 Sizing M

1.3.1 Sizing circular sawblades WZ

Sizing cuts

Application:
For cross cutting in solid wood and sizing in wood derived materials.

Machine:
Circular sawing machine for sizing, cross cutting, multi blade sawing and table saws.

Workpiece material:
Softwood and hardwood, dry and uncoated wood derived materials.

Technical information:
Stable tool body tooth shape.

Circular sawblades
WK 850-2, WK 850-2-01, WK 850-2-02, WK 850-2-03, WK 850-2-10, WK 850-3-02,
WK 150-2-03, WK 150-2-07

D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm/in mm Degree
150 3,5 2,5 30 KNL 24 Wz 10 um 058050
B 150 3,2 2.2 30 48 Wz 10 LRl 058300
*T—Te 150 2,4 1,6 30 48 WzZ 10 LLL 058450
180 3,0 2,0 30 24 Wz 15 u 057980 ®
180 3,5 25 30 KNL 30 Wz 10 um 058052 ®
wz 180 24 16 30 30 wz 15 = 057800 ©
180 3,2 2,2 30 58 Wz 10 LLL 058301 ®
180 24 1,6 30 58 Wz 10 L 058451
J_L 200 3,0 2,0 30 24 Wz 15 L 057981 ®
SwW TDI 200 3,2 22 30 KNL 34 Wz 10 um 058053
200 2,4 1,6 30 34 Wz 15 u 057801 ®
200 32 22 30 48 Wz 10 L L 058380 ®
200 3,2 2,2 30 64 Wz 10 mEm 058302 ®
200 2,4 1,6 30 64 Wz 10 i 058452
220 32 22 30 2/7/42 64 WZ 10 LLL 060646 ®
250 3,2 2,2 15,88/5/8* 40 Wz 10 L] 058054 e
250 3,2 22 15,88/5/8" 60 Wz 10 um 058381
250 3,2 22 15,88/5/8" 80 Wz 10 mEm 058303 ®
250 3,2 22 30 30 Wz 15 u 057982
250 3,2 2,2 30 KNL 40 Wz 10 L] 058055
250 2,4 1,6 30 KNL 40 Wz 15 u 057802 ®
250 3,2 22 30 KNL 48 Wz 10 um 058202
250 3,2 22 30 KNL 60 Wz 10 L L 058382
250 3,2 2,2 30 KNL 80 Wz 10 L 058304 e
250 2,4 1,6 30 KNL 80 Wz 10 uEm 058453
300 32 22 15,88/5/8" 72 WzZ 10 um 058383
300 3,2 22 15,88/5/8“ 96 Wz 10 LLL 058310 ®
300 3,2 2,2 30 KNL 36 Wz 15 n 057983 @
300 3,2 22 30 KNL 48 Wz 10 um 058057 ®
300 24 1,6 30 KNL 48 Wz 15 u 057803 ®
300 3,2 2,2 30 KNL 60 Wz 10 L] 058204 e
300 3,2 22 30 KNL 72 WZ 10 um 058384
300 3,2 22 30 KNL 96 Wz 10 uEm 058311
300 2,4 1,6 30 KNL 96 WzZ 10 L 058454
300 3,2 2,2 31,75/1/4¢ 72 WZ 10 L] 058388 O
315 32 22 30 KNL 72 WZ 10 um 058393 e
350 3,2 22 25,40/1“ 54 Wz 10 um 058058
350 3,2 2,2 25,40/1¢ KNL 72 WzZ 10 L] 058205
350 3,2 2,2 25,40/1¢ 84 Wz 10 L] 058385 ®
350 3,2 22 25,40/1¢ 108 Wz 10 L] 058307 ®
350 3,2 22 30 KNL 42 Wz 15 u 057984
350 3,2 22 30 KNL 54 WZ 10 L L 058059
350 2,8 20 30 KNL 54 Wz 15 L 057805 e
52 e available ex stock

O available at short notice
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1. Sawing 1.3 Sizing M

1.3.1 Sizing circular sawblades WZ

D SB TDI BO NLA VA ZF SW WSS ID
mm mm mm mm/in mm Degree
350 3,2 22 30 KNL 72 Wz 10 um 058206 ®
350 832 22 30 KNL 84 Wz 10 um 058386 ®
350 32 22 30 KNL 108 Wz 10 LLL 058308 @
350 2,8 2,0 30 KNL 108 Wz 10 LEL) 058458 e
400 35 25 30 KNL 48 Wz 15 u 057986
400 3,8 2,8 30 KNL 60 Wz 10 um 058061 ®
400 3,8 2,8 30 KNL 84 Wz 10 L 058225
400 32 2.2 30 KNL 9% Wz 10 um 058387 @
400 3,2 2.2 30 KNL 120 Wz 10 LLL 058309 e
450 3,8 2,8 30 KNL 66 Wz 10 um 058062 e
500 3,8 2,8 30 KNL 72 WzZ 10 L 058063 @
550 4,2 3,2 30 KNL 84 Wz 10 um 058075
Sizing cuts - reduced cutting width
Application:
For cutting along grain and across grain and sizing with reduced cutting width.
Machine:
Circular sawing machine for sizing, cross cutting and table saws.
Workpiece material:
Softwood and hardwood, dry, veneered wood derived materials resp. laminated
wood and plastics (acrylic glass - PMMA).
Technical information:
Reduced cutting width. Lower cutting and feed forces required.
Circular sawblades - extreme thin kerf
WK 850-2-22
D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm  mm Degree
250 1,7 1,0/2,4 30 KNL 80 Wz 8 LEL 058520 ®

B 300 1,7 1,0/2,4 30 KNL 9% Wz 8 LEL 058521 e

E@ E WZ
SW TDI
M Solid wood Plastics 53
Board, coated Mineral materials

M Board, uncoated B Composites

M Non-ferrous metals



1. Sawing

1.3 Sizing M

1.3.1 Sizing circular sawblades WZ

Cutting stacks of veneered panels

Application:
For cutting along grain and across grain and sizing with reduced cutting width.

Machine:
Circular saw machines for sizing and cutting veneer and table saws.

Workpiece material:
Veneer stacks up to 40 mm cutting height.

Technical information:
Reduced cutting width and tool body width. ID 060592 with tooth shape: grouped
teeth (1 teeth left WZ, 5 teeth right W2).

Circular sawblades
WK 250-2, WK 259-2, WK 850-2

D SB TDI BO NLA z ZF SW WSS ID
mm mm mm mm  mm Degree
160 1,8 1,0/2,5 16 1/6/33 48 Wz 10 u 060574 ®
180 1,6 1,025 16 1/6/38 56 Wz 10 u 060591 e
180 2,0 1,4 16 56 Wz 10 u 060645
180 24 1,6 16 58 Wz 10 u 059665 ®
180 2,0 1,2 16 1/6/33 72 Wz 10 u 060592 e
200 2,0 1,4 16 64 Wz 10 u 059666 ®
Cutting honeycomb panels
Application:
For noise reduced sizing with reduced cutting width.
Machine:
Circular saw machines for sizing and cutting veneer and table saws.
Workpiece material:
Light building panels or honeycomb panels.
Technical information:
Reduced cutting width. Special cutting geometry to prevent delamination of board
structure. AS OptiCut UT design. Tool body with irregular tooth pitch. Increased
cutting performance and reduced resin build up by tool body special coating.
Riving knife width must be adjusted to suit saw.
Circular sawblades - AS OptiCut UT, thin kerf
WK 850-2-10
D SB TDI BO NLA z ZF SW WSS ID
. mm mm mm mm  mm Degree
Lol 250 2,4 1,6 30  KNL 80 Wz 20 . 058456 ®
\'\ 300 2,6 1,8 30 KNL 84 Wz 20 u 058457 e
) // 350 2,8 2,0 30 KNL 9% Wz 20 u 058459 e
SB 400 2,8 2,0 30 KNL 108 Wz 20 u 058460 ®
450 3,0 2,2 30 KNL 120 Wz 20 u 058461 ®

SW TDI
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1. Sawing

1.3 Sizing M

1.3.2 Sizing circular sawblades DZ/HZ negative

Sizing cuts without scoring saw

Application:
For sizing without scoring sawblade.

Machine:
Vertical circular sawing machines for sizing and table saws without scoring saw.

Workpiece material:
Plastic coated particle boards and fibre boards (MDF, HDF, WF etc.).

Technical information:
Negative cutting angle. If the saw spindle is positioned above the workpiece,

the cutting pressure presses the workpiece onto the table.

Circular sawblades with negative hook angle

WK 864-2-04
Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
HolzHer 220 3,2 2,2 30 2/7/42 42 HzZ/DZ -5 058957
Haffner 250 3,2 22 30 KNL 48 HzZ/DZ -5 058972
Striebig
Haffner 303 32 22 30 KNL 60 Hz/Dz -5 058970 e
Holz Her
Hz/Dz Striebig
Altendorf 350 3,2 2,2 30 KNL 72 HzZ/DZ -5 058960 ®
—
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1. Sawing 1.3 Sizing M

1.3.3 Sizing circular sawblades DZ/HZ

Sizing cuts without scoring saw - Excellent

Application:
For noise reduced sizing without scoring sawblade.

Machine:
Vertical circular sawing machines for sizing and table saws without scoring saw.

Workpiece material:
Plastic coated particle boards and fibre boards (MDF, HDF, WF etc.).

Technical information:

If the saw spindle is positioned below the workpiece, the cutting pressure presses
the workpiece onto the table. AS LowNoise foil design - noise reduction during
operation by up to 10 dB(A). Vibration damped composite tool body with steel foil.

Circular sawblades - AS LowNoise foil

WK 874-2
Machine D SB TDI BO NLA Dampfoil Z ZF SW WSS ID
mm mm mm mm mm Degree
. Striebig 303 3,5 2,5 30 KNL left 60 HZ/DZ 10 065941
Low Noise Striebig 303 3,5 2,5 30 KNL right 60 Hz/DZ 10 065335 ®
*»\\ Altendorf 350 3,5 2,5 30 KNL left 72 HzZ/DZ 10 065957 ©
' Kolle
// Martin
SB
Hz/DZ
SwW TDI
56 e available ex stock

O available at short notice
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1. Sawing 1.3 Sizing M

1.3.3 Sizing circular sawblades DZ/HZ

Sizing cuts without scoring saw - Premium

Application:
For noise reduced sizing without scoring sawblade.

Machine:
Vertical circular sawing machines for sizing and table saws without scoring saw.

Workpiece material:
Plastic coated particle boards and fibre boards (MDF, HDF, WF etc.).

Technical information:

If the saw spindle is positioned below the workpiece, the cutting pressure presses
the workpiece onto the table. AS OptiCut and AS OptiCut UT design - noise
reduced design up to 8 dB(A) during free running. Tool body with vibration
damping laser ornaments and irregular tooth pitch.

Circular sawblades - AS OptiCut / AS OptiCut UT

‘ WK 874-2-50
Machine D SB TDI BO NLA Z ZF  SW WSS ID

= mm mm mm mm mm Degree
Low Noise Striebig 303 35 24 30 KNL 60 HZ/DZ 10 068301 ®
*»\\ Striebig 303 32 24 30 KNL 68 Hz/DZ 10 068303 ®

7 -

HZ/DZ
SW TDI

Sizing cuts without scoring saw

Application:
For sizing without scoring sawblade.

Machine:
Vertical circular sawing machines for sizing and table saws without scoring saw.

Workpiece material:
Paper and plastic coated particle boards and fibre boards (MDF, HDF, WF etc.).

Technical information:
Positive hook angle. If the saw spindle is positioned under the workpiece, the cutting
pressure presses the workpiece onto the table.

Circular sawblades

WK 854-2
Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
Striebig 220 3,2 2,2 30 42 HzZ/DZ 10 058967 ®©
Elektra Beckum 250 3,2 2,2 30 KNL 48 HzZ/DZ 10 058971
Striebig
Scheppach 303 3,5 24 30 KNL 60 Hz/DZ 10 058963
Striebig
Hz/Dz 350 35 25 30 KNL 72 HZ/DZ 10 058969 ©
SwW TDI
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1. Sawing 1.3 Sizing M

1.3.4 Sizing circular sawblades HZ/FA

Sizing cuts with/without scoring saw

Application:
For sizing with/without scoring sawblade.

Machine:
Table saws and circular sawing machines for sizing, cross cutting and panel sizing
with/without scoring saw.

Workpiece material:
HPL and plastic coated wood derived materials.

Technical information:
If the saw spindle is positioned below the workpiece, the cutting pressure presses
the workpiece onto the table. Tooth shape suitable for hard coatings (e.g. HPL).

Circular sawblades
WK 807-2

‘ D SB  TDI BO NLA zZ ZF SW WSS ID
mm mm mm mm mm Degree
B 220 32 22 30 2/7/42 42 HZ/FA 10 058880 e
*'—'* 300 32 22 30 KNL 60 HZ/FA 10 058881 ®
350 32 22 30 KNL 72 Hz/FA 10 058882 e
400 32 22 30 KNL 84 HzZ/FA 10 058883 @
HZ/FA
sw DI
58 @ available ex stock

O available at short notice
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1. Sawing 1.3 Sizing M

1.3.5 Sizing circular sawblades FZ/TR

Sizing cuts with scoring saw - Excellent DP

Application:
For noise reduced sizing with scoring sawblade.

Machine:
Table saws and circular sawing machines for sizing, cross cutting and panel sizing
with scoring saw.

Workpiece material:
Plastic coated wood derived materials, composite materials and plastic panels.

Technical information:
Stable tool body tooth shape. Diamaster PRO design with 4.5 mm tip height.

Circular sawblades - Diamaster PRO

WK 852-2-DP, WK 858-2-DP
D SB TDI BO NLA VA ZF SW WSS ID
‘ mm mm mm mm mm Degree
300 3,5 2,5 30 KNL 60 FZ/TR 10 L 090638
B 300 3,2 2,2 30 KNL 60 DZ/FZFA 10 um 190563 ©
4—'—|‘7
Sw DI

SB

N
iﬁ/\ H oz zen
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1. Sawing 1.3 Sizing M

1.3.5 Sizing circular sawblades FZ/TR

Sizing cuts with scoring saw - Premium

Application:
For noise reduced sizing with/without scoring sawblade.

Machine:
Table saws and circular sawing machines for sizing, cross cutting and panel sizing
with/without scoring saw.

Workpiece material:
Uncoated wood derived materials, laminated material panels (HPL, Trespa, multiplex),
polymer bound materials (Corian) and thermosets.

Technical information:

If the saw spindle is positioned below the workpiece, the cutting pressure presses
the workpiece onto the table. AS OptiCut design - noise reduction during free
running by up to 5 dB(A). Tool body with vibration damping laser ornaments.

Circular sawblades - AS OptiCut

WK 872-2-60
. D SB TDI BO NLA  Z ZF SW WSS ID
L mm mm mm mm mm Degree
\.\ 250 35 25 30 KNL 72  FZ/TR 5 = 068405
)// 300 32 22 30 KNL 72 FZ/TR 10 = 068406 ®
SB 300 32 22 30 KNL 96 FZ/TR 10 u 068407 ®
350 32 22 30 KNL 108 FzZ/TR 10 u 068409 e
FZ/TR
sw TDI
Sizing cut with scoring saw
Application:
For sizing single panels or panels stacks with scoring sawblade.
Machine:
Table saws and circular sawing machines for sizing, cross cutting and panel sizing
with scoring saw.
Workpiece material:
Paper and plastic coated particle boards and fibre boards (MDF, HDF etc.) and
plastic panels.
Technical information:
Stable tool body tooth shape.
Circular sawblades
WK 852-2-10
Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
Reich 220 3,2 22 30 KNL 64 FzZ/TR 10 = 061375 ®
Scheer 240 32 2,2 30 KNL 54 FzZ/TR 10 u 061376 ®
250 3,2 22 30 KNL 80 FZ/TR 10 u 061377 ®
300 32 22 30 2/7/42 72 FZ/TR 10 u 061378 ®
2/10/60
Striebig 300 3,2 2,2 30 KNL 96 FZ/TR 10 u 061379 ®
350 35 26 30 KNL 84 FZ/TR 5 u 061380 ®

60 e available ex stock
O available at short notice
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1. Sawing

1.3 Sizing M

1.3.6 Sizing circular sawblades FZ

Sizing cut, scoring, hogging

Application:
For sizing and as scoring sawblade with feed or for assembly on hogger/segment
hogger.

Machine:
Table saws and circular sawing machines for sizing, cross cutting and panel sawing
with/without scoring saw.

Workpiece material:
Paper and plastic coated and veneered particle boards and fibre boards (MDF, HDF
etc.) resp. laminated wood.

Technical information:
Also suitable for assembly on hogger/segment hogger. Design without pinholes for
special applications.

Scoring sawblades and sawblades for mounting on hogger
WK 800-2-01, WK 800-2-03

D SB TDI BO A ZF SW WSS ID

mm mm mm mm Degree

150 3,5 2,5 30 30 Fz 10 L 058570 ®

150 815 2,5 30 48 FzZ 10 L 058700 e

150 3,5 2,5 55 30 Fz 10 L 058578

180 815 2,5 30 36 Fz 10 u 058572 ®

180 3,5 2,5 30 58 FzZ 10 L 058702 ®

200 3,2 2,2 30 42 FzZ 10 L 058573

200 3,2 2,2 30 64 Fz 10 u 058703 e

250 3,2 2,2 60 48 FZ 10 u 058574

M Solid wood Plastics 61
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1. Sawing 1.3 Sizing M

1.3.7 Circular sawblades for scoring

Circular sawblades for scoring, adjustable - DP

Application:
For scoring with feed, scoring depth 1.50 - 2.00 mm.

Machine:
Sizing circular sawing machines with scoring saw without pressure beam.

Workpiece material:
Plastic coated particle boards and fibre boards (MDF, HF, WF etc.) composite
materials (gypsum plasterboards and mineral wool slabs).

Technical information:
Two piece design adjustable with spacers. Reinforced tool body design.

Adjustable circular sawblades for scoring, in two piece design

SK 199-2
Machine D SB BO Z ZF SW Nmax. WSS ID

mm mm mm Degree min”’
SCM 120 2,8-36 20 12+12 FZ 10 18900 = 190562 ®
Altendorf 120 2,8-3,6 22 12+12 FZ 10 18900 = 061451
Martin

120 2,8-3,8 22 12+12 FZ 10 19000 === 090692 ®

62 @ available ex stock
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1. Sawing

1.3 Sizing M

1.3.7 Circular sawblades for scoring

Scoring sawblades, stepless adjustable

Application:
For scoring with feed on machines equipped with scoring saw designed for this tool,
scoring depth 1.50 - 2.00 mm.

Machine:
Sizing sawing machines with scoring saw without pressure beam.

Workpiece material:
Paper and plastic coated and veneered wood derived materials, laminated wood.

Technical information:
Two piece design, stepless adjustable once installed.

Circular sawblade set - stepless adjustable, assembled on sleeve
SK 199-2

Machine D SB BO Z ZF  SW Nmax. WSS ID

mm mm mm Degree min™’
Altendorf 120 2,8-3,8 15 12+12 FZ 12 18900 ®=E 061450 ®
Martin 120 2,8-3,6 22 12412 FZ 12 18900 = ® 061452
Martin 125 2,8-36 22 12412 FZ 12 18900 m==m 061454
Panhans 125 2,8-3,8 22 12+12 FZ 12 18300 == 061416

Spare sawblades:

BEZ QAL ABM ID
mm
Scoring sawblade, 2 part design HW D125,d48,212/12,FZ 061445 ®
sw ol Scoring sawblade, 2 part design HW  D120,d48,Z12/12,FZ 061446 ®
Scoring sawblade, 2 part design, Martin  HW D120,d26,Z12/12,FZ 061453 ®
- Scoring sawblade, 2 part design, Martin  HW D125,d26,Z12/12,FZ 061455 ®
% Spare parts:
L BEZ ABM ID
i mm
/ " Allen screw M6x10 006034 ®
Countersink screw M4x6 007042 e
Double-thread allen screw M6X0.5 007830 ®
{ Allen Key SW 2.5 005472
Allen Key SW 3 005444 o
\ /
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1. Sawing 1.3 Sizing M

1.3.7 Circular sawblades for scoring

Scoring sawblades, adjustable

Application:
For scoring with feed, scoring depth 1.50 - 2.00 mm.

Machine:
Sizing sawing machines with scoring saw without pressure beam.

Workpiece material:
Paper and plastic coated and veneered wood derived materials, laminated wood.

Technical information:
Two piece design adjustable with spacers.

Circular sawblade set - adjustable with spacers

SK 199-2
Machine D SB BO Z ZF SW N max. WSS ID
mm mm mm Degree min™’
Putsch-Meniconi 70 2,8-3620 8+8 WZ 8 32000 ==® 061460 ®
Robland 80 2,8-3,620 10+10FZ 8 28200="® 061441
Schelling 100 2,8-3,620 10+10FZ 8 22600 =“® 061409
Altendorf 100 2,8-3,622 10+10FZ 8 22600="® 061400 ®
Martin
Mrozek
Panhans
SCM 120 2,8-3,6 20 12+12FZ 12 18900 ®~® 061402 ©
Altendorf 120 2,8-3,6 22 12+12FZ 12 18900="® 061401 ®
Martin
Mrozek
Martin 120 2,8-3,6 22 12+12FZ 12 18900 ®“® 061456 ®
B (electr. SB adjustment)
*’—‘f Felder 125 2,8-3,6 20 12+12FZ 12 18300 ® 061449 ®
SCM
Giben 125 4,0-4,845 20+20FZ 10 18300 === 061407
Fz Mayer-Lombach
Béauerle 160 2,8-3,6 30 16+16 FZ 12 14300®"® 061408
Schelling 180 4,0-4,820 20+20FZ 12 12700 8=® 061447 ©
J_L Koélle 180 3,0-3,830 18+18FZ 12 12700="® 061406
swW TDI SCM 200 4,3-5,220 30+30Fz 10 11400 m=H 061414 ©
Schelling 220 4,0-4,820 24+24FZ 12 10400 ® 061448 ©
64 e available ex stock
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1. Sawing

1.4 Panel sizing

Working process

For sizing single boards or boards in stacks.

Workpiece materials

Solid wood, wood derived materials and plastic.

Machines

Table saws and panel sizing saws with pressure clamping beam.

Type of application

Scoring sawblades cut with the feed main sawblades cut against the feed.

RPM diagram

10000
9000
8000

7000

n [min'1] E——

6000
5000
4000
3000
2000

1000
250 300 350 400 450 500 550 600 650 700 750

D [mm] —

[ Allowable RPM I Recommended RPM

Cutting height diagram

250

200 /

150
e
/
100
/

50 [omm—

Cutting height [mm] ———=

0
250 300 350 400 450 500 550 600 650 700 750

Sawblade diameter [mm] ———»

1 Wood derived materials

Horizontal panel sizing sawblades —
The cutting height depends on the sawblade diameter D and the workpiece material.

65



1. Sawing

1.4 Panel sizing

Tooth shape

L]

WZ (alternative top bevel teeth):

Multi purpose tooth shape, economical
to purchase and maintain. Ideal for chip-
board, veneered chipboard, solid wood,
block board, plywood and similar

materials.

FZ/TR (square/trapezoidal teeth):
Tooth shape for plastic coated and foil
coated wood derived materials.

L]

KON/FZ (flat teeth — conical):

For scoring sawblades.

Prevents splitting of the cut edge by the
main sawblade as it passes through the
bottom surface of the panel.

WZ/FA (alternative top bevel teeth with
bevel): Tooth shape for delicate and
abrasive materials such as acrylic glass
(PMMA), plastic coated chipboard and
hard fibreboard to a finish cut quality.
High performance — boards in stacks at

high feed rate.

TR/TR (trapezoidal/trapezoidal teeth):
Tooth shape for especially abrasive
materials such as HPL or CPL coated
wood derived materials.

0

KON/WZ (alternative top bevel teeth —
conical): For scoring sawblades.
Prevents splitting of the cut edge by the
main sawblade as it passes through the
bottom surface of the panel with low
cutting pressure.

Recommended feed rate f, (in mm)

V;=f, n-Z/1000

Material Tooth progression in mm
OSB 0.10-0.20
Veneered boards, block boards 0.03-0.10
Plastic coated chipboards 0.03-0.06
HPL coated chipboards 0.02-0.10
Plywood 0.05-0.10
Aluminium alloys 0.083-0.10
Hard fibreboards 0.03-0.08
Cement compounded wood derived materials 0.02-0.05
Glulam 0.02-0.06
Plaster materials 0.10-0.20
Thermoplastics 0.05-0.10
Duroplastics 0.02-0.05
Aluminium castings 0.01-0.04
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1. Sawing

1.4 Panel sizing

it

Scoring sawblades

A scoring saw is recommended for a high cut edge quality on both sides of coated
panels. The scoring sawblade cutting width (kerf) is slightly larger than the width (kerf)
of the main sawblade so the exiting tooth of the main sawblade does not touch the

bottom surface cut edge.

As precise, flat workpiece positioning is only possible with pressure clamping, split
scoring sawblades are used on table and panel saw.

Schematic representation

Scoring
sawblade

Lower

Main sawblade

Return to starting position

Panel sizing machine with scoring saw
and top pressure beam.

The kerf width of the main sawblade =
nominal kerf of the scoring blade

The kerf is adjusted by
the scoring depth

Setting of conical scoring sawblade.
The cutting width (kerf) has to be mat-
ched to the cutting width (kerf)

of the main saw during maintenance
of the tools.

Low noise sawblades

:
1)

Sawblade Sawblade with
without noise laminated noise
damping. damping.

Comparison of the efficiency of noise

reduction for different designs of saw-
blades and edge quality Q depending

on the performance.

T 100 2,0 T
< £
g 95 <E
T lity level £
E Quality level o
© @
3 10 €
z 2
>
£
3
a
0

[ Standard

3 AS-OptiCut

Run time [m] —

I AS-OptiCut UT I AS-Foil

Advantages of low noise sawblades

1

3th workpieoe’
.side .

Determination of the foil side

— Optimum noise reduction.

standard sawblades.

Longer performance time from vibration damping.

High cut quality, less wear and down time.

Quiet running because of the high stability of the tool body.

Reduced noise level of up to 10 dB(A) — 50% noise reduction — compared to

Increase in noise level due to due to blunting hardly audible.

— Better operator working conditions due to lower noise exposure.
— Can be resharpened on all popular makes of automatic saw sharpening machines.
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1. Sawing 1.4 Panel sizing M

1.4.1 Panel sizing sawblades WZ

Sizing cuts - for wood derived materials - Excellent DP

Application:
For noise reduced sizing cuts with scoring sawblades.

Machine:
Panel sizing systems with scoring saw and pressure beams.

Workpiece material:
Uncoated and veneered wood derived materials and laminated wood.

Technical information:

Solid tool body tooth shape. AS LowNoise UT design - Noise reduction during

free running by up to 6 dB(A). Tool body with vibration damping irregular tooth pitch.
Diamaster PLUS with 6.0 mm tip height.

Circular sawblades - AS LowNoise UT - Diamaster PLUS

WK 250-2
D SB  TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
. 300 44 32 30 2/10/ 60 60 Wz 15 u 190609 ®
L 300 44 32 80 2/14/110 60 Wz 15 u 190633 O
\\ 2/7/110
))/'/ 350 4,4 32 30 2/10/ 60 60 Wz 15 u 190610 ®
350 4,4 32 30 2/10/ 60 72 Wz 15 u 190611 ®
350 4,4 32 60 2/14/100 60 Wz 15 u 190641 ©
350 4,4 32 60 2/14/100 72 Wz 15 u 190640 C©
350 4,4 32 75 60 Wz 15 u 190638 U
350 4,4 3.2 75 72 Wz 15 u 190639 O
350 4,4 3.2 80 4/9/100 60 Wz 15 u 190634 ©
2/14/110
2/7/110
350 4,4 32 80 4/9/100 72 Wz 15 u 190635 O
SW DI 2/14/110
2/7/110
380 438 35 60 2/14/100 72 Wz 15 u 190612 ®
2/14/125
400 44 32 30 2/10/ 60 72 Wz 15 u 190613 ®
400 4,4 32 60 2/11/85 72 Wz 15 u 190632 ©
400 4,4 32 75 72 Wz 15 u 190637 ©
400 4,4 3.2 80 4/9/100 72 Wz 15 L 190636 O
2/14/110
2/7/110
68 @ available ex stock
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1. Sawing 1.4 Panel sizing M

1.4.1 Panel sizing sawblades WZ

Sizing cuts - wood derived materials - Premium

Application:
For noise reduced sizing single boards and stacks of boards with scoring sawblades.

Machine:
Panel sizing systems with scoring saw and pressure beams.

Workpiece material:
Uncoated and veneered wood derived materials and laminated wood.

Technical information:
Solid tool body tooth shape. AS LowNoise UT design - noise reduction during free
running by up to 6 dB(A). Tool body with vibration damping irregular tooth pitch.

Circular sawblades - AS LowNoise UT

WK 270-2-87
D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm  mm Degree
300 4,4 3,0 30 KNL 48 Wz 15 u 059483
. 300 44 3,0 30 KNL 60 Wz 15 u 059484 ©
Low Noise 350 44 32 30 2/10/60 72 WZ 15 L] 059486 ©
\\ 350 44 3,2 60 2/14/100 54 Wz 15 L 059485
))/'/ 350 4,4 3,2 60 2/14/100 72 WZ 15 L] 059487 O
370 44 3,2 30 2/13/94 54 Wz 15 u 059488 ®
370 44 3,2 30 2/13/94 72 Wz 15 L 059489 e
380 4,8 Bi5) 60 2/14/100 54 Wz 15 L 059490 e
380 4,8 3,5 60 2/14/100 72 WZ 15 u 059491 e
400 44 3,2 30 2/10/60 72 Wz 15 L 059492 e
450 4,8 3,5 60 2/14/100 72 WzZ 20 L 059493
460 44 3,2 30 2/13/94 48 Wz 20 L 059494 e
460 4,4 3,2 30 2/13/94 72 WZ 20 u 059495
480 4,8 &5 80 2/9/130 72 WZ 20 u 059496 ©
sw TDI 4/9/120
520 44 3,2 30 2/13/94 72 WZ 20 u 059497 ®
M Solid wood Plastics 69
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1. Sawing 1.4 Panel sizing

1.4.1 Panel sizing sawblades WZ

Sizing cuts - wood derived materials

Application:

Machine:

Workpiece material:
laminated wood.
Technical information:
shape from WZ to WZ/FA.

Circular sawblades
WK 850-2, WK 250-2-36, WK 250-2-37

Panel sizing systems with scoring saw and pressure beam.

For sizing single boards and stacks of boards with scoring sawblades.

Uncoated, veneered, paper and plastic coated particle boards and fibre boards and

Solid tool body tooth shape. At feed speeds of Vf > 40 m/min change the tooth

Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
B Hofer 300 4,4 3,0 30 48 WZ 15 L 059100
*T—T* Hofer 350 4,4 3,2 30 54 WZ 15 u 059102 e
Schelling
350 4,4 3,2 80 54 WZ 15 u 059103 ®
wz 355 4,4 32 30 KNL 72 WZ 15 = 059190 ®
355 4,4 3,2 80 72 WZ 15 L 059191 e
Hofer 400 4,4 3,2 30 60 WZ 15 L 059105
J_L Panhans
Sw TDI Schelling
400 4,4 3,2 30 KNL 72 Wz 15 L 059185
430 4,4 3,2 30 KNL 72 WzZ 15 u 059431 ®
Selco 430 4,4 3,2 80 2/9/130 72 WZ 15 u 059461 ®
4/19/120
450 4,4 3,2 30 KNL 54 WZ 15 u 059480 e
450 4,4 3,2 30 72 WzZ 15 u 059433
Schwabedissen 450 4,4 3,2 80 72 WZ 15 L 059434 o
Schelling 480 4,4 3,2 30 72 WZ 15 L 059481
500 5,2 3,5 30 KNL 60 WZ 15 u 059442 e
500 5,2 3,5 80 60 WZ 15 u 059443 ©
Schelling 530 5,2 3,5 30 60 WZ 15 u 059444 o
550 5,2 3,5 30 KNL 60 WZ 15 L 059445
550 5,5 3,5 40 48 WZ 15 L 059457
550 52 3,5 80 48 WZ 15 u 059482
550 52 3,5 80 60 WZ 15 u 059446 ®
Schelling 680 6,2 4,2 40 60 WzZ 22 L 059398 e
Anthon 700 6,2 44 80 1/17/110 60 Wz 22 L 059399 e
Schelling 720 6,5 4,5 40 2/14/140 60 WZ 22 u 059400 ®
2/14/114
Holzma 730 6,2 42 60 2/11/148 60 WZ 22 u 059401
2/19/120
70 e available ex stock
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1. Sawing 1.4 Panel sizing M

1.4.2 Panel sizing sawblades FZ/TR - TR/TR

Sizing cuts in finish cut quality - Excellent

Application:
For noise reduced sizing to finish cut quality with scoring sawblades.

i -

v L Y

¥ L Machine:

§ |} o . )
¥ Y Panel sizing systems with scoring saw and pressure beam.
. A
“ .. Workpiece material:

-\ ‘Q Plastic coated particle boards and fibre boards (MDF, HDF, WF etc.).

Technical information:

Special cutting geometry for perfect cut faces and tear free cut edges.

AS OptiCut UT design - noise reduction during free running by up to 8 dB(A).
Tool body with laser ornaments and irregular tooth pitch. Increased cutting
performance and reduced resin build up by tool body special coating.

Circular sawblades - RazorCut design

WK 878-2-87
Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
Low N°\i§e Striebig 250 3,2 2,2 30 KNL 60 TR/TR 15 = 069100
*))/'/ 280 3,2 2,2 30 2/10/60 60 TR/TR 15 u 069101 e
Hofer, Panhans 300 4,4 3,0 30 2/10/60 60 TR/TR 15 = 069104 ©
B Langzauner
Striebig 300 3,2 2,2 30 KNL 72 TR/TR 15 u 069102
Selco 300 4,4 3,0 65 2/9/110 60 TR/TR 15 = 069105 ©
TR/TR Homag 300 4,4 3,0 75 60 TR/TR 15 u 069106 ®
320 4,4 3,2 50 3/15/80 60 TR/TR 15 u 069108 ©
Hofer, Panhans 350 4,4 3,2 30 2/10/60 72 TR/TR 15 u 069109 e
J—L Langzauner
SwW TDI Schelling
Homag 350 4,4 32 75 72 TR/TR 15 u 069110 O
Selco 355 4,4 3,2 80 2/9/130 72 TR/TR 15 u 069111 ®
4/19/120
370 4,4 3,2 30 2/10/60 72 TR/TR 15 = 069112 o
Giben 380 4,4 3,2 50 3/13/80 72 TR/TR 15 u 069138 ®
Holzma 380 4,8 3,5 60 2/14/100 72 TR/TR 15 u 069114 o
Hofer, Panhans 400 4,4 3,2 30 2/10/60 72 TR/TR 15 u 069115
Schelling
Giben, Homag 400 4,4 3,2 75 4/15/105 72 TR/TR 15 u 069117 O
Selco 400 4,4 3,2 80 2/9/130 72 TR/TR 15 u 069118 O
4/19/120
Schelling 430 4,4 3,2 30 72 TR/TR 15 = 069119 o
Giben 430 4,4 3,2 75 4/15/105 72 TR/TR 15 u 069120 O
430 4,4 3,2 80 2/9/130 72 TR/TR 15 u 069121 o
4/19/120
450 4,4 3,2 30 72 TR/TR 15 u 069122 e
Holzma 450 4,8 3,6 60 2/14/125 72 TR/TR 15 u 069125 ©
Schelling 460 4,4 3,2 30 2/13/94 72 TR/TR 15 u 069126 ®
Selco 480 4,8 3,5 80 2/9/130 72 TR/TR 15 = 069127 o
4/19/120
Schelling 520 4,8 3,5 30 2/13/94 72 TR/TR 15 u 069139 e
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1. Sawing 1.4 Panel sizing M

1.4.2 Panel sizing sawblades FZ/TR - TR/TR

Sizing cuts - wood derived materials - Excellent DP

Application:
For noise reduced sizing of single boards and stacks of boards with scoring
sawblades.

Machine:
Panel sizing systems with scoring saw and pressure beam.

Workpiece material:

Plastic coated particle boards and fibre boards (MDF, HDF, WF etc.), composite
materials (fibre reinforced gypsum plasterboards and cement boards) and plastic
boards (GFK, CFK etc.).

Technical information:

Solid tool body tooth shape. AS LowNoise UT design - noise reduction during free
running by up to 6 dB(A). Tool body with vibration damping irregular tooth pitch.
Diamaster PLUS design with 6.0 mm tip height.

Circular sawblades - AS LowNoise UT, Diamaster PLUS

WK 852-2
Low Noise D SB TDI BO NLA Z ZF SW WSS ID
\\ mm mm mm mm mm Degree
))/'/ 300 4,4 3,2 30 2/10/ 60 60 FzZ/TR 15 u 190604 ®
300 44 32 80 60 FzZ/TR 15 u 190646 O
B 350 4,4 3,2 30 2/10/ 60 60 FzZ/TR 15 u 190605 @
ﬂ—ﬁ 350 44 3,2 30 2/10/ 60 72 FzZ/TR 15 u 190606 ®
350 4,4 3,2 60 2/14/100 60 FzZ/TR 15 u 190654 O
FZ/TR 350 44 32 60 2/14/100 72 FZ/TR 15 u 190653 O
350 4,4 3,2 75 60 FzZ/TR 15 u 190651 O
350 44 3,2 75 72 FZ/TR 15 u 190652 O
350 44 3,2 80 4/9/100 60 FzZ/TR 15 u 190647 O
J_L 2/14/110
SwW TDI 2/7/110
350 44 3,2 80 4/9/100 72 FZ/TR 15 u 190648 O
2/14/110
2/7/110
380 4,8 3,5 60 2/14/100 72 FZ/TR 15 u 190607 ®
2/14/125
400 44 3,2 30 2/10/ 60 72 FZ/TR 15 u 190608 ®
400 4,4 3,2 60 2/11/85 72 FZ/TR 15 u 190645 O
400 44 3,2 75 4/15/105 72 FZ/TR 15 u 190650 O
2/7/110
400 44 3,2 80 4/9/100 72 FZ/TR 15 u 190649 O
2/14/110
2/7/110
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1. Sawing 1.4 Panel sizing M

1.4.2 Panel sizing sawblades FZ/TR - TR/TR

Sizing cuts - wood derived materials - Excellent

Application:
For noise reduced sizing single boards and stacks of boards with scoring sawblades.

Machine:
Panel sizing systems with scoring saw and pressure beam.

Workpiece material:
Plastic coated particle boards and fibre boards (MDF, HF, WF etc.) composite
materials (fibre reinforced gypsum plasterboards) and plastic boards.

Technical information:
Solid tool body tooth shape. AS LowNoise foil design - noise reduction during
operation by up to 10 dB(A). Vibration damped composite tool body with steel foil.

Circular sawblades - AS LowNoise foil right
WK 872-3, WK 852-2

Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
SCM 300 44 2,8 80 2/14/110 60 FZ/TR 15 L 065338 ®
Low Noise 2/7/110
\\ Gabbiani 350 4,4 3,0 80 2/14/410 72 FzZ/TR 15 u 065339 ®
))' SCM 2/7/110
Holzma 380 4,8 3,5 60 2/14/100 72 FZ/TR 15 L 065337 ®
SCM 400 4,4 3,0 80 2/14/410 72 FZ/TR 15 u 065340 ®
2/7/110
Holzma 450 4,8 35 60 2/14/125 72 FZ/TR 15 u 065349 e
Gabbiani 450 4,4 3,0 80 2/14/110 72 FzZ/TR 15 u 065341 ®
SCM 2/7/110
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1. Sawing 1.4 Panel sizing M

1.4.2 Panel sizing sawblades FZ/TR - TR/TR

Sizing in finish cut quality - Premium

Application:
For noise reduced sizing in finish cut quality of single boards and stacks of boards
with scoring sawblades.

Machine:
Panel sizing systems with scoring saw and pressure beam.

Workpiece material:
Plastic coated particle boards and fibre boards (MDF, HF, WF etc.) and plastic
boards.

Technical information:

Special cutting geometry for perfect cut surfaces and tear free cut edges.

AS OptiCut UT design - noise reduction during free running by up to 8 dB(A).
Tool body with laser ornaments and irregular tooth pitch.

Circular sawblades - AS OptiCut UT (Type 1) and AS LowNoise UT (Type 2)
WK 852-2, WK 852-2-10, WK 852-2-37, WK 872-2-87

. D SB TDI BO NLA Z ZF Type SW WSS ID
Low Noise mm mm mm mm mm Degree

\\ 250 32 22 30 KNL 60 FZ/TR 1 15 u 069088 ®
))/'/ 280 3,2 22 30 2/10/60 60 FZ/TR 2 10 u 061353 @
300 35 2,5 30 KNL 60 FZ/TR 1 10 u 069021 e
SB 300 4,4 3,0 30 KNL 60 FZ/TR 1 10 u 069016 ®
320 44 3,2 50 3/15/80 60 FZ/TR 2 15 u 061361 ®
320 4,4 32 75 3/13/95 60 FZ/TR 2 15 u 061362
350 4,4 3,2 30 2/10/60 72 FZ/TR 1 15 u 069018 e
TR/TR 360 4,4 32 65 2/9/110 72 FZ/TR 15 u 059683
370 44 32 30 2/10/60 72 FZ/TR 2 15 u 059319 e
380 4,8 35 60 2/14/100 72 FZ/TR 2 15 u 069089 e
J—l—— 380 4,8 35 60 2/14/100 72 TR/TR 2 15 u 059704 e

sSw TDI 2/14/125
400 44 3,2 30 2/10/60 72 FZ/TR 1 15 u 069017 e
430 4,4 3,2 80 2/9/130 72 FZ/TR A1 15 u 069090 e

4/19/120
450 4,8 3,6 60 2/14/125 72 FZ/TR 2 15 n 061354
450 4,8 3,6 80 2/9/130 72 FZ/TR 2 15 L 069097 e

4/19/120
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1. Sawing 1.4 Panel sizing M

1.4.2 Panel sizing sawblades FZ/TR - TR/TR

Sizing cuts - in wood derived materials

Application:
For sizing single boards and stacks of boards with scoring sawblades.

Machine:
Panel sizing systems with scoring saw and pressure beams.

Workpiece material:
Plastic coated particle boards and fibre boards (MDF, HDF, WF etc.), composite
materials (fibre reinforced gypsum plasterboards) and plastic boards.

Technical information:
Solid tool body tooth shape. Tooth shape FZ/TR and TR/TR. The tooth shape
TR/TR recommended when cutting hard coatings.

Circular sawblades

WK 852-2, WK 852-2-35, WK 852-2-36, WK 852-2-37, WK 858-2, WK 858-2-35

Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree

B Reich 220 3,2 2,2 30 KNL 64 FZ/TR 10 061375 ®
*’—r Striebig 250 3,2 2,2 30 KNL 60 FZ/TR 10 L 061351
2/7/42
250 3,2 2,2 30 KNL 80 FZ/TR 10 061377 ®©
TR/TR Hofer 300 4,4 3,0 30 2/10/60 60 FZ/TR 15 ® 059250 ®
Langzauner
Panhans
J—L 300 3,2 2,2 30 2/7/42 72 FZ/TR 10 061378
SW TDI 2/10/60
Striebig 300 3,2 2,2 30 KNL 96 FZ/TR 10 061379
sB Selco 300 4,4 3,0 65 2/9/110 60 FZ/TR 15 L 059667 ©
ﬁ—‘* Homag 300 44 3,0 75 60 FZ/TR 15 L 059309 e
Diverse 305 4,4 3,0 30 60 FZ/TR 15 L 059678 ®
Hofer 350 4,4 3,2 30 2/10/60 72 FZ/TR 15 L 059252
FZ/TR Langzauner
Panhans
Schelling
J—L Holzma 350 4,4 3,2 60 2/14/100 72 FZ/TR 15 L 059693
Sw TDI Homag 350 44 3,2 75 72 FZ/TR 15 L 059253
Gabbiani 350 4,4 3,2 80 2/14/110 54 FZ/TR 15 u 059271 ®
4/9/100
Giben 355 44 32 75 60 FZ/TR 15 u 059275
Homag
Giben 360 4,4 3,2 50 6/13/80 72 FZ/TR 18 L 059685 ®
2/13/ 80
Holzma 380 3,8 3,0 60 14/100 84 TR/TR 18 u 059709 e
14/125
Giben 380 4,4 3,2 50 6/13/80 72 FZ/TR 18 L 059686 ®©
2/13/ 80
Holzma 380 4,4 3,2 60 2/14/100 72 FZ/TR 18 L 059681
Holzma 380 4,8 3,5 60 2/14/100 84 TR/TR 15 L 059314
Giben 380 44 32 75 3/15/75 72 FZ/TR 15 L 059301 ®
Holz Her
Hofer 400 4,4 3,2 30 2/10/60 72 FZ/TR 15 L 059256 ©
Panhans
Scheer
Schelling
Homag 400 4,4 3,2 75 72 FZ/TR 15 L 059260
Giben 400 4,4 3,2 75 4/15/105 72 FZ/TR 15 L 059293 e
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1. Sawing 1.4 Panel sizing M

1.4.2 Panel sizing sawblades FZ/TR - TR/TR

Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree

Selco 400 4,4 3,2 80 2/9/130 72 FZ/TR 15 u 059291 e
4/19/120

Gabbiani 400 4,4 3,2 80 2/14/110 80 FzZ/TR 15 L 059454 e
4/9/100

Holzma 420 4,8 3,5 60 72 FZ/TR 15 u 059296 ©

Holzma 420 4,8 3,5 60 84 FZ/TR 15 L 059300 e

Schelling 430 4,4 3,2 30 72 FZ/TR 15 u 059551

Giben 430 4,4 3,2 75 4/15/105 72 FZ/TR 15 L 059277

Diverse 450 4,4 3,2 30 72 FZ/TR 15 L 059553

Anthon 450 4,4 3,2 60 2/11/85 72 FZ/TR 15 L 059677 O

Holzma 450 4,8 3,5 60 2/14/125 72 FZ/TR 15 u 059261

Holzma 450 4,8 3,5 60 2/14/125 72 TR/TR 20 L 059316 @

Schelling 460 4,4 3,2 30 2/13/94 72 FZ/TR 15 u 059303

Giben 470 4,4 3,2 75 4/15/105 96 FZ/TR 15 L 059584 e

Schelling 480 4,4 3,2 30 72 FZ/TR 15 u 059679

Holzma 480 4,8 3,5 60 2/19/120 72 FZ/TR 18 L 059688 ®

Selco 480 4,8 3,5 80 2/9/130 72 FZ/TR 15 u 059307 ®
4/19/120

Schelling 500 5,2 3,5 30 60 FZ/TR 15 L 059286 ®©

Holzma 500 4,8 3,5 60 2/11/115 72 TR/TR 20 u 059317

Selco 510 4,8 3,5 80 2/9/130 72 FZ/TR 18 u 059689
4/19/120

Schelling 520 4,4 3,2 30 2/13/94 72 FZ/TR 18 u 059690 e

Holzma 520 4,8 3,5 60 2/19/120 72 TR/TR 18 L 059705 ®
2/11/115

Holzma 520 4,8 3,5 60 2/11/115 84 TR/TR 15 u 059658
2/19/120

Selco 520 48 35 70 2/11/130 72 FZ/TR 18 L 059707 ®

Schelling 530 5,2 3,5 30 60 FZ/TR 15 u 059287

Holzma 540 4,8 3,5 60 2/11/115 72 FZ/TR 15 L 059659
2/19/120

Holzma 570 4,8 3,5 60 2/19/120 60 FZ/TR 18 u 059706
2/11/115

Holzma 600 5,8 4 60 2/11/115 72 FZ/TR 22 L 059392 e
2/19/120

Holzma 670 5,8 4,2 60 2/11/148 42 FZ/TR 22 u 059393 e
2/19/120

Schelling 680 6,2 4,2 40 60 FZ/TR 22 L 059394 e

Anthon 700 6,2 4,2 80 1/17/110 60 FZ/TR 22 L 059395 e

Schelling 720 6,5 4,5 40 2/14/140 60 FZ/TR 22 u 059396 ©
2/14/114

Holzma 730 6,2 42 60 2/11/148 60 FZ/TR 22 u 059397
2/19/120
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1. Sawing

1.4 Panel sizing M

1.4.3 Panel sizing sawblades WZ/FA

Sizing cuts in finish cut quality - Excellent

Application:
For noise reduced sizing in finish cut quality single boards and stacks of boards with
scoring sawblades.

Machine:
Panel sizing systems with scoring saw and pressure beam.

Workpiece material:
Paper and plastic coated or veneered particle boards and fibre boards
(MDF, HDF, WF etc.) and plastics.

Technical information:

Special cutting geometry for perfect cut surfaces and tear free cut edges.

AS LowNoise foil design - noise reduction during operation by up to 10 dB(A).
Vibration damping composite tool body with steel foil.

Circular sawblades - AS LowNoise foil
WK 871-2, WK 871-3

D SB TDI BO NLA Dampfoil Z ZF SwW WSS ID

Low Noise mm mm mm mm mm Degree

\\ 300 3,5 2,5 30 KNL right 20 WZ/FA 15 L 065342 ©

))/'/ 300 3,5 2,5 30 KNL right 60 WZ/FA 15 L 065343
350 44 3,2 30 2/10/60 right 64 WZ/FA 15 L 065345
380 4,8 3,5 60 2/14/100 left 72 WZ/FA 15 L 065353
400 4,4 3,2 30 2/10/60 right 72 WZ/FA 15 L 065346 ©
450 4,8 3,5 30 KNL right 72 WZ/FA 15 L 065347 ©
450 4,8 3,5 60 2/14/125 left 72 WZ/FA 15 L 065348

left
M Solid wood Plastics 7
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1. Sawing 1.4 Panel sizing M

1.4.4 Scoring sawblades Kon/WZ

Scoring sawblades - Excellent DP

e

Application:
For noise reduced scoring with feed with scoring depths of 2.00 - 2.50 mm.

Machine:
Panel sizing systems with scoring saw and pressure beam.

Workpiece material:
Paper and plastic coated or veneered particle and fibre boards or laminated wood
and composite materials (gypsum plasterboards and mineral wool slabs).

—sigy Technical information:

..M.. The cutting width of the scoring sawblade must be 0.10 mm less than the cutting
width of the main sawblade. AS LowNoise design - noise reduction during free
running by up to 3 dB(A). Tool body with irregular tooth pitch. Diamaster PLUS

design with 6.0 mm tip height.
Circular sawblades - AS LowNoise UT - Diamaster PLUS
WK 856-2

D SB TDI BO NLA zZ ZzF SW  Npm WSS ID
Low Noise mm mm mm mm mm Degree min”’
\\ 125 31 25 20 20 KON/WZ 10 18300 ®mHEm 190584 e
))// 125 3,1 25 22 20 KON/Wz 10 18300 == == 190617 O
150 4,3 3,2 20 24 KON/WZ 10 15200 m=EE 190585 ®
sB 150 4,3 3,2 30 24 KON/WZ 10 15200 ==& 190586 O
150 4,3 3,2 45 24 KON/WZ 10 15200 ®m=Em 190587 O
160 4,3 3,5 30 30 KON/WZ 10 14300 === 190588 e
/><\ KON/WZ 160 4,3 3,2 45 3/11/70 30 KON/WZ 10 14300 m=EE 190589 O
160 43 3,5 55 3/7/66 30 KON/WZ 10 14300 ==& 190590 O
180 4,3 35 20 2/10/60 30 KON/WZ 10 12700 ®mEE= 190591 e
180 4,3 35 30 2/10/60 30 KON/WZ 10 12700 ®m==E 4190592 O
180 4,3 35 45 30 KON/WZ 10 12700 m=EE 190593 O
SwW TDI 180 4,7 35 45 30 KON/WZ 10 12700 m-== 190595 e
180 4,3 3,2 50 3/13/80 30 KON/WZ 10 12700 ®mEEm 190594 O
200 43 35 20 30 KON/WZ 10 11400 === 190596 ®
200 4,3 35 30 2/10/60 30 KON/WZ 10 11400 m=EE 190597 O
200 43 3,5 45 30 KON/WZ 10 11400 ®=~== 1490598 O
200 4,7 3,5 45 30 KON/WZ 10 11400 ®m=E= 190600 O
200 4,3 3,2 50 3/13/80 30 KON/WZ 10 11400 ®m==E 4190599 O
200 4,3 35 65 2/9/100 30 KON/WZ 10 11400 ®m==® 490618 O
2/ 9/110
200 4,7 35 65 2/9/110 30 KON/WZ 10 11400 ®==== 9490601 O
200 4,3 3,5 80 2/14/110 30 KON/WZ 10 11400 ®m=EE 190619 O
215 43 32 50 3/15/80 36 KON/WZ 10 10600 ®=~== 190602 C
250 43 3,5 30 2/10/60 36 KON/WZ 10 9100 ®E==E 190603 U
78 e available ex stock
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1. Sawing 1.4 Panel sizing M

1.4.4 Scoring sawblades Kon/WZ

Scoring sawblades

Application:
For scoring with feed with scoring depths of 1.50 - 2.00 mm.

Machine:
Panel sizing systems with scoring saw and pressure beam.

Workpiece material:
Paper and plastic coated or veneered particle and fibre boards or laminated wood
and composite materials (gypsum plasterboards and mineral wool slabs).

<5 Technical information:

..M... The cutting width of the scoring sawblade must be identical to the cutting width of
the main sawblade. If type UT, AS OptiCut UT design is used - noise reduction
during free running by up to 3 dB(A). Tool body with irregular tooth pitch.

Circular sawblades
WK 856-2, WK 856-2-01, WK 856-2-05
Machine D SB TDI BO NLA Z ZF SW Type N max. WSS ID

mm mm mm mm mm Degree min’
Low Noise Panhans 125 3,2 2,5 20 24 KON/WZ 5 18300 mH== (061470 ®
\\ 1253,2 2,5 22 24 KON/WZ 5 18300 "+ == 061507 ®
))' Martin  1254,4 3,5 22 24 KON/WZ 5 18300 mHEE 061474 ©
Giben 12544 35 45 20 KON/WZ 5 18300 m == 061485 ®
Homag
Mayer
Scheer 1403,2 25 16 1/6/33 32 KON/WZ5 16300 mHEm= 061538 @
150 3,2 2,5 20 24 KON/WZ 5 15200 === 061471 ®
Schelling 150 4,4 3,5 20 24 KON/WZ 5 15200 mHE= (061477 ©
SCM 150 3,2 2,5 30 24 KON/WZ 5 15200 " == 061472 ®
Irion 1504,4 3,5 30 24 KON/WZ 5 15200 mHE= 061486 ®
Mayer
SCM
Steton
Homag 1504,4 3,5 45 24 KON/WZ 5 15200 === 061530 ®
Lang- 1603,2 2,5 20 32 KON/WZ 5 14300 mEEE 061543 ©
zauner
Steton 1604,4 3,5 30 36 KON/WZ 5 14300 " == 061495 ®
Giben 1604,4 3,2 45 3/11/7028 KON/WZ5 14300 m=E= 061509 @
Gabbiani 160 4,4 3,5 55 3/7/66 36 KON/WZ5 14300 m~ == 061487 ®
SCM
Scheer 1803,2 2,5 16 1/6/33 36 KON/WZ5 12700 mHE= 061473 ®
Anthon 1804,4 3,5 20 30 KON/WZ 5 12700 " 1= 061478 ®
Hofer
Schelling
Anthon 1806,0 4,0 20 30 KON/WZ 5 12700 mnE= 061520 ®
Hofer 180 3,2 2,5 20 36 KON/WZ 5 12700 m 1= 061493 ®
Homag 1804,4 3,5 45 30 KON/WZ 5 12700 mEEE 061544 ©
Anthon 180 4,4 3,5 45 36 KON/WZ 5 UT 12700 "~ == 061553 ®
Giben 1804,5 3,2 50 3/13/8036 KON/WZ5 12700 "==®= 061558 @
Giben 1805,0 3,5 55 30 KON/WZ 5 12700 "= == 061500 ®
Schelling 200 4,3 4,5 20 24 KON/WZ 5 11400 m==m 061522 ®
Schelling 200 5,2 3,5 20 24 KON/WZ 5 11400 "~ == 061501 ®
Hofer 200 4,4 3,5 20 34 KON/WZ 5 11400 mEEm 061479 ©
Lang-
zauner
Schelling
Schelling 200 6,2 4,5 20 36 KON/WZ 5 11400 "~ == 061546 ®
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1. Sawing 1.4 Panel sizing M

1.4.4 Scoring sawblades Kon/WZ

Machine D SB TDI BO NLA Z ZF SW  Typen ma WSS ID

mm mm mm mm mm Degree min”'
Scheer 2004,4 3,5 30 34 KON/WZ 5 11400 m9== 061489 ®
Scheer 20032 2,5 30 60 KON/WZ 5 11400 ®" == 061549 ®
Schelling 200 5,2 3,5 40 30 KON/WZ 5 11400 m9=H 061571 ®
Holzma 200 4,4 3,5 45 34 KON/WZ 5 11400 ®© == 061490 ®
Holzma 200 5,8 4,6 45 34 KON/WZ 5 11400 m9=H 061499 ®
Holzma 200 6,2 4,2 45 36 KON/WZ 5 11400 ®" == 061547 ®

200 4,5 3,2 50 3/13/80 44 KON/WZ 5 UT 11400 m==H 061559 ®
Selco 200 4,4 3,5 65 2/9/10036 KON/WZ 5 11400 =~ == 061505 ®

2/9/110
Selco 2004,8 3,5 65 2/9/11036 KON/WZ5 11400 mH=H 061528 ®
Giben 2154,4 3,2 50 3/15/8042 KON/WZ 5 10600 === 061508 ®
Schelling 220 6,5 4,5 20 36 KON/WZ 5 10400 " == 061560 ®
Giben 2504,5 3,2 50 3/13/8044 KON/WZ5 9100 === 061570 ®
Holzma 2804,8 3,5 45 48 KON/WZ 5 8100 mi=H 061564 ®
Holzma 2804,8 3,5 45 72 KON/WZ 5 8100 """ 061563 ®
Schelling 300 4,4 3,2 30 48 KON/WZ 5 7600 mHEE 061555 ®
Giben 3004,4 3,2 50 3/15/8048 KON/WZ 5 7600 === 061510 ®
Selco 3004,8 3,5 65 2/9/11048 KON/WZ 5 7600 mEEE 061565 @
Selco 3004,4 3,5 65 2/9/100 72 KON/WZ 5 7600 mHEE 061529 ®
2/9/110
80 @ available ex stock
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1. Sawing 1.4 Panel sizing M

1.4.5 Scoring sawblades Kon/FZ

Scoring sawblades - Excellent DP

Application:
For noise reduced scoring with feed with scoring depths of 2.00 - 2.50 mm.

Machine:
Panel sizing systems with scoring saw and pressure beam.

Workpiece material:
Plastic coated particle boards and fibre boards or composite materials (Qypsum
plasterboards and mineral wool slabs).

Technical information:

..M.. The cutting width of the scoring sawblade must be 0.10 mm less than the cutting
width of the main sawblade. AS LowNoise UT design - noise reduction during free
running by up to 3 dB(A). Tool body with irregular tooth pitch. Diamaster PLUS
design with 6.0 mm tip height.

Circular sawblades - AS LowNoise UT design - Diamaster PLUS

WK 804-2
D SB TDI BO NLA Z ZF SW Nmax. WSS ID
Low Noise mm mm mm mm mm Degree min”'
\\ 125 3,1 2,5 20 20 KON/FZ 10 18300 ®==m 190564 ®
))/'/ 125 3,1 2,5 22 20 KON/FZ 10 18300 ® =m 190614 O
150 4,3 3,2 20 24 KON/FZ 10 15200 m==m 190577 ®
SB 150 4,3 3,2 30 24 KON/FZ 10 15200 ® == 190565 ®
j—‘* 150 4,3 3,2 45 24 KON/FZ 10 15200 m==m 190578 O
160 4,3 3,5 30 30 KON/FZ 10 14300 m==m 190579 e
KON/FZ 160 4,3 3,2 45 3/11/70 30 KON/FZ 10 14300 m==m 190580
160 43 3,5 55 3/7/66 30 KON/FZ 10 14300 ®-== 190566 ®
180 4,3 3,5 20 2/10/60 30 KON/FZ 10 12700 m==m 190581 ®
180 4,3 3,5 30 2/10/60 30 KON/FZ 10 12700 m==m 190567 ®
180 4,3 3,5 45 30 KON/FZ 10 12700 m==m 190568 ®
Sw TDI 180 4,7 3,5 45 30 KON/FZ 10 12700 ®-== 190569 e
180 4,3 3,2 50 3/13/80 30 KON/FZ 10 12700 m==m 190582
200 43 35 20 30 KON/FZ 10 11400 m==m 190570 ®
200 4,3 3,5 30 2/10/60 30 KON/FZ 10 11400 m==m 190571 ®
200 4,3 3,5 45 30 KON/FZ 10 11400 ®=== 190572 ®
200 4,7 3,5 45 30 KON/FZ 10 11400 m=w=m 190573 ®
200 4,3 3,2 50 3/13/80 30 KON/FZ 10 11400 m==m 190583 O
200 4,3 3,5 65 2/9/100 30 KON/FZ 10 11400 m==m 190615 O
2/9/110
200 4,7 3,5 65 2/9/110 30 KON/FZ 10 11400 === 190574 e
200 4,3 3,5 80 2/14/110 30 KON/FZ 10 11400 m==m 190616 O
215 43 3,2 50 3/15/80 36 KON/FZ 10 10600 === 190575 ®
250 4,3 3,5 30 2/10/60 36 KON/FZ 10 9100 m=EE 190576 ©
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1. Sawing 1.4 Panel sizing M

1.4.5 Scoring sawblades Kon/FZ

Scoring sawblades

Application:
For scoring with feed with scoring depths of 1.50 - 2.00 mm.

Machine:
Panel sizing systems with scoring saw and pressure beam.

Workpiece material:
Plastic coated particle boards and fibre boards composite materials (gypsum
plasterboards and mineral wool slabs).

¥ Technical information:

— T -~ The cutting width of the scoring sawblade must be identical to the cutting width of
the main sawblade. If type UT, AS LowNoise UT design is used - noise reduction
during free running by up to 3 dB(A). Tool body with irregular tooth pitch.

Circular sawblades
WK 804-2
Machine D SB TDI BO NLA Z ZF SW  Typen . WSS ID

mm mm mm mm mm Degree min-
Low Noise SCM 100 3,2 2,5 20 20 KON/FZ 5 22900 mumE (061556 ©
\\ 100 3,2 2,5 22 20 KON/FZ 5 22900 ®* " H 061557 ®
))// 120 3,2 2,5 20 24 KON/FZ 5 19000 m==m (061552 ©
Panhans 125 4,4 3,5 20 24 KON/FZ 5 18300 =~ == 061516 ®
B Holz Her 125 4,4 3,5 45 24 KON/FZ 5 18300 ®==m (061518 U
»y—‘« Holz Her 140 4,4 3,5 45 1/8/58 24 KON/FZ5 16300 =~ == 061519

Panhans 180 4,4 3,5 30 2/10/60 30 KON/FZ5 12700 m=EE 061517 ©

Teuto-

KON/FZ matic
Q Holzma 1804,8 3,5 45 36 KON/FZ 5 UT 12700 =~ ==061526 ®
Holzma 1803,8 3,5 45 36 KON/FZ 5 12700 m==H 061566 ©
J_L Holzma 1803,8 3,0 45 54 KON/FZ 5 12700 === 061568 ®
sw DI Scheer 200 4,8 3,5 30 2/10/60 36 KON/FZ5 UT 11400 m==m 061561 ®
Holzma 200 4,8 3,5 45 36 KON/FZ 5 UT 11400 =~ ==061527 ®
SCM  2004,4 3,5 80 2/14/11036 KON/FZ5 UT 11400 E===061542 ®
Panhans 220 3,2 2,5 30 36 KON/FZ 5 10400 === 061535 ®
Panhans 250 4,4 3,5 30 2/10/60 42 KON/FZ5 9100 === (061537 ®
Panhans 280 4,4 3,0 30 2/10/60 48 KON/FZ5 8100 === 061540 ®
Holzma 2803,8 3,0 45 48 KON/FZ 5 8100 W==m (061567 ®
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1. Sawing 1.4 Panel sizing M

1.4.6 Scoring sawblades - softforming and postforming

Scoring sawblades - profiles for softforming and
postforming

Application:
For scoring with feed at high feed rates and deep cutting depths.

Machine:
Panel sizing systems with soft and postforming scoring saws.

Workpiece material:
Paper and plastic coated particle boards and fibre boards (MDF, HDF, WF etc.).

Technical information:
Tooth shape to machine manufacturers’ specifications.

Circular sawblades - TR tooth shape

WK 803-2-37
Machine D SB TDI BO NLA Z ZF SW Nma WSS ID
mm mm mm mm mm Degree min”’
Giben 250 4,6 3,2 50 3/13/80 60 TR 10 059714 ®
SB Giben 300 4,6 3,2 50 3/15/80 80 TR 10 7600 068000 ®
ﬁ—h Holzma 340 4,95 3,5 45 80 TR 15 6700 061606 ®

Circular sawblades - FZ/TR tooth shape
WK 852-2, WK 852-2-37

Machine D SB TDIBO NLA Z ZF  SW  na WSS ID

g
| D

mm mm mm mm mm Degree min™’
Sw ol Panhans 220 3,352,5 30 48 FZ/TR 10 10400 061536 ©
SB Panhans 250 4,55 3,5 30 2/10/60 48 FZ/TR 10 9100 061521 e
*y—‘* Panhans 280 4,553 30 2/10/6060 FZ/TR 15 8100 061614 ©
Homag Esp. 300 4,55 3,2 75 96 FZ/TR 15 7600 061615 ®
Homag 350 4,553,2 75 72 FZ/TR 15 6500 061613 ®
FZ/TR Hofer 400 4,4 3,2 30 2/10/60 72 FZ/TR 15 4700 "= 059256 ©
Panhans
Scheer
J—L Schelling
sw TDI Scheer 450 4,8 3,5 30 2/10/60 72 FZ/TR 15 4200 061616 ®
SB
Circular sawblades - WZ/FA tooth shape
WK 251-2, WK 851-2
WZ/FA Machine D SB TDI BO NLA Z ZF SW  nma WSS ID
mm mm mm mm mm Degree min™’
Panhans 180 4,55 3,5 30 36 WZ/FA 5 12700 059192 e
J—L Schelling 300 4,55 3,2 30 72 WZ/FA 10 7600 061618 ®
Sw TDI Selco 300 4,55 3,2 65 2/9/110 72 WZ/FA 10 7600 059189 e
SB
Circular sawblades - WZ tooth shape
WK 850-2
w2 Machine D SB TDI BO Z ZF SW  n,, WSS ID
mm mm mm mm Degree min”’
Homag 250 4,55 3,2 45 80 Wz 10 9100 061617 @
J—L Holzma 280 4,55 3,2 45 84 Wz 10 8100 061619 ®
Sw DI Holzma 280 4,95 3,5 45 84 Wz 10 8100 061676 ®
Holzma 280 4,1 35 45 84 Wz 10 061569 ®
Holzma 340 50 3,5 45 108 wz 10 6700 061611 @
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1.5 Combination of scoring and main sawblades M

1. Sawing
Machine — Tool Type ABM Z QAL ZF System ID
Type mm
Anthon - Scoring sawblade 180x4,4/3,5x20 30 HW  KON/WZ 061478
LN (90) Scoring sawblade 180x4,3/5,1x20 30 DP  KON/FZ  AS LowNoise UT 190581
Scoring sawblade 180x4,3/5,1x20 30 DP KON/WZ  AS LowNoise UT 190591 e
Main sawblade 400x4,4x60 60 HW Wz 059498 O
Main sawblade 400x4,4x60 72 DP Wz AS LowNoise UT 190632 O
Main sawblade 400x4,4x60 72 HW FZ/TR 059292 e
Main sawblade 400x4,4x60 72 HW  TR/TR RazorCut 069129 O
Main sawblade 400x4,4x60 72 DP FZ/TR AS LowNoise UT 190645 O
Anthon - Scoring sawblade 180x4,4/3,5x20 30 HW  KON/WZ 061478 ©
LNA (100), LN (120)  Scoring sawblade 180x4,3/5,1x20 30 DP KON/FZ AS LowNoise UT 190581
Scoring sawblade 180x4,3/5,1x20 30 DP KON/WZ  AS LowNoise UT 190591 ¢
Main sawblade 430x4,4x60 72 HW WZ 059499 O
Main sawblade 430x4,4x60 72 HW FZ/TR 059576 O
Main sawblade 430x4,4x60 72 HW TR/TR RazorCut 069130 O
Main sawblade 450x4,4x60 72 HW Wz 059500 O
Main sawblade 450x4,4/3,2x60 72 HW FZ/TR 059677 O
Anthon - Main sawblade 400x4,4x60 60 HW WZ 059498 O
Porta 100 Main sawblade 400x4,4x60 72 DP wZz AS LowNoise UT 190632 O
Main sawblade 400x4,4x60 72 HW FZ/TR 059292 e
Main sawblade 400x4,4x60 72 HW TR/TR RazorCut 069129 O
Main sawblade 400x4,4x60 72 DP FZ/TR AS LowNoise UT 190645 O
Anthon - Main sawblade 500x5,2x60 60 HW WZ 059501 O
Porta 150 Main sawblade 500x5,2x60 60 HW FZ/TR 059577 O
Anthon - Scoring sawblade 180x6/7,1x20 30 HW  KON/WZ 061520 ©
LNB (200), LNC (210) Main sawblade 700x6,2x80 60 HW Wz 059399 o
Main sawblade 700x6,2x80 60 HW FZ/TR 059395 e
Gabbiani - Scoring sawblade 200x4,4/3,56x80 36 HW KON/FZ  AS LowNoise UT 061542 ©
Galaxy 90 Scoring sawblade 200x4,3/5,1x80 30 DP  KON/FZ  AS LowNoise UT 190616 U
Scoring sawblade 200x4,3/5,1x80 30 DP KON/WZ  AS LowNoise UT 190619 O
Main sawblade 300x4,4x80 48 HW WZ 059502 O
Main sawblade 300x4,4x80 60 DP Wz AS LowNoise UT 190633 O
Main sawblade 300x4,4x80 60 HW FZ/TR 059503 O
Main sawblade 300x4,4/2,8x80 60 HW FZ/TR AS LowNoise foil 065338 ©
Main sawblade 300x4,4x80 60 HW TR/TR RazorCut 069131 O
Main sawblade 300x4,4x80 60 DP FZ/TR AS LowNoise UT 190646 O
Gabbiani - Scoring sawblade 200x4,4/3,56x80 36 HW KON/FZ  AS LowNoise UT 061542 ©
Galaxy 85 Scoring sawblade 200x4,3/5,1x80 30 DP  KON/FZ  AS LowNoise UT 190616 U
Scoring sawblade 200x4,3/5,1x80 30 DP KON/WZ  AS LowNoise UT 190619 O
Main sawblade 350x4,4x80 54 HW WZ 059504 O
Main sawblade 350x4,4x30 72 HW WZ AS LowNoise UT 059486 o
Main sawblade 350x4,4x80 60 DP wz AS LowNoise UT 190634 O
Main sawblade 350x4,4x80 72 DP Wz AS LowNoise UT 190635 O
Main sawblade 350x4,4/3,2x80 54 HW FZ/TR 059271 e
Main sawblade 350x4,4x80 72 HW FZ/TR 059691 O
Main sawblade 350x4,4/3,0x80 72 HW  FZ/TR AS LowNoise foil 065339 e
Main sawblade 350x4,4x80 72 HW TR/TR RazorCut 069132 O
Main sawblade 350x4,4x80 60 DP FZ/TR AS LowNoise UT 190647 O
Main sawblade 350x4,4x80 72 DP FZ/TR AS LowNoise UT 190648 O
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1.5 Combination of scoring and main sawblades M

1. Sawing
Machine — Tool Type ABM Z QAL ZF System ID
Type mm
Gabbiani - Scoring sawblade 200x4,4/3,5x80 36 HW KON/FZ  AS LowNoise UT 061542 ©
Galaxy 115 Scoring sawblade 200x4,3/5,1x80 30 DP  KON/FZ  AS LowNoise UT 190616 O
Scoring sawblade 200x4,3/5,1x80 30 DP KON/WZ  AS LowNoise UT 190619 O
Main sawblade 400x4,4x80 72 HW Wz AS LowNoise UT 059506 O
Main sawblade 400x4,4x80 72 DP Wz AS LowNoise UT 190636 O
Main sawblade 400x4,4/3,2x80 80 HW FZ/TR 059454 o
Main sawblade 400x4,4/3,0x80 72 HW FZ/TR AS LowNoise foil 065340 o
Main sawblade 400x4,4x80 72 HW TR/TR RazorCut 069133 O
Main sawblade 400x4,4x80 72 DP FZ/TR AS LowNoise UT 190649 O
Gabbiani - Scoring sawblade 200x4,4/3,5x80 36 HW KON/FZ  ASLowNoise UT 061542 @
Galaxy 140, Elite Scoring sawblade 200x4,3/5,1x80 30 DP  KON/FZ  AS LowNoise UT 190616 U
Scoring sawblade 200x4,3/5,1x80 30 DP KON/WZ  AS LowNoise UT 190619 O
Main sawblade 450x4,4x80 72 HW WZ 059507 O
Main sawblade 450x4,4x80 72 HW FzZ/TR 059692 O
Main sawblade 450x4,4/3,0x80 72 HW FZ/TR AS LowNoise foil 065341 o
Main sawblade 450x4,4x80 72 HW TR/TR RazorCut 069134 O
Giben - Scoring sawblade 125x4,4/3,2x45 20 HW  KON/WZ 061485 ©
MK, Gamma, N, ST, Main sawblade 355x4,4/3,2x75 60 HW  FzZ/TR 059275 e
SE, Trend
Giben - Scoring sawblade 125x4,4/3,2x45 20 HW  KON/WZ 061485 ©
G 2000 Starmatic Main sawblade 400x4,4x75 72 DP Wz AS LowNoise UT 190637 O
Main sawblade 400x4,4/3,2x75 72 HW  FZ/TR 059293 o
Main sawblade 400x4,4x75 72 HW TR/TR RazorCut 069117 O
Main sawblade 400x4,4x75 72 DP FZ/TR AS LowNoise UT 190650 O
Giben - Scoring sawblade 160x4,4/3,2x45 28 HW  KON/WZ 061509 ©
Prismatic 101 Scoring sawblade 160x4,3/5,1x45 30 DP KON/FZ  AS LowNoise UT 190580
Scoring sawblade 160x4,3/5,1x45 30 DP KON/WZ  AS LowNoise UT 190589 O
Main sawblade 400x4,4x75 72 DP Wz AS LowNoise UT 190637 O
Main sawblade 400x4,4/3,2x75 72 HW  FZ/TR 059293 e
Main sawblade 400x4,4x75 72 HW  TR/TR RazorCut 069117 O
Main sawblade 400x4,4x75 72 DP FZ/TR AS LowNoise UT 190650 O
Giben - Scoring sawblade 215x4,4/3,2x50 42 HW  KON/WZ 061508 ©
Prismatic 201 Scoring sawblade 215x4,3/5,1x50 36 DP KON/FZ  AS LowNoise UT 190575 o
Scoring sawblade 215x4,3/5,1x50 36 DP KON/WZ  AS LowNoise UT 190602 O
Scoring sawblade 300x4,4/3,2x50 48 HW  KON/WZ 061510 e
Postf. scoring sawblade 300x4,6x50 80 HW TR 068000 e
Main sawblade 400x4,4x75 72 DP Wz AS LowNoise UT 190637 O
Main sawblade 400x4,4/3,2x75 72 HW  FZ/TR 059293 e
Main sawblade 400x4,4x75 72 HW TR/TR RazorCut 069117 O
Main sawblade 400x4,4x75 72 DP FZ/TR AS LowNoise UT 190650 O
Main sawblade 430x4,4x75 72 HW Wz 059508 O
Main sawblade 430x4,4/3,2x75 72 HW  FZ/TR 059277 ©
Main sawblade 430x4,4x75 72 HW TR/TR RazorCut 069120 O
Giben - Scoring sawblade 215x4,4/3,2x50 42 HW  KON/WZ 061508 ©
Prismatic 2, 3 Scoring sawblade 215x4,3/5,1x50 36 DP KON/FZ AS LowNoise UT 190575 ©
Scoring sawblade 215x4,3/5,1x50 36 DP KON/WZ  AS LowNoise UT 190602 O
Scoring sawblade 300x4,4/3,2x50 48 HW  KON/WZ 061510 o
Postf. scoring sawblade 300x4,6x50 80 HW TR 068000 e
Main sawblade 470x4,4/3,2x75 96 HW FZ/TR 059584 o
Giben - Scoring sawblade 180x5,0/3,5x55 30 HW  KON/WZ 061500 ©
Matic H 150
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1.5 Combination of scoring and main sawblades M

1. Sawing
Machine — Tool Type ABM Z QAL ZF System ID
Type mm
Holz Her - Scoring sawblade 180x4,4/3,5x30 30 HW  KON/FZ 061517 ©
Cut 85/82 Scoring sawblade 180x4,3/5,1x30 30 DP KON/FZ AS LowNoise UT 190567 o
Scoring sawblade 180x4,3/5,1x30 30 DP KON/WZ  AS LowNoise UT 190592 O
Postf. scoring sawblade 250x4,55x30 48 HW  FZ/TR 061521 e
Main sawblade 350x4,4x30 54 HW WZ 059509 O
Main sawblade 350x4,4x30 60 DP wz AS LowNoise UT 190610 o
Main sawblade 350x4,4x30 72 DP Wz AS LowNoise UT 190611 @
Main sawblade 350x4,4/3,2x30 72 HW  FZ/TR 059252 o
Main sawblade 350x4,4x30 72 HW  FZ/TR AS OptiCut UT 069018 e
Main sawblade 350x4,4x30 72 HW TR/TR RazorCut 069109 e
Main sawblade 350x4,4x30 72 DP FZ/TR AS LowNoise UT 190606 @
Holz Her - Scoring sawblade 250x4,4/3,5x30 42 HW  KON/FZ 061537 ©
Cut 110 Scoring sawblade 250x4,3/5,1x30 36 DP  KON/FZ  AS LowNoise UT 190576 @
Scoring sawblade 250x4,3/5,1x30 36 DP KON/WZ  AS LowNoise UT 190603 O
Postf. scoring sawblade 250x4,55x30 48 HW FZ/TR 061521 o
Main sawblade 400x4,4x30 60 HW Wz 059510 O
Main sawblade 400x4,4x30 72 DP Wz AS LowNoise UT 190613 @
Main sawblade 400x4,4/3,2x30 72 HW  FZ/TR 059256 @
Main sawblade 400x4,4x30 72 HW  FZ/TR AS OptiCut UT 069017 o
Main sawblade 400x4,4x30 72 HW TR/TR RazorCut 069115 e
Main sawblade 400x4,4x30 72 DP FZ/TR AS LowNoise UT 190608 e
Holzma - Scoring sawblade 180x4,4/3,5x45 36 HW  KON/WZ AS OptiCut UT 061553 @
180 Scoring sawblade 180x4,3/5,1x45 30 DP KON/FZ AS LowNoise UT 190568 @
Scoring sawblade 180x4,3/5,1x45 30 DP KON/WZ  AS LowNoise UT 190593 O
Main sawblade 380x4,4/3,2x60 72 HW  FZ/TR 059681 o
Holzma - Scoring sawblade 200x4,4/5,5x45 34 HW  KON/WZ 061490
230/250 Scoring sawblade 200x4,3/5.1x45 30 DP  KON/FZ  AS LowNoise UT 190572 o
Scoring sawblade 200x4,3/5,1x45 30 DP KON/WZ  AS LowNoise UT 190598 ©
Postf. scoring sawblade 280x4,55x45 84 HW Wz 061619 o
Main sawblade 350x4,4x75 54 HW WZ AS LowNoise UT 059511 O
Main sawblade 350x4,4x75 72 HW Wz AS LowNoise UT 059512 O
Main sawblade 350x4,4x75 60 DP wz AS LowNoise UT 190638 O
Main sawblade 350x4,4x75 72 DP Wz AS LowNoise UT 190639 O
Main sawblade 350x4,4/3,2x75 72 HW  FZ/TR 059253 o
Main sawblade 350x4,4x75 72 HW FZ/TR AS OptiCut UT 069094 O
Main sawblade 350x4,4x75 72 HW TR/TR RazorCut 069110 O
Main sawblade 350x4,4x75 60 DP FZ/TR AS LowNoise UT 190651 O
Main sawblade 350x4,4x75 72 DP FZ/TR AS LowNoise UT 190652 O
Holzma - Scoring sawblade 180x4,4/3,5x45 36 HW  KON/WZ AS OptiCut UT 061553 @
350 Scoring sawblade 180x4,3/5,1x45 30 DP KON/FZ  AS LowNoise UT 190568 @
Scoring sawblade 180x4,3/5,1x45 30 DP KON/WZ  AS LowNoise UT 190593 O
Postf. scoring sawblade 280x4,55x45 84 HW WZ 061619 e
Main sawblade 350x4,4x60 54 HW Wz AS LowNoise UT 059485 o
Main sawblade 350x4,4x60 72 HW WZ AS LowNoise UT 059487 O
Main sawblade 350x4,4x60 60 DP Wz AS LowNoise UT 190641 O
Main sawblade 350x4,4x60 72 DP Wz AS LowNoise UT 190640 O
Main sawblade 350x4,4x60 72 HW FZ/TR 059693 o
Main sawblade 350x4,4x60 72 HW FZ/TR AS OptiCut UT 069082 e
Main sawblade 350x4,4x60 72 HW TR/TR RazorCut 069135 O
Main sawblade 350x4,4x60 60 DP FZ/TR AS LowNoise UT 190654 O
Main sawblade 350x4,4x60 72 DP FZ/TR AS LowNoise UT 190653 O
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1.5 Combination of scoring and main sawblades M

1. Sawing
Machine — Tool Type ABM Z QAL ZF System ID
Type mm
Holzma - Scoring sawblade 180x4,4/3,5x45 36 HW  KON/WZ  AS OptiCut UT 061553 ©
380,82 Scoring sawblade 180x4,3/5,1x45 30 DP KON/FZ AS LowNoise UT 190568 o
Scoring sawblade 180x4,3/5,1x45 30 DP KON/WZ  AS LowNoise UT 190593 O
Scoring sawblade 180x4,8/3,5x45 36 HW  KON/FZ 061526 e
Scoring sawblade 180x4,7/5,5x45 30 DP KON/FzZ AS LowNoise UT 190569 e
Scoring sawblade 180x4,7/5,5x45 30 DP KON/WZ  AS LowNoise UT 190595 e
Postf. scoring sawblade 280x4,55x45 84 HW Wz 061619 o
Postf. scoring sawblade 280x4,95x45 84 HW Wz 061676 ©
Main sawblade 380x4,8x60 54 HW Wz AS LowNoise UT 059490 e
Main sawblade 380x4,8x60 72 HW Wz AS LowNoise UT 059491 e
Main sawblade 380x4,8x60 72 DP Wz AS LowNoise UT 190612 o
Main sawblade 380x4,4/3,2x60 72 HW  FZ/TR 059681 o
Main sawblade 380x4,8x60 72 HW FZ/TR 059289 e
Main sawblade 380x4,8/3,5x60 72 HW  TR/TR AS LowNoise UT 059704 e
Main sawblade 380x4,8/3,5x60 72 HW  FZ/TR AS LowNoise foil 065337 ©
Main sawblade 380x4,8x60 72 HW FZ/TR AS LowNoise UT 069089 e
Main sawblade 380x4,8x60 72 HW TR/TR RazorCut 069114 o
Main sawblade 430x4,4x80 72 HW  WZ/FA AS LowNoise foil 065353 @
Main sawblade 380x4,8/3,5x60 84 HW  TR/TR 059314 o
Main sawblade 380x4,8x60 72 DP FZ/TR AS LowNoise UT 190607 e
Holzma - Scoring sawblade 180x4,8/3,5x45 36 HW  KON/FZ 061526 ©
510, HPP 11 Scoring sawblade 180x4,7/5,5x45 30 DP KON/FZ AS LowNoise UT 190569 o
Scoring sawblade 180x4,7/5,5x45 30 DP KON/WZ  AS LowNoise UT 190595 e
Postf. scoring sawblade 340x4,9x45 80 HW TR 061606 ©
Postf. scoring sawblade 340x5x45 108 HW Wz 061611 ©
Main sawblade 450x4,8x60 72 HW  WZ AS LowNoise UT 059513 O
Main sawblade 450x4,8/3,5x60 72 HW FZ/TR 059261 o
Main sawblade 450x4,8/3,5x60 72 HW  TR/TR 059316 ©
Main sawblade 450x4,8x60 72 HW  FZ/TR AS LowNoise UT 061354 o
Main sawblade 450x4,8x60 72 HW  TR/TR RazorCut 069125 o
Main sawblade 450x4,8/3,5x60 72 HW FZ/TR AS LowNoise foil 065349 o
Main sawblade 450x4,8x60 72 HW  WZ/FA AS LowNoise foil 065354 O
Holzma - Scoring sawblade 200x5,8/4,6x45 34 HW  KON/WZ 061499
33, HPP 42 Main sawblade 600x5,8x60 72 HW FZ/TR 059392 e
Holzma - Scoring sawblade 200x6,2/4,2x45 36 HW  KON/WZ 061547 ©
66, HPP 61 Main sawblade 670x5,8x60 42 HW  FZ/TR 059393 o
Main sawblade 730x6,2x60 60 HW Wz 059401 e
Main sawblade 730x6,2x60 60 HW FZ/TR 059397 e
Holzma - Scoring sawblade 180x4,8/3,5x45 36 HW  KON/FZ 061526 ©
22 Scoring sawblade 200x4,7/5,5x45 30 DP KON/WZ  AS LowNoise UT 190600 O
Scoring sawblade 200x4,7/5,5x45 30 DP KON/FZ AS LowNoise UT 190573 o
Postf. scoring sawblade 340x5x45 108 HW  WZ 061611 @
Main sawblade 500x4,8/3,5x60 72 HW  TR/TR 059317 o
Homag - Scoring sawblade 125x4,4/3,2x45 20 HW  KON/WZ 061485 o
CV’s Postf. scoring sawblade 300x4,55x75 96 HW FZ/TR 061615 o
Main sawblade 300x4,4/3,2x75 60 HW  FZ/TR 059309 e
Homag - Scoring sawblade 125x4,4/3,2x45 20 HW  KON/WZ 061485 ©
CH3 Main sawblade 300x4,4/3,2x75 60 HW  FZ/TR 059309 e
Homag - Scoring sawblade 150x4,4/3,5x45 24 HW  KON/WZ 061530 o
CT 04/40 Scoring sawblade 150x4,3/5,1x45 24 DP KON/FZ AS LowNoise UT 190578 O
Scoring sawblade 150x4,3/5,1x45 24 DP KON/WZ  AS LowNoise UT 190587 O
Postf. scoring sawblade 250x4,55x45 80 HW Wz 061617 @
Main sawblade 300x4,4/3,2x75 60 HW  FZ/TR 059309 e
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1.5 Combination of scoring and main sawblades M

1. Sawing
Machine — Tool Type ABM Z QAL ZF System ID
Type mm
Homag - Scoring sawblade 180x4,4/3,5x45 30 HW  KON/WZ 061544
CH 04 Scoring sawblade 180x4,3/5,1x45 30 DP KON/FZ AS LowNoise UT 190568
Scoring sawblade 180x4,3/5,1x45 30 DP KON/WZ  AS LowNoise UT 190593
Postf. scoring sawblade 300x4,55x75 96 HW FZ/TR 061615
Main sawblade 355x4,4/3,2x75 60 HW  FZ/TR 059275
Homag - Scoring sawblade 150x4,4/3,5x45 24 HW  KON/WZ 061530 e
CT 06/10 Scoring sawblade 150x4,3/5,1x45 24 DP  KON/FZ  AS LowNoise UT 190578 O
Scoring sawblade 150x4,3/5,1x45 24 DP KON/WZ  AS LowNoise UT 190587 O
Main sawblade 350x4,4/3,2x75 72 HW  FZ/TR 059253 o
Main sawblade 350x4,4x75 72 HW TR/TR RazorCut 069110 O
Homag - Scoring sawblade 150x4,4/3,5x45 24 HW  KON/WZ 061530 e
CH 08/12 Scoring sawblade 150x4,3/5,1x45 24 DP  KON/FZ  AS LowNoise UT 190578 O
Scoring sawblade 150x4,3/5,1x45 24 DP KON/WZ  AS LowNoise UT 190587 O
Main sawblade 400x4,4/3,2x75 72 HW  FZ/TR 059260 e
Main sawblade 400x4,4x75 72 HW TR/TR RazorCut 069117 O
Homag - Postf. scoring sawblade 350x4,55x75 72 HW FZ/TR 061613
CH 30/06 Main sawblade 350x4,4/3,2x75 72 HW  FZ/TR 059253 e
Main sawblade 350x4,4x75 72 HW TR/TR RazorCut 069110 O
Homag - Postf. scoring sawblade 350x4,55x75 72 HW FzZ/TR 061613 o
CHP Court 85 Main sawblade 400x4,4/3,2x75 72 HW  FZ/TR 059260 o
Main sawblade 400x4,4x75 72 HW TR/TR RazorCut 069117 O
Panhans - Scoring sawblade 125x3,2/2,5x20 24 HW  KON/WZ 061470
Euro 5, (SF, Scoring sawblade 125x3,1/3,9x20 20 DP  KON/FZ  AS LowNoise UT 190564 o
Compact, Ecopan) Scoring sawblade 125x3,1/3,9x20 20 DP KON/WZ  AS LowNoise UT 190584 o
Scoring sawblade 125x4,4/3,5x20 24 HW KON/FZ 061516 ©
Scoring sawblade 220x3,2/2,5x30 36 HW  KON/FZ 061535 o
Postf. scoring sawblade 220x3,35x30 48 HW  FZ/TR 061536 ©
Main sawblade 280x3,2/2,2x30 60 HW  FZ/TR AS LowNoise UT 061353 o
Main sawblade 280x3,2x30 60 HW TR/TR RazorCut 069101 o
Main sawblade 300x4,4/3,0x30 48 HW Wz 059100 e
Main sawblade 300x4,4x30 60 DP Wz AS LowNoise UT 190609 e
Main sawblade 300x4,4/3,0x30 60 HW  FZ/TR 059250 e
Main sawblade 300x4,4x30 60 HW FZ/TR AS OptiCut UT 068350 e
Main sawblade 300x4,4x30 60 HW TR/TR RazorCut 069104 o
Main sawblade 300x4,4x30 60 DP FZ/TR AS LowNoise UT 190604 o
Panhans - Scoring sawblade 125x4,4/3,5x20 24 HW  KON/FZ 061516 ©
Euro10, 693/SH70  Scoring sawblade 180x4,4/3,5x30 30 HW  KON/FZ 061517 @
Scoring sawblade 180x4,3/5,1x30 30 DP KON/FZ AS LowNoise UT 190567 o
Scoring sawblade 180x4,3/5,1x30 30 DP KON/WZ  AS LowNoise UT 190592 ©
Main sawblade 300x4,4/3,0x30 48 HW Wz 059100 e
Main sawblade 300x4,4x30 60 DP Wz AS LowNoise UT 190609 e
Main sawblade 300x4,4/3,0x30 60 HW FZ/TR 059250 e
Main sawblade 300x4,4x30 60 HW FZ/TR AS OptiCut UT 068350 e
Main sawblade 300x4,4x30 60 HW TR/TR RazorCut 069104 o
Main sawblade 300x4,4x30 60 DP FZ/TR AS LowNoise UT 190604 e
Panhans - Scoring sawblade 250x4,4/3,5x30 42 HW  KON/FZ 061537 ®
Euro 10SF Scoring sawblade 250x4,3/5,1x30 36 DP KON/FZ AS LowNoise UT 190576 ©
Scoring sawblade 250x4,3/5,1x30 36 DP KON/WZ  AS LowNoise UT 190603 O
Postf. scoring sawblade 250x4,55x30 48 HW  FZ/TR 061521 e
Main sawblade 300x4,4/3,0x30 48 HW Wz 059100 e
Main sawblade 300x4,4x30 60 DP Wz AS LowNoise UT 190609 o
Main sawblade 300x4,4/3,0x30 60 HW  FZ/TR 059250 e
Main sawblade 300x4,4x30 60 HW FZ/TR AS OptiCut UT 068350 e©
Main sawblade 300x4,4x30 60 HW TR/TR RazorCut 069104 e
Main sawblade 300x4,4x30 60 DP FZ/TR AS LowNoise UT 190604 o
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1.5 Combination of scoring and main sawblades M

1. Sawing
Machine — Tool Type ABM Z QAL ZF System ID
Type mm
Panhans - Scoring sawblade 180x4,4/3,5x30 30 HW  KON/FZ 061517 ©
Euro 12, 30 Scoring sawblade 180x4,3/5,1x30 30 DP KON/FZ AS LowNoise UT 190567 ©
Scoring sawblade 180x4,3/5,1x30 30 DP KON/WZ  AS LowNoise UT 190592 O
Main sawblade 350x4,4/3,2x30 54 HW WZ 059102 e
Main sawblade 350x4,4x30 60 DP Wz AS LowNoise UT 190610 e
Main sawblade 350x4,4/3,2x30 72 HW  FZ/TR 059252 o
Main sawblade 350x4,4x30 72 HW FZ/TR AS OptiCut UT 069018 o
Main sawblade 350x4,4x30 72 HW TR/TR RazorCut 069109 e
Main sawblade 350x4,4x30 60 DP FZ/TR AS LowNoise UT 190605 o
Panhans - Scoring sawblade 280x4,4/3,0x30 48 HW  KON/FZ 061540 ©
Euro 12 SF Postf. scoring sawblade 280x4,55x30 60 HW FZ/TR 061614 o
Main sawblade 350x4,4/3,2x30 54 HW WZ 059102 e
Main sawblade 350x4,4x30 60 DP Wz AS LowNoise UT 190610 e
Main sawblade 350x4,4/3,2x30 72 HW  FZ/TR 059252 o
Main sawblade 350x4,4x30 72 HW  FZ/TR AS OptiCut UT 069018 ©
Main sawblade 350x4,4x30 72 HW TR/TR RazorCut 069109 e
Main sawblade 350x4,4x30 60 DP FZ/TR AS LowNoise UT 190605 e
Panhans - Scoring sawblade 180x4,4/3,5x30 30 HW  KON/FZ 061517 o
Euro 32 Scoring sawblade 180x4,3/5,1x30 30 DP KON/FZ  AS LowNoise UT 190567 @
Scoring sawblade 180x4,3/5,1x30 30 DP KON/WZ  AS LowNoise UT 190592 O
Main sawblade 370x4,4x30 72 HW WZ AS LowNoise UT 059514 O
Main sawblade 370x4,4/3,2x30 72 HW FZ/TR AS LowNoise UT 059319 o
Main sawblade 370x4,4x30 72 HW  TR/TR RazorCut 069112 o
Panhans - Scoring sawblade 180x4,4/3,5x30 30 HW  KON/FZ 061517 ®
693/SH 110 Scoring sawblade 180x4,3/5,1x30 30 DP KON/FZ  AS LowNoise UT 190567 ©
Scoring sawblade 180x4,3/5,1x30 30 DP KON/WZ  AS LowNoise UT 190592 O
Main sawblade 400x4,4x30 60 HW Wz 059515 O
Main sawblade 400x4,4x30 72 DP wz AS LowNoise UT 190613 @
Main sawblade 400x4,4/3,2x30 72 HW FZ/TR 059256 ©
Main sawblade 400x4,4x30 72 HW FzZ/TR AS OptiCut UT 069017 e
Main sawblade 400x4,4x30 72 HW TR/TR RazorCut 069115 o
Main sawblade 400x4,4x30 72 DP FZ/TR AS LowNoise UT 190608 @
Panhans - Scoring sawblade 180x4,4/3,5x30 30 HW  KON/FZ 061517 ©
Eurostar 2 XL, Scoring sawblade 180x4,3/5,1x30 30 DP KON/FZ  AS LowNoise UT 190567 @
Polystar Scoring sawblade 180x4,3/5,1x30 30 DP KON/WZ  AS LowNoise UT 190592 O
Scoring sawblade 280x4,4/3,0x30 48 HW  KON/FZ 061540 o
Postf. scoring sawblade 280x4,55x30 60 HW FZ/TR 061614 o
Main sawblade 370x4,4x30 72 HW WZ AS LowNoise UT 059514 O
Main sawblade 370x4,4/3,2x30 72 HW  FZ/TR AS LowNoise UT 059319 e
Main sawblade 370x4,4x30 72 HW TR/TR RazorCut 069112 o
Panhans - Scoring sawblade 180x4,4/3,5x30 30 HW  KON/FZ 061517 ®
Eurostar 2 XXL Scoring sawblade 180x4,3/5,1x30 30 DP KON/FZ AS LowNoise UT 190567 @
Scoring sawblade 180x4,3/5,1x30 30 DP KON/WZ  AS LowNoise UT 190592 O
Scoring sawblade 280x4,4/3,0x30 48 HW  KON/FZ 061540 o
Postf. scoring sawblade 280x4,55x30 60 HW FZ/TR 061614 e
Main sawblade 400x4,4x30 60 HW Wz 059515 O
Main sawblade 400x4,4x30 72 DP wz AS LowNoise UT 190613 e
Main sawblade 400x4,4/3,2x30 72 HW  FZ/TR 059256 ©
Main sawblade 400x4,4x30 72 HW FZ/TR AS OptiCut UT 069017 o
Main sawblade 400x4,4x30 72 HW TR/TR RazorCut 069115 o
Main sawblade 400x4,4x30 72 DP FZ/TR AS LowNoise UT 190608 @
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1.5 Combination of scoring and main sawblades M

1. Sawing
Machine — Tool Type ABM Z QAL ZF System ID
Type mm
Panhans - Scoring sawblade 180x4,4/3,5x30 30 HW  KON/FZ 061517 ©
Polypan 47 Scoring sawblade 180x4,3/5,1x30 30 DP KON/FZ AS LowNoise UT 190567 ©
Scoring sawblade 180x4,3/5,1x30 30 DP KON/WZ  AS LowNoise UT 190592 O
Postf. scoring sawblade 300x4,55x30 72 HW  WZ/FA 061618 ©
Main sawblade 350x4,4/3,2x30 72 HW  FZ/TR 059252 o
Main sawblade 350x4,4x30 72 HW FZ/TR AS OptiCut UT 069018 o
Main sawblade 350x4,4x30 72 HW TR/TR RazorCut 069109 e
Panhans - Postf. scoring sawblade 180x4,55x30 36 HW  WZ/FA 059192 e
S45 Main sawblade 300x4,4/3,0x30 60 HW  FZ/TR 059250 o
Main sawblade 300x4,4x30 60 HW FZ/TR AS OptiCut UT 068350 e
Main sawblade 300x4,4x30 60 HW TR/TR RazorCut 069104 o
Main sawblade 350x4,4/3,2x30 72 HW  FZ/TR 059252 o
Main sawblade 350x4,4x30 72 HW FZ/TR AS OptiCut UT 069018 e
Main sawblade 350x4,4x30 72 HW TR/TR RazorCut 069109 e
Schelling - Scoring sawblade 300x4,4/3,2x30 48 HW  KON/WZ 061555 ©
FXH, FH 4, FK 4 Postf. scoring sawblade 300x4,55x30 72 HW  WZ/FA 061618 @
Main sawblade 350x4,4/3,2x30 54 HW WZ 059102 e
Main sawblade 350x4,4/3,2x30 72 HW  FZ/TR 059252 e
Main sawblade 350x4,4x30 72 HW TR/TR RazorCut 069109 e
Schelling - Scoring sawblade 200x4,3/4,5x20 24 HW  KON/WZ 061522 ©
FMH Scoring sawblade 200x4,4/3,5x20 34 HW  KON/WZ 061479 o
Scoring sawblade 200x4,3/5,1x20 30 DP KON/FZ AS LowNoise UT 190570 e
Scoring sawblade 200x4,3/5,1x20 30 DP KON/WZ  AS LowNoise UT 190596 o
Main sawblade 370x4,4x30 72 HW WZ AS LowNoise UT 059489 e
Main sawblade 350x4,4/3,2x30 54 HW WZ 059102 o
Main sawblade 350x4,4/3,2x30 72 HW  FZ/TR 059252 e
Main sawblade 350x4,4x30 72 HW TR/TR RazorCut 069109 e
Main sawblade 370x4,4/3,2x30 72 HW  FZ/TR AS LowNoise UT 059319 e
Main sawblade 370x4,4x30 72 HW TR/TR RazorCut 069112 o
Main sawblade 370x4,4x30 54 HW WZ AS LowNoise UT 059488 o
Schelling - Scoring sawblade 200x4,3/4,5x20 24 HW  KON/WZ 061522 ©
FW, AW, AK Scoring sawblade 200x4,4/3,5x20 34 HW  KON/WZ 061479 o
Scoring sawblade 200x4,3/5,1x20 30 DP KON/FZ AS LowNoise UT 190570 e
Scoring sawblade 200x4,3/5,1x20 30 DP KON/WZ  AS LowNoise UT 190596 o
Main sawblade 400x4,4/3,2x30 60 HW Wz 059105 e
Main sawblade 400x4,4/3,2x30 72 HW  FZ/TR 059256 o
Main sawblade 400x4,4x30 72 HW TR/TR RazorCut 069115 o
Main sawblade 430x4,4x30 72 HW TR/TR RazorCut 069119 e
Schelling - Scoring sawblade 200x4,4/3,5x20 34 HW  KON/WZ 061479 ©
AL Scoring sawblade 200x4,3/4,5x20 24 HW  KON/WZ 061522 e
Scoring sawblade 200x4,3/5,1x20 30 DP KON/FZ AS LowNoise UT 190570 e
Scoring sawblade 200x4,3/5,1x20 30 DP KON/WZ  AS LowNoise UT 190596 @
Main sawblade 450x4,4x30 72 HW WZ 059433 e
Main sawblade 450x4,4x30 72 HW FZ/TR 059553 e
Main sawblade 450x4,4x30 72 HW TR/TR RazorCut 069122 e
Schelling - Scoring sawblade 200x4,4/3,5x20 34 HW  KON/WZ 061479
FH 6, FM 6, FK 6 Scoring sawblade 200x4,3/4,5x20 24 HW  KON/WZ 061522 e
Scoring sawblade 200x4,3/5,1x20 30 DP KON/FZ AS LowNoise UT 190570 e
Scoring sawblade 200x4,3/5,1x20 30 DP KON/WZ  AS LowNoise UT 190596 o
Main sawblade 460x4,4x30 48 HW Wz AS LowNoise UT 059494 e
Main sawblade 460x4,4x30 72 HW WZ AS LowNoise UT 059495 e
Main sawblade 460x4,4/3,2x30 72 HW  FZ/TR 059303 e
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1.5 Combination of scoring and main sawblades M

1. Sawing

Machine — Tool Type ABM Z QAL ZF System ID

Type mm

Schelling - Scoring sawblade 200x4,4/3,5x20 34 HW  KON/WZ 061479

FL Scoring sawblade 200x4,3/4,5x20 24 HW  KON/WZ 061522
Scoring sawblade 200x4,3/5,1x20 30 DP KON/FZ AS LowNoise UT 190570
Scoring sawblade 200x4,3/5,1x20 30 DP KON/WZ  AS LowNoise UT 190596
Main sawblade 480x4,4/3,2x30 72 HW WZ 059481
Main sawblade 480x4,4x30 72 HW FZ/TR 059679

Schelling - Scoring sawblade 200x4,4/3,5x20 34 HW  KON/WZ 061479 ©

FH 8, FM 6+ Scoring sawblade 200x4,3/4,5x20 24 HW  KON/WZ 061522 e
Scoring sawblade 200x4,3/5,1x20 30 DP KON/FZ AS LowNoise UT 190570 e
Scoring sawblade 200x4,3/5,1x20 30 DP KON/WZ  AS LowNoise UT 190596 o
Scoring sawblade 200x5,2x40 30 HW  KON/WZzZ 061571 o
Main sawblade 520x4,4x30 72 HW Wz AS LowNoise UT 059497 e
Main sawblade 520x4,4x30 72 HW FZ/TR 059690 e
Main sawblade 520x4,8x30 72 HW TR/TR RazorCut 069139 e

Schelling - Scoring sawblade 200x5,2/3,56x20 24 HW  KON/WZ 061501 ®

FP Main sawblade 530x5,2x30 60 HW FZ/TR 059287 e
Main sawblade 530x5,2/3,5x30 60 HW WZ 059444 o

Schelling - Scoring sawblade 200x6,2/4,5x20 36 HW  KON/WZ 061546 ©

AS Scoring sawblade 220x6,5/4,5x20 36 HW  KON/WZ 061560 e
Main sawblade 680x6,2x40 60 HW Wz 059398 e
Main sawblade 680x6,2x40 60 HW FZ/TR 059394 e
Main sawblade 720x6,5x40 60 HW FZ/TR 059396 @

Scheer - Scoring sawblade 200x4,4/3,5x30 34 HW  KON/WZ 061489 o

PA 6000/5500 Scoring sawblade 200x4,3/5,1x30 30 DP  KON/WZ  AS LowNoise UT 190597 O
Scoring sawblade 200x4,3/5.1x30 30 DP KON/FZ AS LowNoise UT 190571 e
Main sawblade 350x4,4/3,2x30 72 HW  FZ/TR 059252 o
Main sawblade 350x4,4x30 72 DP FZ/TR AS LowNoise UT 190606 o
Main sawblade 350x4,4x30 72 HW FZ/TR AS OptiCut UT 069018 o
Main sawblade 350x4,4x30 64 HW  WZ/FA AS LowNoise foil 065345 o
Main sawblade 350x4,4x30 72 HW TR/TR RazorCut 069109 e
Main sawblade 350x4,4x30 72 HW Wz AS LowNoise UT 059486 ©
Main sawblade 350x4,4x30 60 DP wz AS LowNoise UT 190610 e
Main sawblade 350x4,4x30 72 DP wz AS LowNoise UT 190611 e

Scheer - Postf. scoring sawblade 450x4,8x30 72 HW FZ/TR 061616 @

PA 7000

Scheer - Scoring sawblade 200x4,4/3,5x30 34 HW  KON/WZ 061489 ©

FM 14 Scoring sawblade 200x4,3/5,1x30 30 DP KON/WZ  AS LowNoise UT 190597 O
Scoring sawblade 200x4,3/5.1x30 30 DP KON/FZ AS LowNoise UT 190571 o
Main sawblade 400x4,4/3,2x30 72 HW FZ/TR 059256 @
Main sawblade 400x4,4x30 72 DP FZ/TR AS LowNoise UT 190608 @
Main sawblade 400x4,4x30 72 HW FZ/TR AS OptiCut UT 069017 o
Main sawblade 400x4,4x30 72 HW  WZ/FA AS LowNoise foil 065346 @
Main sawblade 400x4,4x30 72 HW TR/TR RazorCut 069115 o
Main sawblade 400x4,4/3,2x30 60 HW Wz 059105 e
Main sawblade 400x4,4x30 72 HW WZ AS LowNoise UT 059492 o
Main sawblade 400x4,4x30 72 DP wz AS LowNoise UT 190613 e

Scheer - Scoring sawblade 200x3,2/2,56x30 60 HW  KON/WZ 061549 e

FM 16/PA 4500 Main sawblade 300x3,2x30 72 HW  FZ/TR 061378 e
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1.5 Combination of scoring and main sawblades M

1. Sawing
Machine — Tool Type ABM Z QAL ZF System ID
Type mm
SCM - Scoring sawblade 160x4,4/3,5x55 36 HW  KON/WZ 061487 ©
Prima 50 Scoring sawblade 160x4,3/5,1x55 30 DP KON/FZ AS LowNoise UT 190566 ©
Scoring sawblade 160x4,3/5,1x55 30 DP KON/WZ  AS LowNoise UT 190590 O
Main sawblade 300x4,4x80 48 HW WZ 059502 O
Main sawblade 300x4,4x80 60 DP Wz AS LowNoise UT 190633 O
Main sawblade 300x4,4x80 60 HW FZ/TR 059503 O
Main sawblade 300x4,4/2,8x80 60 HW FZ/TR AS LowNoise foil 065338 ©
Main sawblade 300x4,4x80 60 HW TR/TR RazorCut 069131 O
Main sawblade 300x4,4x80 60 DP FZ/TR AS LowNoise UT 190646 O
SCM - Scoring sawblade 160x4,4/3,5x55 36 HW  KON/WZ 061487 ©
Impact 85 K Scoring sawblade 160x4,3/5,1x55 30 DP KON/FZ AS LowNoise UT 190566 @
Scoring sawblade 160x4,3/5,1x55 30 DP KON/WZ  AS LowNoise UT 190590 O
Main sawblade 350x4,4x80 54 HW WZ 059504 O
Main sawblade 350x4,4x30 72 HW Wz AS LowNoise UT 059486 @
Main sawblade 350x4,4x80 60 DP Wz AS LowNoise UT 190634 O
Main sawblade 350x4,4x80 72 DP Wz AS LowNoise UT 190635 O
Main sawblade 350x4,4/3,2x80 54 HW FZ/TR 059271 e
Main sawblade 350x4,4x80 72 HW FZ/TR 059691 O
Main sawblade 350x4,4/3,0x80 72 HW FZ/TR AS LowNoise foil 065339 o
Main sawblade 350x4,4x80 72 HW TR/TR RazorCut 069132 O
Main sawblade 350x4,4x80 60 DP FZ/TR AS LowNoise UT 190647 O
Main sawblade 350x4,4x80 72 DP FZ/TR AS LowNoise UT 190648 O
SCM - Scoring sawblade 160x4,4/3,5x55 36 HW  KON/WZ 061487 ©
Impact 105 C/D, Scoring sawblade 160x4,3/5,1x55 30 DP KON/FZ AS LowNoise UT 190566 @
Plus 105 C/D/P Scoring sawblade 160x4,3/5,1x55 30 DP  KON/WZ AS LowNoise UT 190590 C
Main sawblade 380x4,4x80 72 HW FZ/TR 059701 O
Main sawblade 380x4,4x80 72 HW TR/TR RazorCut 069137 O
SCM - Scoring sawblade 160x4,4/3,5x55 36 HW  KON/WZ 061487 ©
Plus 125 C/D/P Scoring sawblade 160x4,3/5,1x55 30 DP  KON/FZ  AS LowNoise UT 190566 @
Scoring sawblade 160x4,3/5,1x55 30 DP KON/WZ  AS LowNoise UT 190590 O
Main sawblade 400x4,4x80 72 HW WZ AS LowNoise UT 059506 O
Main sawblade 400x4,4x80 72 DP wz AS LowNoise UT 190636 O
Main sawblade 400x4,4/3,2x80 80 HW FZ/TR 059454 o
Main sawblade 400x4,4/3,0x80 72 HW  FZ/TR AS LowNoise foil 065340 e
Main sawblade 400x4,4x80 72 HW TR/TR RazorCut 069133 O
Main sawblade 400x4,4x80 72 DP FZ/TR AS LowNoise UT 190649 O
Main sawblade 450x4,4x80 72 HW WZ 059507 O
Main sawblade 450x4,4x80 72 HW FZ/TR 059692 O
Main sawblade 450x4,4/3,0x80 72 HW  FZ/TR AS LowNoise foil 065341 o
Main sawblade 450x4,4x80 72 HW TR/TR RazorCut 069134 O
Main sawblade 420x4,8x80 72 HW FZ/TR 059695 O
Selco - Scoring sawblade 200x4,4/3,5x65 36 HW  KON/WZ 061505 @
EB70 (L) Scoring sawblade 300x4,4/3,5x65 72 HW  KON/WZ 061529 o
Postf. scoring sawblade 300x4,55x65 72 HW  WZ/FA 059189 e
Main sawblade 300x4,4/3,0x65 60 HW FZ/TR 059667 ©
Main sawblade 300x4,4x65 60 HW TR/TR RazorCut 069105 e
Main sawblade 300x4,4x65 48 HW Wz 059516 O
Selco - Scoring sawblade 200x4,4/3,5x65 36 HW  KON/WZ 061505 o
EB 70 (kit 80), 75, 80 Scoring sawblade 300x4,4/3,5x65 72 HW  KON/WZ 061529 o
Postf. scoring sawblade 300x4,55x65 72 HW  WZ/FA 059189 e
Main sawblade 320x4.4x65 60 HW FZ/TR 059682 o
Main sawblade 320x4,4x65 60 HW FZ/TR AS LowNoise UT 059696 O
Main sawblade 320x4,4x65 60 HW TR/TR RazorCut 069136 O
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1.5 Combination of scoring and main sawblades M

1. Sawing
Machine — Tool Type ABM Z QAL ZF System ID
Type mm
Selco - Scoring sawblade 200x4,4/3,5x65 36 HW  KON/WZ 061505 ®
EB 90 Scoring sawblade 300x4,4/3,5x65 72 HW  KON/WZ 061529 o
Postf. scoring sawblade 300x4,55x65 72 HW  WZ/FA 059189 e
Main sawblade 355x4,4x80 72 HW TR/TR RazorCut 069111 e
Main sawblade 355x4,4x80 72 HW Wz 059517 O
Selco - Scoring sawblade 200x4,4/3,5x65 36 HW  KON/WZ 061505 o
EB 95 Scoring sawblade 300x4,4/3,5x65 72 HW KON/WZ 061529 o
Postf. scoring sawblade 300x4,55x65 72 HW  WZ/FA 059189 e
Main sawblade 355x4,4x65 72 HW FZ/TR 059700 O
Selco - Scoring sawblade 200x4,4/3,5x65 36 HW  KON/WZ 061505 ®
EB100 Scoring sawblade 300x4,4/3,5x65 72 HW  KON/WZ 061529 o
Postf. scoring sawblade 300x4,55x65 72 HW  WZ/FA 059189 e
Main sawblade 360x4,4x65 72 HW FZ/TR 059697 O
Selco - Scoring sawblade 200x4,4/3,5x65 36 HW  KON/WZ 061505 @
EB/EBT 110, 108, Scoring sawblade 300x4,4/3,5x65 72 HW  KON/WZ 061529 e
120, WN 125, 200, Postf. scoring sawblade 300x4,55x65 72 HW  WZ/FA 059189 e
WN 600/132, 512, Main sawblade 400x4,4/3,2x80 72 HW  FZ/TR 059291 e
WN 600/145, WN Main sawblade 400x4,4x80 72 HW TR/TR RazorCut 069118 O
600/162 Main sawblade 400x4,4x80 72 HW FZ/TR AS LowNoise foil 065355 O
Selco - Scoring sawblade 200x4,4/3,5x65 36 HW  KON/WZ 061505 o
EB/EBT 120, WN 125 Scoring sawblade 300x4,4/3,5x65 72 HW  KON/WZ 061529 o
Postf. scoring sawblade 300x4,55x65 72 HW  WZ/FA 059189 e
Main sawblade 430x4,4x80 72 HW FZ/TR 059698 O
Main sawblade 430x4,4x80 72 HW FZ/TR AS OptiCut UT 069090 e
Main sawblade 430x4,4x80 72 HW TR/TR RazorCut 069121 o
Main sawblade 430x4,4/3,2x80 72 HW Wz 059461 e
Selco - Scoring sawblade 200x4,8/3,5x65 36 HW  KON/WZ 061528 e
WN 600/132, WN 200 Scoring sawblade 200x4,7/5,5x65 30 DP KON/WZ  AS LowNoise UT 190601 O
Scoring sawblade 200x4,7/5,5x65 30 DP KON/FZ AS LowNoise UT 190574 o
Postf. scoring sawblade 300x4,55x65 72 HW WZ/FA 059189 e
Main sawblade 450x4,8x80 72 HW FZ/TR 059699 O
Main sawblade 450x4,4x80 72 HW  FZ/TR AS LowNoise foil 065356 O
Main sawblade 450x4,4x80 72 HW Wz 059518 O
Selco - Scoring sawblade 200x4,8/3,5x65 36 HW  KON/WZ 061528 o
WN 600/145, WN 512 Scoring sawblade 200x4,7/5,5x65 30 DP KON/WZ  AS LowNoise UT 190601 O
Scoring sawblade 200x4,7/5,5x65 30 DP KON/FZ AS LowNoise UT 190574 o
Postf. scoring sawblade 300x4,55x65 72 HW  WZ/FA 059189 e
Main sawblade 480x4,8/3,5x80 72 HW  FZ/TR 059307 e
Main sawblade 480x4,8x80 72 HW TR/TR RazorCut 069127 o
Main sawblade 480x4,8x80 72 HW WZ AS LowNoise UT 059496 o
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1. Sawing

1.6 Cutting non-ferrous metals and plastics

it

Working process

For splitting, mitre cutting and sizing. Spray lubrication recommended when

machining non-ferrous metal profiles.

Workpiece materials

Non-ferrous and plastic profiles, composites, insulating material and aluminium

compound materials.

Machines Splitting, trimming, mitre joint, double cross cutting and sizing machines.
Application ol @ o o0
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Positive cutting angle:

The positive cutting angle presses the
workpiece onto the table.

For circular sawblades with the tooth
shape FZ/TR and the spindle below the
workpiece for cross and mitre cutting
with material thickness > 2.5 mm.

Negative cutting angle:

The negative cutting angle presses the
workpiece onto the table.

For circular sawblades with the tooth
shape FZ/TR and the spindle above the
workpieces for cross and mitre cutting
with material thickness < 2.5 mm.

Tooth shape

FZ/TR (square/trapezoidal teeth):
Tooth shape for non-ferrous metals and
plastic profiles and boards.

TR/TR (trapezoidal/trapezoidal teeth):
Tooth shape for better cutting quality
with non-ferrous and plastic profiles.
If altered from the standard FZ/TR
shape.

Recommended feed rate
f, (in mm)

Vi= n-Z-f,/1000

Profile thickness < 2.5 mm, f, = 0.02 — 0.05 mm
Profile thickness > 2.5 mm, f, = 0.05 - 0.15 mm

RPM diagram

15000

13000

11000

n [min”] ——

9000

7000
5000

3000

1000
150 200 250 300

[ Allowable RPM

350 400 450 500
D [mm] ——>
I Recommended RPM

94



1. Sawing 1.6 Cutting non-ferrous metals and plastics m

Cutting height diagram 120

100 —

80 /
l/
=

60

40
a0 | ]

Cutting height [mm] ——

0
150 200 250 300 350 400 450 500

Sawblade diameter [mm] ——
[ Cutting angle 90° N Cutting angle 45°

Mitre cut -
the cutting height depends on the sawblade diameter D and the cutting angle.

Low noise sawblades

u T 100 2,0 T
< 95 £
: :
T lity level
( \ g Quality level g
Q ()
, 3 90 1,0 €
Sawblade Sawblade with = 2
without noise laminated noise 2
damping. damping. ]
¢}
85
Comparison of the noise reduction 80 5
o; dlfferer}ttdgslcgjzjns of;awbla?:s and 0 e i ~
e get quaiity epending onthe [ Standard 3 AS-OptiCut I AS-OptiCut UT I AS-Foil
run time.
Advantages of low noise sawblades — Optimum noise reduction.

— Longer performance time from vibration damping.
— High cut quality, less wear and down time.
— Quiet running because of the high stability of the tool body.
— Reduced noise level of up to 10 dB(A) — 50% noise reduction — compared to
— Loose flange standard sawblades.
= foil side - Increase in noise level due to blunting hardly noticeable.
— Better operator working conditions from lower noise exposure.
— Can be resharpened on all popular makes of automatic saw sharpening machines.
— Note: Choose the sawblade so the foil is on the side of the workpiece not under
pressure.

Determination of the foil side
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1. Sawing 1.6 Cutting non-ferrous metals and plastics M
1.6.1 Cross cut and mitre sawblades

Cross cut and mitre sawblades -
hollow profile from below - Excellent
Application:

For noise reduced cutting, mitre cutting and sizing. Spray lubrication is recommended
when machining non-ferrous parts.

Machine:
Circular sawing machines for cross cutting, trimming, mitre cutting, double cross
cutting and sizing.

Workpiece material:
Non-ferrous and plastic profiles (wall thickness > 5 mm), polymer material boards
(Corian, Varicor, Noblan etc.) up to 20 mm thickness.

Technical information:
AS LowNoise foil design - noise reduction during operation of up to 10 dB(A).
Vibration damped tool body with steel foil.

Circular sawblades - AS LowNoise foil - wall thickness > 5 mm

- WK 372-3
Low Noise
\ D SB  TDI BO Dampfoil Z ZF SW WSS ID
)) ) mm mm mm mm Degree
* 300 35 28 30 left 72 FZ/TR 5 L 065950
300 35 28 30 right 72 FZ/TR 5 L 065332 ®
350 35 28 30 left 84 FZ/TR 5 L 065951
350 35 28 30 right 84 FZ/TR 5 L 065333
96 e available ex stock
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1. Sawing 1.6 Cutting non-ferrous metals and plastics M
1.6.1 Cross cut and mitre sawblades

Cross cut and mitre sawblades -
e hollow profiles from below

Application:
For cutting, mitre cutting and sizing. Spray lubrication is recommended when
machining non-ferrous parts.

Machine:
Circular sawing machines for cross cutting, trimming, mitre cutting, double cross
cutting and sizing and panel sizing systems.

Workpiece material:
Non-ferrous and plastic profiles (wall thickness > 5 mm), polymer material boards
(Corian, Varicor, Noblan etc.) and non-ferrous panels up to 20 mm thickness.

Technical information:
Reinforced tool body for higher, single side stress resistance. Tool body tooth shape
in noise reduced design.

Circular sawblades - wall thickness > 5 mm

WK 452-2-36
Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
Ulmia 160 3,2 2,6 16 36 FZ/TR 5 u 059856 ®
180 3,2 2,6 16 42 FZ/TR 5 u 059857 e
Eisele 200 32 26 30 48 FZ/TR 5 u 059860 e
Elu/DeWalt
Eumenia
Haffner
Makita 250 34 28 30 60 FZ/TR 5 u 059884 e
Eisele 275 34 2,8 40 2/9/55 72 FZ/TR 5 u 059885 e
4/12/64
300 34 28 30 72 FZ/TR 5 u 059886 ®
350 34 28 30 84 FZ/TR 5 u 059887 e
Kaltenbach 370 3,8 3,2 50 4/15/80 96 FZ/TR 5 u 059867 ®
Rapid 400 3,8 3,2 30 96 FZ/TR 5 u 059854 e
Kaltenbach 400 3,8 3,2 50 4/15/80 96 FZ/TR 5 u 059870 e
Rapid 420 3,8 3,2 30 96 FZ/TR 5 u 059855 e
Rapid 430 35 2,8 30 96 FZ/TR 5 u 059871 e
Eisele 450 4,0 3,4 40 2/12/80 100 FZ/TR 5 u 059872 e
4/12/64
Rapid 500 4,4 38 30 120 FZ/TR 5 u 059874 e
550 4,4 3,8 30 120 FZ/TR 5 u 059891 e
sB Workpiece material:
*y—'* Non-ferrous profiles and plastic profiles (wall thickness 2.00 to 5 mm), polymer
material boards (Corian, Varicor, Noblan etc.) up to 12 mm thickness.
FZ/TR Technical information:
Tool body tooth shape in noise reduced design.
J_L Circular sawblades - wall thickness 2-5 mm
swW TDI WK 452-2, WK 452-2-37
Machine D SB TDI BO Z ZF SW WSS ID
mm mm mm mm Degree
Elektra Beckum, 250 3,2 2,6 30 80 FZ/TR 5 u 059950 e
Elu/DeWalt
Haffner, Mafell
Makita, Metabo
PHM, Rapid
Scheppach
300 32 26 30 96 FZ/TR 5 u 059951 e
M Solid wood Plastics 97
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1. Sawing

1.6 Cutting non-ferrous metals and plastics M
1.6.1 Cross cut and mitre sawblades

-

o ‘glﬂgifm\.‘;“”

-
-

o
i |

(2]
o]

|

b,
o

TDI

Machine D SB TDI BO Z ZF SW WSS ID
mm mm mm mm Degree
Rapid 320 32 26 30 84 FZ/TR 5 u 059960 e
Rapid 350 32 26 30 108 FZ/TR 5 = 059952 ©
Rapid 370 3,8 32 30 96 FZ/TR 5 = 059964 ©
450 3,8 3,2 32 96 FZ/TR 5 u 059966 ®

Cross cut and mitre sawblades -
hollow profile from above
Application:

For cutting and mitre cutting. Spray lubrication is recommended when machining
non-ferrous parts. The negative hook angle is suited to cutting from above.

Machine:
Circular sawing machines for cross cutting, trimming, mitre cutting and double cross
cutting.

Workpiece material:
Non-ferrous profiles and plastic profiles (wall thickness > 5 mm).

Technical information:
The negative hook angle is suited for cutting from above. Reinforced tool body for
higher, single side stress resistance. Tool body tooth shape in noise reduced design.

Circular sawblades - wall thickness > 5 mm

WK 462-2-36
Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
180 3,2 2,6 30 42 FZ/TR -5 L 060114
Elek. Beckum, 250 3,4 2,8 30 60 FZ/TR -5 L 060134
Elu/DeWalt
Mafell, Makita
Metabo, PHM
Scheppach
250 3,4 2,8 32 60 FZ/TR -5 L 060136 ®
275 3,4 2,8 40 2/10/55 72 FZ/TR -5 L 060137
300 3,4 2,8 30 72 FZ/TR -5 L 060138
300 34 2,8 32 72 FZ/TR -5 L 060139 e
Elu/DeWalt 330 3,4 2,8 32 2/8/45 68 FZ/TR -5 L 060140
Haffner 350 3,4 2,8 30 84 FZ/TR -5 L 060141 e
350 3,8 3,2 30 84 FZ/TR -5 L 060106 ®
350 3,8 32 32 84 FZ/TR -5 L 060107 ®
350 3,8 3,2 40 2/10/55 84 FZ/TR -5 L 060108
2/11/63
Elu/DeWalt 370 3,8 3,2 30 84 FZ/TR -5 L 060127
400 3,8 3,2 30 96 FZ/TR -5 L 060110
Eisele 400 3,8 3,2 40 2/12/80 96 FZ/TR -5 L 060111 ®
4/12/64

Kaltenbach 400 3,8 3,2 50 4/15/80 96 FZ/TR -5 u 059883 e

e available ex stock
O available at short notice
Instruction manual visit www.leitz.org



1. Sawing 1.6 Cutting non-ferrous metals and plastics M
1.6.1 Cross cut and mitre sawblades

SB Workpiece material:
Non-ferrous profiles and plastic profiles (wall thickness 2.00 to 5.00 mm).

FZ/TR Technical information:
The negative hook angle is suited to cutting from above. Tool body tooth shape in

noise reduced design.

Circular sawblades - wall thickness 2-5 mm

SW TDI
WK 462-2, WK 462-2-37
Machine D SB TDI BO NLA Z ZF SW WSS ID
mm mm mm mm mm Degree
Ulmia 160 2,8 2,2 16 42 FZ/TR -5 L 060272
Fezer 200 3,2 2,6 18 80 FZ/TR -5 L 060261 ®
Ulmia 200 3,2 2,6 30 60 FZ/TR -5 L 060270
Haffner 220 3,2 2,6 30 72 FZ/TR -5 L 060271
Reich
Elek. Beckum, 250 3,2 2,6 30 80 FZ/TR -5 L 060250
Elu/DeWalt
Mafell, Metabo
PHM, Scheppach
Elu/DeWalt 250 3,2 2,6 32 2/8/45 80 FZ/TR -5 L 060251 ®
Fezer
Elek. Beckum, 300 3,2 2,6 30 96 FZ/TR -5 L 060252
Elu/DeWalt
Fezer, Lurem
Rapid, Scheppach
Ulmia
Fezer 300 3,2 2,6 30 120 FZ/TR -5 L 060267 ®
Rapid
Ulmia
300 3,2 2,6 32 96 FZ/TR -5 L 060253
Haffner 330 3,2 2,6 30 96 FZ/TR -5 L 060268 ®
330 3,2 2,6 32 96 FZ/TR -5 L 060259 e
Haffner 350 3,2 2,6 30 108 FZ/TR -5 L 060255
Ulmia
Graule 350 3,6 3,0 40 2/9/55 108 FZ/TR -5 L 060269 e
4/12/64
400 3,8 3,2 32 2/11/63 96 FZ/TR -5 L 069929 e
Elu/DeWalt 420 3,8 3,2 30 108 FZ/TR -5 L 060257 ®
MGS
420 3,8 3,2 32 108 FZ/TR -5 L 069927
Rapid 450 3,8 3,2 30 108 FZ/TR -5 L 060258
M Solid wood Plastics 99
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1. Sawing 1.6 Cutting non-ferrous metals and plastics m
1.6.1 Cross cut and mitre sawblades

Cross cut and mitre sawblades -
hollow profile from above
%
T Application:
i For cutting and mitre cutting with reduced cutting width. Spray lubrication is

recommended when machining non-ferrous parts. The negative hook angle
suited to cutting from above.

AnAN Ny
a T,

Machine:
Circular sawing machines for cross cutting, trimming, mitre cutting and double
cross cutting.

Lo . _-f'o“é Workpiece material:
et Non-ferrous profiles and plastic profiles (wall thickness 1.0 to 2.0 mm).

Technical information:

The negative hook angle is suited to cutting from above. Reduced cutting width
and tool body thickness. Tool body tooth shape in noise reduced design. Increased
cutting performance by tool body special coating.

SB Circular sawblades - wall thickness 1,0 - 2,0 mm

—'|—|°— WK 467-2

D SB TDI BO NLA z ZF SW WSS ID
H FZ/FA mm mm mm mm mm Degree
200 1,8 1,4 20 2/10/60 80 FZFA/FZFA -5 u 060274 ©
250 2,0 1,6 30 2/7/42 100 FZFA/FZFA -5 u 060275 ®
300 22 1,8 30 2/9/46 120 FZFA/FZFA -5 u 060276 ®
swW

TDI

100 e available ex stock
O available at short notice
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1. Sawing

1.6 Cutting non-ferrous metals and plastics M
1.6.2 Sizing sawblades

Sizing in finish cut quality -
Excellent

Application:
For noise reduced sizing and cross cutting. Finish cut quality suitable for subsequent
polishing after machining acrylic glass.

Machine:
Table saws and circular sawing machines for sizing.

Workpiece material:
Plastics (transparent thermoplastics, e.g. PMMA, PC), plastic/aluminium composte
materials (e.g. Alucobond).

Technical information:
GlossCut design - noise reduction during free running by up to 4 dB(A). Tool body
with vibration damping laser ornaments and special tooth geometry.

Circular sawblades - GlossCut

WK 377-2

D SB TDI BO NLA Z ZF SW WSS ID

mm mm mm mm mm Degree

300 30 24 30 2/7/42 60 FZFA/FZFA -5 u 761033 ®
2/10/60

300 30 24 30 2/7/42 96 FZFA/FZFA -5 u 761034 o

SB 2/10/60

350 30 24 30 2/7/42 96 FZFA/FZFA -5 u 761035 ®

2/10/60
FZFA/FZFA
TDI
Sw

M Solid wood Plastics 101
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1. Sawing 1.6 Cutting non-ferrous metals and plastics M
1.6.2 Sizing sawblades

@ Sizing cuts

Application:
For sizing. Spray lubrication is recommended when machining non-ferrous parts.

Machine:
Panel sizing systems.

Workpiece material:
Non-ferrous boards and non-ferrous sheet metal stacks up to 150 mm thickness.

Technical information:

Reinforced tool body for higher, single side stress resistance. AS LowNoise foil UT
design - noise reduction during operation by up to 10 dB(A). Vibration damped
composite tool body with steel foil and irregular tooth pitch.

Circular sawblades - 150 mm cutting height
WK 452-2, WK 457-2, WK 472-2

Machine D SB TDI BO NLA Type Z ZF SW WSS ID

mm mm mm mm mm Degree
Schelling 450 4,4 3,5 30 2/13/94 60 FZ/TR 10 u 059888 @
Schelling 620 5,5 4,5 40 2/13/114 36 FZFA/ 10 u 059889 e
2/13/140 FZFA

Schelling 620 5,5 4,5 40 2/13/114 AS foil 60 FZ/TR 5 u 059890 @
2/13/140 UT

SB

H FZFA/FZFA
- u<_
sw TDI
102 e available ex stock
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1. Sawing

1.7  Multi purpose / universal M

Application

Multi purpose applications in solid wood and wood derived materials.

Workpiece material

Solid wood, coated and uncoated timber products, glulam.

Machine

Table saws, portable saws, cross cut saws.

Tooth shape

FZ (square teeth):
Multi purpose tooth shape, suited for

cutting along grain in wet and dry wood.

TR (trapezoidal teeth): Stable tooth
shape, suitable for use on construction
sites and when cutting contaminated
materials (e. g. wood with concrete,
etc.).

WZ (alternative top bevel teeth):

Multi purpose tooth shape, economical
to purchase and maintain — medium cut
quality.

Cutting speeds

Group 1

Group 3

Group 4

Material group

Group 5

E——
Growe 2 [ —
——
—
[ —

Group 6 .

0 20 40

60 80 100
Cutting speed [m/s] ——

Group 1: Solid wood, uncoated, veneered, synthetic and HPL coated chipboard
and fibre materials and cement compound wood derived materials, cast

aluminium alloys and glulam.
Group 2: Hard paper.
Group 3: Plaster material.
Group 4: Thermoplastic.
Group 5: Duro plastic.
Group 6: Fibre cement board.
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1. Sawing 1.7  Multi purpose / universal M
1.7.1 Universal circular sawblades

Universal sizing cuts

Application:
For multi purpose application.

Machine:
Table saws, circular sawing machines for trimming, cross cutting and sizing.

Workpiece material:
Softwood and hardwood, wet and dry, uncoated wood derived materials.

Technical information:
Tool body’s tooth shape with chip thickness limitation.

Circular sawblades
WK 150-4, WK 150-4-GA

D SB TDI BO NLA z AF SwW WSS ID

mm mm mm mm  mm Degree

190 34 2,2 30 20 Wz 20 um 057120 e
250 3,2 2,2 30 24 Wz 20 um 057123 ®
300 3,2 2,2 30 2/10/60 28 Wz 20 um 057125 e
350 3,2 2,2 30 2/10/60 32 WzZ 20 um 069525
400 4,0 2,8 30 2/10/60 36 WzZ 20 um 057128 ®
450 4,0 2,8 30 2/10/60 42 Wz 20 um 057129 e
500 4,4 2,8 30 48 Wz 20 um 057130 e
550 4,4 3,0 30 54 Wz 20 um 057131 e
Sizing solid wood - length cut

Application:

For cutting along grain.

Machine:

Circular table saws.

Workpiece material:

Softwood and hardwood, dry up to 15 % wood moisture content and plastomers™.
Technical information:

Tool body’s tooth shape with chip thickness limitation. Low feed forces for high
cutting heights. High hook angle.

Circular sawblades with chip thickness limitation

WK 100-4-01, WK 100-4-02, WK 100-3-01

D SB TDI BO NLA z ZF SwW WSS ID

mm mm mm mm  mm Degree

250 3,2 2,2 30 18 Fz 20 u 057050 e
300 3,5 2,4 30 2/10/60 14 Fz 20 u 057000 e
300 3,5 2,4 30 2/10/60 20 Fz 20 u 057051 ®
350 3,5 2,4 30 12 Fz 20 u 066261 ®
350 3,5 2,4 30 2/10/60 16 FZ 20 u 057001 e
350 3,5 2,4 30 2/10/60 24 Fz 20 u 057052 e
400 4,0 2,8 30 14 Fz 20 u 066262 ®
400 4,0 2,8 30 2/10/60 18 FzZ 20 u 057002 e
400 4,0 2,8 30 2/10/60 28 FZ 20 u 057053 ®
450 4,0 2,8 30 2/10/60 20 Fz 20 u 057003 e
450 4,0 2,8 30 2/10/60 34 Fz 20 u 057054 ®
500 4.4 2,8 30 36 FZ 20 u 057055 e

* The tooth shape FZ/TR recommended for cutting plastomers.

104 e available ex stock
O available at short notice
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1. Sawing

1.7  Multi purpose / universal M
1.7.2 Construction sawblades

SW

SB

TR

]

Universal sizing cuts

Application:
For universal and robust use on building sites.

Machine:
Circular sawing machines in the building industry.

Workpiece material:

Panels and timbers with small concrete and metal inclusions, wood wool
(e.g. Heraklith), gypsum plasterboard and form work panel of veneer,
gas aerated slabs, Styrodur slabs, roundwood and squared timbers.

Technical information:
Tool body tooth shape round, close and stable for the tough requirements
in construction industy.

Circular sawblades

WK 903-3
Machine D SB TDI BO Z ZF SW WSS ID

mm mm mm mm Degree
Avola 300 32 22 30 20 TR 12 EEEE 060309 e
Avola 315 32 22 30 28 TR 12 EETE 060310 ®
Avola 350 35 25 30 24 TR 12 EEEE 060311 ®
Avola 400 3,8 2,8 30 28 TR 12 EESE 060312
Elektra Beckum
Mafell
Scheppach
Avola 450 4,0 3,0 30 32 TR 12 EEEE 060313 ®
Elektra Beckum
Mafell
Avola 500 4,0 3,0 30 36 TR 12 EESE 060314
Scheppach

Cutting to size fibre cement building slabs and front
panels DP

Application:
For cutting and sizing.

Machine:
Portable circular sawing machines, sizing sawing machines and radial cross cutting
sawing machines.

Workpiece material:
Fibre cement building slabs and front panels.

Technical information:

Stabilised, low vibration tool body, stable tool body tooth shape. The tool body with
diameter 160 mm has 4 internal cooling slots. Diamaster PRO version with 4.5 mm tip
height.

Circular sawblades - Diamaster PRO

WK 808-2-DP

D SB TDI BO Z ZF WSS ID

mm mm mm mm

160 3,2 2,4 20 4 P u 190302

190 3,2 2,4 20 4 P u 190303

225 3,2 2,4 30 6 P u 190304

300 3,2 2,4 30 6 P u 190305 ®

M Solid wood Plastics 105
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1. Sawing

Action to eliminate problems

it

Possible cause

Action

Sawblade wobbles

— Thickness of tool is too low.

Select a sawblade with a larger kerf
or a smaller diameter or increase flange
diameter.

— Insufficient tooth projection over tool
body (sawblade jams in the cut, runs
hot, tension lost).

Select a sawblade with a higher lateral
tooth projection.

— Resin/chips on the flanges.

Clean flanges.

— Flange run out tolerance too high.

Check and correct flange.

— Defective motor spindle bearing.

Replace motor spindle bearing.

— Tooth pitch and gullet too small.

Select a sawblade with a higher tooth
pitch.

— Unbalanced sawblade.

Balance the sawblade.

— Blunt cutting edges.

Resharpen the sawblade.

— Wrong sawblade tensioning.

Correct sawblade tensioning.

Wavy cut

— Irregular tooth pitch or one sided cut.

Correct sharpening machine adjustment,
resharpen the sawblade.

— Irregular tooth thickness.

Check and correct sawblade kerf.

— Sawblade is blunt resin build up.

Clean and resharpen the sawblade.

— Position of fence not parallel to feed
direction.

Check and adjust position.

— One sided load from edge cutting.

Use edging sawblades (hogger).

— Cutting speed too low.

Select a larger sawblade diameter or
increase RPM.

- Wrong sawblade tensioning.

Correct sawblade tensioning.

Jamming of sawblade in cut

— Slot in saw bed is too big, insufficient
chip flow, causing jamming between
the saw and slot.

Replace saw bed.

— Riving knife width is too thin.

Replace riving knife.

— Gullet too small.

Select sawblade with larger gullet.

Curved cut when double edging

— Sawblades sharpened one sided.

Resharpen sawblade (correct kerf of
sawblade and sharpening machine
adjustment).

— Resin and glue on rollers.

Clean and, if necessary, resharpen
rollers.

— Differences in wood thickness.

Improvements necessary at customer.

— Too high cutting forces on one side.

Optimise cutting force division.

— Worn conveyor belt guide.

Check and adjust chain guide.

— Short and uneven workpieces.

Comply with minimum workpiece length
required by the machine manufacturer‘s
instructions.

— When machining short workpieces
and when transporting piece by piece.

Pay attention to angular cut off
work pieces.
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1. Sawing Action to eliminate problems

Problem Possible cause Action

Exceeded tolerances of horizontally — Sawblade tensioning not suitable for Check the sawblade tensioning.

cut lamellas

horizontal application.

High resin build up on tool, tool runs
very hot from friction in cut.

Clean sawblades and check if blunt.

Thickness and position of riving knife
not adjusted to the dimensions of
strips and the sawblade kerf.

Use riving knife dimension matching
the sawblade kerf. Adjust riving knife
spacing to correspond to the thickness
of strips.

Tear outs in workpieces coated
on both sides when machining
without scoring saw

Sawblade projection over workpiece
too small or too big.

Check and adjust sawblade projection.

Tooth shape or number of teeth not
suitable for the application.

Select a sawblade suitable for the
application.

Concentric running tolerances of
the sawblade too high.

Have the sawblade checked by
Leitz service.

The flange used on the machine

does not correspond to the guidelines
for flange diameter and concentric
running tolerances.

Check flanges and, if necessary,
clean them. If there is a wrong ratio of
sawblade diameter to flange diameter,
adjust accordingly.

Tear outs on the panel coating when
cutting in stacks

Tool is blunt.

Resharpen main sawblade.

Pressure beam cannot press evenly on
uneven workpieces.

Check pressing force of pressure beam.

Tear outs where the tool leaves the
workpiece when cutting in stacks

The kerf of the scoring sawblade is too
small for the main sawblade in use.

Adjust kerf of scoring sawblade to
main sawblade accordingly.
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1. Sawing

Signs of wear of HW cutting edges and tools

Rounding of cutting edge
Mechanical and chemical wear cause
rounding of main and minor cutting
edges of a saw tooth.

In wet solid wood (e.g. green wood) che-
mical wear is approximately the same as
mechanical wear.

When using tungsten carbide grades
with special binding agents, chemical
wear can be reduced. In the wood-
working sector, dry wood is machined
and mechanical wear dominates.

Worn HW saw tooth

Cutting edge chips and

cutting edge fracture

Hard foreign objects in the workpiece
cause cutting edge chips and a deteri-
oration of cut quality as well as in-
creased shear forces. Mineral particles
in wood derived materials are often the
reason for cutting edge chips.

Saw teeth and pieces of the saw body
can break off when, due to blunt cutting
edges, the feed rate and cutting forces
increase considerably.

A too high tooth feed can lead to
choking of the lower part of the saw-
blade gullet and the tooth breaking
off the saw body.

Choked gullet.

Cracking of tool body

Vibrations are caused by high loads

on the cutting edges and the tool body
(e.g. increased bluntness, high tooth
feed or one sided stress). This can cause
vibration cracks in the gullet or wiper
slots.

High one sided stress, e.g. when edge
cutting, leads to bending, chipping or
cracking of the tool body.

Fracture in the saw body.
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1. Sawing

Signs of wear of DP cutting edges and tools

Cutting edge rounding of DP
Mechanical wear of uniform workpiece
materials causes rounding of the main
and minor cutting edges. Apart from
rounding, slight chips caused by foreign
objects can occur when machining
certain wood derived materials.

Rounding of the minor cutting edges
can lead to reduced performance time
and to deterioration in the cut and edge
quality.

Action:

— Additional lateral eroding to the
tooth relief angle.

This leads to:

— lower lateral tooth projection.

— loss of cutting width.

— higher resharpening costs.

Worn DP saw tooth.

Cutting edge chips and

cutting edge fracture

Hard mineral or metallic objects lead
to cutting edge chips and to a deterio-
ration in the cut quality.

Cutting edge chips can also be caused
by inefficient dust extraction (chip flow).

Extreme bluntness and chips lead to
high cutting forces and consequently
cracks in the saw body material.

The condition of cutting edges and
saw bodies must be checked regularly.
When the performance time is up, the
tools must be resharpened by experts.
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Inquiry/order form special tools - sawing

Customer details:  Customer number: O Inquiry Delivery date: (not binding) Ccw
(if known) [J Order
Company:
Street: Date:
Post code/place: Inquiry/order no.:
Country: Tool ID: (if known)
Phone/fax: No. of pieces:
Contact person:
Signature:
Workpiece material: (for type, quality and machining method, Machine
see selection overview) Quality:
Machining method: Manufacturer:
Cutting height: mm Type:
Cutting method: [] single piece Model:
[] instacks RPM: min-!
Cutting quality: [ rough (rough sawn) Type of feed: 1 MAN (Hand)
] fine (cut to size quality) ] MEC (Mech)
[] ultra fine (finish cut quality) Feed rate: m min-!
Solid wood: [] along grain Flange diameter: mm
[] across grain Motor power: kW
Panel materials: [] sizing Cutting direction: [ ] against feed (GGL)
[] square cutting ] with feed (GLL)
Tool: (must be completed)
Diameter: mm
Cutting width: mm
Bore: mm
Keyway/double keyway: mm
Pinholes:
Use: [] Single tool
] Tool set
Cutting material: [] Stellite
] HW (TC)
(] DP (DIA)

(Complete if sawblade design is known)

Number of teeth:

Shape of teeth:
Tool body thickness: mm
Tool body shape (as per drawing): (enter number)
Additional elements of saw body (as per drawing): (enter number)
Standard design: O
Low noise design: (] with laser ornaments  [JUT
] with damping foil
Direction of rotation ] left hand rotation (LL)
(as per drawing): ] right hand rotation (RL)
Recessed tool body: Hub diameter: mm
Hub thickness: mm
Position of hub: [] Side 1
[1Side 2

Bore - note on sketch:
Cut out teeth — note on sketch.

Number of pinholes:

Number of recesses:
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Inquiry/order form special tools - sawing

Tooth shapes

Fz Wz ES FZ/TR HZ Hz/Dz

TR KON/FZ

KON/WZ EZ/FA WZ/FA HZ/FA  WZ/WZ/FZ FZ/FA

TR/TR  FZFA/FZFA

12

11 1

e’
5)
7y

-
—
—

e_.__

N
e

eob
N

SB
(cutting width)

14 15
17 Side 2 Side 1 Nominal

D D cutting width

=

1
O 5
1

AN
o
NL @

Z

Number of pin holes_|
-]
I
Countersink

Diameter
Hub-@
Hub-@

|
F

Bore
’_—

Hub thickness

Tool body thickness \

I10
8
\
7y \

Saw body shape:
1 Regular shape
2 Round shape
3  Limitor

Cut out:
4 Tooth cut out

Pinholes:
5 Pinhole
6 Pinhole with countersink

Additional elements in the saw body:

7 Cooling element

8  Wiper slot with HW cutting edge inside
9  Wiper slot with HW cutting edge outside
10 Keyway or double keyway

Expansion slots:

11 Expansion slot shape A, with rivets
12 Expansion slot shape A

13 Expansion slot shape D

Position of hub:
14 Position of hub, side 2
15 Position of hub, side 1

Direction of rotation:
16 Right hand rotation
17 Left hand rotation

Inquiry/order form visit www.leitz.org
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2. Panel processing

2.1 Edge processing 114
2.1.1 Edging processing machines 114
2.1.2 Jointing cutter 116
2.1.3 Scoring sawblades 124
2.1.4 Compact hogger - DP 128
2.1.5 Folding hogger — DP 134
2.1.6  Segment hogger 135
2.1.7 Grooving cutter 140
2.1.8 End trim sawblades 142
2.1.9 Edge finishing tools 144
2.2 Honeycomb processing 165
2.2.1 Honeycomb tools 165
2.2.2 Honeycomb processing machines 166
2.2.3 Grooving cutter 168
2.3 Postforming processing 170
2.3.1 Postforming processing machines 170
2.3.2 Postforming tools 172
2.4 Panel processing 180
2.4.1 Segment hogger for sizing 180
Action to eliminate problems 183
Signs of wear 184
Inquiry/order form special tools — panel processing 186
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2. Panel processing 2.1 Edge processing
2.1.1 Edging processing machines

Scoring
Scoring sawblades, page 124

Hogging

Compact hogging set DT Score, page 132
Compact hogging set DT, page 133
Segment hogger, page 138

Jointing

Jointing cutter, page 118

o Adjustable jointing cutters, page 122
Jointing cutterheads, page 320

Rebating

Reference edge trimming cutter,

page 120
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Trimming
Trim sawblades, page 142

00

66

Edge finishing

Jointing cutter, page 145
Jointing cutterheads, page 147
Trimming cutter, page 148
Profile cutter, page 150

Profile cutterheads, page 158

Grooving, rebating
Grooving cutter,
page 140

Rebating cutter

Profile scraping
Scraper holders and cutters,
page 161
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2. Panel processing

2.1 Edge processing M

2.1.2 Jointing cutter

Type of operation

Production of final sized panels with tear out free edges.
Jointing tools cut only on the periphery and do not have side relief!

Workpiece material

Soft and hardwood;
Glulam, chipboard with and without coating.

Machines Spindle moulders:
Note: The use of diamond tools is not recommended on spindle moulders.
Edge banding machines; double end tenoners.
Four-side moulders.
Application Tools used in power cut and climb cut on jump spindles along and across the grain.

Diamond tipped or carbide tipped cutterheads are used depending on the material.
Jump spindles: Jointing in power cut and climb cut to protect the front and back
edges when sizing edge banded panels on single sided or double end tenoning
machines. Power cut: All panel materials with either paper or plastic coating.

Climb cut: to avoid splitting and tear out on material edges. Only allowed on
mechanical feed machines. Dust collection difficult when climb cutting.

Tool Designs

.
.

Cutterhead with alternative shear angle:

Suitable for all coated and uncoated panel materials.

Tools with a shear angle create a slightly bowed surface on the workpiece edge.
ProfilCut tools (special production) or diamond tipped cutterheads are recommended
for perfectly straight surfaces.

Diamond tipped cutterhead with alternative shear angle:

S Type: with symmetrical alternative shear. These tools create a slightly hollow
surface on the material and the edge banding shows a very small glue line. The tool
must be adjusted to the board material thickness. Tool can be used in RH or

LH rotation.

AS type: with asymmetrical shear cutting edges. 1 cutting edge cutting from bottom
to top, all other cutting edges cutting from top to bottom. The advantage is the tool
does not need to be adjusted to the board thickness.

2-part design with alternative shear angle:

Suitable for high quantities and for boards of nearly the same workpiece thickness.
The advantage of the 2-part design is that the tools can be re-adjusted when the
cutting edge is dull increasing the tool run time.
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2. Panel processing

2.1 Edge processing m

2.1.2 Jointing cutter

Dust collection

Diamaster Pro Low Noise tools made in DFC design for dust flow control system and
for the i-system.

Chip removal

A max © mm for DFC and i-system tools

Noise reduction

Diamaster Pro design tools with reduced cutting edge projection and staggered,
shear cut tips reduce noise levels. Noise reduction only guaranteed on machines with
suitable dust extraction hoods. See chapter Jointing Cutters Low Noise.

Resharpening area

Diamaster tools have a standard resharpening area of 3,5 mm and can be resharp-
ened between 10 and 12 times, depending on the wear.

Diamaster Pro tools have a 3 mm tip height and can be resharpened 1-2 times.
Note: Diamaster Pro tools are recommended for machines with limited spindle
adjustment.

Feed speed related to RPM and
number of teeth Z

40

35

30

25

vi [m min™] ——

20

15

10

5

0
3000 4500 6000 7500 9000
n[min'1] B

Relation between surface quality and

length of cutter marks f, o

visible knife marks f; o [mm]

1.3 1.7 2.5 5
Quality: fine medium coarse

- P - |-
M

I
wear increase | quality determinates
-

= T

\J

For tools with multiple cutting edges only the marks of one knife can be seen on the
surface (one-knife finish).

Z2 and Z4 tools produce with the same machine setting the same surface quality.
High numbers of teeth are required for a high cutting performance.
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2. Panel processing

2.1 Edge processing M

2.1.2 Jointing cutter

Low Noise

al)

ND

Position of boss (NAL) 1

ND

Position of boss (NAL) 2

)

Position of boss (NAL) 3

Jointing/milling cutter

Application:
For low noise jointing of workpiece edges with feed and against feed (jump cutting).

Machine:
Edge processing machines, copy shaping machines etc.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic and paper coated,
fibre reinforced plastics (glass fibre reinforced, carbon fibre reinforced plastic etc.).

Technical information:

Composte tool with alternate shear angle for tear free jointed edges and straight
edge surfaces. Low noise design with noise reduction of up to 5dB(A). Efficient chip
clearance (>95%). Tool with S edge arrangement can be used on the left hand and
right hand sides and produces surfaces for tightly sealed edge banding. 1.5 mm
resharpening area.

Diamaster PRO

WEF 230-2-DP

Machine D SB ND BO NAL n. . Z Type ID ID
mm mm mm mm min”' LL RL

Felder 60 64 64 25DKN
HolzHer 70 54 31 30 DKN
HolzHer 70 48 41 30 DKN
HolzHer 70 64 41 30 DKN
Holz Her 100 48 25 30 DKN
HolzHer 100 63 25 30 DKN
Homag 125 34 36 30 DKN

18000 2x6 AS 192000 ® 192001
18000 2x5 AS 090881 ® 090882
18000 2x4 AS 192046 ® 192047
18000 2x6 AS 192048 ® 192049
17100 2x4 AS* 090877 ® 090878
17100 2x6 AS* 090879 ® 090880
13600 3x2 S 090836 ® 090836

NN WWMNN
® 06 06 06 0 0 0

Technical information:

Higher number of teeth Z4 for feed rates up to 30 m/min.

4.0 mm resharpening area allows a high number of sharpens. Shear angle 40° for
complex applications.

Diamaster PLUS

WF 230-2

Machine D SB ND BO NAL np Z Type ID ID
mm mm mm mm min” LL RL

Homag, IMA, 125 34 36 30DKN 1 13600 4x3 AS 192050 ® 192051 ®
Biesse
Homag, IMA, 125 43 40 30DKN 2 13600 4x4 AS 192052 ® 192053 ®
Biesse
Homag, IMA, 125 63 40 30DKN 2 13600 4x6 AS 192054 ® 192055
Biesse

Type AS = asymmetric Type S = symmetric Type AS* = asymmetric
tip arrangement tip arrangement edge arrangement.
Order for left hand
rotation right hand

tools and for right hand
rotation, left hand tools.
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2. Panel processing

2.1 Edge processing M

2.1.2 Jointing cutter

WhisperCut jointing/milling cutter - cutterhead design

Application:
For tear free and low noise jointing of workpiece edges side with feed and against
feed (jump cutting).

Machine:
Edge processing machines, copy shaping machines, double end tenoners etc.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic and paper coated,
fibre reinforced plastics (glass fibre reinforced, carbon fibre reinforced plastic etc.).

Technical information:

DP tipped cutterhead with alternate shear angle for tear free edges. Tool with knife
arrangement S can be used left and right and produces hollow cut for tight closing
edge banding. Low noise design with up to 5dB(A) noise reduction and efficient chip
collection (>95%) by DFC. Significant weight reduction by aluminium tool body. Tool
body can be used several times by replaceable knives. 0.6 mm resharpening area.

Diamaster WhisperCut - DFC, LowNoise, aluminium tool body

Low Noise WM 230-2-01
\'\ Machine D SB ND BO NAL N ax. Z  TypelD ID
)// mm mm mm mm min™' LL RL
Biesse 80 43 53 30DKN4 171003x4 S 192086 ® 192086 ®
Biesse 80 65 53 30DKN4 171003x6 S 192087 ® 192087 ®
Biesse 100 43 75 30DKN4 153003x4 S 192088 ® 192088 ®
2 Biesse 100 65 75 30DKN4 153003x6 S 192089 ® 192089
Brandt 100 85 85 30DKN3 15300 3x8 AS 090889 090890
Brandt 100105 85 30DKN3 15300 3x10 AS 090891 090892
Position of boss (NAL) 1 Brandt 100 43,6 40,6 30 DKN 3 15300 3x4 AS 090885 ® 090886 ®
Brandt 100 65,2 40,6 30 DKN 3 15300 3x6 AS 090887 ® 090888 ®
Cehisa 100 54 25 20DKN2 15300 2x5 AS 192078 ® 192079
Hebrock, EBM 100 43 61 30DKN4 15300 2x4 AS 192080 ® 192081 e
Homag, Biesse 125 43 40 30DKN2 137003x4 S 075627 ® 075627 ®
g Homag, Biesse 125 65 40 30DKN2 137003x6 S 075626 ® 075626 ®
IMA 100 32 36 30DKN 1 15300 3x4 AS 192090 ® 192091 e
IMA 125 32 34 30 DKN 1 13700 3x4 AS 192092 ® 192093 e
Positi fb NAL) 2 IMA 125 43 42 30DKN2 13700 3x5 AS 192094 ® 192095
osition of boss (NAL) IMA 125 63 42 30DKN3 13700 3x7 AS 192006 ® 192007 ®
IMA Advantage 125 43 57 30DKN4 13700 3x5 AS 192098 ® 192099
I- IMA Advantage 125 65 57 30DKN4 13700 3x7 AS 192100 ® 192101 ®
Ott 85 43 45 30DKN3 16600 3x4 AS 192076 ® 192077 ©
S Stefani, Holz Her 100 43 25 30DKN2 15300 2x4 AS 192082 ® 192083 ®
Stefani, Holz Her 100 65 25 30DKN2 15300 2x6 AS 192084 ® 192085 ®
. Stefani, IDM 100 43,6 40,6 30 DKN 3 15300 3x4 AS 090885 ® 090886 ®
Position of boss (NAL) 3 Stefani, IDM 100 65,2 40,6 30 DKN3 15300 3x6 AS 090887 ® 090888 ®
i Knife replacement only by Leitz service department.
—
| pze ;
| / N
| \
Position of boss (NAL) 4
Type AS = asymmetric Type S = symmetric
tip arrangement tip arrangement
e available ex stock 119

O available at short notice
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2. Panel processing 2.1

Edge processing
2.1.2 Jointing cutter

Jointing/milling cutter

Machine:
Edge processing machines and double end tenoner.

Application:
For jointing/milling rebates in panel edges.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic and paper coated.

Technical information:

Tool with alternate shear angle for tear free edges. DFC design for chip flow and

efficient chip clearance (>95%). 1.5 mm resharpening area.

Diamaster PLUS - DFC

WF 499-2-DP
D SB ND BO ) riere, Z ID ID
mm mm mm mm min LL RL
150 35,6 45 30 DKN 11400 5x4 090854 090855
150 44,2 45 30 DKN 11400 5x5 090856 C 090857 O
150 65,4 66 30 DKN 11400 5x7 090858 090859
180 35,6 45 30 DKN 9500 5x4 090860 090861
180 44,2 45 30 DKN 9500 5x5 090862 C 090863 O
180 65,4 66 30 DKN 9500 5x7 090864 090865
Reference rebate cutter
120 e available ex stock

O available at short notice
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2. Panel processing

2.1 Edge processing M

2.1.2 Jointing cutter

Low Noise

al)

Protection milling/jump cutting

Application:
For tear free jointing with feed and against feed (e.g. jump cutting).

Machine:
Edge processing machines and double end tenoners.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic and paper coated,
fibre reinforced plastics (glass fibre reinforced, carbon fibre reinforced plastic etc.).

Technical information:

Tool with alternate shear angle for tear free edges and jointed edge. Low noise
design with noise reduction of up to 5dB(A) and efficient chip clearance (>95%).
1.5 mm resharpening area.

Diamaster PRO - DFC, Low Noise
WEF 230-2-DP

Machine D SB ND BO NAL Nnax Z Type ID ID
mm mm mm mm min”' LL RL
Homag, IMA 180 34 42 35DKN 1 9500 4x3 AS 090851 ® 090852
Homag, IMA 180 43 46 35 DKN 1 9500 4x4 AS 090841 ® 090842
Homag, IMA 180 63 46 35DKN 3 9500 4x6 AS 090839 ® 090840
200 34 25 60" 2 8500 4x3 AS 090897 © 090898

* for mounting on hydro or flanged sleeve

Protection milling/jump cutting

Application:
For tear free jointing with feed and against feed (e.g. jump cutting).

Machine:
Edge processing machines and double end tenoners.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic and paper coated,
fibre reinforced plastics (glass fibre reinforced, carbon fibre reinforced plastic etc.).

Technical information:
Tool with large, alternate shear angle for tear free edges and straight jointed edge.
4.0 mm resharpening area.

Diamaster PLUS

WF 230-2

Machine D SB ND BO NAL Nnqa Z Type ID ID
mm mm mm mm min”' LL RL

Homag, IMA 180 34 34 35DKN 2 9500 6x3 AS 090847 090848
Homag, IMA 180 43 46 35 DKN 1 9500 6x4 AS 192056 ® 192057 ®
Homag, IMA 180 63 46 35 DKN 3 9500 6x6 AS 192058 192059
Homag, IMA 180 34 34 35DKN 2 9500 8x3 AS 192060 ® 192061 @
Homag, IMA 180 43 46 35 DKN 1 9500 8x4 AS 192062 192063
Homag, IMA 180 63 46 35 DKN 3 9500 8x6 AS 192064 192065

e available ex stock 121
O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing

2.1 Edge processing M

2.1.2 Jointing cutter

)

Minimum cutting width

2=><

max. 30

Maximum cutting width

/

max. 45.5

-

Maximum cutting width with extension

part

Jointing cutter - adjustable

Application:
For tear free jointing with feed and against feed.

Machine:
Edge processing machines and double end tenoners.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic and paper coated,
fibre reinforced plastics (glass fibre reinforced, carbon fibre reinforced plastic etc.).

Technical information:

Tool with alternate shear angle for tear free edges and straight jointed edge.
Adjustment of cutterset by means of spacers (adjustment 0.1 mm). Several single
performance times per sharpening interval. 4.0 mm resharpening area.

Cutterset Diamaster PLUS

SF 511-2-DP

D SB BO Bom——. Rhirss, Z ID ID

mm mm mm mm min”' LL RL

200 16 - 30 35DKN 60 8500 4x4 192010 192010
200 16 - 30 35DKN 60 8500 6x4 192011 192011
200 16 - 30 35DKN 60 8500 8x4 192066 192066

Extension parts Diamaster PLUS

WF 511-2-DP

D SB BO - A ID ID

mm mm mm min” LL RL

200 16,5 35 DKN 8500 4x2 192067 192067
200 16,5 35 DKN 8500 6x2 192068 192068
200 16,5 35 DKN 8500 8x2 192069 192069

A cutting width extension of 15.0 mm is possible with each extension part.

122
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2. Panel processing

2.1 Edge processing M

2.1.2 Jointing cutter

Jointing cutter - adjustable synchronously

Application:
For tear free jointing with feed and against feed.

Machine:
Edge processing machines and double end tenoners.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic and paper coated,
fibre reinforced plastics (glass fibre reinforced, carbon fibre reinforced plastic etc.).

Technical information:

Tool with alternate shear angle for tear free jointing edge and straight jointed edges.
Tool mounted on hydro sleeve. Stepless synchronous adjustment of tool set. Several
single performance times per sharpening interval. 4.0 mm resharpening area.

Cutterset Diamaster PLUS

SF 511-2-DP

D SB BO Vi A v Z ID ID

mm mm mm mmin”  min” LL RL

200 16-30 40 35 8500 6x4 192104 192105
200 16-30 40 45 8500 8x4 192106 192107
200 16-30 40 55 8500 10x4 192108 192109
240 16-30 40 65 8500 12x4 192070 192071
240 16-30 40 80 8500 14x4 192072 192073

Recommended feed rate for 6.000 min-! for veneered or coated particle and
fibre materials.
Z=4 25 mmin’

Z=6 35 m min’
Z=8 45 m min’
Z=10 55 m min™’
Z=12 65 m min™’
Z=14 80 m min™’
e available ex stock 123

O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing 2.1 Edge processing M
2.1.3 Scoring sawblades

Scoring sawblade, 1-part design

Application:
For tear free scoring with feed.

Machine:
Double end tenoner with scoring saws and hoggers on edge banding machines.

Workpiece material:

Paper, plastic coated and veneered particle and fibre materials (MDF, HDF, WF etc.)
or laminated wood and composite materials (gypsum plaster and mineral wool
boards).

Technical information:

For multi purpose mounting on flanged sleeves. Scoring depth 1.5 to 2.0 mm.
For machining veneered chipboard material and fibre material, tooth shape ES*
recommended.

For mounting on flanged sleeve
WK 800-2-01, WK 800-2-03

Machine D SB TDI BO Z ZF QAL n.. ID
mm mm mm mm min™

Bauerle, OCMAC 150 3,5 2,5 30 30 FZ HW 15200 058570

Bauerle, OCMAC 150 3,5 2,5 30 48 FZ HW 15200 058700

Gabbiani, Celaschi, SCM 150 3,5 25 55 30 FZ HW 15200 058578
180 38,5 25 30 36 FZ HW 12700 058572
180 3,5 2,5 30 58 FZ HW 12700 058702
200 32 22 30 42 FZ HW 11400 058573
200 32 22 30 64 FZ HW 11400 058703
250 32 22 60 48 FZ HW 9100 058574

* Please indicate tooth shape on order

124 e available ex stock
O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing

2.1

Edge processing
2.1.3 Scoring sawblades

lit

Scoring sawblade, 1-part design

Application:
For tear free scoring with feed.

Machine:
Double end tenoner with scoring saws and hoggers on edge banding machines.

Workpiece material:

Paper, plastic coated and veneered particle and fibre materials (MDF, HDF, WF etc.)
or laminated wood and composite materials (gypsum plaster and mineral wool

boards).

Technical information:

Tool mounted on flanged sleeve. For high concentricity, sawblade and flanged sleeve
are mounted as a unit directly on the motor spindle. Scoring depth 1.5 to 2.0 mm.
For machining veneered chipboard material and fibre material or glulam tooth shape
ES* recommended.

Mounted on flanged sleeve type TB 300-0
AK 410-0

Machine

Homag, IMA
Homag, IMA
Homag, IMA

D

BO DKN
mm mm mm
180 30 8/38,6
180 30 8/38,6
180 30 8/38,6

Z

36
48
58

* Please indicate tooth shape on order

Spare sawblades:

D SB
mm mm
180 3,2
180 3,2
180 3,2
180 3,2
180 3,2
180 3,2
Spare parts:
BEZ

Countersink screw, Torx® 20

TDI
mm
2,2
2,2
2,2
2,2
2,2
2,2

BO
mm
65
65
65
65
65
65

NLA
mm
6/6/90
6/6/90
6/6/90
6/6/90
6/6/90
6/6/90

ZF

Fz
Fz
FZ

36
48
58
24
36
48

QAL N o
min”'
HW 12700
HW 12700
HW 12700

ZF QAL

Fz HW
Fz HW
Fz HW
FZ DP
Fz DP
Fz DP

ABM
mm
M6x10

ID
LL
063846
063848
063809

ID

LL

063855
063857
063859
190660
190662
190664

ID

RL
® 063847 ©
® 063849
® 063810 ®

ID
RL
® 063856 ®
® 063858
® 063860 ®
190661
190663
190665

ID

006083 e

e available ex stock
O available at short notice
Instruction manual visit www.leitz.org
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2.1.3 Scoring sawblades

Scoring sawblade, 1-part design

Application:
For tear free scoring with feed.

Machine:
Double end tenoner with scoring saws and hoggers on edge banding machines.

Workpiece material:

Paper, plastic coated and veneered particle and fibre materials (MDF, HDF, WF etc.)
or laminated wood and composite materials (gypsum plaster and mineral wool
boards).

Technical information:

Tool mounted coupling flange type 110/2 suitable for quick clamping element type
110. High concentricity. Scoring depth 1.5 to 2.0 mm. For machining veneered
chipboard material and fibre material or glulam tooth shape ES* recommended.

Mounted on quick change flange type 110/2

AK 410-0
Machine D BO Z ZF QAL np, ID ID

mm mm min”' LL RL
Homag, IMA 180 65 36 Fz HW 12700 066066 ® 066067 ®
Homag, IMA 180 65 48 FZ HW 12700 066068 ® 066069 ®
Homag, IMA 180 65 58 FzZ HW 12700 066070 ® 066071 ®

* Please indicate tooth shape on order

Spare sawblades:

D SB TDI BO NLA Z ZF QAL ID ID

mm mm mm mm mm LL RL

180 3,2 2,2 65 6/6/90 36 Fz HW 063855 ® 063856 ®
25 180 3,2 2,2 65 6/6/90 48 Fz HW 063857 ® 063858 ®

180 3,2 2,2 65 6/6/90 58 Fz HW 063859 ® 063860 ®
180 3,2 2,2 65 6/6/90 24 FZ DP 190660 190661
180 3,2 2,2 65 6/6/90 36 Fz DP 190662 190663
180 3,2 2,2 65 6/6/90 48 Fz DP 190664 190665

265
]
—
2110

Spare parts:
BEZ ABM ID
mm
. Countersink screw, Torx® 20 M6x10 006083 e
Tool flange type 110/2 for scoring saws
126 e available ex stock
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2. Panel processing

2.1 Edge processing M

2.1.3 Scoring sawblades

FZ

2110

2 50

Tool flange type 110/3 for clamping
saws with a saw body thickness of

1.8t02.2 mm

ES

280

Scoring sawblade, 1-part design

Application:
For tear free scoring with feed.

Machine:
Double end tenoner with scoring saws and hoggers on edge banding machines.

Workpiece material:

Paper, plastic coated and veneered particle and fibre materials (MDF, HDF, WF etc.)
or laminated wood and composite materials (gypsum plaster and mineral wool
boards).

Technical information:

Scoring sawblades for clamping with flange 110/3 for quick clamping sleeve Type 10.
High concentricity. Scoring depth 1.5 up to 2.0 mm. For processing veneered
chipboard material and fibre material or gluelam tooth shape ES* recommended.

Mounting on quick change flange Type 110/3

WK 800-2-01
D SB TDI BO NLA Z ZF QAL ID ID
mm mm mm mm mm LL RL

180 3,2 2,2 50 3/22/80 36 FZ HW 063867 ® 063867 ®
180 3,2 22 50 3/22/80 48 FzZ HW 063868 ® 063868
180 3,2 2,2 50 3/22/80 58 FzZ HW 063869 ® 063869 ®
180 3,2 2,2 50 3/22/80 24 FZ DP 190657 190657
180 3.2 22 50 3/22/80 36 FZ DP 190658 190658
180 3,2 2,2 50 3/22/80 48 FzZ DP 190659 190659

* Please indicate tooth shape on order

e available ex stock 127
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Instruction manual visit www.leitz.org
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2.1 Edge processing M

2.1.4 Compact hogger - DP

Process

Hogging along and across the grain, Sizing.

Workpiece materials

Chipboard and fibre materials (MDF) uncoated, with plastic or veneer coating.

Machines

Single sided, double sided machines and double end tenoners.

Application

N T+ |

Scoring/hogging
Scoring saw cuts with feed, hogger
against feed.

Double hogging
Both hoggers cut with feed.

Tooth shape

Decreasing bevel with extension*:

Knife extension is recommended when
hogging veneered wood derived materi-
als with a thin veneer overhang of over
8 mm**. The extension breaks up the
veneer strips preventing the extractions

pipes clogging.

Decreasing bevel:

Multi purpose machining for first pass
(along grain) or second pass (across
grain). Suitable for hogging widths on
MDF from 1.5 mm to 8.5 mm.

* In combination with decreasing tooth
shape and cutting width more than
10 mm.

** The standard design has 6 knife sea-
tings and 12 knives giving a cutting
width of 12 mm.

Increasing bevel: On request.
Machining across grain.

Technical characteristics

— Assembled hogger body on hydro-sleeve for direct spindle mounting or on
standard sleeve or quick clamping sleeve with/without hydro clamping.

— DFC-gullet design guides the chips away from the workpiece edge to the rear of
the tool

f, (in mm) . _ Vv¢-1000 szf-1000 Y =fz-Z-n
2= "Zn f,n f=71000

Applications: Double-hogging Plywood DT, DT Score, f, [mm]

Recommended tooth feed rate Length 0.50-1.20
Cross 0.25-0.75
Wood and derived material
Without coating 0.50-1.20
Veneered 0.10-0.30
Plastic coated 0.30 - 0.40
Paper coated 0.15-0.30
Honeycomb 0.05-0.10
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2.1.4 Compact hogger - DP

Solid hogger -
DT and DT Score

Both sizing processes “double hogging” and “scoring/hogging” require two basic
hogging types with different cutting geometry: Diamaster DT — Double hogging with
feed and negative rake angle Diamaster DT Score — Scoring/cutting with feed/
against feed with positive cutting angle.

More complex tooth shapes for applications, where cutter wear causes tear outs to
the cut edge. Hoggers with two rows of teeth and stepped tooth shape for cutting
fibre materials, and for light constructional boards (e.g. honeycomb boards, etc.).
The specific shape and integration of finishing and roughing teeth in one row of teeth
give a finishing cut using all teeth. This ensures a tear free medium zone and a

smooth edge without break out.
i ﬂ |

Chip removal

Leitz DT hoggers have a unique gullet design: DFC®-technology.

The new design gullets are adapted to suit the chip flow volume. The design directs
the chips away from the panel cut edge, without the chip particles damaging the cut
edge. Double cutting is avoided giving a better cut quality and longer performance
times. Chip removal is improved by combining the tool with the extraction hood
(see Users section — Lexicon 12.1.6).

Feed rate

80

75
70 Z60

65
60
55
50
45
40
35

ve[mmin]—

3000 4000 5000 6000

. Feed rate v; depends on the number
n[min™'] —

of teeth Z and RPM n.
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2. Panel processing 2.1 Edge processing m
2.1.4 Compact hogger - DP

Cutting geometry The diversity of board materials and decorative coatings available on the market
requires optimised processing with special tooth shapes.
To process the coating and edge materials correctly, the cutting geometry of DT and
DT scoring hoggers is customised to the specific requirements.

Hogger modular construction system

ID Number/Variation number

— 71100X - Interface Interface Quick change sleeve Hydro quick change sleeve
Hydro clamping sleeve Flanged sleeve
Variation number 711XX0 711XX1
— 7110X0 - Extension cutting edge Extension Without extension With extension
cutting edge cutting edge cutting edge
Variation number 711X0X 711X1X
—— 711X00 - Tooth shape Variation number Tooth shape and application
7111XX Basic type for melamine coated chipboard
7112XX Paper coated and veneered wood derived materials,
loose medium layer, honeycomb board
7113XX Isolated edges (problem solution for machining across
grain), low cutting forces on finish cutting edge
7114XX High gloss and HPL laminated wood derived materials,
dense medium layer

S S

il &>
> o

===
=

e 3 3
- e
- A
- - £F
P : \ B
"\ i
\ \\ o k)
Order information When ordering the variation numbers listed below must be detailed for the respective

clamping sleeve and extension cutting edges, if any (such as veneer hogging), in
addition to the hogger ID no.

Order example

Tool Hogger

Diameter 250 mm; Z48

Direction of rotation Left-hand

Fittings DT Score Hogger ID 190298
Hydro clamping element ID 061702

Special notes Including assembly

With extension cutting
edges, veneered chipboard
ID 190298/711211
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2.1.4 Compact hogger - DP

Designs

Tooth shape: top bevel decreasing Tooth shape: top bevel increasing
Hogger on standard flange. Hogger on HF hydro-sleeve.

|

Tooth shape: top bevel decreasing Tooth shape: top bevel decreasing
Hogger on quick change sleeve. Hogger on hydro quick change sleeve.

I

N
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2.1.4 Compact hogger - DP

Decreasing tooth shape

Order example:

Hogging set D-250 mm, Z 60, right
Hogging set, consisting of:

DT Score hogger D-250 ID 190301

Hydro clamping element ID 061702
Special remarks:

including assembly, machine model

Diamaster DT Score - DFC

Application:
For hogging along and across grain - sizing - especially for Scoring / Hogging.

Machine:
Double end tenoners, edge processing machines etc.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic and paper coated,
light construction panels (honeycomb).

Technical information:

Special tooth shape, developed for tear free middle layer and break out free edges in
wood derived material with high contaminant content. All cutting edges involved in
forming the workpiece edge and edge surface quality. Positive cutting angle. Tooth
shape decreasing - optimised for machining along length and across grain. Customi-
sed cutting edge geometry depending on the workpiece material. DFC design for
trouble free chip ejection and high chip clearance. 4.0 mm resharpening area.

For mounting on flanged sleeve or quick clamping sleeve

HZ 210-2

6D SB BO Z V¢ ID ID

mm mm mm m min™’ LL RL

250 10 80 36 (30+6) 25 190290 C 190291 O
250 10 80 48 (40+8) 30 190292 O 190293 O
250 10 80 60 (50+10) 40 190294 O 190295 O

For mounting on hydro clamping or hydro quick clamping sleeve
HZ 210-2

D SB BO Z V¢ ID ID
mm mm mm mmin®  LL RL
250 10 60 36 (30+6) 25 190296 O 190297 O
250 10 60 48 (40+8) 30 190298 O 190299 O
250 10 60 60 (50+10) 40 190300 O 190301 O

Standard flanged sleeves, hydro clamping, quick clamping and hydro quick clamping
sleeves, see section 8 - clamping systems.

* Recommended feed rate for veneered and coated chipboard materials and fibre
materials.
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2.1.4 Compact hogger - DP

Decreasing tooth shape

Order example:

Hogging set D-250 mm, Z 60, right
Hogging set consisting of:

DT hogger D-250 ID 190267

Hydro clamping element ID 061702
Special remarks:

including assembly, machine model

Diamaster DT - DFC

Application:
For hogging along and across grain - sizing - especially for application hogging /
hogging.

Machine:
Double end tenoners, edge banding machines etc.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic and paper coated,
light construction panels (honeycomb).

Technical information:

Special tooth shape, developed for tear free middle layer and break out free edges in
wood derived material with high contaminant content. All cutting edges are involved
in forming the workpiece edge and edge surface quality. Negative cutting angle.
Tooth shape decreasing - optimised for machining along and across grain.
Customized design of cutting edge geometry depends on the workpiece material.
DFC design for trouble free chip ejection and high chip clearance. 4.0 mm
resharpening area.

For mounting on flanged sleeve or quick clamping sleeve

HZ 210-2

D SB BO Z V¢* ID ID

mm mm mm mmin'  LL RL

250 10 80 24 (20+4) 30 190232 C© 190233 O
250 10 80 30 (25+5) B8] 190234 190235
250 10 80 36 (30+6) 40 190236 O 190237 O
250 10 80 42 (35+7) 45 190238 190239
250 10 80 48 (40+8) 50 190240 O 190241 O
250 10 80 54 (45+9) 60 190242 190243
250 10 80 60 (50+10) 80 190264 O 190265 O

For mounting on hydro clamping or hydro quick clamping sleeve
HZ 210-2

D SB BO Z \ ID ID

mm mm mm m min™' LL RL

250 10 60 24 (20+4) 30 190244 0O 190245 O
250 10 60 30 (25+5) 85 190246 190247
250 10 60 36 (30+6) 40 190248 C 190249 O
250 10 60 42 (35+7) 45 190250 190251
250 10 60 48 (40+8) 50 190252 O 190253 O
250 10 60 54 (45+9) 60 190254 190255
250 10 60 60 (50+10) 80 190266 O 190267 O

Standard flanged sleeves, hydro clamping, quick clamping and hydro quick clamping
sleeves, see section 8 - clamping systems.

* Recommended feed rate for veneered and coated chipboard materials and fibre
materials.
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2.1.5 Folding hogger - DP

Folding hogger for rebate

Folding hogger Diamaster

Application:
For cutting V-grooves and rebates, drawer elements, door frames etc.

Machine:
Folding units (e.g. Lehbrink, Koch, Homag), mitre moulders, special moulders,
double end tenoners etc.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic and paper coated.

Technical information:
Low vibration design. Opening angle 91°. Uneven number of teeth to improve cut
quality and increase performance time. 4.0 mm resharpening area.

For mounting on flanged sleeve or quick clamping sleeve

HZ 200-2

D SB BO A ID ID

mm mm mm LL RL

250 15 80 21 (14+7) 190208 190209
250 15 80 33 (22+11) 190210 190211
250 25 80 21 (14+7) 190212 190213
250 25 80 33 (22+11) 190214 190215

For mounting on hydro clamping or hydro quick clamping sleeve
HZ 200-2

D SB BO A ID ID

mm mm mm LL RL

250 15 60 21 (14+7) 190224 190225
250 15 60 33 (22+11) 190226 190227
250 25 60 21 (14+7) 190228 190229
250 25 60 33 (22+11) 190230 190231

For standard flanged sleeves, hydro clamping, quick clamping and
hydro quick clamping sleeves, see section 8
Special flanged sleeves available on request.

Order tip:

The dimensions stated in the table refer to an opening angle of 91° and SB-15 mm
for material thicknesses up to 10 mm, and SB-25 mm for material thicknesses up to
16 mm respectively.

When ordering please state material thickness and the required opening angle.

Order example: Examples
Material thickness: 12 mm

Feed rate: 15 m/min

Tool: hogger D-250 mm, Z 33, right

L i 1§l
Hogging set consisting of:
Hogger ID 190215 .
Flanged sleeve ID 061650 |\

Special remarks:
including assembly, machine model
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2.1 Edge processing
2.1.6 Segment hogger

it

Process

Hogging along and across grain with/without scoring sawblades.

Workpiece materials

Solid wood, wood derived materials and composite materials.

Machines

Multi-rip saws, double end tenoners, window making machines, edging machines.

Application

e
Double hogging
Both hoggers cut with feed.

Scoring/hogging
Scoring saw cuts with feed, hogger
against feed.

Tooth shapes

o

FZ (square teeth):

Hogging along grain in solid wood.
Timber products with/without coating,
composite materials with coating.

ﬂi

WZ (alternative bevel teeth):
Hogging across grain in solid wood.

i

ES (top bevel tooth/left hand side):
Hogging across grain in solid wood.
Timber products, veneered, paper-
coated, veneered composite materials.

FZ/TR (square/trapezoidal teeth):
Wood derived materials with plastic

Wood derived materials without coating, coating.

with veneer, with paper coating,
veneered composite materials.

Recommended tooth shape
Hogger sawblades

Workpiece material FZ ES wz
Soft and hard wood along grain |m O
across grain [ ] [ ]
Laminated wood along grain |0 u
across grain [ ] [
Chip/fibre materials without coating |® ]
Plastic coated |m =]
veneered [ ] [
Paper coated [ ] O
Composite material HPL-coated |m O
HF, MDF veneered ] O

m suitable
O partly suitable
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2.1.6 Segment hogger

Cutting width and R.P.M.

Tool* D/mm SB/mm RPM max.

Segment hogger 250 25-50 7200 m/min-?
300 30 -60 6000 m/min-"
350 35-70 5100 m/min-"

* A larger sawblade diameter is recommended for veneered chipboard and fibre
materials and laminated wood (e. g. hogger D 250 mm —> recommended sawblade
D 260 mm).

Segment hogger

60 T 70
T 60
= &0 = 266
= 15
£ £
E E z54
< 40 =
35 40
35
30
30
20 20
10
10 3000 4000 5000 6000
3000 4000 5000 6000 L
1 n[min™'] —»
nmin™'] ——
Feed speed v; in relation to the number Feed speed v; in relation to the number
of teeth Z and R.PM. n. of teeth Z and R.PM. n.

Segment hoggers are a modular design. Segment hoggers are used, depending on
the diameter, for hogging widths from 25 to 70 mm. Hoggers or segment hoggers
combined with different circular sawblades are suitable for cutting the following
materials along and across the grain:

- Solid wood

— Wood derived materials without coating

— Wood derived materials with coating, with veneer, with paper etc.

— Composite materials

Screw hole
for length cut

NN
w) p
-3 )

h )
"\Screw hole

for cross cut

Cross cut Length cut

The hogging segments in segment hoggers are set either for length cut or cross cut.
The cross cut setting reduces the risk of breaking the corner of the workpiece when
cross cutting against the feed.

Segment hoggers with up to 12 segments are used for edging and sizing on wood-
derived material production lines (e. g. Siempelkamp, Kontra etc.). A special segment
hogger design has been developed for the finish cut on wood-derived material
production lines.
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2.1.6 Segment hogger

Saw hogger Saw hoggers, single tools or assemblies with cutting widths of 6.35 — 12.00 mm
are used for hogging along and across the grain, and to size solid wood on finger
jointing machines.

Assembly design/examples

o e

Segment hogger with extension Tool set for edging station mounted on
hogger. flanged sleeve.

Assembled hogger for sizing/edge
finishing on wood derived material
production line.
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2.1.6 Segment hogger

- ¥
S

DFC - Segment hoggers

Application:
For tear free sizing along and across grain. Machining with feed when double
hogging. If only one hogger, against feed only combined with scoring sawblade.

Machine:
Double end tenoners, edge processing machines etc.

Workpiece material:
Softwood and hardwood, particle and fibre materials (MDF etc.) uncoated, veneered,
plastic or paper coated, composite materials.

Technical information:

Cut edge quality is determined by the sawblade. Optional DP-hogger sawblade
increased tool life significantly. Tool body in steel. Possibility to assembly with
additional hogger bodies. Segmented cut with 6 hogger segments. Segment position
available for straight or railed cut. DFC design for efficient chip clearance. Chips
deflected from workpiece edge by sawblade and segments shear angles.

Circular sawblade
WK 800-2, WK 801-2, WK 801-2-05

D SB BO Zz ZF QAL ID ID

mm mm mm LL RL

250 4,4 80 54 ES HW 061837 ® 061838 @
250 4,4 80 72 ES HW 061880 ® 061881 ®
260 4,4 80 54 ES HW 061858 ® 061859 ®
260 4.4 80 72 ES HW 061860 ® 061861 ®
250 4,4 80 36 ES DP 190306 190307
250 4,4 80 54 ES DP 190308 190309
250 4,4 80 72 ES DP 190310 190311
Circular sawblades:

Tooth shape ES is optimised to cut across grain on softwood, hardwood, wood
derived materials, veneered and paper coated and veneered composte materials.

DP sawblade - 4.0 mm resharpening area.

Basic hoggers

WZ 300-2

D SB BO VA ZF QAL ID ID

mm mm mm LL RL

246 20 80 6x5 Fz HW 064456 ® 064457 ©
Extension hoggers

WZ 300-2

D SB BO VA ZF QAL ID ID

mm mm mm LL RL

246 20 80 6x5 Fz HW 064458 © 064459 ®
Segments (6 pieces / hogger)

T™ 170-0

D VA ZF QAL ID ID

mm LL RL

246 5 Fz HW 064974 © 064975 ®
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2.1.6 Segment hogger

Order example:

Hogging set D-250 mm, Z 48, left
Hogging set consisting of:

Circular sawblade D-250 ID 061837
Basic hogger ID 064456

Flanged sleeve ID 061650

Special remarks:

including assembly, machine model

Fz

Spare parts:
Part-no. BEZ ABM BEM ID
mm
1 Spacer 115x11x80 for D = 250 028186 ®
2 Cylindrical screw with ISK M8x18 005945 e
3 Countersink screw, Torx® 20 M6x12 Torx® 20 006084 e
4 Screw with ISK M8x17 for D = 006237 ®
250/350/305/355
5 Allen Key SW 6 005494 e
6 Torx® key Torx® 20 117503 ®
63 5

Circular sawblade for non-Leitz segment hoggers
WK 800-2-45, WK 800-2-46

Type D SB BO Z ZF QAL ID ID

mm mm mm LL RL
1 200 4 80 44 Fz HW 061862 ® 061863 ®
1 200 4 80 64 Fz HW 061864 ® 061865 ®
1 220 4 80 48 Fz HW 061866 ® 061867 ®
1 220 4 80 60 Fz HW 061868 ® 061869 ®
1 250 4 80 48 Fz HW 061870 ® 061871 ®
1 250 4 100 48 Fz HW 061872 O 061873 O
1 250 4 80 72 Fz HW 061874 ® 061875 ®
1 250 4 100 72 Fz HW 061876 © 061877 U
Type 1 for Leuco.
Segments for non-Leitz segment hogger
T™M 170-0
Type for D SB z ZF QAL ID ID

mm mm LL RL

1 200/250 4 4 Fz HW 064976 ® 064977 ©
Type 1 for Leuco.
e available ex stock 139
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Edge processing
2.1.7 Grooving cutter

% Bl 1

Cutting the back panel groove

P
ol |

Grooving the narrow edge

——
1
BO

Grooving cutter for mechanical feed

Application:
For grooving with feed (MEC).

Machine:
Moulders and double end tenoners.

Workpiece material:

Solid wood; untreated, coated and veneered wood derived materials.

Z12

WF 100-2-02
D SB

mm mm
120 4,0
120 5,0
120 10,0
125 1,5
125 1,8
125 2,0
125 2,2
125 2,5
125 3,0
125 3,5
125 4,0
125 4,5
125 5,0
125 6,0
125 7,0
125 8,0
125 9,0
125 10,0
150 3,0
150 3,5
150 4,0
150 4,5
150 5,0
150 6,0
150 7,0
150 8,0
150 9,0
150 10,0

TDI
mm
2,5
3,5
7,0
0,8
1,0
1,2
1,2
1,4
2,0
2,2
2,5
3,0
3,5
4,5
5,0
6,0
6,5
7,0
2,0
2,2
2,5
3,0
3,5
4,5
5,0
6,0
6,5
7,0

BO
mm
20
20
20
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30

BOrmax.
mm
30
30
30
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
60
60
60
60
60
60
60
60

DKN
mm
6x25,6
6x25,6
6x25,6

12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12

n ma.
min

14200
14200
14200
13700
13700
13700
13700
13700
13700
13700
13700
13700
13700
13700
13700
13700
13700
13700
11400
11400
11400
11400
11400
11400
11400
11400
11400
11400

ID

020308
020309
020100
020145
020146
020147
020148
020149
020150
020151
020152
020153
020191
020192
020193
020194
020195
020196
020154
020155
020156
020157
020158
020159
020160
020161
020162
020163
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2.1.7 Grooving cutter

Z18
Q o WF 100-2-03
D SB TDI BO BOpmax. DKN V4 N max. ID
mm mm mm mm mm mm min”'
150 1,5 0,8 30 60 18 11400 020164 ®
150 1,8 1,0 30 60 18 11400 020165 ®
150 2,0 1,2 30 60 18 11400 020166 ®
150 2,2 1,2 30 60 18 11400 020167 ®
150 2,5 1,4 30 60 18 11400 020168 ®
% Jsl?lr — 150 3,0 2,0 30 60 18 11400 020169 ®
150 4,0 2,5 30 60 18 11400 020170 ®
150 5,0 815 30 60 18 11400 020171 ®
Cutting the back panel groove 150 6,0 4,5 30 60 18 11400 020172 ®
150 8,0 6,0 30 60 18 11400 020173 ®
150 10,0 7,0 30 60 18 11400 020174 ®
180 2,0 1,2 30 70 18 9500 020202 e
i | 180 2,5 1,4 30 70 18 9500 020203 ®
%}—T;—; 180 30 20 30 70 18 9500 020204 ®
8O 180 3,5 2,2 30 70 18 9500 020205 ®
—— 180 4,0 2,5 30 60 18 9500 020197 ®
b 180 5,0 3,5 30 60 18 9500 020198 ®
180 6,0 4,5 30 60 18 9500 020199 e
Grooving the narrow edge 180 8,0 6,0 30 60 18 9500 020200 e
180 10,0 7,0 30 60 18 9500 020201 ®
200 2,0 1,2 35 80 10x45 18 8500 020299 e
200 2,2 1,2 B 80 10x45 18 8500 020300 e
200 2,5 1,4 35 80 10x45 18 8500 020301 ®
200 3,0 2,0 &5 80 10x45 18 8500 020302 e
200 4,0 2,5 35 80 10x45 18 8500 020303 ®
200 5,0 S5, 3B 80 10x45 18 8500 020304 e
200 6,0 4,5 35 80 10x45 18 8500 020305 ®
200 8,0 6,0 &5 80 10x45 18 8500 020306 ®
200 10,0 7,0 35 80 10x45 18 8500 020307 e
e available ex stock 141
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2.1.8 End trim sawblades

Low Noise

al)

Circular sawblade for end trim on edge
banding machines

Application:
For low noise trim cuts of edge bandings.

Machine:
Single or double sided edge banding machines and double end tenoners.

Workpiece material:
Softwood, hardwood, veneered, melamine and plastic edging.

Technical information:

Different tooth shapes and numbers of teeth for optimum cutting quality. Tool body
with irregular tooth pitch and vibration damping laser ornaments. AS OptiCut and
AS OptiCut UT design noise reduction by up to 8 dB(A).

Veneered and plastic edging:

Edging thickness > 2.0 mm - crosscut saw ES pos.

Edging thickness < 2.0 mm - crosscut saw ES neg.

Solid wood edging and multi purpose application:

Edging thickness > 2.0 mm - crosscut saw WZ pos.

Edging thickness < 2.0 mm - crosscut saw WZ neg.

Circular sawblade AS OptiCut, AS OptiCut UT - LowNoise
SK 499-2, WK 301 2, WK 320 2, WK 321 2, WK 331 2, WK 370 2, WK 380 2,
WK 850 2

Machine D SB BO Z ZF Nmax.  ID ID
mm mm mm min~  LL RL
Biesse 115 3,2 52 30 ES pos. 19900 065697 ® 065698
Biesse 115 3,2 56 30 ES pos. 19900 065668 ® 065669
Biesse 130 3,6 30 16+4 WZpos. 17600 160007 ® 160007
Biesse 130 3,6 30 20+4 ES pos. 17600 160005 ® 160006
Biesse 140 3,6 30 16+4 WZneg. 16300 160008 ® 160008
Biesse 140 3,2 30 36 ES pos. 16300 065670 ® 065671
Biesse 160 3,2 20 48 WZ pos. 14300 065672 ® 065672
Brandt 100 2,6 32 30 ES neg. 22900 065673 ® 065674
Brandt 100 2,6 32 30 ES pos. 22900 065658 ® 065659
Brandt 100 2,6 32 30 WZ pos. 22900 065650 ® 065650
Brandt 110 2,4 32 40 ES pos. 20800 065660 ® 065661
Brandt 150 2,8 20 36 ES pos. 15200 065402 ® 065403
Cehisa 100 3,0 32 30 ES pos. 22900 065675 ® 065676
EBM 100 2,4 22 20 WZ neg. 22900 160004 ® 160004
Felder 100 3,2 22 20 WZ pos. 22900 065677 ® 065677
Felder 100 3,2 22 20 WZ neg. 22900 065678 ® 065678
Holz Her 110 3,6 22 20 WZ pos. 20800 065688 ® 065688
Holz Her 140 32 22 36 WZ pos. 16300 065689 ® 065689
Holz Her 160 3,2 20 48 WZ pos. 14300 065672 ® 065672
Holz Her 160 2,8 30 24 WZ pos. 14300 065422 ® 065422
Holz Her 160 4,0 40 24 WZ pos. 14300 065690 ® 065690
Homag 80 32 34 30 ES pos. 28600 160001 ® 160002
Homag 100 3,0 32 20 ES pos. 22900 065499 ® 065484
92
Homag 100 3,0 32 20 ES pos. 22900 065570 ® 065571
Homag 100 3,2 32 20 ES pos. 22900 065404 ® 065405
Homag 100 3,2 32 20 ES neg. 22900 065406 ® 065407
Homag 100 3,6 32 20 WZ pos. 22900 065408 ® 065408
Homag 110 3,6 32 20 WZ pos. 20800 065409 ® 065409
Homag 110 1,7 40 30 FZ/TR pos. 20800 160003 ® 160003
*  Homag 120 3,2 40 30 ES pos. 19000 065653 ® 065654
112
Homag 120 3,6 40 24 WZ pos. 19000 065679 ® 065679
Homag 120 3,2 40 36 WZ pos. 19000 065655 ® 065655
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2.1 Edge processing
2.1.8 End trim sawblades

Machine

Homag
Homag
Homag
Homag
Homag
Homag
Homag
IDM
IMA
IMA
IMA
IMA
IMA
Ocmac
Ocmac
Ott

Ott

Ott
Raimann
Raimann
SCM
SCM
SCM

D
mm
120
150
170
170
170
180
180
90
160
160
180
180
200
125
180
100
140
140
100
120
125
150
170

Wilmsmeyer 100

SB
mm
3,6
3,5
3,2
3,5
3,5
3,5
3,2
3,0
3,5
3,2
3,2
3,2
3,2
3,0
3,2
3,2
3,2
3,2
3,6
3,2
3,2
3,8
3,2
3,2

BO
mm
40
30
30
30
30
30
30
30
22
22
22
22
30
20
30
16
16
16
32
32
20
35
30
32

z

36
40
36
48
48
48
54
20
36
48
48
48
64
30
58
20
36
36
20
20
40
24+6
36
20

ZF

WZ pos.

ES pos.

WZ pos.

ES pos.
ES neg.
ES pos.

WZ pos.

FZ pos.

WZ neg.
WZ neg.
WZ pos.
WZ neg.
WZ pos.

ES pos.
Wz

ES pos.
ES pos.

WZ pos.
WZ pos.
WZ neg.

ES pos.
ES pos.
ES pos.
ES neg.

nn]ax.
min
19000
15200
13400
13400
13400
12700
12700
25400
14300
14300
12700
12700
11400
18300
12700
22900
16300
16300
22900
19000
18300
15200
13400
22900

* For two-part set SK 499-2 use mounting flange ID 066750

it

LL RL

160012 ® 160012
065680 ® 065681
065682 ® 065682
065683 ® 065684
160010 ® 160011
065686 ® 065687
065685 ® 065685
065441 ® 065441
065691 ® 065691
065692 ® 065692
065693 ® 065693
160009 ® 160009
065694 ® 065694
065450 ® 065451
058301 ® 058301
065425 ® 065426
065695 ® 065696
065432 ® 065432
065408 ® 065408
065433 ® 065433
065573 ® 065574
065699 ® 160000
065575 ® 065576
065406 ® 065407

e available ex stock
O available at short notice
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2.1.9 Edge finishing tools

Working processes

Finishing plastic, veneered and solid wood edges of wood material boards.
Pre-cutting to remove asymmetric edge protrusions on top and bottom edges and
edge trimming solid wood edges.

Profiling a bevel or round edge on top and bottom edges.

Profiling a bevel and round edges on top and bottom edges and front and back.
Profile scrapers to remove knife marks.

Flat scrapers for excellent alignment of edge and workpiece.

Workpiece material

Thick plastic edge banding made from PVC, PP, ABS, thin plastic edge banding made
from melamine resin, veneer edge banding, solid wood banding and edge banding.

Machines

Single or double sided edging machines, double end tenoner.

Application

Against feed for plastic edge banding, preferably with feed for solid wood edge lippings.

Technical features

The tools are designed for the machine, the diameters and axial dimensions match
the positions of the tracing rollers. Constant diameters are required for traced tools,
ideally cutterheads with replaceable tips or DP tools that are not sharpened. Sharpen-
ing on the periphery is only possible with additional tracing rollers.

Chip disposal

Tools marked with the symbol & seizmn are optimised for these machines, and
guide the chips from the tool cutting edge into the extraction. Even at low extraction
air speeds more than 97% of the chips are collected. This improves not only process
efficiency and productivity, but also the working environment. New machines require
less extraction.
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2.1.9 Edge finishing tools

Pre / finishing edge trimming cutter

Application:
To trim edge bandings on horizontal spindles or for bevelling with inclined spindles.

Machine:
Single or double side edge banding machines.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bander.

Technical information:
Tungsten carbide / DP tipped tools with cylindrical bore. DP tools - 3 mm tip height.

Jointing cutter
WF 200-2, WF 200-2-DP

Machine D SB ND BO Type Z QAL npa ID ID
mm mm mm mm min"  LL RL
Biesse 80 22 12 16DKN 3 6 DP 18000 192103 ® 192102 ®
Biesse 80 20 15 16DKN 4 8 DP 18000 090871 ® 090870 ®
Biesse, Brandt 70 20 12 16 DKN 2 6 DP 18000 090893 ® 090893 ®
Biesse, Brandt 70 10 12 16 DKN 1 6 DP 18000 090899 ® 090899 e
Brandt 70 25 25 16DKN 3 4 HW 18000 065588 ® 065589 ®
Holz Her 1828 70 19,5 19,5 20 DKN 5 4 HW 18000 065592 ® 065593 @
Homag,IMA 70 14 13 16DKN 1 4 DP 18000 090722 ® 090722 ®
Stefani 80 20 11 16DKN 2 4 DP 18000 192110 ® 192111 e
/
| -
Type 1 Type 2

VA \ ’ﬂu\
Trimming of edges Bevelling of
on horizontal edges with
spindle - top motor inclined spindle.
tracing.
e available ex stock 145
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2.1.9 Edge finishing tools

SB

m
A

L(,

¢ T

HW jointing cutter with HSK 25 R bore,

SB-25 mm.

RL

t

DP jointing cutter with HSK 25 R bore.

Pre / finishing edge trimming cutter - @@@f@_’m

Application:
To trim edge bandings on horizontal spindles or for bevelling with inclined spindles.

Machine:
Single or double sided edge banding machines. Machines combined with special
extraction hood “i-system” for efficient chip clearance.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:

Tungsten carbide / DP tipped tools with HSK 25 R bore and a special extraction hood
“i-system” for efficient chip clearance (approx. 97 %) with reduced extraction energy
consumption. Clean workpieces, no interference with scanning aggregates and less
rework. High concentricity.

DP tools - 3 mm tip height.

Jointing cutter (5 yeetem- HSK 25 R
WF 200-2-DP, WF 210-2

Machine D SB BO Z QAL  npax ID ID

mm mm mm min"  LL RL
Homag, IMA 70 25 HSK25R 4 HW 18000 073092 ® 073093 e
Homag, IMA 70 8 HSK25R 4 DP 18000 198472 ® 198473
Homag, IMA 70 8 HSK25R 6 DP 18000 198474 © 198475 ®
Homag, IMA 70 8 HSK25R 8 DP 18000 198404 © 198405 ®
Homag, IMA 70 15 HSK25R 4 DP 18000 198406 ® 198407 ®
Homag, IMA 70 15 HSK25R 6 DP 18000 198468 ® 198469 ®

Recommended number of teeth:
Feed rates of up to 35 m min-' Z 4
Feed rates of up to 60 m min' Z 6
Feed rates of up to 100 m min-! Z 8 (thin edge)
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2.1.9 Edge finishing tools

D

Type 1: WW 200-2-25

BO

L1l

Type 2: WW 200-2-06

Pre / finishing edge trimming cutter cutterhead design

Application:
To trim edge bandings on horizontal spindles or for bevelling with inclined spindles.

Machine:
Single or double side edge banding machines.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:
Cutterhead with turnblade knives, cylindrical or HSK 25 R bore.

Jointing cutterhead
WW 200-2-25, WW 200-2-06

Machine Type D SB BO Z Mg ID ID
mm mm mm min”' LL RL
Brandt 1 70 14,3 16 DKN 4 18000 025130 © 025130 ®
Homag 1 70 14,3 HSK25R 4 12000 073599 © (073600 ®
Homag 2 70 20 16 DKN 4 18000 025079 © 025079 e
Spare knives:
Part-no. BEZ ABM QAL VE ID
mm PCS

1 Turnblade knife 20x12x1,5 HW-05 10 005083 e
5 Turnblade knife 14,3x14,3x2,5 HW 10 005426
Spare parts:
Part-no. BEZ ABM ID

mm
2 Clamping wedge with pin 18x11,5x7 005272
8 Allen screw M6x12 006035 ®
4 Allen Key SW 3 005444
6 Countersink screw, Torx® 20 M5x12 006247 ®
7 Torx® key Torx® 20 006091 ®

N =X

‘@)

el
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Edge processing
2.1.9 Edge finishing tools

Bevel cutter

Application:
To bevel edge bandings.
-
Machine:
Single or double sided edge banding machines.
Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.
Technical information:
DP tipped tools with cylindrical, HSK 25 R or HSK 32 bores for FK aggregates.
DP tools - 3 mm tip height.
Various bevel angles - with DP-tipped
WF 300-2-DP, WF 350-2-DP
Machine D SB BO Type Z QAL FAW ID ID
mm mm mm LL RL
Biesse 672 9 20DKN 5 6 DP 25° 091970 ® 091969 ®
Biesse 68 9 20DKN 5 6 DP 45° 091972 ® 091971 ®
Biesse 80 10,5 16 DKN 6 4 DP 15° 091974 ® 091973 e
Biesse 672 9 16DKN 5 6 DP 25° 091976 ® 091975 ®
Biesse 68 9 16DKN 5 6 DP 45° 091978 ® 091977 ®
Holz Her 1825 52 6 16DKN 3 2 DP 15° 091982 ® 091981 e
Holz Her 1832 53 8 16DKN 3 3 DP 15° 091986 ® 091985 e
o550 Holz Her 1832 56 5 16DKN 3 3 DP 45° 091988 ® 091987 e
HolzHer 1833 72,5 8 20DKN 4 4 DP 45° 091984 ® 091983 e
Homag 62 5 HSK32 2 4 DP 20° 091518 ® 091519 e
L Homag 62 5 HSK32 2 6 DP 20° 091658 ® 091659 ®
& Homag 62 5 HSK32 2 6 DP 30° 091690 ® 091691 ®
Q {_, l==3 Homag 62 5 HSK32 2 6 DP 45° 091692 ® 091693 ®
Homag, IMA 75 8 HSK25R 1 4 DP 20° 091790 ® 091791 e
Stefani 70 5 16DKN 3 4 DP 20° 091980 ® 091979 e
Type 2
Type 3
Type 6
148 e available ex stock
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2.1.9 Edge finishing tools

Bevel cutter @@@G@_’m

Application:
To bevel edge bandings.

Machine:
Single or double sided edge banding machines. Machines with special extraction
hood “i-system” for efficient chip clearance.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:

DP tipped tools with HSK 25 R and HSK 32 bores for FK-aggregates combined with
special extraction hoods “i-system” for efficient chip clearance (approx. 97 %) with
reduced extraction energy consumption. Clean workpieces, no interference with
scanning aggregates and less rework. High concentricity. Constant reference
diameter.

DP tools - 3 mm tip height.

Various bevel angles 5 s53zm - Diamaster PRO

WF 350-2-DP
Machine DO SB BO Z FAW NH ID ID
mm mm mm mm LL RL
Homag 62 5 HSK 32 4  20° 31,5 198200 ® 198201 ®
Homag 62 5 HSK 32 6 20° 31,5 198202 ® 198203 ®
Homag 62 5 HSK 32 8 20° 31,5 198204 ® 198205 ®
Homag 62 5 HSK 32 4  45° 31,5 198240 ® 198241 e
Homag 62 5 HSK 32 6 45° 31,5 198242 ® 198243 e
Homag,IMA 70 8 HSK25R 4 20° 19,5 198408 ® 198409 e
Bevel cutter with HSK 32 bore for Homag, IMA 70 8 HSK 25 R 6 20° 19,5 198410 © 198411 e
FK-aggregates. Homag, IMA 70 8 HSK 25 R 4 45° 19,5 198464 ® 198465 ®
Homag, IMA 70 8 HSK 25 R 6 45° 19,5 198466 ® 198467 ®
e available ex stock 149
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BO

Type 3

5

SB

Type 2

Profile cutter

Application:

To round edge bandings.

Machine:

Single or double sided edge banding machines.

Workpiece material:

Softwood, hardwood, veneer and plastic edge banding.

Technical information:
DP tipped tools and cylindrical bore.
Constant reference diameter. DP tools - 3 mm tip height.

Various radii, with DP-tipped

WF 501-2-DP
Machine

Biesse
Biesse
Biesse
Biesse
Biesse
Biesse
* Brandt

D
mm
67
68
70
72
73
75
58

Holz Her 1825 57
Holz Her 1825 57
Holz Her 1825 57
Holz Her 1827 56
Holz Her 1827 56
Holz Her 1827 57
Holz Her 1832 58,7 50
Holz Her 1832 58,7 50
Holz Her 1832 58,7 50
Holz Her 1833 72,5 61
Holz Her 1833 72,5 61
Holz Her 1833 72,5 61

Ott, Brandt
Ott, Brandt
Ott, Brandt
Stefani
Stefani
Stefani

69
69
69
70
70
70

DO
mm
60
60
60
70
70
70
50
50
50
50
50
50
50

61
61
61
60
60
60

BO Z
mm

16 DKN 6
16 DKN 6
16 DKN 6
16 KN 6
16 KN 6
16 KN 6
16 DKN 4
16 DKN 2
16 DKN 2
16 DKN 2
20 DKN 2
20 DKN 2
20 DKN 2
16 DKN 3
16 DKN 3
16 DKN 3
20 DKN 4
20 DKN 4
20 DKN 4
16 KN 4
16 KN 4
16 KN 4
16 DKN 4
16 DKN 4
16 DKN 4

QAL R Type nna ID

DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP
DP

mm
1,0
2,0
3,0
1,0
2,0
3,0
2,0
2,0
2,5
3,0
2,0
25
3,0
2,0
25
3,0
2,0
2,5
3,0
1,0
2,0
3,0
1,0
2,0
3,0

OO0 2 2 2 AR DNOWOWORPRPPROOWOWNOIOTIOT = 2

min" LL
18000 091960
18000 091962
18000 091964
18000 192518
18000 192520
18000 192522
12000

24000 192536
24000 192538
24000 192540
24000 192506
24000 192508
24000 192510
24000 192512
24000 192514
24000 192516
18000 192500
18000 192502
18000 192504
18000 091954
18000 091956
18000 091958
18000 192524
18000 192526
18000 192528

* For Brandt edge trimming cutter with keyed and torque support.

ID

RL
091961
091963
091965
192519
192521
192523
091966
192537
192539
192541
192507
192509
192511
192513
192515
192517
192501
192503
192505
091955
091957
091959
192525
192527
192529

150

e available ex stock
O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing

2.1 Edge processing
2.1.9 Edge finishing tools

DO @ 62
[ —

Type 1

Profile cutter

Application:

To round (profile) edge bandings on FK-aggregate.

Machine:

Single or double sided edge banding machines.

Workpiece material:
Softwood, hardwood, veneer and plastic edge banding.

Technical information:
DP tipped tools with HSK 32 bores for FK-aggregates. High concentricity.

Constant reference diameter.

DP tools - 3 mm tip height.

Various radii - Diamaster PRO, FK-aggregate, HSK 32

WF 501-2-DP
Machine DO
mm

Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62
Homag 62

BO

mm

HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32
HSK 32

N

[e)RNe>Me> Mo M) B o)) He) N N SN SN SN S S R

QAL R
mm
DP 1,0
DP 1,5
DP 2,0
DP 245
DP 3,0
DP 3,5
DP 4,0
DP 5,0
DP 1,0
DP 1,5
DP 2,0
DP 249
DP 3,0
DP 3,5
DP 4,0
DP 5,0

—_. 4 4

Type Nmax,

min”

18000
18000
18000
18000
18000
18000
18000
18000
18000
18000
18000
18000
18000
18000
18000
18000

ID

LL

091500
091502
091504
091506
091508
091510
091512
091516
091672
091674
091650
091676
091652
091678
091654
091656

ID
RL
0 091501
0 091503
0 091505
0 091507
0 091509
0 091511
0 091513
0 091517
091673
091675
091651
091677
091653
091679
091655
091657

OO0OO0OoOoooao

e available ex stock
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2.1.9 Edge finishing tools

Profile cutter

Application:
To round edge bandings.

Machine:
Single or double sided edge banding machines.

Workpiece material:
Softwood, hardwood, veneer and plastic edge banding.

Technical information:
DP tipped tools with bore 16 KN. Constant reference diameter.
DP tools - 3 mm tip height.

Various radii - Diamaster PRO, BO16 KN
WF 501-2-DP
Machine D DO BO Z QAL R ID ID

mm mm mm mm LL RL
Homag, Ott 73 61 16 KN 3 DP 2,0 090230 ® 090231 ®
Homag, Ott 73 61 16 KN 3 DP 3,0 090232 © 090233 ®

SB

>

DO

Profile cutter with bore 16 KN

152 e available ex stock
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2.1.9 Edge finishing tools

Profile cutter

Application:
For a choice of radii or bevels on edge bandings.

Machine:
Single or double sided edge banding machines.

Workpiece material:
Softwood, hardwood, veneer and plastic edge banding.

Technical information:

DP tipped tools with HSK 25 R or 16 DKN bore. Profile cutting with e.g. radii of 2.0
and 3.0 mm and bevel of 20°.

Constant reference diameter. DP tools - 0.5 mm resharpening area.

Multi-profile router - Diamaster PRO

WF 501-2-DP
Machine D D0 BO Type Z R FAW npax. D ID
mm mm mm mm min”' LL RL

Biesse 75,4 60 16DKN 2 6 1/2/3 25° 18000091996 ® 091995 e

Brandt 78 57,3 16 DKN 2 4 1,2/2/3 15° 18000091967 ® 091968 ®

Holz Her 58 50 20DKN 3 2 2 flush 18000 192530 ® 192531 @
1826
HolzHer 58 50 20DKN 3 2 25 flush 18000 192532 ® 192533 ©
1826
HolzHer 58 50 20DKN 3 23 flush 18000 192534 ® 192535
1826

Homag, 85 652 HSK25R 1 4 2/3 20° 18000091798 ® 091799 e
IMA
Stefani 75,8 57,6 16 DKN 2 4 1/2/3 20° 18000091998 ® 091997 e

Alternative multi-profile trimming heads with different dimensions can be supplied at
short notice on request.

e available ex stock 153
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2.1.9 Edge finishing tools

Profile cutter @@@f@_’m

Application:
To round edge bandings.

Machine:
Single or double sided edge banding machines. Machines with special extraction
hood “i-system” for efficient chip clearance.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:

DP tipped tools with HSK 25 R bore and special extraction hoods “i-system” for
efficient chip clearance (approx. 97%) with reduced extraction energy consumption.
Clean workpieces, no interference with scanning aggregates and less rework.
Maximum concentricity. Constant reference diameter.

DP tools - 3 mm tip height.

Various radii g spef=m - Diamaster PRO, HSK 25 R

WF 501-2-DP
Machine D DO NH BO Z QAL R nmx D ID
mm mm mm mm mm min'  LL RL

Homag, IMA 76 70 17,5 HSK25R 4 DP 1,0 18000 198494 ® 198484 e

Homag, IMA 76 70 17,5 HSK25R 4 DP 1,5 18000 198495 ® 198485

\H Homag, IMA 76 70 18,5 HSK25R 4 DP 2,0 18000 198496 ® 198486 ®

e Homag, IMA 78 70 19 HSK25R 4 DP 2,5 18000 198497 ® 198487 ®

Homag, IMA 78 70 19,5 HSK25R 4 DP 3,0 18000 198498 ® 198488 ®

Homag, IMA 84 70 20,5 HSK25R 4 DP 4,0 18000 198422 ® 198423 e

Homag, IMA 84 70 215 HSK25R 4 DP 5,0 18000 198426 ® 198427 ®

Homag, IMA 76 70 17,5 HSK25R 6 DP 1,0 18000 198499 ® 198489 e

Homag, IMA 76 70 17,5 HSK25R 6 DP 1,5 18000 198500 ® 198490

Homag, IMA 76 70 18,5 HSK25R 6 DP 2,0 18000 198501 ® 198491 e

Homag, IMA 78 70 19 HSK25R 6 DP 2,5 18000 198502 ® 198492 ®

| Homag, IMA 78 70 19,5 HSK25R 6 DP 3,0 18000 198503 ® 198493 e

Homag, IMA 84 70 20,5 HSK25R 6 DP 4,0 18000 198424 O 198425 O

Radii-cutter with HSK 25 R bore. Homag, IMA 84 70 21,5 HSK25R 6 DP 5,0 18000 198428 U 198429 O

Application:
To round edge bandings on FK-aggregate.

Technical information:

DP tipped tools with HSK 32 bore for FK aggregates with special extraction hoods
- “i-system” for efficient chip clearance (approx. 97 %) with reduced extraction energy
consumption. Clean workpieces, no interference with scanning aggregates and less
rework. Maximum concentricity. Constant reference diameter.
DP tools - 3 mm tip height.

Radius cutter with HSK 32 R bore
for FK-aggregates.

Various radii 5 speizm - Diamaster PRO, FK-aggregate, HSK 32
WF 501-2-DP

Machine D DO NH BO Z QAL R nmax ID ID

mm mm mm mm mm min LL RL
Homag 75 62 31,5 HSK32 4 DP 1,0 18000 198212 ® 198213 ®
Homag 75 62 31,5 HSK32 4 DP 1,5 18000 198214 ® 198215 e
Homag 75 62 315 HSK32 4 DP 2,0 18000 198216 ® 198217
Homag 75 62 31,5 HSK32 4 DP 2,5 18000 198220 ® 198221 e
Homag 75 62 31,5 HSK32 4 DP 3,0 18000 198222 e 198223 e
Homag 75 62 315 HSK32 4 DP 4,0 18000 198228 ® 198229 e
Homag 75 62 31,5 HSK32 4 DP 5,0 18000 198234 ® 198235

154 e available ex stock
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2.1 Edge processing M

2.1.9 Edge finishing tools

Multi-profile cutter i-System

Machine D DO NH BO Z QAL R np ID ID

mm mm mm mm mm min~ LL RL
Homag 75 62 31,5 HSK32 6 DP 1,0 18000 198246 ® 198247 ®
Homag 75 62 315 HSK32 6 DP 1,5 18000 198244 ® 198245
Homag 75 62 315 HSK32 6 DP 2,0 18000 198218 ® 198219 e
Homag 75 62 315 HSK32 6 DP 2,5 18000 198238 ® 198239 e
Homag 75 62 31,5 HSK32 6 DP 3,0 18000 198224 e 198225
Homag 75 62 315 HSK32 6 DP 4,0 18000 198230 ® 198231 e
Homag 75 62 31,5 HSK32 6 DP 5,0 18000 198236 ® 198237 ©

Profile cutter ﬁ@@g@@m

Application:
For a choice of radii or bevels on edge bandings.

Machine:
Single or double sided edge banding machines. Machines with special extraction
hood “i-system” for efficient chip clearance.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:

DP tipped tools with HSK 25 R bores and special extraction hood “i-system” for
efficient chip clearance (approx. 97 %) with reduced extraction energy consumption.
Clean workpieces, no interference with scanning aggregates and less rework.
Profile combination of radii of 2.0 and 3.0 mm and bevel 20°. High concentricity.

DP tools - 3 mm tip height.

Multi-profile cutter 15 yeretem - Diamaster PRO, HSK 25 R
WF 501-2-DP
Machine D DO BO Z QAL R FAW ID ID

mm mm mm mm LL RL
Homag, IMA 85 62 HSK25R DP 2/3 20° 198444 © 198445
Homag, IMA 85 62 HSK25R DP 1,56/2 20° 198504 ® 198505 ®
Homag, IMA 85 62 HSK25R DP 2/3 20° 198456 © 198457

[0 SN =N

Alternative multi-profile trimming heads with different dimensions can be supplied at
short notice on request.

e available ex stock 155
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2. Panel processing 2.1 Edge processing M
2.1.9 Edge finishing tools

Profile cutter @@@f@_’m

Application:
For a choice of radii and bevels on edge bandings. Corner rounding to leading and
trailing edges and radius cutting/bevel on top/bottom edges.

Machine:
IMA edge banding machine with KFA-aggregates.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:

DP tipped tools with HSK 25 R bore and special extraction hood “i-system” for
efficient chip clearance (approx. 97%) with reduced extraction energy consumption.
Clean workpieces, no interference with scanning aggregates and less rework.

tools - 3 mm tip height. Constant diameters. Low noise.

Multi-profile cutter (@=rstemy Diamaster PRO, HSK 25 R, KFA-aggregates
WF 502-2-DP

Machine D B BO Z R FAW ID ID

mm mm mm mm LL RL
IMA 75 28 HSK 25 R 6 1/2/3 15° 091912 © 091913 ©
IMA 75 43 HSK 25 R 6 1/2/3 15° 091914 0O 091915 O
IMA 75 30 HSK 25 R 6 1/2/3 15° 091916 C© 091917 O

Alternative multi-profile trimming heads with different dimensions can be supplied at
short notice on request.
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2. Panel processing

2.1 Edge processing M

2.1.9 Edge finishing tools

Profile cutter @@@f@_’m

Application:
For a choice of radii and bevels on edge bandings. Corner rounding on leading and
trailing edges and radius bevel on top/bottom edges.

Machine:
IMA edge banding machines with MFA-aggregates

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:

DP tipped tools with HSK 25 R bore and special extraction hood “i-system” for
efficient chip clearance (approx. 97 %) with reduced extraction energy consumption.
Clean workpieces, no interference with scanning aggregates and less rework.

tools - 3 mm tip height. Constant diameters. Low noise.

Multi-profile cutter 5 s5etzm0 - Diamaster PRO, HSK 25 R, MFA-aggregates
WF 502-2-DP

Machine D DO BO Z R FAW ID ID

mm mm mm mm LL RL
IMA 89 62 HSK25R 6 1/2 15° 091918 0O 091919 O
IMA 89 57 HSK25R 6 1/2/3 15° 091920 O 091921 O

Alternative multi-profile trimming heads with different dimensions can be supplied at
short notice on request.
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2. Panel processing

2.1

Edge processing

2.1.9 Edge finishing tools
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Profile cutterhead / Bevel cutterhead

Application:

To round edge bandings.

Machine:

Single or double sided edge banding machines.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:
Cutterheads with tungsten carbide throwaway knives and bore with DKN.
The same cutterhead tool body for R 1.5 to 3.0 mm. Constant reference diameter.

Various radii - Brandt

WE 500-2
Machine D DO SB BO Z R Type nma ID
mm mm mm mm mm min" LL
Brandt 56 50 16 16DKN 4 2 1 18000 075005
Brandt 58 50 12 16DKN 4 3 2 18000 075004
Brandt 78 70 19 16DKN 4 3 1 18000 075002
Brandt 82 70 16 16DKN 4 2 2 18000 075009
Spare knives:
Part-no. Type BEZ ABM QAL R VE ID
mm mm PCS LL
1 1 Exchange knife 16x14,5x2 HW 1,5 10 075324
1 1 Exchange knife 16x14,5x2 HW 2,0 10 075326
1 1 Exchange knife 16x14,5x2 HW 3,0 10 075328
1 1 Exchange knife 19,6x15,2x2 HW 1,5 10 075333
1 1 Exchange knife 19,6x15,2x2 HW 2,0 10 075335
1 1 Exchange knife 19,6x15,2x2 HW 2,5 10 075337
1 1 Exchange knife 19,6x15,2x2 HW 3,0 10 075302
1 2 Exchange knife 12x13x2 HW 1,5 10 075339
1 2 Exchange knife 12x13x2 HW 2,0 10 075330
1 2 Exchange knife 12x13x2 HW 3,0 10 075304
1 2 Exchange knife 16x17,5x2 HW 1,5 10 009539
1 2 Exchange knife 16x17,5x2 HW 2,0 10 005132
1 2 Exchange knife 16x17,5x2 HW 3,0 10 005133
Spare parts:
Part-no. BEZ ABM
mm
2 Clamping wedge 10x11,5x7
2 Clamping wedge 10x10,9x7
2 Clamping wedge 13,5x11x7
2 Clamping wedge 19
2 Clamping wedge 19
3 Allen screw M6x12
Allen Key SW3
Magnetic setting gauge 1,0

ID

RL
075006
075004
075003
075009

ID

RL
075325
075327
075329
075334
075336
075338
075303
075339
075330
075304
009539
005132
005133

ID

075400
075403
075404
075401
075402
006035
005444
005372
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2. Panel processing 2.1 Edge processing M
2.1.9 Edge finishing tools

Profile cutterhead / Bevel cutterhead

Application:
To round and bevel edge bandings.

Machine:
Single or double sided edge banding machines. Machines must be equipped with
DFC-system.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:
Cutterheads with tungsten carbide throwaway knives and bore with DKN. Constant
reference diameter. DFC design for high chip clearance of more than 97% efficient.

Various profiles - DFC, Brandt

WE 500-2
Machine D SB BO Z R FAW Type Npa. ID ID
mm mm mm mm min'  LL RL
Brandt 70,23 20,28 16 DKN 4 15° 1 12000 075012 ® 075013 ®
Brandt 70,23 20,28 16 DKN 4 30° 1 12000 075014 C 075015 O
Brandt 69,98 20,28 16 DKN 4 45° 1 12000 075016 ® 075017 ®
Brandt 70,57 20,28 16 DKN 4 1,0 1 12000 075018 C 075019 O
Brandt 70,57 20,28 16 DKN 4 1,2 1 12000 075020 © 075021 O
Brandt 70,57 20,28 16 DKN 4 1,5 1 12000 075022 O 075023 O
Brandt 70,57 20,28 16 DKN 4 2,0 1 12000 075024 ® 075025
Brandt 70,57 20,28 16 DKN 4 25 1 12000 075026 C 075027 O
Brandt 70,57 20,28 16 DKN 4 3,0 1 12000 075028 ® 075029 e
Brandt 73,39 20,28 16 DKN 4 5,0 1 12000 075030 075031
Spare knives:
al8 Part-no. Type BEZ ABM QALR FAW VE ID ID
81 mm mm PCS LL RL
1 1 Exchange knife 22,3x14x2 HW 1,0 10 075315 ©O 075314 O
Type 1 1 1 Exchange knife 22,3x14x2 HW 1,5 10 075319 O 075318 O
1 1 Exchange knife 22,3x14x2 HW 2,0 10 075307 ® 075306 ®
1 1 Exchange knife 22,3x14x2 HW 2,5 10 075321 O 075320 C
1 1 Exchange knife 22,3x14x2 HW 3,0 10 075309 ® 075308 ®
1 1 Exchange knife 22,3x14x2 HW 1,2 10 075317 0O 075316 O
1 1 Exchange knife 22,3x14x2 HW 5,0 10 075323 075322
1 1 Exchange knife 22,3x14x2 HW 15° 10 075311 ® 075310 ®
1 1 Exchange knife 22,3x14x2 HW 30° 10 075331 0O 075332 O
1 1 Exchange knife 22,3x14x2 HW 45° 10 075313 ® 075312 ®
Spare parts:
Part-no. BEZ ABM ID
mm
2 Oval head screw Torx® 15 M4x6 006225 e
Torx® key Torx® 15 005466 ©
1 2
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2. Panel processing 2.1 Edge processing M
2.1.9 Edge finishing tools

Profile cutterhead / Bevel cutterhead

Application:
To round edge bandings.

Machine:
Single or double sided edge banding machines.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:
Cutterheads with tungsten carbide throwaway knives and 16 mm bore.
The same cutterhead tool body for R 1.0 to 3.0 mm. Constant reference diameter.

Various radii - Ott

WE 500-2
Machine D DO SB BO Zz R Type Nmax. ID ID
mm mm mm mm mm min”' LL RL
Ott 73 61 16 16 3 2,0 1 18000 074519 ® 074519 e
Ott 80 72 25 16 3 20 2 18000 125113 125113

Spare knives:

Part-no. Type BEZ ABM QAL R VE ID ID

mm mm PCS LL RL
SB 1 1 Exchange knife 16x16,5x2 HW 1,0 10 074540 O 074540 O
< 1 1 Exchange knife 16x17x2 HW 1,5 10 074541 O 074541 O
1 2 Exchange knife 16x17,5x2 HW 2,0 10 005132 ® 005132 ®
1 1 Exchange knife 16x18,5x2 HW 2,5 10 074543 O 074543 O
1 1 Exchange knife 16x19x2 HW 3,0 10 005133 O 005133 U
1 1 Exchange knife 16x19,5x2 HW 3,5 10 074545 O 074545 O
B | 1 2 Exchange knife 25x15x2 HW 1,0 10 619194 0O 619194 O
o 1 2 Exchange knife 25x15x2 HW 1,5 10 619195 O 619195 O
810 e 1 2 Exchange knife 25x15x2 HW 2,0 10 619196 ® 619196 ®
1 2 Exchange knife 25x15x2 HW 2,5 10 619197 O 619197 O
Type 1 Type 2 1 2 Exchange knife 25x15x2 HW 3,0 10 619198 U 619198 O
1 2 Exchange knife 25x15x2 HW 3,5 10 619202 O 619202 O

Spare parts:
Part-no. Type BEZ ABM ID
mm

2 1 Clamping wedge 13,5x11x7 074704
2 2 Clamping wedge 25x14x6 629096 ®
3 Allen screw M6x12 006035
3 Clamping screw, Torx® 25 M6x18,5 007818 e
4 Washer 9/6,2x1,2 006753
5 Allen Key SW 3 005444 ©
5 Torx® key Torx® 25 117504 ©

1 2

160 e available ex stock
O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing 2.1 Edge processing M
2.1.9 Edge finishing tools

Radius scrapers

Application:
For scraping edges with radii or bevels.

Machine:
Single or double sided edge banding machines.

Workpiece material:
Plastic edge bandings.

Technical information:
Scraper holder to carry different scraper turnblade knives.

Scraper holder

XT 399-0
Machine ABM BEM ID

mm
Homag 14x22x118 for R <=5 mm 074054 ®
Homag, Reich 16x15x131 for R <=5 mm 074053 @
Ott 16x16x120 forR <=3 mm 074502 e
Spare parts:
BEZ ABM ID

mm

Torx® key Torx® 15 005466 ©
Oval head screw Torx® 15 M4x6 006225 ®

Technical information:
Bevel and radius scraper turnblade knives for scraper holder.

Turnblade knives - scraper Turnblade knives - scrapers
TM 435-0
Machine R ABM QAL BEM VE ID

mm mm PCS

Homag, IMA, Bevel 45° 12x20x2 HW 10 074037 e
Holz Her
Homag, Holz Her 1,0 12x20x2 HW  Profile relief 6° 10 074039 ®
Homag, Holz Her 1,5 12x20x2 HW  Profile relief 6° 10 074074 ®
Homag, Holz Her 2,0 12x20x2 HW  Profile relief 6° 10 074040 ®
Homag, Holz Her 2,5 12x20x2 HW  Profile relief 6° 10 074075 ®
Homag, Holz Her 3,0 12x20x2 HW  Profile relief 6° 10 074041 ®
IMA 1,0 12x20x2 HW  Profile relief 15° 10 074044 ®
IMA 1,5 12x20x2 HW  Profile relief 15° 10 074076 ®
IMA 2,0 12x20x2 HW  Profile relief 15° 10 074021 ®
IMA 2,5 12x20x2 HW  Profile relief 15° 10 074077 ®
IMA 3,0 12x20x2 HW  Profile relief 15° 10 074022 ®
Homag - BAZ 1,0 20x11,5x2 HW  Profile relief 6° 10 073713 ®
Homag - BAZ 1,5 20x11,5x2 HW  Profile relief 6° 10 073714 ®
Homag - BAZ 2,0 20x11,5x2 HW Profile relief6° 10 073715 ®
Homag - BAZ 3,0 20x11,5x2 HW  Profile relief6° 10 073716 ®
Homag - BAZ Bevel 3° 20x11,5x2 HW 10 073717 e
Biesse, Stefani 1,0 12,7x12,7x3,18 HW  Profile relief 10° 10 074548 ®
Biesse, Stefani 1,5 12,7x12,7x3,18 HW  Profile relief 10° 10 074549 @
Biesse, Stefani 2,0 12,7x12,7x3,18 HW  Profile relief 10° 10 074550 ®
Biesse, Stefani 3,0 12,7x12,7x3,18 HW  Profile relief 10° 10 074551 ®
Biesse, Stefani Bevel 25° 12,7x12,7x3,18 HW 10 074552 e
Additional scrapers and anti stress whitening knives can be supplied at short notice
on request.
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2.1 Edge processing
2.1.9 Edge finishing tools

Flat scraper

Multi-profile scraper

Flat scrapers

Application:
To scrape edges with radius or bevel.

Machine:
Single or double sided edge banding machines.

Workpiece material:
Plastic edge bandings.

Technical information:
Different profile flat scrapers.

Throwaway scraper knives

T™ 135-0
Machine ABM QAL FAW ID ID

mm LL RL
Biesse 22,9x22,9x2,5 HW 074555 ®
Biesse 40x25x3 HW 074554 © (074553 ®
Biesse 16x16x4,7 HW 074556 ®
Homag 32x55%x4,5 HW 15° 074047 © 074048 ®
IMA 55x25x3 HW 15° 074023 © 074024 ®
IMA 30x22,5x3 HW 15° 074045 T 074046 O
IMA 14,3x14,3x2,5 HW 074305 ®
Ott, Brandt 15x14,3x2,5 HW 6° 074500 ® 074501 ®
Spare parts:
BEZ ABM ID

mm
Torx® key Torx® 15 005466 ©
Oval head screw Torx® 15 M4x6 006225
Application:
To scrape edges with radius or bevel.
Technical information:
Multi-profile scraper with a choice of bevels and radii.
Multi-profile scrapers
T™ 135-0
Machine BEM QAL VE ID ID
PCS LL RL
Homag R 0,45/1/1,5/2/3/5 HW 10 074049 ® 074050 ®
IMA R 1/2/3 HW 10 074079 ® 074078 ®
Stefani R 1/2/3/Bevel HW 10 074081 ® 074080 ®
Biesse R 1/2/3/Bevel HW 10 074083 ® 074082 ®
Spare parts:
BEZ ABM ID
mm

Torx® key Torx® 15 005466 ®©
Oval head screw Torx® 15 M4x6 006225
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2.1.9 Edge finishing tools

Profile-cutterhead / bevel-cutterhead for stationary
machines

Application:
To bevel / round edge bandings.

Machine:
Homag BAZ.

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:

Cutterheads with tungsten carbide throwaway knives for edge trimming cutter
aggregate. The same cutterhead tool body suitable for R 1.0 to 3.0 mm.
Constant reference diameter.

various radii / bevels for Homag machines

WE 500-2
D DO BO Z QAL R FAW Type nma. ID ID
mm mm mm mm min"  LL RL
59 50 15 3 HW 1,0 1 18000 073001 ® 073000 ®
59 50 15 3 HW 1,5 1 18000 073003 ® 073002 ®
59 50 15 3 HW 20 1 18000 073005 ® 073004
59 50 15 3 HW 3,0 1 18000 073009 ® 073008 ®
60 50 15 3 HwW 15° 2 18000 073037 ® 073036 ®
60 50 15 3 HW 30° 2 18000 073039 ® 073038 ®
60 50 15 3 HW 45° 2 18000 073041 ® 073040 ®
62 50 15 3 HwW 15° 3 18000 073101 ® 073100 ®
Type 3 for special thin edge bandings.
Spare knives:
SB H DIK QAL R FAW Type ID ID
mm mm mm mm LL RL
13 15 2 HW 1,0 1 073501 ® 073500 ®
13 15 2 HW 1,5 1 073503 ® 073502 e
13 15 2 HW 2,0 1 073505 ® 073504 ©
13 15 2 HW 3,0 1 073509 ® 073508 ®
12 16 2 HW 15° 2 073537 ® 073536 ®
12 16 2 HW 30° 2 073539 ® (073538 ®
12 16 2 HW 45° 2 073541 ® 073540 ®
14 14 2 HW-F 3 005099 ® 005099
Spare parts:
Part-no. BEZ ABM ID
mm
2 Clamping wedge RL 11,5x14,4x7 073400
2 Clamping wedge LL 11,5x14,4x7 073401 e
3 Allen screw M6x12 006035 e
8 Countersink screw, Torx® 20 M6x0,5x4,9 006243
Allen Key SW 3 005444 o
Torx® key Torx® 20 006091 ©
Magnetic setting gauge 1,0 005372
1 2 3
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2. Panel processing 2.1 Edge processing M
2.1.9 Edge finishing tools

Profile cutter / bevel cutter for stationary machines.

Application:
To round / bevel edge bandings.

Machine:
IMA (BIMA).

Workpiece material:
Softwood, hardwood, veneer and plastic edge bandings.

Technical information:
Profile cutter / bevel tungsten carbide tipped cutter, one or two part design.
DP tipped tools available at short notice.

Various radii / bevels for IMA machines

WF 501-2

D DO SB BO Z QAL R FAW Type nma. ID ID

mm mm mm mm mm min”  LL RL

70 60 9 30 6 HW 15 1 18000 074056 ® 074057 ®
70 60 9 30 6 HW 2,0 1 18000 074058 ® 074059 ®
70 60 9 30 6 HW 3,0 1 18000 074060 ® 074061 ®
64,4 55 10,2 30 6 HW 15 1 18000 074062 ® 074063 ®
64,4 55 10,2 30 6 HW 2,0 1 18000 074064 ® 074065 ®
644 55 102 30 6 HW 3,0 1 18000 074066 ® 074067 ©
70 60 9 30 6 HW 15° 1 18000 074068 ® 074069 ®
70 60 9 30 6 HW 30° 1 18000 074070 ® 074071 ®
70 60 9 30 6 HW 45° 1 18000 074072 ® 074073 ®

All cutters are available at short notice in two part design.
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2. Panel processing

2.2 Honeycomb processing
2.2.1 Honeycomb tools

Background Rise in cost of conventional chipboards.
Reduction in weight of material, in particular flat pack furniture.
Rising transport costs.

Advantages Raw material saving as less material used.

Reduction in weight of end product.
Reduction in transport costs.
More design options using large panel thicknesses.

Requirements

Expert knowledge on edging and hogging techniques.
Right choice of tool and in some cases special tools.
Co-ordinated system solutions.

Material structure

Sandwich boards

— Top layers on both sides MDF, HDF, HPL, chipboard, aluminium...

— Light construction core: honeycomb (paper, plastic, aluminium)
or foam (PU, glass, aluminium).

Application

Furniture and door production, board industry in general, interior design.

Edging techniques

1. Direct edging (for thick top layers and support to the core).
2. Support edge method (bonding edge, support edge, double edge).
3. Bolt insertion technique.

Machining examples

T“T I

Light construction panels.  Groove cutting for
support edge.

Direct edging. Support edge.

Double edge. Bolt insertion technique.
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2. Panel processing 2.2 Honeycomb processing
2.2.2 Honeycomb processing machines

Jointing

Jointing cutter, page 118

Adjustable jointing cutters, page 122
Jointing cutterheads, page 320

Hogging Grooving, rebating
Compact hogging set DT Score, page 132 Grooving/rebating
Compact hogging set DT, page 133 cutter, page 168

Segment hogger, page 138

Scoring
Scoring sawblades; page 124
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Trimming
Trim sawblades, page 142

'6

Edge finishing

Jointing cutter, page 145
Jointing cutterhead, page 147
Trimming cutter, page 148
Profile cutter, page 150
Profile cutterheads, page 158

AN

Profile
scraping
Scraper
holders and
cutters,
page 161
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2. Panel processing

it

2.2 Honeycomb processing
2.2.3 Grooving cutter

ID 190628

Machining across the entire surface

of the honeycomb
top/bottom layers.

7
— 1|

with jointing of

—

ID 190629

Partial machining of the honeycomb with

— |

jointing of top/bottom layers.

Grooving cutter and grooving cutter sets

Application:
For grooving and rebating workpiece narrow side of honeycomb panels for support
edges prior to edge banding.

Machine:
Single or double sided edge banding machines.

Workpiece material:
Light construction or honeycomb panels.

Technical information:

Tungsten carbide and DP tipped tools assembled as sets to remove the honeycomb.
Adjustment option for full or partial machining with/without jointing of surface layers.
As the surface layers are simultaneously jointed, a grooving depth of 3 mm is
achieved in one working step. This depth is suitable for several edgings (double edge
etc.). Board thicknesses 25 - 100 mm can be machined (depending on the machine).
DP tools - 4.0 mm resharpening area.

Jointing cutters

WF 800-2
D SB TDI BO VA QAL Nmax. ID ID
mm mm mm mm min”' LL RL
92 5,2 4,5 50 9 DP 18600 190620 ® 190621 ®
117 5,2 4,5 50 9 DP 14600 190622 ® 190623 ®
Edge groove cutters
WK 800-2
D SB TDI BO VA QAL Nmax. ID ID
mm mm mm mm min”' LL RL
100 7 5,8 50 9 DP 17100 190624 ® 190625 ®
125 7 5,8 50 9 DP 13700 190626 ® 190627 ®
Central groove cutters
WK 800-2
D SB TDI BO VA QAL N max. ID
mm mm mm mm min”'
98 3,5 2,5 50 9 HW 17500 020102
123 215 2,5 50 9 HW 13900 020103 e
98 6,5 5,3 50 9 HW 17500 020104
123 6,5 5.3 50 9 HW 13900 020105
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2. Panel processing

2.2 Honeycomb processing M
2.2.3 Grooving cutter

]

ID 190630
Full machining of the ho

]

neycomb.

T

ID 190631

Partial machining of the honeycomb.

Spare parts:
BEZ ABM ID
mm
Set of spacers for full cut 77/50/15,6 028462
Set of spacers for partial cut 77/50x10,6 028463 ®

Number of central grooving cutters depends on the panel thickness. When combined,
please note that the overall cutting width is reduced by 1.0 mm for ID 020102/020103
and 1.2 mm for ID 020104/020105 per fitting, remember to allow for the overlap of
the tools.

Order example for HD = 50 mm: ID 190628, 125x53,6x30 mm
Tools: Grooving cutter set, D-125 mm, right-hand rotation.
Consisting of:

Jointing cutter: 1 x ID 190622 LL

Jointing cutter: 1 x ID 190623 RL

Edge groove cutter: 1 x ID 190626 LL

Edge groove cutter: 1 x ID 190627 RL

Central groove cutter: 6 x ID 020105 RL

Flanged sleeve: 1 x ID 061682

Spindle mounting: 1 x ID 066477

Special remark:
including assembly, machine model, spindle length.
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2. Panel processing

2.3 Postforming processing

2.3.1 Postforming processing machines

Hogging

Compact hogging set DT Score, page 132
Compact hogging set DT, page 133
Segment hogger, page 138

Scoring Rebating
Scoring sawblades, Rebating cutter
page 124
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Scoring, rebating,
panel raising
Rebating cutter, page 174

@
=}

Finish cutting
Finishing cutterhead, page 176

Panel raising
Profile panel raising cutter, page 175

<
6 Grooving
V-grooving
cutter,
page 179

Edge trimming
Trimming cutter, page 177

Profiling
Radius cutter, page 178

Panel raising cutter, page 177
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2. Panel processing

2.3 Postforming processing M
2.3.2 Postforming tools

Working processes

Production of workpieces with profiled narrow edges for profiling and coating with
edging material.

Workpiece material

Chipboard and fibre materials (chipboard and MDF boards).

Machines

Single or double sided soft forming machines.

Procedure

Sizing panel by scoring hogging or double hogging, protection milling,

if required.

Scoring and removing the coating on workpiece surface by horizontal spindle.
Profiling the narrow edge with vertical, horizontal or inclined spindle.

Cutting the edge banding on the sized side to precise dimension with tracing
spindle.

Edge trimming of banding on the side banded first with tracing spindle.
Scraping, if required.

Important order data

— Profile

— Coating thickness

Coating material

Machine side

Number of sides to be coated

Expected profile production volume

Given the diversity of products, standard tools and special tools are used in soft
forming according to requirements.

Profile examples

Working process

Production of workpieces with profiled narrow edges with jointless HPL, CPL or
veneer surface coating material wrapped around the narrow face.

Workpiece material

Chipboard and fibre materials (chipboard and MDF board).

Machines

Single or double sided post forming machines.

Important ordering information

Radius and internal radius

Coating thickness

Material thickness

Type of coating

Post forming with or without inlay rod
Machine side

L
Laminate 0.35 mm
I
[ T T I |

R = External radius, e. g. R9
RI = internal radius, e. g. R8,65
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2. Panel processing

2.3 Postforming processing M
2.3.2 Postforming tools

Procedure ’A
AL ]
RL~;
=
Pre-cutting the board to expose the top Removing material residues from top
layer, preferably with feed. layer, against feed.
L 1

Radius cutting can be combined with Finish cutting against feed.

previous working process for post
forming procedure without inlay rod,

against feed.

4 [
=
[
Sizing of top layer (bottom side) against Rebating of top layer (top position)
feed (optional). against feed (optional).
20° AL

Radius cutting (U-shape profile) against Laminate edge chamfer with feed.

feed (optional).
Feed speed v; approx. 20 m/min

Finish cutting width

To edge and process veneered board with precision, the finish cut width should not
exceed 0.5 mm. With less demand for precision of the radius and reduced risk of
breaking the coating, a greater finish cutting width increases efficiency when working
with resharpenable finish cutters.
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2. Panel processing 2.3 Postforming processing M
2.3.2 Postforming tools

Rebating cutter

Application:
To rebate the core to uncover and trim the edge of the top layer.

Machine:
Postforming machines.

Workpiece material:
HPL, CPL or veneer coated particle and fibre materials (particle board, MDF, etc.).

Technical information:

DP tipped tools with 20 KN or HSK 25 R bore. High number of teeth replaces
scoring.

DP-tools - 2.0 mm resharpening area.

Diamaster PRO
WF 499-2
Machine D SB BO z ) e ID ID
mm mm mm min™' LL RL
Homag, IMA 70 25 HSK25R 943 18000 091796 ® 091797 e
Homag, IMA 70 25 20 KN 9+3 18000 091594 ® 091595 e
Rebating cutter with HSK 25 R bore:
Machining the laminate layer with
horizontal motor
174 e available ex stock

O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing 2.3 Postforming processing M
2.3.2 Postforming tools

Profile panel raising cutter

Application:
To finish cut the coating layer and machining the radius in the direct postforming

W 4
- » ‘ Machine:

Postforming machines.

Workpiece material:
HPL, CPL or veneer coated particle and fibre materials (particle board, MDF, etc.).

Technical information:

DP tipped tool with bore for mounting on hydro clamping sleeve. Panel raising length
45 mm for U-channels and 25 mm for L-profiles. Against feed for HPL and melamine,
with feed for verneer. When specifying the cutting radius R, the thickness of the
coating must be taken into account. The standard coating thickness is 0.35 mm.

DP tools - 2.0 mm resharpening area.

Diamaster PRO

HF 550-2

Machine D SB BO APL R RP Z QAL n. ID ID
mm mm mm mm mm mm min” LL RL

Homag, IMA 250 10 80 45 9,0 8,65 4+4 DP 6000 090270 090282
Homag, IMA 250 7 80 45 5,0 4,65 4+4 DP 6000 090271 090283
Homag, IMA 250 10 80 25 9,0 8,65 4+4 DP 6000 090272 090284
Homag, IMA 250 7 80 25 5,0 4,65 4+4 DP 6000 090273 090285

Profile panel raising cutter mounted on
hydro clamping sleeve

e available ex stock 175
O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing 2.3 Postforming processing M
2.3.2 Postforming tools

Finishing cutterhead

Application:
- D - - - To finish cut the radius of postforming profiles.
- -
Machine:

Postforming machines.

Workpiece material:
HPL, CPL or veneer coated particle and fibre materials (particle board, MDF, etc.).

Technical information:

Cutterhead with DP profile knives with cylindrical or HSK 25 R bore. Suitable for finish
cutting radii up to R 14. Multi purpose cutterhead tool body for resharpenable or
non-resharpenable knives. Non-resharpenable knives 0.5 mm optimised for sensitive
coatings, veneer postforming and maximum contour accuracy. 0.75 mm knives can
be resharpend up to three times for greater economy.

12° inclined spindle

WM 599-2
Machine D SB BO Z QAL n . Spindle ID ID
mm mm  mm min”' angle LL RL
Degree

Homag, IMA 125 45/2,5 20 KN 4 DP 12000 12° 090942 © 090934
Homag, IMA 125 25/2,56 HSK25R 4 DP 12000 12° 090939 ® 090935 ®

7° inclined spindle

WM 599-2
Machine D SB BO Z QAL n . Spindle ID ID
mm mm  mm min" angle LL RL
Degree
Homag, IMA 125 45/2,5 20 KN 4 DP 12000 7° 090943 ® 090937 ®
Homag, IMA 125 25/2,5 HSK25R 4 DP 12000 7° 090940 ® 090938
Finish cutting radii up to R 14 mm Spare knives:
at 7° and 12° spindle angle
Part-no. BEZ ABM QAL ID ID
mm LL RL
1 Knife 12x31x2,5x0,5, SB2,5 DP 008208 ® 008204 e
1 Knife, resharpenable 12x32x2,5x0,75, SB2,8 DP 008247 ® 008246 ®
Spare knives for 7° and 12° inclined spindles.
Spare parts:
Part-no. BEZ ABM ID
mm
2 Countersink screw, Torx® 20 M6x0,5x4,9 006243
Torx® key Torx® 20 006091 ®
176 e available ex stock

O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing

it

2.3 Postforming processing
2.3.2 Postforming tools

Panel raising the laminate layer with
vertical spindle

Trimming the edge backing layer with
vertical spindle

Panel raising edge trimming cutter

Application:
To panel raise the laminate layer and trim the edges of the laminate and the backing
material.

Machine:
Postforming machine.

Workpiece material:
HPL, CPL or veneer-coated particle and fibre materials (particle board, MDF, etc.).

Technical information:
DP tipped tools with HSK 25 R bores.
DP tools - 1.5 mm resharpening area.

Diamaster PRO

WF 400-2-DP

Machine D SB BO Z QAL ng ID ID
mm mm mm min”! LL RL

Homag, IMA 100 5/28 HSK25R 4 DP 12000 091794 e (091795 e

e available ex stock 177
O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing 2.3 Postforming processing M
2.3.2 Postforming tools

Profile panel-raising cutter

Application:
To cut the upper radii of “U” profiles.

Machine:
Postforming machines.

Workpiece material:
HPL, CPL or veneer coated particle and fibre materials (particle board, MDF, etc.).

Technical information:

DP tipped tools with bore. When specifying the radius RI, the thickness of the
laminate must be taken into account (standard laminate thickness - 0.35 mm).
DP tools - 4.0 mm resharpening area.

Various radii - Diamaster PRO

WF 502-2

Machine @~ D SB BO R RP Z QAL nma D ID
mm mm mm mm mm min"  LL RL

Homag, IMA 160 16 30DKN 9,0 8,65 4 DP 9000 090274 090286

Homag, IMA 160 11 30DKN 5,0 4,65 4 DP 9000 090275 090287

Radii-cutter on inclined spindle

178 e available ex stock
O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing

2.3 Postforming processing M

2.3.2 Postforming tools

%
.

Trimming the laminate layer with
horizontal spindle

V groove cutter

Application:
To bevel and trim the coating after glueing and forming a “U” profile.

Machine:
Postforming machines.

Workpiece material:

HPL, CPL or veneer-coated particle and fibre materials (particle board, MDF, etc.).

Technical information:
DP tipped tools with HSK 25 R bores.
DP tools - 1.5 mm resharpening area.

Diamaster PRO

WF 501-2-DP

Machine D SB BO Z QAL ng. ID ID
mm mm mm min”! LL RL

Homag, IMA 75 8/23 HSK25R 4 DP 12000 091792 ® 091793 e

e available ex stock
O available at short notice
Instruction manual visit www.leitz.org
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2. Panel processing

2.4 Panel processing M

2.4.1 Segment hogger for sizing

e

Segment hogger for sizing

Application:
For hogging along and across grain with/without scoring sawblade.

Machine:
Sizing station on chipboard / MDF panel production lines.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic coated.

Technical information:

The cut edge quality depends on the circular sawblade. Tool body D-305 in steel or
D-355 mm in aluminium. Staggered cut with six tungsten carbide segments. Build-up
option with extension hogger unit. For D-305 the hogger is mounted directly on the
spindle without flanged sleeve.

Hogger for sizing station
SZ 300-2, SZ 301-2

Machine D SB BO Z/ZF Sawblade QAL ID ID

mm mm mm LL RL
Siempelkamp 305 60,1 30 60/ES HW 064700 © 064701 O
Siempelkamp 355 60,5 40 DKN 72/ES HW 064702 O 064703 O
Spare parts:
Part-no. BEZ ABM BEM ID

mm
1 Countersink screw, Torx® 20 M6x12 Torx® 20 006084 e
2 Screw with ISK M8x17 for D = 250/350/305/355 006237 ®
3 Cylindrical screw with ISK M8x60 for D = 305 005878 e
S Cylindrical screw with ISK M8x35 for D = 305/350 005874 e
3 Cylindrical screw with ISK M8x25 for D = 355 005947 ®
1 3 2

Hogging sawblade

WK 801-2

D SB BO Z ZF QAL ID ID

mm mm mm LL RL

305 4.4 120 60 ES HW 061844 © 061845 ®
8885 4.4 80 72 ES HW 061846 ® 061847 ®
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e available ex stock
O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing 2.4 Panel processing M
2.4.1 Segment hogger for sizing

Technical information:

£z Of steel (D - 300 mm) and aluminium (D - 350 mm) with segments.

Basic hogger

WZ 300-2

D SB BO A ZF QAL ID ID

mm mm mm LL RL

300 28 30 6x7 Fz HW 064440 ® 064441
350 36,5 80 6x10 Fz HW 064442 O 064443 O

Extension hogger

FZ WZ 300-2
D SB BO A ZF QAL ID ID
mm mm mm LL RL
300 28 30 6x7 FzZ HW 064444 © 064445 ©
350 20,2 80 6x10 Fz HW 064446 © 064447 ©

Segments (6 per hogger)

£z T™ 170-0
ABM Z ZF QAL ID ID
mm LL RL
D 300/ 340 7 Fz HW 064970 © 064971
D 350 10 Fz HW 064962 ® 064963 ©
e available ex stock 181

O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing 2.4 Panel processing M
2.4.1 Segment hogger for sizing

Segment hogger for sizing

Application:
For hogging along and across grain with/without scoring sawblade.

Machine:
Sizing station on chipboard / MDF panel production lines.

Workpiece material:
Particle and fibre materials (MDF etc.) uncoated, veneered, plastic coated.

Technical information:

Cut edge quality of the trim and finish cuts is defined by the sawblades. Set
assembled mounted with finish cut, trim sawblade and twelve tungsten carbide
tipped segments. Staggered cut by twelve hogging segment. The hogger is
mounted directly on the motor spindle without flanged sleeve.

Hogger for sizing station

SZ 300-2
Machine D SB BO  Z/ZF Sawblade QAL ID ID
mm mm mm LL RL
Siempelkamp 350 42,1 30 60 ES/FA HW 064704 T 064705 C
72 WZ
Spare parts:
Part-no. BEZ ABM BEM ID
mm
wz EZ/FA 1 Countersink screw, Torx® 20 M6éx16  Torx® 20 006086 ©
2 Cylindrical screw with ISK M8x35 for D =305/350 005874 ®
Technical information:
W2 EZ/FA D - 300 mm finish cut and D - 350 mm trimming sawblade.
Hogging sawblade
WK 802-2, WK 850-2
D SB BO Z ZF QAL ID ID
mm mm mm LL RL
300 4,4 200 60 ES/FA HW 061848 ® 061849 ®
350 4,4 200 72 wz HW 061850 ® 061850 ®
Basic hogger with segments
£z WZ 300-2
D SB BO Z ZF QAL ID ID
mm mm mm LL RL
340 34,5 30 12x7 Fz HW 064448 © 064449 ®
Segments (12 per hogger)
£z T™ 170-0
ABM Z ZF QAL ID ID
mm LL RL
D 300/ 340 7 Fz HW 064970 ® 064971 ®
182 e available ex stock

O available at short notice
Instruction manual visit www.leitz.org



2. Panel processing

Action to eliminate problems

it

Problem

Possible cause

Action

Break outs at edge of workpiece
Top edge

— Incorrect height adjustment of hogging

motor and tilt in feed direction

Correct setting

Check position of tools in feed direction,
adjust standard value of 0.1 mm to the
panel edge

— To much axial play in spindle
bearing or damaged bearing

Check motor bearings and tolerances

— Track vibrates due to low chain
tension and damaged guides

Check tension of chain,
replace damaged parts

— Incorrect adjustment of top pressure

Check top pressure

— Run out tolerance too high, possible
imbalance tool

Measure tool, correct and check for
imbalance

— Insufficient no. of teeth, feed rate
too high

Increase no. of teeth or adjust feed speed

Break outs at edge of workpiece
bottom edge

— Workpiece projection too large or thin
workpieces

Provide additional support in the tool
area

— Incorrect adjustment in feed direction
of scoring or hogging tool

Produce trial sample and adjust motors

— Scoring sawblade not precisely adjust-

ed in feed direction or hogging tool
tilted too far

Check angles of scoring sawblade and
hogging tool in feed direction

Tooth pattern at workpiece edge
wavy surface

— Tilted tool position in feed direction

Correction of tilted tool position

too high

— Transport of workpiece not consistent Check chain and drive
during through feed

— Insufficient no. of teeth, feed speed too Increase no. of teeth or adjust feed
high speed

— Run out tolerance too high, possible
imbalance tool

Measure tool, correct and check for
imbalance

Surface of middle layer
rough, uneven (with steps)

— Tool worn, blunt

Repair tool

- Insufficient no. of teeth, feed speed too
high

Increase no. of teeth, adjust feed speed

— Adjustment of top and bottom tools
(scoring/hogging tool) not level with
feed direction

Produce trial sample and adjust motors

— Adjustment of hogging tool not at right

angle to the track

Check angle with dial gauge on the
horizontal moving spindle

— Incorrect tooth shape of tool and angle

geometry

Check and correct

— Insufficient quality of middle layer of
workpiece material

Improve by removing resin and
sharpening more frequently

Break outs at edge of workpiece
end grain, front

— Adjustment of jump head to the hog-
ging tool not level with feed direction

Produce trial sample and adjust motors

Break outs at edge of workpiece
end grain, back

— Adjustment of the controlled scoring
motor not level with the hogging unit
in feed direction

Check movement of the jump scoring
motor and correct adjustment to the
hogging unit

— Poor quality of middle layer of work-
piece material (large chip flow, poor
pressing)

Improve by removing resin and
sharpening tools more often

— Insufficient no. of teeth, feed speed to
high

Increase no. of teeth or adjust feed
speed

- Incorrect tooth shape and angle
geometry

Check and adjust through resharpening
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2. Panel processing Signs of wear of HW cutting edges M

Rounding of cutting edges

When hogging solid wood and wood-
derived materials with or without
coating, the teeth of the hogging saw-
blade and hogger parts are subject to
mechanical and chemical wear.

The surface quality determines the
size of the cutting edge abrasion.
An extremely worn sawblade tooth
requires additional sharpening and
reduces the number of possible
resharpenings.

Typical cutting edge wear when machining solid wood.

Cutting edge destruction

through improper use

If the relationship between the number
of teeth and feed speed is wrong, the
cutting forces are too high when hogging
solid wood, especially with a high mois-
ture content. This leads to choking the
gullet and consequently destruction of
the saw tooth.

E

Action:

Reduce the no. of teeth, to increase the
gullet area; adjust feed speed so the
cutting quality is still adequate.

Cutting edge destruction through improper use.

Cutting edge destruction

through overstress

If the material to be removed is wider
than the cutting width of the hogger,
the outside teeth of the raised hogger
segments are destroyed by overstress.

The hogging width must always be
smaller than the cutting width of the
hogging tool.

Destruction of saw tooth through overstress.
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2. Panel processing

Signs of wear of DP cutting edges

Rounding of cutting edges

The illustration opposite shows a typical
blunt cutting edge, resulting from
mechanical abrasion when machining
uniform materials.

Removing the resin from the sides of the
teeth between resharpening intervals
leads to a considerably longer perform-
ance time, as it prevents the loss of side
relief.

The area of wear should be approx.
0.2 to max. 0.3 mm.

AN NS A VAR S R

7

il

Rounding of cutting edges and

resin build-up

Apart from cutting edge wear, a build-up
also forms at the side of the teeth from
adhesive dust and chip particles (resin
build-up) when the workpiece material
has a high resin content or the tool is
run for a long time.

This leads to a higher cutting power,

low surface quality of the surface coating
and middle layer, and a considerably
shorter performance time.

Cutting edge destruction

The cutting edges can be destroyed
when machining workpiece materials
with a high sand content, a grain

size up to 2 - 3 mm diameter (l) or con-
taining metallic particles.

Using DP (DIA) tools when machining
such workpiece materials is problematic
and use is not recommended for efficient
machining.

Cutting edge destruction from metallic particles.
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Inquiry/order form special tools - panel processing

Customer details: Customer number:

(if known)
Company:
Street:
Post code/place:
Country:
Phone/fax:
Contact person:

Signature:

O Inquiry Delivery date: (not binding) Ccw

[J Order

Date:
Inquiry/order no.:
Tool ID: (if known)

No. of pieces:

Workpiece material:

Type:

Moisture content (of solid wood)
Direction of machining

[] along grain  [] across grain
Cutting quality:

[] Pre-hogging

%

Coating:

] Yes [J No

Type (of wood derived material):

Hogging width:
Material thickness:

[] Finish hogging

mm
mm

Machine:

Manufacturer: Power: kW (HP) Motor spindle (see drawing):
Type: RPM: min~’

Model: Feed: m min"’

Hogging motor:

[] Against feed

] With feed

[] Application scoring/hogging

[] Application hogging/hogging

Tool:

Tool type (see selection):

[] Hogging set in cutter design Dimensions:

[J Hogging set with segments Diameter mm

[] Compact hogging set Cutting width mm

[] Other Bore mm

Adaptor: No. of teeth: Cutting material:
[J Mechanical Hogging sawblade [] HW (TC)

[] Quick change Hogger [] DP (DIA)

[] Hydraulic

Please state existing data on tool, machine and workpiece material.
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Inquiry/order form special tools - panel processing M

Hogging motor/spindle details:
(Enter dimensions on drawing or state in space for sketches)

I ] J
T ] - = )
[ P R W R
Standard motor high-precision motor

D40-6 KT (Hydro sleeve)

Sketch for application plan, motor spindle etc.

Inquiry/order forms visit www.leitz.org 187
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3. Planing and profiling

3.1  Surface planing - thicknessing
Inquiry/order form special tools - surface planing and thicknessing

3.2  Planing

3.2.1 Cutterheads for pre planing

3.2.2 Cutterheads for pre and finish planing
3.2.3 Cutterheads for finish planing

3.2.4 Combination tools for planing and profiling

3.3  Profiling
3.3.1 Tools for tongue and groove joints
3.3.2 Cutterheads for multi purpose profiling

3.4  Finger jointing

3.4.1 Minifinger joint cutterheads ProFix
3.4.2 Minifinger joint cutters

3.4.3 High performance minifinger cutters
3.4.4 Minifinger joint cutterheads

3.4.5 Minifinger disc cutters

3.4.6 Scoring sawblades and hoggers

3.5  Window production
Action to eliminate problems
Signs of wear

Inquiry/order form special tools — planing and profiling

190
193

195
195
202
208
228

232
232
240

255
258
261
270
279
291
294

300

302

303

306
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3. Planing and profiling 3.1 Surface planing - thicknessing M

Application Planing and thicknessing of workpieces on planing and thicknessing machines.
MAN The workpiece is first planed to give a reference surface. Next the exact workpiece
thickness is machined by the thicknesser.

L

Workpiece material Soft and hardwood (dry and wet), chipboard and fibre materials (chipboard, MDF,
etc.), without coating, with plastic coating, with veneer etc.

Machines Surface planing and thicknessing machines.

Mounting of long planerheads Long planerheads have integrated bearing and drive pulley.
The dimensions depend on the machine, and must be specified when ordering the
tools.

Noise level of long planerheads Free running
Surface planing With wedge- With spiral head | Noise reduction
machine type head Z2 z2 dB
A acoustic sound level 99.1 84.5 14.6
A acoustic power level 85.2 72.2 13.0

L. n dB at height of ears

Thicknessing machine

A acoustic power level 94.2 85.1 9.1

Lwa in dB

A acoustic power level 80.1 69.3 10.8

L. indB

at head height infeed

at head height outfeed 75.5 68.8 71
During operation

Surface planing With wedge- With spiral head | Noise reduction

machine type head 22 Z2 dB

A acoustic sound level 100.6 94.1 6.5

A acoustic power level 89.6 83.6 6.0

LA n dB at height of ears

Thicknessing machine
A acoustic power level 98.3 92.1 6.2
LWA in dB

A acoustic power level 81.5 77.2 4.3
LA in dB

at head height infeed
at head height outfeed 82.7 7.7 5.0

Recommended cutting materials Marathon (MC) |HW

Softwood dry
Softwood wet
Hardwood dry
Hardwood wet
Plywood
Chipboard
MDF

WPC (Wood-Plastic- & ¢
Composite)

¢ suitable ¢ partly suitable

I
<><><>0m

peak 2R 28 2R 4
*

L JRe3k 2R 4
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3. Planing and profiling

3.1 Surface planing - thicknessing m

Feed speed

visible knife marks f, ¢ [mm]

1.7 2.5 5

1.3
Quality: fine medium coarse
- - P -
I

I
wear increase | quality determinates

— T

The feed speed is determined by the required surface quality.
Relation between the surface quality and length of knife marks f, .

Diagram to determine the feed
speed v; depending on R.P.M. n
and knife marks f, . for
different number of teeth Z*

T 60 T
A E
E 40 =
£ 2
= oD

20

12

0

3000 4500 6000 7500 9000 10500 12000

n[min'] —

* Even on tools with several wings, only the marks of one knife show on the
workpiece surface (one-knife finish).

Z 2 and Z 4 tools produce the same surface quality under identical machining
conditions. (see technical information and charts in section User manual).

Spiral planerhead

Constant knife cutting circle diameter
after resharpening with setting fixture —
long spiral planerhead

Technical information

Steel planerhead with resharpenable HS spiral cutting knives or HS throwaway
knives.

Mounted in a cassette with clamping wedges.

Constant knife cutting circle diameter after sharpening in setting fixture.

— Long planerheads with spiral cutting edges (shear-cut) for smooth surfaces

Tool design

— Noise reduction of up to 13 dB (see chart)

— Option for resharpening the turnblade HS knives in the planerhead
Chip removal Softwood: up to 5.0 mm

Hardwood: up to 3.0 mm

No. of wings/resharpening area

2-6mm

Cutting material

HS
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3. Planing and profiling 3.1 Surface planing - thicknessing m

Planerhead CentroFix

Tool design Steel or Aluminium planerhead with resharpenable HS or HW reversible resharpenable
knives positioned by form fitting knife clamping system

Technical information — Centrifugal force clamping system in the protected area behind the wing.
— The turnblade knives with chip breaker ensures clean surfaces even in critical
zones.
— The clamping system is positioned in the area protected from contamination,
behind the knife.

Chip removal Softwood: up to 7.0 mm
Hardwood: up to 5.0 mm

No. of wings Z 2 or Z 4, with 2 cutting edges per knife.

Cutting material HS, HW

Handling/Changing the planing knife

1. Loosen knife clamping by tapping
the clamping wedge

2. Release knife seat by rotating the
safety flange

3. Axial knife change

4. Close knife seat by rotating
the safety flange

Note — CentroFix centrifugal clamping system (without clamping screws) for quick,
simple knive change.
— Lower noise level compared to conventional cutterheads from optimised gullet
and closed, round tool body.
— Axial knife change.
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Inquiry/order form special tools - surface planing and thicknessing

Customer details: Customer number: O Inquiry Delivery date: (not binding) Cw
(if known) 1 Order

Company:

Street: Date:

Post code/place: Inquiry/order no.:

Country: Tool ID: (if known)

Phone/fax: No. of pieces:

Contact person:

Signature:

Workpiece material:

Type:

[] Solid wood: Type: Moisture content: %

[J Wood derived material: Type: Density: g/cm®

[] Others Type: Additional information:

Machine:

Manufacturer:

Type:

Model:

Spindle sequence (in feeding direction) e.g. 1 bottom, 2 right hand, 3 left hand, 4 top, 5 multi purpose...

Motor: Power: RPM: Spindle dimensions: Add. information:
1 kW (HP) min-1 mm

2 kW (HP) min-1 mm

3 kW (HP) min-' mm

4 kW (HP) min- mm

5 kW (HP) min-1 mm

Tool:

Tool type (see selection):
Dimension:
Diameter:

Cutting width:

Bore:

No. of teeth:

mm
mm
mm

Cutting material:

[J HL (HLS)
[J HS (HSS)
O HW (HM)
O sT

Please state existing data on tool, machine and workpiece material.

Direction of rotation:
[J left hand
] right hand
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Inquiry/order form special tools - surface planing and thicknessing

Dimensions for long planerheads
(Enter dimensions on drawing or graph)

i .

Tif T '! ! Y”“rm#::t—r
B S e

Bearing side L-————— —_— Motor side

1

}
e 2
-

|

:
T

|

Sketch for application, special motor spindle etc., side of table to workpiece and fence.
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3. Planing and profiling 3.2 Planing M
3.2.1 Cutterheads for pre planing

Working process Planing is the first step after cutting the workpiece to size, it prepares workpiece
surfaces and machines a datum surface for accurate workpiece processing.

Pre planing is recommended prior to profiling on four sided moulders and multi
spindle moulding machines.

Pre planing and reference heads can be combined on the same spindle to guide the
timber through the machine.

Workpiece materials Soft and hardwood dry and wet
Chipboard and fibre materials (chipboard, MDF, HDF, etc.).

Machines Four side moulders and multi spindle moulding machines.

Tool clamping Mounted directly on the machine spindle, retained by spindle nut.

Recommended cutting material HS HS Marathon HW
Softwood dry ¢ ¢ ¢
Softwood wet O ¢
Hardwood dry & L 4 ¢
Hardwood wet [ ¢
Plywood & ¢
Chipboard ¢
MDF &
WPC (Wood-Plastic- & ¢ ¢
Composite)
4 suitable < partly suitable

Feed speed The feed speed is determined by the required surface quality.

Relation between the surface quality and length of knife marks f, .

visible knife marks f, ¢ [mm]

1.3 1.7 2.5 5
Quality: fine medium coarse

- > s i
- - g - g

[ I

[
!

wear increase
—

-

quality determinates

Y

The feed size is determined according to the quality requirements which can
be measured by the produced cuttermarks.
The diagram shows the relation between surface quality and length of knife

marks f; -
Diagram: .
HeliPlan
Z=2/2

Vi [m min'1] —_—
f2 eff [MM] ——

0
6000 7000 8000 9000 10000 11000 12000 13000

n [min'1] —

The feed speed is determinded by the required surface quality (length of knife
marks f, o+ and depend RPM and the no. of wings of the cutterheads).
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3. Planing and profiling

3.2 Planing

3.2.1 Cutterheads for pre planing

Diagram:
Build up planerhead
Z=2andZ=4

T 60 —15
- ety -4
b e2™
E 40 et s
£ e 4T 13
= - P St

27 | e e (LR

e I 2
20—t
':::—"“_‘ _________________ 1
ol
5000 6000 7000 8000 9000 10000 11000

n [min”'] —

T2 eff [MM]——p

Even on tools with several wings, only the marks of one knife show on the workpiece

surface (one-knife finish).

Z 2 and Z 4 tools produce the same surface quality under identical machining

conditions (see technical information and ¢

harts in section User Manual).

Pre planing combined with
reference cutterhead

Note

Z=2andV=2
RPM Ny = 12500 min-?

=H=

Reference cutterhead combined
with CentroStar planerhead,
build up planerhead,

or wedge type planerhead.

Note: a 3 mm spacer (ID 028617) is
required with build up and wedge type
planerheads.

Ak el

il

Reference cutterhead combined with
VariPlan, VariPlan Plus or
HeliPlan planerhead.
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3. Planing and profiling

3.2 Planing M

3.2.1 Cutterheads for pre planing

Planerhead HeliPlan

Application

Planing, pre planing

Machines

Four side moulders, with HSK 85 WS interface if required.

Workpiece material

Softwood and hardwood

No. of teeth/tool life

2/2 staggered, each HW turnblade knife has 4 lives.

Cutting material

HW

Chip removal

Softwood:  up to 15.0 mm.
Hardwood: up to 10.0 mm.

Tool design

Aluminium or steel tool body with spiral, staggered single cutting edges, mounted
on the tool body periphery.

Technical features

HW turnblade knives with 4 curved cutting edges.

2 3

1) Tool body of steel or Aluminium
2) Knives
3) Clamping screw

RPM

D = 125 mm, Ny,ay = 12000 min-"!
D =140 mm, Ny = 9000 min-"

Special advantages

— Minimum breakout.

— Noise reduction (up to 10 dB(A)).

— The staggered cut reduces both the cutting force and feed pressure.
— Turnblade knives have four cutting edges (four lives).

Note
N
°
| |
L_‘T'_J

HW turnblade knife with 4 cutting edges.

— Barely visible marks in the overlap area; minimal waviness.

— As HeliPlan has a staggered cut of individual cutting edges, the tool has limited
suitability for producing finished surfaces. Finish planing or profiling may be
required depending on the quality requirement.

— Tool body surface hardening advisable for abrasive workpiece materials.

— Use in combination with reference cutterhead WW 410-2 (see page 200)
on the first bottom spindle of moulding machines.
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3. Planing and profiling

3.2 Planing M

3.2.1 Cutterheads for pre planing

Knives mounted on periphery

Planerhead HeliPlan with 4 edge HW turnblade knives

Application:

Pre planing, surfacing and jointing all types of wood with large chip removal. Also
suitable for finish planing if quality demands are less important or in connection with
subsequent sharpening.

Machine:
Four side moulders.

Workpiece material:
Softwood and hardwood.

Technical information:

Pre planing cutterhead with 4 edge HW turnblade knives. Low noise and energy
efficient due to spiral, segmented edge arrangement. Smooth finish by radiused
cutting edges. Aluminium tool body. Tool and HSK are shrink-fit together. Optional
with steel reference cutterhead, for machines with fence.

Aluminium tool body, with bore

WW 220-2-01
D SB BO z AM [ e ID
mm mm mm PCS min™’
125 130 40 2/2 26 12000 030423 ®
125 170 40 2/2 32 12000 030425 e
125 210 40 2/2 38 12000 030452 e
125 230 40 2/2 40 12000 030447 e
125 240 40 2/2 46 12000 030426 ®
140 170 50 2/2 32 9000 030427
140 240 50 2/2 46 9000 030428
Design with HW cutting edges
Further dimensions and inch dimensions available on request.
Suitable reference cutterheads can be found on page 200.
Spare knives:
BEZ ABM QAL VE ID

mm PCS
Turnblade knife 15x15x2,5 HW 10 009535 e
Spare parts:
BEZ ABM ID

mm

Countersink screw, Torx® 20 M5x14.2-8.8 007394 e
Torx® key Torx® 20 006091 e
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3. Planing and profiling 3.2 Planing M
3.2.1 Cutterheads for pre planing

Planerhead HeliPlan with 4 edge HW turnblade knives

Application:

Pre planing, surfacing and jointing all types of wood with large chip removal. Also
suitable for finish planing if quality demands are less important or in connection with
subsequent sharpening.

Machine:
Four side moulders with HSK 85 WS interfaces.

Workpiece material:
Softwood and hardwood.

Technical information:

Pre planing cutterhead with 4 edge HW turnblade knives. Low noise and energy
efficient due to spiral, segmented edge arrangement. Smooth finish through radiused
cutting edges. Aluminium tool body. Tool and HSK are shrink-fit together. Optional
steel reference cutterhead for machines with fence.

Aluminium tool body, with HSK 85 WS

WL 210-2-02

D SB A z AM I DRI ID

mm mm mm PCS min”

125 130 26 2/2 26 12000 bottom 132000 O

125 130 26 2/2 26 12000 top 132001 O

125 170 26 2/2 30 12000 bottom 132016 O

125 170 26 2/2 30 12000 top 132017 ©

125 210 26 2/2 36 12000 bottom 132008 O

125 210 26 2/2 36 12000 top 132009 O

125 240 26 2/2 42 12000 bottom 132010 ©

125 240 26 2/2 42 12000 top 132011 ©

125 270 26 2/2 46 8000 bottom 132012 O

125 270 26 2/2 46 8000 top 132013 O

125 310 26 2/2 54 8000 bottom 132014 O

125 310 26 2/2 54 8000 top 132015 ©

Aluminium tool body, HSK 85 WS with reference cutterhead

WL 403-2-02

D SB A z Y AM N max. DRI ID

mm mm mm PCS min™’

125 210 26 2/2 2 36 12000 bottom 132062 C

125 240 26 2/2 2 42 12000 bottom 132063 T

125 270 26 2/2 2 46 8000 bottom 132064 O
Knives mounted on periphery 125 310 26 2/2 2 54 8000 bottom 132065 ©

Design with HW cutting edges

Further dimensions and inch dimensions available on request.

Suitable reference cutterheads can be found on page 200.

Spare knives:

BEZ ABM QAL VE ID

mm PCS

Turnblade knife 15x15x2,5 HW 10 009535 e

Spare parts:

BEZ ABM ID

mm

Countersink screw, Torx® 20 M5x14.2-8.8 007394 e

Torx® key Torx® 20 006091 ®

e available ex stock 199
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3. Planing and profiling

3.2 Planing M

3.2.1 Cutterheads for pre planing

Combined reference cutterhead with
wedge type system, build up system and
CentroStar. Mounted with spacer

ID 028617.

-

_/AV _____ e

Combination with HeliPlan, VariPlan
Plus. Mounted with spacer.

Reference cutterhead

Application:
For cutting a side reference rebate when surface planing on the first bottom spindle in
combination with a planer cutterhead.

Machine:
Four side moulders with fence.

Workpiece material:
Softwood and hardwood.

Technical information:

Steel tool body with HW turnblade knives, can be combined with pre planing and
finish planing cutterheads on the first bottom spindle.

D145 for planerheads D125.

D160 for planerheads D140.

For wedge type system, build up system, CentroStar

WW 410-2
D SB BO VA \Y QAL I ID
mm mm mm min'
145 15 40 2 2 HW 12500 024554
160 15 40 2 2 HW 12500 024560 ®
For HeliPlan, VariPlan Plus
WW 410-2
D SB BO VA \Y QAL I ID
mm mm mm min
145 15 40 2 2 HW 12500 024563
160 15 40 2 2 HW 12500 024564
Spare knives:
BEZ ABM QAL VE ID

mm PCS
Turnblade spur VS1 14x14x2 HW-F 10 005099 e
Turnblade knife 14,7x8x1,5 HW-30F 10 005070 e
Spare parts:
BEZ ABM BEM ID

mm

Spacer 70x3x40,DTK58 028617
Countersink screw, Torx® 20 M6x0,5x4,9 Torx® 20 for steel-body 006243 @
Pin 6x20 008619 e
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3. Planing and profiling 3.2 Planing
3.2.1 Cutterheads for pre planing

Cutterhead for groove bed guide

Application:
For guide grooves on the first bottom spindle for precise feeding of short parts or
curved workpieces.

Machine:
Four side moulders with groove beds.

Workpiece material:
Softwood and hardwood, along the grain.

Technical information:
Build up turnblade knife tool system, diameter and cutting width constant.
The closed, round design of the tool body reduces the noise level.

HW turnblade design
WW 101-2, WW 102-2
D SB BO BOnax. VA Vv [ e ID
mm mm mm mm min™’
125 20 40 50 2 2 12000 020389 e
125 10 40 50 2 2 12000 020390 e
140 20 40 50 2 2 10900 020386 ®
140 10 40 50 2 2 10900 020388
Spare knives:
_i1oi1oi1oé1oi1019].1oi12i BEZ ABM QAL VE D
mm PCS
Turnblade knife 19,7x8x1,5 HW-30F 10 005071 e
_ = Turnblade knife 9,7x8x1,5 HW-30F 10 005197
EI = H =N Turnblade spur VS1 14x14x2 HW-F 10 005099 ©
F Spare parts:
1 1 1 [ ] BEZ ABM ID
a mm
o Spacer 60x0,1x40 027941 o
B —70/10/10110/70l 91012 17 [ Spacer 60x0,3x40 027942 ©
Spacer 60x9x40 028449 e
Spacer 60x10x40 027951
Number of tools for different widths Spacer 60x11,5x40 028431 ©
Set of spacers 60x11,5/0,3/2x 0,1x40 028459 e
SB i idth Clamping wedge 18x18,75x8,27 009671
B 0 \qlgg |ng1\$/c|)t :lrg 0 Clamping wedge 9x18,75x8,27 009764 ®
SE50 T 3 - e 3 Clamping screw, Torx® 25 M6x18,5 007818
s810 | 3 4 5 6 8 Washer 9/6,2x1,2 006753
Allen screw with shank, Torx® 15 M5x20 007380 e
Countersink screw, Torx® 20 M6x0,5x4,9 006243 ®
Torx® key Torx® 15 117507 ©
Torx® key Torx® 20 117503 ©
Setting gauge 0,3/0,8 005374 ®
e available ex stock 201

O available at short notice
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3. Planing and profiling

3.2 Planing m

3.2.2 Cutterheads for pre and finish planing

Planing cutterhead VariPlan Plus

Application

Pre planing with RipTec.

Integral turnblade knife for finish planing
(plane edge)

Integral turnblade knife for pre planing
(RipTec edge)

Pre planing with VariPlan Plus Z = 1+1 RipTec turnblade knives.

Microfinish, resharpenable turnblade Integral, resharpenable turnblade RipTec, resharpenable turnblade knife in
knife in HS or HW for finish planing of soft  knife in HW (plane/ripple) for pre and HW (ripple/ripple) for pre planing of soft-
and hardwood. finish planing of soft and hardwood, and hardwood, hard to machine wood on

hard to machine wood with a planerhead  separate spindle.
on a machining spindle.

Machines

Four side and multi spindle moulders, also with HSK 85 WS interface.

Workpiece material

Soft and hardwood, plastics (limited suitable).

Number of knives

Z =2 (1+1) to Z = 12 (6+6) depending on the feed speed and the tool diameter.
See the feed rate diagram.

Resharpening area: 1.0 mm

Resharpening area 1 mm
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3. Planing and profiling

it

3.2 Planing
3.2.2 Cutterheads for pre and finish planing

Cutting material

Planing cutterhead VariPlan Plus

HS for softwood (only plane turnblade knives)
HW for hardwood, various assembly and laminated wood with glued joint,
(all knife types).

Chip removal

Pre planing: Softwood up to 10 mm, hardwood up to 8 mm.
Finish planing up to 1.0 mm.

Tool design

Resharpenable and diameter constant tool system with turnblade planer knives.
Aluminium basic body, wear resistant steel chip breaker. For Microfinish, RipTec and
Integral turnblade knives.

Technical characteristics

_—_ T ~

\ )

Aluminium tool body with steel chip
breaker.

Operational safety through form fitting knife clamping.
Fast knife change through self positioning knife clamping.
Knife clamping in the dust-protected area.

One sharpening operation, two runtimes through by turnblade knife.
VariPlan Plus basic body for 3 knife variants: Microfinish, RipTec and
Integral turnblade knives.

VariPlan Plus Planerheads for machines with HSK 85 WS interface
are mounted on HSK 85 WS arbor. Combination with
pre surfacing/rebating cutterhead possible.

T
|
€=

€=

|

Combination with planerhead VariPlan Plus.

Combination with rebate guide cutterhead during the application on the first bottom
working spindle with pre surfacing fence. Reference cutterhead see page 200.

RPM / feed rate

D= 125 mm N max = 12000 min -
D= 140 mm N pay = 11300 min -
D= 180 mm N pax = 10000 min -
D=200 MM N o= 9400 min -
D= 250 MM N pax= 8400 min -

RipTec turnblade knives just for pre planing

Tool data RPM n [min]

Duvin, N | 6000 8000 10000 12000
[mm] 2z min~' | Feed rate v{ [m min~"]

125 1+1 12000 | 8- 20 11-27 14 - 34 16 - 40
125 2+2 12000 | 17 - 41 22 -54 28 - 68 34 -82
140 3+3 10500 | 25 - 61 34 - 82 42 - 102

180 4+4 9300 | 34 -82 45 -109

200 5+5 8600 | 42-102 56-136

250 6+6 6900 | 50 - 122

Integral turnblade knives for pre and finish planing on one spindle

Tool data RPM n [min-"] Knife mark
Dmin. e 6000 8000 10000 12000 fq.

[mm] Z min? Feed rate v¢ [m min'] [mm]

125 1+1 12000 | 8-12 10-14 14-20 16-24 1,4-2,0
125 2+2 12000 | 16-24 20-28 28-40 32-48 2,8-32

Special advantage

With Leitz ripple technology RipTec, pre splittings during pre planing is minimised for
hard to machine wood. At finish planing, optimal finish is achieved. If only 1 spindle
you benefit from using the Integral turnblade knives in the same tool.

Note

RipTec turnblade knives for surfacing or pre planing are designed for a chip removal
of 0.5 mm during finish planing.
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3. Planing and profiling 3.2 Planing M
3.2.2 Cutterheads for pre and finish planing

Planerhead VariPlan Plus
for pre and finish planing

Application:

Multi purpose planing tool:

For pre planing with RipTec turnblades.

For finish planing with Microfinish turnblades.

For roughing/finishing planing on a spindle with Integral turnblades.

Machine:
Four side moulders and multi spindle planing machines.

Workpiece material:
Softwood and hardwood, thermoplastic plastics (partly suitable).

Technical information:

Resharpenable and constant diameter planerhead system.

Self positioning and centrifugal force supported knife clamping. Aluminium tool body.
2 cutting angles: 25° for softwood, 18° for dry and hardwood. HW RipTec and
Integral, HS/HW Microfinish turnblades. Resharpening the knives on the cutting face
means 1 sharpening operation gives 2 run times.

Aluminium tool body, cutting angle 18°

WW 240-2-05
D SB DO BO N max. ID ID
mm mm mm mm min’ z2 zZ4
125 130 136 40 11200 131210 U 131410 O
125 150 156 40 11200 131211 O 131411 O
125 170 176 40 11200 131212 0 131412 O
125 180 186 40 11200 131213 0 131413 O
125 190 196 40 11200 131214 U 131414 O
) ) ) 125 210 216 40 11200 131215 O 131415 O
Pre planing with VariPlan Plus Z1+1 125 230 236 40 11200 131216 O 131416 O
RipTec turnblades 125 240 246 40 11200 131217 O 131417 O
J— 140 270 276 40 8000 131218 131418
= 140 310 316 40 8000 131219 131419
Aluminium tool body, cutting angle 25°
WW 240-2-05
D SB DO BO N max. ID ID
3 mm mm mm mm min”' Z2 Z4
125 130 136 40 11200 131200 © 131400 O
125 150 156 40 11200 131201 O 131401 O
125 170 176 40 11200 131202 O 131402 O
125 180 186 40 11200 131203 O 131403 O
125 190 196 40 11200 131204 © 131404 O
| 125 210 216 40 11200 131205 O 131405 O
- 125 230 236 40 11200 131206 O 131406 O
125 240 246 40 11200 131207 O 131407 O
140 270 276 40 8000 131208 131408
. . . 140 310 316 40 8000 131209 131409
c) RipTec turnblades HW (ripple/ripple)
When ordering always state the variant! Variant Description picture
Further dimensions and inch dimensions knife
on request_ Suitable reference 110 000 Planerhead without knives
cutterheads in section 3.2.1 VariPlan Plus 110 001 Planerhead with HS Microfinish turnblade knives a)
spare knives of all versions on page 207. 110 002 Planerhead with HW Microfinish turnblade knives a)
110 003 Planerhead with HW Integral turnblade knives b)
110 004 Planerhead with HW RipTec turnblade knives c)

204 e available ex stock
O available at short notice
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3. Planing and profiling

3.2 Planing M

3.2.2 Cutterheads for pre and finish planing

Pre planing with VariPlan Plus Z1+1
RipTec turnblades

a) Microfinish turnblades HS/HW

Planerhead VariPlan Plus with HSK 85 WS
for pre and finish planing

Application:

Multi purpose planing tool:

For pre planing with RipTec turnblades.

For finish planing with Microfinish turnblades.

For roughing/finishing planing on a spindle with Integral turnblades.

Machine:
Four side moulders and multi spindle moulders with HSK 85 WS interfaces.

Workpiece material:
Softwood and hardwood, thermoplastic plastics (partly suitable).

Technical information:

Resharpenable and constant diameter planerhead system.

Self positioning and centrifugal force supported knife clamping. Aluminium tool body.
2 cutting angles: 25° for softwood, 18° for dry and hardwood. HW RipTec and
Integral, HS/HW Microfinish turnblades. Resharpening the knives on the cutting face
means 1 sharpening operation gives 2 run times. Tool body and HSK arbor are
shrunk fit together.

Aluminium tool body, cutting angle 18° on HSK 85 WS

WP 240-2-05
D SB A ) e Z ID ID
mm mm mm min”' LL/ on RL/ on
bottom  top
125 130 26 12000 2 131520 O 131521 O
125 150 26 12000 2 131522 O 131523 O
125 170 26 12000 2 131524 O 131525 O
125 180 26 12000 2 131526 O 131527 O
125 190 26 12000 2 131528 O 131529 O
125 210 26 12000 2 131530 O 131531 O
125 230 26 12000 2 131532 O 131533 O
125 240 26 12000 2 131534 O 131535 O
140 270 26 11300 2 131536 131537
140 310 26 11300 2 131538 131539
125 130 26 12000 4 131620 O 131621 O
125 150 26 12000 4 131622 O 131623 O
125 170 26 12000 4 131624 O 131625 O
125 180 26 12000 4 131626 O 131627 O
125 190 26 12000 4 131628 O 131629 O
125 210 26 12000 4 131630 O 131631 O
125 230 26 12000 4 131632 O 131633 O
125 240 26 12000 4 131634 O 131635 O
140 270 26 11300 4 131636 131637
140 310 26 11300 4 131638 131639

Aluminium tool body, cutting angle 18° on HSK 85 WS with reference cutterhead
Z2/V2

c) RipTec turnblades HW (ripple/ripple) WP 240-2-08

D SB A ) e DRI 4 ID

e

When ordering always state the variant! L M} JIL [T o
Further dimensions and inch dimensions 125 230 26 12000 LL/ on bottom 2 131582
on request. Suitable reference 125 240 26 12000 LL/ on bottom 2 131583 O
cutterheads in section 3.2.1 VariPlan Plus 125 230 26 12000 LL/onbottom 4 131682 ©
spare knives of all versions on page 207. 125 240 26 12000 LL/ on bottom 4 131683 O

@ available ex stock 205
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3. Planing and profiling

3.2 Planing M

3.2.2 Cutterheads for pre and finish planing

Pre planing with VariPlan Plus Z1+1
RipTec turnblades

a) Microfinish turnblades HS/HW

c) RipTec turnblades HW (ripple/ripple)

When ordering always state the variant!
Further dimensions and inch dimensions
on request. Suitable reference
cutterheads in section 3.2.1 VariPlan Plus
spare knives of all versions on page 207.

Planerhead VariPlan Plus with HSK 85 WS
for pre and finish planing

Application:

Multi purpose planing tool:

For pre planing with RipTec turnblades.

For finish planing with Microfinish turnblades.

For roughing/finishing planing on a spindle with Integral turnblades.

Machine:
Four side moulders and multi spindle moulders with HSK 85 WS interfaces.

Workpiece material:
Softwood and hardwood, thermoplastic plastics (partly suitable).

Technical information:

Resharpenable and constant diameter planerhead system.

Self positioning and centrifugal force supported knife clamping. Aluminium tool body.
2 cutting angles: 25° for softwood, 18° for dry and hardwood. HW RipTec and
Integral, HS/HW Microfinish turnblades. Resharpening the knives on the cutting face
means 1 sharpening operation gives 2 run times. Tool body and HSK arbor are
shrunk fit together.

Aluminium tool body, cutting angle 25° on HSK 85 WS

WP 240-2-05
D SB A ) e Z ID ID
mm mm mm min”' LL/ on RL/ on
bottom top
125 130 26 12000 2 131500 O 131501 O
125 150 26 12000 2 131502 O 131503 O
125 170 26 12000 2 131504 O 131505 O
125 180 26 12000 2 131506 C 131507 O
125 190 26 12000 2 131508 C 131509 O
125 210 26 12000 2 131510 O 131511 O
125 230 26 12000 2 131512 O 131513 C©
125 240 26 12000 2 131514 O 131515 O
140 270 26 11300 2 131516 131517
140 310 26 11300 2 131518 131519
125 130 26 12000 4 131600 C 131601 O
125 150 26 12000 4 131602 C 131603
125 170 26 12000 4 131604 O 131605 O
125 180 26 12000 4 131606 C 131607
125 190 26 12000 4 131608 C 131609 C
125 210 26 12000 4 131610 C 131611 O
125 230 26 12000 4 131612 O 131613 O
125 240 26 12000 4 131614 C 131615 O
140 270 26 11300 4 131616 131617
140 310 26 11300 4 131618 131619

Aluminium tool body, cutting angle 25° on HSK 85 WS with reference cutterhead
Z2/V2

WP 240-2-08

D SB A M e DRI Z ID

mm mm mm min~'

125 230 26 12000 LL/ on bottom 2 131580 O
125 240 26 12000 LL/ on bottom 2 131581 O
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3. Planing and profiling

3.2 Planing M

3.2.2 Cutterheads for pre and finish planing

Variant Description picture
knife
110 000 Planerhead without knives

110 001 Planerhead with HS Microfinish turnblade knives a)
110 002 Planerhead with HW Microfinish turnblade knives a)
110 003 Planerhead with HW Integral turnblade knives b)
110 004 Planerhead with HW RipTec turnblade knives C)

Planer knives VariPlan Plus for pre and finish planing

Application:

Microfinish HS and HW turnblades: for finish planing softwood and hardwood.

RipTec HW turnblades (ripple/ripple): for pre planing/trimming on separate spindle, for
softwood and hardwood, particularly for twisted grain wood. Integral HW turnblades
(plane/ripple): for roughing/finishing planing on one machining spindle, for softwood
and hardwood, particularly for twisted grain wood.

Technical information:

Turnblade variants suitable for the planerhead system VariPlan Plus.

HS Microfinish turnblades for softwood, HW turnblades (all knife types) for hardwood
and softwood as well as for gluelam with glued joint. Resharpenable turnblade,
resharpening area 1.0 mm.

Microfinish turnblades 7

AT 103-0-27
SB H DIK ID ID
mm mm mm HS HW
130 16 3,7 617006 ® 617106 ®
150 16 3,7 617009 ® 617109 ®
170 16 3,7 617011 ® 617111 ©
Pre planing with VariPlan Plus Z1+1 180 16 3,7 617012 ® 617112 ©
RipTec turnblades 190 16 3,7 617014 ® 617114 ®
) 210 16 3,7 617015 ® 617115 ®
230 16 3,7 617016 ® 617116 ©
240 16 3,7 617018 ® 617118 ©
270 16 3,7 617065 ® 617165 ®
310 16 3,7 617022 ® 617122 ©
") Suitable for VariPlan and VariPlan Plus planerheads.
ID =2 pcs.
RipTec and Integral turnblade knives 2
AT 103-0-24, AT 103-0-23
b) Integral turnblades HW (plane/ripple) SB H DIK QAL ID ID
- mm mm mm HW HW
Integral  RipTec
130 16 3,7 HW 611906 ® 611206 ®
150 16 3,7 HW 611909 ® 611209 ®
170 16 3,7 HW 611911 ® 611211 ©
c) RipTec turnblades HW (ripple/ripple) 180 16 3,7 HW 611912 © 611212 ©
190 16 3,7 HW 611914 © 611214
210 16 3,7 HW 611915 ® 611215 ®
230 16 3,7 HW 611916 ® 611216 ©
240 16 3,7 HW 611918 ® 611218 ©
270 16 3,7 HW 611965 ® 611265 ®
310 16 3,7 HW 611922 © 611222 ©
2) Only suitable for VariPlan Plus planerheads.
ID =2 pcs.
@ available ex stock 207
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Application Finish planing is the last production step on four sided moulders. The recommended
a finish planing cutting depth is 0.5-0.8 mm. For good results a tear out free pre
planed surface is important. Cutterheads with the same number of wings are
recommended for pre planing and finish planing.

Workpiece material Soft and hardwood. Dry and wet:
Chipboard and fibre materials (chipboard, MDF, HDF, etc.).

Machines Four side moulders with or without jointing.

Tool clamping Direct on the machine spindle with spindle clamping nut or for hydro clamped
cutterheads with locking collar.

Recommended cutting HS Marathon (MC) | HW
Softwood dry ¢ ¢ o
Softwood wet ¢ ¢
Plywood 92 ¢
Chipboard ¢
MDF ¢
WPC (Wood-Plastic- & ¢ ¢
Composite)
4 suitable < partly suitable

Feed speed visible knife marks f; o [mm]

1.3 1.7 25 5
Quality: fine medium coarse

wear increase | quality determinates

- T L

The selection of the feed speed is determined by the required surface quality.
See diagram for the relationship between surface quality and length of knife
marks f, ..

Diagram to determine feed speed v;
depending on RPM n and length of
knife marks f, . for different no. of
wings.

f, eff [mm] ———

V¢ [m min']——

Diagram:
Planing cutterhead
Z=2andZ=4

0
3000 4500 6000 7500 9000 10500 12000

n[min'] —

Even on tools with several wings, only the marks of one knife show on the workpiece
surface (one-knife finish).

Z 2 and Z 4 tools produce the same surface quality under identical machining
conditions (see technical information and charts in section User manual).
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=3

Length of cutter marks for
hydro planing cutterheads

Diagram:

Hydro planerhead

Z=4

Z=6
=1

Z=10

120

102
T 100 — 1,7 ?
= 5 E
= £
€ =
E
=

0
3000 4000 5000 6000 7000 8000 9000
n [min"] ——»

The marks of all knives show on the workpiece in regular pitches on jointed hydro-
tools. More wings means high feed speeds maintaining the same surface quality
(see technical information and charts in section User manual).

fz eff [mm] —_—
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Wedge type system

Application

Planing, pre planing and finish planing

Machines

Four side moulders

Workpiece material

Softwood and hardwood

No. of wings

4. Knife thickness: 3 mm. Knife height: 30 mm. Resharpening area 10 mm.

Cutting material

HS, HW and Marathon (MC).

Chip removal

Softwood: up to 15.0 mm.
Hardwood: up to 10.0 mm.

Tool design

Steel or aluminium cutterhead with resharpenable planer knives SB x 30 x 3 mm.
For four sided moulders as pre and finish planing tool.

Technical information

Used on four sided moulders for pre planing and finish planing.

RPM

D =125 mm, n.,, = 10400 min-!
D =140 mm, n,, = 9300 min-!

Note

=

/

— Knives resharpened in the cutterhead for improved run out accuracy and better
planing quality.

— After resharpening check the minimum knife clamping height marked on the
tool body

— Always tighten the screws from the middle to the outside; setting torque 17 Nm

— Check the knife projection (see picture above)

— Position the planing knife with key and setting gauge.

— New design with revised clamping wedges and clamping screws
(for spare parts for previous design see section Knives/spare parts)

— Mounting the reference head requires two additional holes D 7 mm on a pitch
circle diameter of 58 mm and a spacer 3 mm (ID 028617).

correct knife projection: max. 2 mm.
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CentroStar planerhead

Application

Jointing, pre planing and finish planing with low chip removal

Machines

Four side moulders

Workpiece material

Softwood and hardwood

No. of wings

2 to 4; Reversible knife with 2 lives per knife.

Cutting material

HS, HW and Marathon (MC)

Chip removal

Softwood: up to 7.0 mm.
Hardwood: up to 5.0 mm.

Tool design

Aluminium cutterhead with turnblade knives, constant diameter and form fitting
centrifugal clamping system.

Technical information

— Centrifugal clamping system.

— Turnblade knives with chip breaker for clean surfaces in critical zones.
— Tool body of aluminium.

— High wear parts of hardened steel, replaceable.

RPM D = 100/120 mm, Ny = 12000 min-"
D =125 mm, Nmax. = 12000 min-?
D =140 mm, Nmax. = 8500 min!
Note — CentroStar quick clamping system with snap mechanism (no clamping screws)

Loosen knife clamping.

for quick and easy knife replacement.

— Lower noise level compared to existing cutterheads from optimised gullet and
closed tool body.

— Can be used with Reference cutterhead WW 410-2 on four sided moulding
machines.

3 &
Activate knife clamping. Secured by
form fitting centrifugal clamping system.
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Serrated back planerhead
with HSK 85 WS

Application Pre and finish planing

Machines Planing machines with HSK 85 WS interface
Workpiece material Softwood and hardwood, dry and wet

No. of wings =2,2=4,Z=6

Cutting material Marathon (MC), tungsten carbide HW

Chip removal Softwood: up to 12 mm

Hardwood: up to 10 mm

Application Planing

Tool design Monobloc steel tool body.

High concentricity and balance.

Seating for 60° serrated back planer knives H = 40 mm x 5.0 mm thickness with
standard tooth pitch 1.6 mm.

A reference cutterhead can be mounted for aligning with the fence.

RPM Tool body diameter = 90 mm
Ng. 12000 min-! up to a cutting width of 240 mm,
Nai. 8000 min~' cutting widths from 241 mm to 310 mm
Tool body diameter = 115 mm
Nai. 10000 min~" up to a cutting width of 130 mm,
Ny 8000 min-! cutting widths from 131 mm to 170 mm

Resharpening area 9 mm

Advantages Pre and finish planing with Marathon planer knives resharpened to a cutting circle.
For finish planing with n = 12000 min~' and a feed rate > 18m/min, the planer
knives require jointing on the machine. After jointing, all knives will have the same
cutting circle. Jointing is required for finish planing. Optimum cutting speed and
improved surface quality at n = 12000 min™'

Note Cutting angle 20° for softwood
Cutting angle 12° for hardwood and wood fibre materials
Jointing with n = 10000 min-!
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Hydro planerhead

Application

Surfacing, pre planing and finish planing for feeds up to 24 to 120 m min-!

Machines

Multi spindle moulders, with jointing if required

Workpiece material

Softwood and hardwood

Number of wings/Resharpening area

4-10 depending on diameter of body/10.0 mm

Cutting material

HS, HW and Marathon (MC).

Chip removal

Pre planing up to 5.0 mm
Finish planing up to 0.8 mm

Tool design

Steel cutterhead with hydraulic clamping, open hydro clamping system with
resharpenable planer knives resharpened in the cutterhead for concentricity
< 0.005 mm.

Technical features

Joint knives for excellent surfaces at high feed speeds. Maximum joint
bevel width: for softwood 0.5 mm, for hardwood 0.7 mm.

High running accuracy and low vibration from hydro clamping.

High feed speeds depend on the number of wings and RPM (see page 215,
Diagram to determine feed speed).

RPM D = 143 mm, Npay = 9100 min™"
D = 163 mm, Ny,ay. = 8000 min™"
D = 203 mm, Npay. = 6400 min™
Note

— Hydro clamp only on spindle.

— Clamp to spindle with locking collar.

— For wings 30 x 3 mm HS, HW and
HS Marathon.

3
Sharpening groove scheme 2]
[
scheme 2 2] 2l
[ [3]
Sharpening groove on the body behind Arrangement of the grease nipples for
knife for easy knife resharpening hydro clamping.
in the cutterhead on sharpening
machines.
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Hydro planerheads - high speed

Application High performance multi spindle hydro moulders with automatic in feed, out feed
and workpiece stacking are used for high speed planing and profiling.

Planerheads are hydro clamped on high precision spindles with outrigger bearings
and jointing devices. The same tools can be used for pre planing and finish planing.
Feed speeds over 80 m min~! require special multi wing high speed cutterheads.
The aim is a surface quality with a visible knife mark length of between 1.5 and

2.5 mm Marathon planer knives are recommended to minimise tool changes and
reduce set up time.

Machines Heavy duty high speed moulders with hydro clamping, jointing and
mechanical handling systems.

Tool clamping Hydro clamping sleeve.

Pressure screw

lllustration of hydro clamping system.

Max. jointing width For softwood max. 0.5 mm.
For hardwood max. 0.7 mm.

Workpiece material Soft- and hardwood.

Recommended cutting materials HS Marathon (MC) HW
Softwood ¢ ¢ &
Hardwood ¢ ¢
4 suitable ¢ partly suitable

Quality characteristics visible knife marks f; o [mm]

1.3 1.7 25
Quality: fine medium coarse

- [ fe
-4 |- - g |

I
[ |

|

|

I

wear increase |
— ‘ -

-

quality determinates

The feed speed is determined by the required surface quality. Relation between
the surface quality and length of knife marks f, ..
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Diagram to determine feed speed v;
of jointed hydro planerheads
depending on RPM n and knife marks
f, . different no. of wings Z*

Diagram:
Hydro Planerhead
RotaPlan and TurboPlan

Z=12
Z=16
Z=20
Z=26
Z=32

Hydro planerheads - high speed
The feed speed is determined by the required surface quality (length of knife

marks f, ) and depends on the RPM and the no. of wings in the cutterhead.
The relation can be found in the diagram below.

400 ‘ ‘
T f.n-Z
_z

380 Vi =

21

v, [min™]

360

340

AT —

320

300

280

260

240

220

o mMml L

200

z

f T

180

160

144

140

120

100
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60
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nimin"] g

With jointed hydro tools the marks of all knives are shown on the workpiece in regular
pitches. More wings mean higher feed speeds maintaining the same surface quality.
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RotaPlan hydro planerhead

Application

Pre planing and precision finish planing for feeds 80 to 200 m min-?

Machines

High performance moulders with high precision spindle bearings,
counter bearing and jointing

Workpiece material

Softwood and hardwood

Diameter/RPM/
No. of wings

D-180 mm, Npay = 9100 min™', Z = 6-12.
D-203 mm, Npay = 8000 min~', Z = 6-10.
D-225 mm, Npax = 6400 min-!, Z = 10-16.

Cutting materials

Marathon (MC), HW.

Chip removal

Pre planing: 5.0 mm.
Finish planing: 0.8 mm.

Resharpening area

10.0 mm.

Tool design

Hydro clamped steel cutterhead with open hydro clamping system and resharpenable
planing knives. Run out tolerance less than 0.005 mm.

Technical information

Excellent surface quality at high feed speeds by jointing the knives.
Knife dimensions - SB x 35 x 3.0 mm
High concentricity and low vibration from hydro clamping system.

Tool clamping

Hydro clamping system.

Knife clamping

Serrated back knife clamped by serrated wedge.

Note

Jointed knives give an excellent finish at high feed speeds.

Do not pressurise the hydro clamping system without mounting the tool on the spindle.
Working pressure 270 bar — check daily.

Spindle safety device - use locking collars to reduce the risk of the tool spinning and
cold welding on the spindle.

E] E
i m i C E
scheme 1 scheme 2 scheme 3 scheme 4

Position of grease nipples.
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TurboPlan hydro planerhead

Application

Pre planing and precision finish planing feed between 160 to 360 m min-'

Machines

High performance moulders with precision spindles, counter bearing, jointing unit
and mechanised workpiece handling.

Workpiece material

Softwood and hardwood.

Diameter/RPM/
No. of wings

D = 225 mm, Npay. = 7200 min-!, Z = 18.
D =250 mm, Ny = 6900 min-!, Z = 20.
D = 260 mm, Ny,ay = 6700 min™!, Z = 22.
D = 300 mm, Nyay = 6300 min!, Z = 26.
D = 330 mm, Nyay = 6000 min!, Z = 28.
D =360 mm, Ny = 5700 min-!, Z = 32.

Cutting material

Marathon (MC)

Chip removal

Pre planing: 5.0 mm.
Finish planing: 0.8 mm.

Resharpening area

10.0 mm.

Tool design

Hydro planerhead with steel body.

Open Hydro clamping system.

Integrated balancing segments, attached to body.

Positive knife clamping: HS Leitz Marathon serrated back resharpenable knives
design.

Knife clamping by open Hydro system.

Technical features

For Leitz serrated back Marathon knives HS 30 x 5.0 mm.

High concentricity and low vibration from hydro clamping system.
Knives resharpened in automatic resharpening machines have

a concentricity < 0.005 mm.

Tool clamping

Hydro clamping system.

Knife clamping

Knife clamped by serrated wedge.

Note

scheme 4

Jointed knives give an excellent finish at high feed speeds. Do not pressurise the
hydro clamping system without mounting the tool on the spindle.

Working pressure 350-450 bar — check daily. Spindle safety — use locking collars to
reduce the risk of the tool spinning and cold welding on the spindle.

For Leitz serrated back knives Marathon (MC) 30 x 5 mm.
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Planerhead wedge type system

Application:
Multi purpose applications for pre planing with large chip removal and finish planing.

Machine:
Four side moulders.

Workpiece material:
Softwood and hardwood.

Technical information:

Cutterhead with resharpenable planer knives SB x 30 x 3.0 mm. Pressure springs
position the knives to the defined cutting circle by a setting gauge. Cutting edge
qualities HS, Marathon (MC) or HW available. Steel or aluminium tool body design.

Steel tool body

WM 200-2-05
D SB DO BO ) iz, Z ID ID
mm mm mm mm min™ HS HW
125 100 100 40 10400 4 140002 ® 140052 O
125 120 120 40 10400 4 140003 ® 140053 O
125 130 130 40 10400 4 140004 ® 140054 O
125 150 150 40 10400 4 140005 ® 140055 O
125 170 170 40 10400 4 140006 ® 140056 O
125 180 180 40 10400 4 140007 ® 140057 O
125 210 210 40 10400 4 140009 ® 140059 O
125 230 230 40 10400 4 140010 140060
125 240 240 40 10400 4 140011 140061
Suitable reference cutterheads can be found on page 200.
Aluminium tool body
WM 200-2-07
) . D SB ND BO M e z ID ID
Correct knife protrusion: max. 2 mm. i o A A fie HS HW

125 130 130 40 9000 4 140400 ® 140450 O
125 180 180 40 9000 4 140401 ® 140451 O
125 230 230 40 9000 4 140402 ® 140452 O
125 240 240 40 9000 4 140403 © 140453 O

i 140 130 130 50 9000 4 140404 140454
140 180 180 50 9000 4 140405 140455
140 230 230 50 9000 4 140406 140456
140 240 240 50 9000 4 140407 140457

= H=H

Suitable reference cutterheads can be found on page 200.

Combined reference cutterhead with
wedge type system, build up system and
CentroStar. Mounted with spacer

ID 028617.

218 e available ex stock
O available at short notice
Instruction manual visit www.leitz.org
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Spare knives:

Part-no. SB H DIK ID ID
mm mm mm HS HW
1 100 30 3 027103 ® 027279 ©
1 120 30 3 027105 ® 027281 ©
1 130 30 3 027106 ® 027282 ©
1 150 30 3 027107 ® 027283 ®
1 170 30 3 027108 ® 027284 ©
1 180 30 3 027109 ® 027285 ©
1 210 30 3 027110 ® 027286 *®
1 230 30 3 027111 ® 027287 ®
1 240 30 3 027134 ® 027323 ©
Spare knives with other dimensions and qualities, see section 9 Knives and spare
parts.
Spare parts:
Part-no. BEZ ABM ID
mm
2 Clamping wedge 98x25,43x11 620752
2 Clamping wedge 118x25,43x11 620753
2 Clamping wedge 128x25,43x11 620754
2 Clamping wedge 148x25,43x11 620755
2 Clamping wedge 168x25,43x11 620756 ®
2 Clamping wedge 178x25,43x11 620757 ®
2 Clamping wedge 208x25,43x11 620759 e
2 Clamping wedge 228x25,43x11 620760 ®
2 Clamping wedge 238x25,43x11 620761 ®
3 Allen screw M10x1x25 007395 e
Allen Key SW5 117509 e
Pressure spring 30x7,5X0,8 008051 e
Setting gauge D125/140 005361 ®
e available ex stock 219
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Planerhead CentroStar

Application:
Especially suitable for finish planing. Can also be used for pre planing with chip
removal up to 6 mm.

Machine:
Four side moulders.

Workpiece material:
Softwood and hardwood.

Technical information:

Form fit knife clamping system supported by centrifugal force. Axial or radial knife re-
moval. HS or HW turnblade planer knife SB x 12 x 2.7 mm. Integrated chip breaker to
prevent pre splitting. Aluminium tool body.

Aluminium tool body

WW 240-2-20
D SB ND BO BOpax. z N gz ID ID
mm mm mm mm mm min”’ HS HW
125 100 106 40 50 4 12000 130442 © 130443 T
125 130 136 40 50 4 12000 130446 © 130447 C
125 170 176 40 50 4 12000 130452 ® 130453 O
125 180 186 40 50 4 12000 130454 ® 130455 O
125 210 216 40 50 4 12000 130458 130459
125 230 236 40 50 4 12000 130460 ® 130461 C
125 240 246 40 50 4 12000 130462 ® 130463 T
M Further dimensions and inch dimensions available on request
Suitable reference cutterheads can be found on page 200.
Spare parts service only by the manufacturer.
e : Spare knives:
SB H DIK QAL SET ID
mm mm mm PCS
7/¥ fffffff - 100 12 2,7 HS 4 610203 ®
130 12 2,7 HS 4 610205 e
Combined with reference cutterhead and 170 12 2,7 HS 4 610210 ®
spacer ID 028617. 180 12 2,7 HS 4 610211 ©
210 12 2,7 HS 4 610213 ®
230 12 2,7 HS 4 610214 ©
240 12 2,7 HS 4 610215
100 12 2,7 HW-F 2 610606 ®
130 12 2,7 HW-F 2 610612 ®
170 12 2,7 HW-F 2 610620 ®
180 12 2,7 HW-F 2 610621 ®
210 12 2,7 HW-F 2 610627 ®
230 12 2,7 HW-F 2 610629 e
240 12 2,7 HW-F 2 610631 ®
220 @ available ex stock

O available at short notice
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Planerhead with HSK 85 WS and serrated back
HS Marathon planer knives

Application:
Finish planing.

Machine:
Four side moulders with HSK 85 WS interface.

Workpiece material:

Cutting angle 20° for softwood and hardwood in general.

Cutting angle 12° for materials likely to splinter such as oak, douglas fir, merbau and
wood fibre materials, e.g. MDF.

Technical information:

Finish planing cutterhead in mono block design DTK 90 mm with serrated back planer
knives SB x 40 x 5 mm ground to cutting circle. Jointable by specific jointing stone.
For D = 106 mm the allowed RPM for jointing is n = 12000 min-' for SB 240 mm:

n = 10000 min-", >240 - 310 mm: n = 8000 min-"; steel tool body. High balance
quality by assembly with parts of the same weight.

B Cutting angle 20°
WP 210-2-01
D SB A QAL z N max. ID ID
mm mm mm min”' LL/on RL/on
5 bottom top
106 130 26 MC 2 12000 140322 ® 140323 ®
106 170 26 MC 2 12000 140324 ® 140325 ®
O 106 240 26 MC 2 12000 140326 ® 140327 ®
Q 106 80 26 MC 4 12000 140330 ® 140331 ®
106 130 26 MC 4 12000 140332 ® 140333 ®
106 170 26 MC 4 12000 140334 ® 140335 ®
E 106 240 26 MC 4 12000 140336 ® 140337 ®
106 310 26 MC 4 8000 140338 ® 140339 e
128 80 26 MC 6 10000 140346 O 140347 O
128 130 26 MC 6 10000 140348 O 140349 O
128 170 26 MC 6 8000 140350 U 140351 O
Cutting angle 12°
WP 210-2-01
D SB A QAL z N e ID ID
mm mm mm min™’ LL/on RL/on
bottom  top
106 130 26 MC 2 12000 140302 ® 140303 ®
106 170 26 MC 2 12000 140304 ® 140305 ®
106 240 26 MC 2 12000 140306 ® 140307 ®
106 130 26 MC 4 12000 140312 ® 140313 ®
106 170 26 MC 4 12000 140314 ® 140315 ®
106 240 26 MC 4 12000 140316 ® 140317 ®
128 80 26 MC 6 10000 140340 U 140341 O
128 130 26 MC 6 10000 140342 O 140343 O
128 170 26 MC 6 8000 140344 0 140345 O
e available ex stock 221

O available at short notice
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Spare knives:

SB H DIK P e QAL SET ID
mm mm mm mm PCS

80 40 5 0 MC 2 697158
130 40 5 0 MC 2 697160 ®
170 40 5 0 MC 2 697162
240 40 5 0 MC 2 697167 ®
310 40 5 0 MC 2 697169 e
Set matched to the same weight.
Spare parts:

BEZ ABM ID

mm
Clamping wedge 80, for knife-thickness 5/6 620732 ©
Clamping wedge 130, for knife-thickness 5/5 620734 ©
Clamping wedge 170, for knife-thickness 5/6 620736 ©
Clamping wedge 240, for knife-thickness 5/6 620739 e
Clamping wedge 310, for knife-thickness 5/6 620741
Pin 6x20 008619 e
Torx® key Torx® 25 117504 ©
Allen Key SW 5 117509 ©
Jointing stone (angular) 20x15x60 008238 ®
Jointing stone (round) 12x32 008237 e
222 @ available ex stock

O available at short notice
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Hydro planerhead

Application:
Pre planing and finish planing at high feed speeds of 24 to 120 m/min.
See introduction pages for application data.

Machine:
Four side moulders with jointing device.

Workpiece material:
Softwood and hardwood.

Technical information:

Steel tool body with integrated hydro clamping system. Activated by grease gun.
Resharpenable HS planer knives SB x 30 x 3.0 mm. Wedge angle 30°. For jointing,
the knives are to be sharpened in the tool body to a concentricity of < 0.005 mm.

Z4-Z10
HM 200-2-05
D SB BO z QAL Scheme A e ID
mm mm mm min™’
143 160 40 4 HS 2 9000 142003
163 160 50 4 HS 2 9000 142008 ®
163 230 50 4 HS 2 9000 142009 e
163 260 50 4 HS 2 9000 142010
163 60 50 6 HS 1 9000 142011
163 100 50 6 HS 1 9000 142012
163 130 50 6 HS 1 9000 142013 ©
163 160 50 6 HS 2 9000 142014
163 230 50 6 HS 2 9000 142015
163 260 50 6 HS 2 9000 142016
163 60 50 8 HS 1 9000 142017
163 100 50 8 HS 1 9000 142018 ®
163 160 50 8 HS 2 9000 142019
163 230 50 8 HS 2 9000 142020 ®
203 230 50 8 HS 2 6400 142024 ©
203 150 50 10 HS 2 6400 142026 ®
For spare knives of other dimensions and qualities, see section 9 Knives and Spare
Parts.
Marathon knives (MC) for high performance, especially in softwood.
Mounted knife
Spare knives:
Part-no. SB H DIK QAL ID
2l ol lal mm mm mm
i I L 1 60 30 3 HS 009362 e
1 100 30 3 HS 009350 e
i i [s] 1 130 30 3 HS 009351 e
1 150 30 & HS 009352 e
Scheme 1 - left 1 160 30 3 HS 009363 ©
Scheme 2 - right 1 230 30 3 HS 009354 ®
. 1 260 30 3 HS 009355 ®
Arrangement of the grease nipples
e available ex stock 223
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Spare parts:
Part-no. BEZ ABM ID
mm
2 Clamping wedge 52x25,3x10,8 620711
2 Clamping wedge 92x25,3x10,8 620712
2 Clamping wedge 122x25,3x10,8 620713
2 Clamping wedge 142x25,3x10,8 620714
2 Clamping wedge 152x25,3x10,8 620715 ©
2 Clamping wedge 222x25,3x10,8 620716 ®
2 Clamping wedge 252x25,3x10,8 620717
3 Allen screw M10x1x25 007395 e
3 Allen screw M10x1x20 007396 ®
3 Allen screw M10x1x16 007397 e
4 Grease nipple M10x1 007935
5 Relief plug M10x1 007983 e
Allen Key SW 5 117509 e
Grease gun 008239 e

224 e available ex stock
O available at short notice
Instruction manual visit www.leitz.org
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RotaPlan hydro planerhead

Application:
For pre planing and finish planing at feed speeds of 60 to 200 m min-'.
See introduction pages for application data.

Machine:
High performance moulders with precision spindles, counter bearing, jointing device
and mechanical workpiece handling.

Workpiece material:
Softwood and hardwood.

Technical information:

Steel tool body with integrated, hydro clamping system. Activated by grease gun.
Resharpenable HS planer knives SB x 35 x 3.0 mm. Wedge angle 30°. For jointing,
the knives are to be sharpened in the tool body to a concentricity of < 0.005 mm.

Z10-Z 16

HM 200-2-06

D SB ND BO z QAL Scheme A e ID
mm mm mm mm min!

203 100 130 50 10 HS
203 160 190 50 10 HS
203 230 230 50 10 HS
203 320 320 50 10 HS
203 100 130 50 12 HS
203 160 190 50 12 HS
203 230 230 50 12 HS
203 320 320 50 12 HS
225 100 130 45 10 HS
225 160 190 45 10 HS
225 230 230 45 10 HS
225 100 130 45 12 HS
225 160 190 45 12 HS
225 230 230 45 12 HS
225 100 130 45 14 HS
225 160 190 45 14 HS
225 230 230 45 14 HS
225 160 190 45 16 HS

6400 142115
6400 142116
6400 142117
6400 142118
6400 142119
6400 142120
6400 142121
6400 142122
5800 142123
5800 142124
5800 142125
5800 142126
5800 142127
5800 142128
5800 142129
5800 142130
5800 142131
5800 142132

WNWWNWWNWWNNWWNNWW

Mounted knife

For spare knives of other dimensions and qualities, see section 9 Knives and Spare
Parts.

= o Q E j Marathon knives (MC) for high performance, especially in softwood.

Spare knives:
Scheme 1 Scheme 2 Scheme 3 Scheme 4

Part-no. SB H DIK QAL ID
Arrangement of the grease nipples mm mm mm

1 100 35 3 HS 009343

1 160 €5 3 HS 009344 e

1 230 35 3 HS 009345

1 320 85 8 HS 009346 ®

e available ex stock 225
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3.2.3 Cutterheads for finish planing

lit

Spare parts:

Part-no.

2
2
2
2
2
3
3
4
5

BEZ

Clamping wedge
Clamping wedge
Clamping wedge
Clamping wedge
Clamping wedge
Allen screw
Allen screw
Grease nipple
Relief plug
Grease gun
Grease cartridge
Allen Key

ABM

mm
92x25,3x10,8
152x25,3x10,8
222x25,3x10,8
312x25,43x11
92x25,3x10,8,40°
M10x1x25
M10x1x20
M10x1

M10x1

for Hydro sleeve
SW 5

ID

620712
620715
620716
620718
620719
007395
007396
007935
007983
008239
007934
117509

226
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3. Planing and profiling 3.2 Planing
3.2.3 Cutterheads for finish planing

TurboPlan hydro planerhead

Application:
For pre planing and finish planing at feed speeds of 160 to 360 m min-1.
See introduction pages for application data.

Machine:
High performance moulders with precision spindles, counter bearing, jointing device
and mechanical workpiece handling.

Workpiece material:
Softwood and hardwood.

Technical information:

Steel tool body with two seperate hydro systems for tool and knife clamping.
Activated by grease gun. Marathon coated (MC) serrated back planer knives

SB x 30 x 5.0 mm. For jointing, the knives are to be sharpened in the tool body to a
concentricity of < 0.005 mm.

Z18-2Z26
HM 200-2-04
D SB z ND BXO) s, 1 g ID
mm mm mm mm min”’
225 130 18 132 50 7200 142218
225 150 18 152 50 7200 142219
225 230 18 232 50 7200 142220
250 130 20 132 60 6900 142201
250 150 20 152 60 6900 142202
250 230 20 232 60 6900 142203
260 130 22 132 60 6700 142205
260 150 22 152 60 6700 142206
260 230 22 232 60 6700 142207
300 130 26 132 60 6300 142209
300 150 26 152 60 6300 142210
300 230 26 232 60 6300 142211
Spare knives:

% sB H DIK QAL ID

e mm mm mm

130 30 5 MC 605451 O

TurboPlan with integrated balancing 150 30 8 MC 605452 C

segments 230 30 5 MC 605453 O
Spare parts:
BEZ ABM BEM ID

mm

Clamping wedge 52x18,6x9,3 for SB = 60 620650
Clamping wedge 122x18,6x9,3 forSB =130 620651
Clamping wedge 142x18,6x9,3 forSB=150 620652
Clamping wedge 222x18,6x9,3 for SB =230 620653
Knife setting device for TurboPlan 142290
Setting gauge for Hydro Knife protection 3,8 mm 142291
planerhead
Grease nipple M10x1 007935
Relief plug M10x1 007983 e
Grease gun 008239 e
Grease cartridge for Hydro sleeve 007934 e
Allen Key SW 3 005444
Jointing stone (round) 12x32 Colour: grey 008237 ®
Jointing stone (angular) 20x15x60 Colour: brown 008238 ®
@ available ex stock 227
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3.2 Planing
3.2.4 Combination tools for planing and profiling

Constant

-

_
~

L(

Planerhead VariPlanPlus/ProFix F

Application Four side moulders for planing, grooving or profiling in one process step.
The combination of planing knives and profiling knives allows the planerhead to
be used as a multi purpose planing and profiling tool.
An efficient planing system for woodwork.

Machines Four side moulders

Workpiece material

Soft and hardwood.

Cutting material

Planing knives HS / HW.
Profile knives HW.

No. of wings

Z =2 + 2 seatings for radius, bevel, grooving or profile knives.

Resharpening area

Planer knife 1.0 mm, profile knife 4.5 mm

RPM

D = 125 mm, Npay = 9000 min-"
D = 140 mm, Ny = 8000 min”

Chip removal

Softwood: up to 10.0 mm
Hardwood: upto 7.0 mm

Tool design

Aluminium cutterhead with resharpenable turnblade planing knives. Clamping system
with constant profile and constant diameter (see introduction VariPlan Plus and ProFix
cutterhead).

Technical features

Axially adjustable profile knives can be
adjusted to the corresponding wood
width/height. Profile depths up to 25 mm
and working widths up to 120 mm
possible.

_— ’

Cutterhead with aluminium tool body and
steel chip breaker.

Accessories Bevel, grooving, fluting knives; two left and two right knives per set.

bevel: rounding: flute: flute: Nut:

22mmx45° R=3-225mm R=3-25mm R=3-225mm 8x 10 mm, 12 - 25 mm
Note Simple and quick knife change.

Profiling, grooving and bevel knives can be adjusted axially to any point on the
cutterhead. Special profile knives to order.
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3.2.4 Combination tools for planing and profiling

Planerhead VariPlanPlus/ProFix F

Constant

- T~

~

N
m

Tool design Multi purpose aluminium cutterhead with VariPlan Plus planer knives and ProFix
profile knives. Resharpenable, constant diameter and constant profile. Shrunk fit on
HSK 85 WS arbor as one piece tool.

Technical features

Use on vertical spindles. Use on horizontal spindles.
No. of wings Z=2+2
Resharpening area VariPlan Plus knives: 1.0 mm, ProFix profiling knives: 3.5 mm.
Accessories bevel: rounding: flute:
14 mm x 45° R=3-12mm R=3-12mm
Note — Quick radial or axial change of VariPlan Plus knives.

— Quick axial change of ProFix profiling knives.
— Special profile knives on request.
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‘/

Aluminium tool body with steel chip

breaker

<k

1l

[l

!

%77777

Use on vertical or horizontal spindles

HD =SB - 40 mm

Planerhead VariPlan Plus/ProFix F system PF 25

Application:
For planing and profiling (chamfering) e.g. grooving, bevelling, rounding or profiling in
common.

Machine:
Four side moulders.

Workpiece material:
Softwood and hardwood.

Technical information:

Resharpenable cutterhead system with constant diameter and constant profile.
VariPlan Plus planerhead with knife seatings for ProFix F profile knives (PF 25).
Profile knives: PT,ax 25 mm, SB,a 100 mm. Aluminium tool body.

Bore 40 mm

WW 240-2-07

D SB ND BO QAL M e A ID

mm mm mm mm min™

125 130 136 40 HW 9000 2+2 131053 ©
125 170 176 40 HW 9000 2+2 131054 ©
125 240 246 40 HW 9000 2+2 131055 ®

When ordering always state the variant!
Further dimensions and inch dimensions on request. Servicing with spare parts only
by the manufacturer. VariPlan Plus spare knives in section 9 Knives and spare parts.

Spare knives:

BEZ SB ABM QAL ID ID

mm mm LL RL
ProFix F knife PF 25 R=3 25 R=3 HW 011041 © 011042
ProFix F knife PF 25 R=5 25 R=5 HW 011043 © 011044
ProFix F knife PF 25 R=8 25 R=8 HW 011045 © 011046 ©
ProFix F knife PF 25 R=10 25 R=10 HW 011047 © 011048 ©
ProFix-F knife PF 25 Bevel 45° 25 Bevel 45°  HW 011051 ® 011052
Further profile knives on request.
Spare parts:
BEZ ABM ID

mm

Allen Key SW 4 005445 e
Allen Key SW 5 005452 e
Variant Description
110 000 Planerhead without knives
110 001 Planerhead with HS Microfinish turnblade knives
110 002 Planerhead with HW Microfinish turnblade knives
110 003 Planerhead with HW Integral turnblade knives
110 004 Planerhead with HW RipTec turnblade knives
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3.2.4 Combination tools for planing and profiling

Constant

Planerhead VariPlan Plus/ProFix F system PF 25

Application:
For planing and profiling (chamfering) e.g. grooving, bevelling, rounding or profiling in
common.

Machine:
Four side moulders with HSK 85 WS interface.

Workpiece material:
Softwood and hardwood.

Technical information:

Resharpenable cutterhead system with constant diameter and constant profile.
VariPlan Plus planerhead with knife seatings for ProFix F profile knives (PF 25).
Profile knives: PT 2 25 mm, SB,a 100 mm. Aluminium tool body.

HSK 85 WS

WP 240-2-01

D SB A Z M e DRI BEM ID

mm mm mm min~'

125 130 26 2+2 10000 LL left/ on bottom 131108 O
125 130 26 2+2 10000 RL right/ on top 131109 O
125 170 26 2+2 10000 LL left/ on bottom 131110 O
125 170 26 2+2 10000 RL right/ on top 131111 O
125 240 26 2+2 10000 LL on bottom 131112 O
125 240 26 2+2 10000 RL on top 131113 O
140 310 26 2+2 8000 LL on bottom 131114 O
140 310 26 2+2 8000 RL on top 131115 O

When ordering always state the variant!
Further dimensions and inch dimensions on request. Servicing with spare parts only
by the manufacturer. VariPlan Plus spare knives in section 9 Knives and spare parts.

Spare knives:

BEZ SB ABM QAL ID ID
mm mm LL RL
o ) ) ProFix F knife PF 25 R=3 25 R=3 HW 011041 © 011042
Aluminium tool body with steel chip ProFix F knife PF 25 R=5 25  R=5 HW 011043 © 011044 ©
breaker ProFix F knife PF 25 R=8 25  R=8 HW 011045 ® 011046 ©
R £ ProFix F knife PF 25 R=10 25 R=10 HW 011047 © 011048 ®
‘ | ProFix-F knife PF 25 Bevel 45° 25 Bevel 45° HW 011051 ® 011052 e
\ I[:j FZ]I \ Further profile knives on request.
\ - |
: [ il ; Spare parts:
BEZ ABM ID
mm
1 Allen Key SW 4 005445 ©
'I-:-I’ . Allen Key SW5 005452
I .
L Wi Variant Description
A —— ,L 110 000 Planerhead without knives
110 001 Planerhead with HS Microfinish turnblade knives
110 002 Planerhead with HW Microfinish turnblade knives
Use on vertical or horizontal spindles 110 003 Planerhead with HW Integral turnblade knives
HD = SB - 40 mm 110 004 Planerhead with HW RipTec turnblade knives
e available ex stock 231
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3.3 Profiling M

3.3.1 Tools for tongue and groove joints

Profile variations

Tongue and groove profiles are used on wall, ceiling and floor panels.

The profiles are standardised and different in each country.

The tools for machining solid wood panels presented on the following product pages
are the most common designs in Europe.

The majority of tools for wall and ceiling panel machining are produced to

customer specifications.

Workpiece materials

Soft and medium hardwood.

Machines Four side moulders with feed speeds up to 80 m/min.
Machines with high precision spindles and jointing for feed speeds up to 300 m/min.
Application Machining against feed, panel face down. Groove right, tongue left.
Groove machined either as a part of the groove profile or separately on a horizontal
spindle.
Tool design HL solid cutter:

HL solid cutters are form ground with a large resharpening area.
Suitable for softwood such as spruce or fir. The main application

is high speed moulders for producing standardised tongue and groove
boards in high quantities and with high quality requirements.

HS tipped tools:

HS tipped tools have a smaller resharpening area of approx. 5 mm depending on
the tipping thickness. HS tipped tools are suitable for soft and medium hardwood.
They are mainly used on small volume moulding machines with frequent profile
changes.

Design of grooving and
tongue cutter sets

Tongue and groove cuttersets are of 2 part, adjustable.

=
Tongue cutter: Grooving cutter:
Always wing on wing. two designs -

wing on wing or
wing on gullet

Wing-on-wing design:

With the wing-on-wing design, the two parts of the cutter set are positioned with
the cutting edges on top of each other and the gullets in line so the two parts can
be resharpened simultaneously.

Advantage: Resharpening simpler and greater resharpening area.

Disadvantage: Only every other groove wing is cutting the groove flank.

For a Z6 groove cutter, only three groove wings are cutting each side of the groove.
Tear outs can occur at high feed speeds.
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3.3 Profiling m

3.3.1 Tools for tongue and groove joints

Wing-on-gullet design:

Unless indicated otherwise, Leitz delivers wing-on-gullet design as a standard.
With this design, the two cutter parts are adjusted so that the wings of one part lie
in the gullets of the other part.

Advantage: All the wings are constantly working on the groove side.

This design is preferable for high feed speeds.

Relation between feed rate,
RPM and no. of wings

120

100

80

60

viimminT]

40

20

0
3000 4000 5000 6000 7000 8000 9000
n[min"—

With tools without hydro clamping, only the marks of one knife show on the surface
(one-knife finish).
When calculating the maximum feed speed, only one cutting edge can be taken

into account.

If the tool is clamped with a Hydro clamping system and the profiling is resharpened
to a concentricity of at least 0.01 mm, all cutting edges are equally involved

in the cutting process and can be taken into account when calculating the maximum

feed speed.

f, 0.8-1.5mm

Profile samples
for groove and tongue panels

1. German standard profiles
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2. Australian standard profiles

3. Scandinavian standard profiles

4. Canadian standard profiles
51/2,7 1/4,9 1/4

5/16

o
©
N
~

5. European cladding profiles
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3.3 Profiling
3.3.1 Tools for tongue and groove joints

Single part cutting tools in HL solid

Features

HL cutters are form ground with a large resharpening area.

They are sharpened on the face to maintain the same cutting angle.
So the shape of the profile is retained through the tool’s lifetime.

HL solid cutters can only be delivered for mechanical feed.

Dimensions

Diameter 80 - 300 mm
Cutting width 20 =100 mm
No. of wings 72 -24

Application

Application areas: high speed machining of wall panels, ceiling panels and
mouldings.

Workpiece materials

Softwood, spruce, fir, pine, kiln-dried.
Special tools for machining wet wood on request.

Machines

Moulders with high precision spindle bearings and jointing.
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3.3.1 Tools for tongue and groove joints

Tongue and groove cutter, HL solid / HS tipped

Application:
For tongue and groove profiles on wall and ceiling panels.

Machine:
Four side moulders.

Workpiece material:
Softwood, along grain.

Technical information:

Tongue and groove cutterset with spacers for adjustment to different wood
thicknesses and tongue and groove widths. BO 60 for use on hydro sleeve for high
feed speeds and machining qualities. HL profile cutter with form ground clearance
and large resharpening area; HS tipped design with straight clearance.

Straight with closed joint (P 3)

AF 200-2
P D BO HD V4 NT FL M v QAL ID
mm mm mm mm mm min”'
3 180 60 15-27 6 8,5 8 9000 HL 021876 ®
3 160 40 15-27 6 8,5 8 9000 HS 022016 ®

Bevel profile with closed joint (P 5)

0 es~ AF 210-2
[ P D BO HD Z NI FL npm QAL D
46| 4565 5 mm mm mm mm mm  min’
I J - 5 160 40 12,5-16 6 7 6 9000 HS 021913 ©
6 |
(8)

Bevel profile (P 1, P 4)

Profile 3: AF 200-2 AF 240-2
05 ; P D BO HD NT FL z ) e QAL ID
- _-(8,5)<— mm mm mm mm mm min™'
| e 1 180 60 12-27 7 6 6 9000 HL 021964 ®
4-6 45-65 ot 4 180 60 12-27 8 8,5 6 9000 HL 021969 e
2 &
,] 6 L /45° 45°
@ \j V Radius profile R5 (P 6)
Profile 5: AF 210-2 AF 221-2
P D BO HD NT FL VA M gEre QAL ID
6 e P1 - 7 e mm mm = mm mm  mm min™’
6 180 60 14-19 10 10,5 6 9000 HL 021883 ®
©
4] 35-45 > -
&= (- © Hydro-Duo clamping element see page 239.
16 10
s 80° -~ 10 P6 =105 =
Profile 1: AF 240-2 o
4] 45 i
@/}gs 55 . -
& S
e 8 e P4 _,18,5 - 20 Yo
& Profile 6: AF 221-2
4-6| 45-65 d
18 10
~ml 30° 30° fea
Profile 4: AF 240-2
236 e available ex stock
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3.3.1 Tools for tongue and groove joints

Bevel / radius profile cutter for tongue and groove joints,
HL solid

Application:
Profiling of the visible edge on the groove side of tongue and groove panels on a se-
parate spindle.

Machine:
Four side moulders.

Workpiece material:
Softwood, along grain.

Technical information:
HL profile cutter with form ground clearance and large resharpening area suitable to
mount on hydro sleeve.

Bevel groove side, 30°

HF 300-2
D SB BO Z N max. DRI ID
mm mm mm min™"
240 30 60 10 6000 RL 023700
240 30 60 12 6000 RL 023701
| — Round profile groove side
' WF 501-2
D SB BO Z R N max. DRI ID
[ mm mm mm mm min™"
, 240 20 60 10 5 6000 RL 023628
- - 240 20 60 10 6 6000 RL 023629
80 240 20 60 10 7 6000 RL 023630
240 20 60 10 8 6000 RL 023631
Bevel cutter - groove side 240 20 60 12 5 6000 RL 023632
240 20 60 12 6 6000 RL 023633
240 20 60 12 7 6000 RL 023634
8

—
;9 <L~ 240 20 60 12 6000 RL 023635
4? Application:

For cutting relief grooves on the back of tongue and groove panels.

Radius cutter - groove side
Relief groove cutter with trapezoidal or round profile

WF 501-2
. Tool Type D SB BO Z M i, ID

Left: Trapezoidal groove / i A A i

Right: Round groove Trapezoidal groove 200 20 60 6 8000 023603 ®
Round groove 200 20 60 6 8000 023600 ®
Trapezoidal groove 200 20 60 8 8000 023602 ®

20 Round groove 200 20 60 8 8000 023601
B/

—

Relief groove cutter with trapezoidal or

round profile
@ available ex stock 237
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Shadow grooving cutter for tongue and groove panels,
HL solid

Application:
For cutting shadow groove profiles on tongue and groove panels on the bottom

‘ o- - spindle.
A= 2 ’

Machine:
Four side moulders.

Workpiece material:
Softwood, along the grain.

Technical information:
HL profile cutter with form ground clearance and large resharpening area suitable for
mounting on hydro sleeve.

o
Bevel profile, tongue 30°
ot WF 741-2
D SB BO z M e ID
mm mm mm min™’
200 35 60 10 8000 023400
HL 220 35 60 12 7000 023401
Round profile
WF 501-2
Tool Type D SB BO VA R N ID
o4 mm mm mm mm min~
Groove side 200 20 60 10 5 8000 023604
Tongue side 200 35 60 10 5 8000 023605
Groove side 200 20 60 10 6 8000 023606
Tongue side 200 35 60 10 6 8000 023607
7‘ 30° Groove side 200 20 60 10 7 8000 023608
Tongue side 200 35 60 10 7 8000 023609
Shadow groove cutter, bevel profile Groove si.de 200 20 60 10 8 8000 023610
’ Tongue side 200 35 60 10 8 8000 023611
Groove side 220 20 60 12 5 7000 023612
Tongue side 220 35 60 12 5 7000 023613
S Groove side 220 20 60 12 6 7000 023614
- Tongue side 220 35 60 12 6 7000 023615
- o Groove si.de 220 20 60 12 7 7000 023616
Tongue side 220 35 60 12 7 7000 023617
Groove side 220 20 60 12 8 7000 023618
Tongue side 220 35 60 12 8 7000 023619
tongue —_—\— groove
/
Shadow groove cutter, round profile for
tongue and groove panels
238 e available ex stock
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3.3.1 Tools for tongue and groove joints

Chalet style profile
J_J_\/M WF 502-2
Tool Type D SB BO VA ID

N may

R - mm mm mm min
Groove side 200 30 60 8 8000 023620
3 r Tongue side 200 45 60 8 8000 023621
tongue I\ groove Groove side 200 30 60 10 8000 023622
/ Tongue side 200 45 60 10 8000 023623
Groove side 200 30 60 12 8000 023624
Shadow groove cutter, chalet style Tongue side 200 45 60 12 8000 023625

profile for tongue and groove panels

Application:
Hydro-Duo clamping sleeve to mount tongue and groove cutters,
bevel/radius profile cutters and shadow groove cutters.

Technical information:
Open clamping system activated by a grease gun.

Hydro-Duo clamping sleeve

PH 130-0
BEM D BO L ID
f mm mm mm
Dé For bevel or radius cutter 60 45 80 030517 O
7 Bl S For bevel or radius cutter 60 50 80 030522 C
L For shadow grooving cutter bevel and radius profile 60 45 80 030523 O
Mounting example: For shadow grooving cutter bevel and radiu; profle 60 50 80 030516 C
Shadow groove cutter on Hydro-Duo For shadow grooving cutter chalet style prof!le 60 45 80 030525 O
clamping sleeve. For shadow grooving cutter chalet style profile 60 50 80 030524 O
Attention: Only use high precision
spacers - see section 9 Knives and
spare parts.
@ available ex stock 239
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3. Planing and profiling 3.3 Profiling M
3.3.2 Cutterheads for multi purpose profiling

Process steps Serrated back cutterheads are the most used tools in the production of special and
standard profiles. The cutterheads presented in the following section are suitable for
a variety of profiles in the craft and industrial sectors.
Due to the different application possibilities, the use of the tool and wood types
to be machined are detailed on the respective product pages.

The section introduction gives general remarks and user guidelines.

Relation between surface
quality and length of knife
marks f, o

visible knife marks f, ¢ [mm]

1.3 1.7 2, 5
Quality: fine medium coarse

- | P -
-4 - | g L

P
|
|
|
|
T

wear increase

-

quality determinates

Cutterhead without hydro clamping:

Feed speeds depending on RPM, S0
length of knife marks and no. of 5
wings 140 =
= 4 E
€ T PP e =
£ 30 —=r=" = 2
= ez | g <
24 s -
20 —
PP BOE e Ee - 2
T w—— :
0
3000 4000 5000 6000 7000 8000 9000
n[min'1]—>
Cutterhead with hydro clamping: I

Feed speeds depending on RPM,
length of knife marks and no. of
wings

T2 eff [MM]—

velm min"]

3000 4000 5000 6000 7000 8000 9000

nmin" —
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3.3.2 Cutterheads for multi purpose profiling

Cutterheads with HSK 85 WS 60

40

velm min]___p
T2 eff [MM—p

20
18

0
3000 4500 6000 7500 9000 10500 12000

n [min”'] —

Blank knives for numerous Various blank knives are available for profiling.
workpiece materials Blank knives are found in the Knives and Spare Parts section.
HS solid blank knives for softwood and hardwood.
Thickness 5; 6; 8 mm for profile depths of up to 30 mm.
Tungsten carbide tipped blank knives for hardwood.
Thickness 10 mm for profile depths of 10 and 18 mm.
Micro serrated blank knives with backing plates for hardwood and MDF or
HDF panel materials.
Thickness of 10 mm for profile depths up to max. 30 mm.

Profile depths and tool diameter The possible profile depth depends on the particular blank knife thickness and knife
height. The profile depths and the tool cutting circle diameters are shown in the
following table.

HS HS HW HS HW HS
Knife thickness 5 8 10 8 10 8
Knife height 45 50 50 60 60 70
Profile depth 10 12 10 20 18 30
Dmax. With TD
135 174 174 194 194 214
145 184 184 204 204 224
150 189 189 209 209 229
The values given are maximum diameters 165 204 204 224 224 244
that must not be exceeded at the profile 170 209 209 229 229 249
points with the greatest projection. 190 220 229 229 249 249 269
Machines Four side moulders with or without high precision spindles.

Four side moulders with HSK 85 adaptor.

Application Profiling along grain.
Resharpening area/
. . DIK DIK
adjustment area of knives =i e
The resharpening area, using the entire i £
profile depth, is 6.4 mm. E
The knives can be adjusted within the T ©
serration by max. 4 tooth pitches to the S 2
outside. Further adjustment is not ) % S
permitted for safety reasons. e E
X =
8
<~
Solid and tipped knives only — not for

HW blank knives with backing plates.
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3.3.2 Cutterheads for multi purpose profiling

Profile cutterhead with HSK 85 WS adaptor
for serrated back blank knives

Application

Multi purpose profiling, machining along grain

Machines

Four side moulders with HSK 85 WS interface

Workpiece materials

Soft and hardwood

No. of teeth

Z=2,2=4

Cutting material

Marathon (MC), HW

Resharpening area

10.8 mm (9 + 1.8 mm) Marathon (MC) and HW blank knife with backing plate

Feed

Four side profiling

Tool design

Monobloc steel tool body.

High concentricity and balance.

Knife seat for serrated back knives in HS and HS-M, thickness 8 mm,

and HW and HW PowerKnifeSystem (MicroSystem blank knives), total thickness
10 mm (HW blank knife and backing plate).

Standard pitch 1.6 mm.

RPM

Nai. 12000 min~" up to a cutting width of 240 mm,
Nai. 8000 min™' cutting widths from 241 mm to 310 mm

Advantages

Profiling with jointed knives; at n = 12000 r.p.m. and a feed speed > 18 m/min,
jointing of profiled knives on machine recommended to guarantee all knives are
in the cutting process.

At n = 12,000 min™' for optimum cutting speed and surface quality.

Note

Cutting angle 20° for softwood

Cutting angle 12° for hardwood and wood fibre materials

PowerKnifeSystem (HW MicroSystem) blank knives with a knife height of 70 mm can
only be used for cutting widths up to 150 mm.

For jointing: resharpened concentricity of < 0.005 mm.
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3.3.2 Cutterheads for multi purpose profiling

Profile cutterhead with HSK 85 WS adaptor

<D &

-

Application

Multi purpose profiling

Machines

Four side moulders, possibly with HSK 85 WS interface

Workpiece material

Softwood and hardwood

Number of wings

Z=2

Cutting material

HW

Tool design Aluminium tool body with ProFix F seatings for ProFix F profile knives. With constant
profile and constant diameter tool system. Shrunk fit on HSK 85 WS arbor.

RPM Aluminium tool body Nya = 10500 min-!

Feed rate MEC

Resharpening area 4.5 mm

Particular benefit

The same ProFix F tool body can have with profile knives up to 80 mm cutting width
with different profile designs and profile depths up to 25 mm. ProFlex knives can also
be mounted in this tool body. It is possible to fit 2 ProFix knives (total cutting width
max. 80 mm) in one knife seating.

Note

ProFix profile cutterhead with

ProFix profile knife.
Machining from above

<5

The profile cutterhead with HSK 85 WS interface is for the right hand spindle (DRI-RL)
and for the upper spindle (DRI top), the tool for the left hand spindle (DRI-LL) can also
be used for the lower spindle.
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For further information about ProFix, see section 11.
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Profiling examples with ProFix F profile

knives

Profile cutterhead with HSK 85 WS adaptor
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Example of multiple profiles 6 profiles without changing tool or knives.
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Profiling example with cutterhead and standard ProFix F knife ID 11050,

see section 9
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Profile cutterhead VariForm

Application:
For cutting profiles. Different profiles with max. 20 mm profile depth can be mounted.

Machine:
Moulders, double end tenoners, edge banding machines etc.

Workpiece material:
Softwood and hardwood (HW-30F), panel materials or glued wood (HW-10F).

Technical information:

Multi purpose cutterhead for MEC feed with tungsten carbide special profile knives
and backing plates.
Resharpenable 3 to 4 times.

Partly profiled tool body, MEC feed, Z2 - Z4 U profile

TT 531-2
D TD SB BO BOmax. P, 4 M g ID
mm mm mm mm mm mm min”'
165 140 40 30 40 20 2 10000 135212
165 140 50 30 40 20 2 10000 135213 ®
165 140 60 30 40 20 2 10000 134214
180 165 40 35DKN 35 20 4 9000 135203 e
180 165 50 35 DKN 35 20 4 9000 135204 ©
180 165 40 30 50 20 4 9000 135206 ®
T 180 165 60 30 50 20 4 9000 135208 e
Supplied with clamping wedges, but without backing plates and knives.
I~ —
J - Spare knives:
o E——— Part-no. H SB ID ID
mm mm HW-10F HW-30F
e 1 45 40 636226 ® 636239 ®
1 45 50 636283 ® 636271 ®
[_ j 1 45 60 636287 ® 636275 ®
Tool @ Spare parts:
ool body, U profile Part-no. BEZ ABM forSB  ID
. mm mm
Table of the O-diameter (Do) 2 Backing plate VariForm  for knives 40x45x2.1 645004 ©
for adjusting the machine spindles 2 Backing plate VariForm for knives 50x45x2.1 645005 ©
D ™ D 2 Backing plate VariForm for knives 60x45x2.1 645006
° 3 Clamping wedge 36x13,21x26 40/45 009756 ®
:“’8 :“3”‘ ;"1“8 3 Clamping wedge 56x13,21x26 60 009757 ®
15 145 12 3 Clamping wedge VariForm  44x13,21x24,25 50/60 009760 e
165 1 2 145 4 Allen screw with ISK 5 M10x12 006044 ®
80 65 0 Allen Key SW 5, L100 117506 ©
Tool system description VariForm see section 11.
e available ex stock 245
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Mia
/_EP

Serrated back blank knives with high
precision serration, serration angle 60°,
pitch 1.6 mm

Attention:

For safety reasons, always mount knives
+ backing plates (VE) of the same weight
opposite to each other.

H QAL PT
mm mm
50 MC 15
60 MC 20
70 MC 30
50 HW 10
60 HW 18
55 15
70 27

Table to determine max. profile depth.
The profile depth figures are to be
regarded as standard values. The max.
profile depth depends on the tool
diameter and cutting angle.

Profile cutterheads for serrated back blank knives

Application:
For multi purpose profiles in hard and/or materials likely to splinter.

Machine:
Four side moulders.

Workpiece material:

Cutting angle 20° for softwood and hardwood in general.

Cutting angle 12° for materials likely to splinter such as oak, douglas fir, merbau and
wood fibre materials, e.g. MDF.

Technical information:

Profile cutterhead with 60° serration, 1.6 mm pitch. Steel tool body. Blank knives with
knife thickness 8 - 10 mm and knife heights of 40 - 70 mm can be used depending
on required profile depth. Cutting materials: Marathon (MC) and HW.

Cutting angle 20°

WM 501-2-05

TD SB BO BO [S(0)— A ) e ID

mm mm mm in mm min™

122 80 40 40 2 9000 135805 ®
122 40 40 40 4 9000 135802 ©
122 60 35 40 4 9000 135806 ®
122 60 11/2¢ 40 4 9000 135807 O
122 60 40 40 4 9000 135808 ®
122 80 40 40 4 9000 135809 ©
122 100 35 40 4 9000 135810 ©
122 100 11/2¢ 40 4 9000 135811 O
122 100 40 40 4 9000 135812 ©
122 130 40 40 4 9000 135814 ©
122 150 40 40 4 9000 135817 ©
122 170 40 40 4 9000 135816 ®
122 180 40 40 4 9000 135819 ©
122 230 85 40 4 9000 135820 ®
122 230 40 40 4 9000 135821 ©
122 240 40 40 4 9000 135822 o
137 60 40 50 4 8500 135823 ©
137 60 113/16 50 4 8500 135824 O
137 60 50 50 4 8500 135825 ©
137 80 50 50 4 8500 135826 ©
137 100 40 50 4 8500 135827 ©
137 100 113/16¢ 50 4 8500 135828 O
137 100 50 50 4 8500 135829 o
137 130 40 50 4 8500 135830 ®
137 130 50 50 4 8500 135831 ©
137 150 40 50 4 8500 135832 ©
137 150 50 50 4 8500 135833 ©
137 180 50 50 4 8500 135836 ®
137 230 50 50 4 8500 135838 ©

Cutterhead without knives. For blank knives in different dimensions and qualities,
see section 9 Knives and spare parts.
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H QAL PT Cutting angle 12°
mm mm WM 501-2-05
50 MC 15 TD SB ND BO Zz ID
60 MC 20 mm mm mm mm
70 MC 30 122 40 40 40 4 135840 ©
122 60 60 40 4 135841
Table to determine max. profile depth. 122 80 80 40 4 135842 ©
The profile depth figures are to be 122 130 130 40 4 135843 ©
regarded as standard values. The max.
profile depth depends on the tool Cutterhead without knives. For blank knives in different dimensions and qualities,
diameter and cutting angle. see section 9 Knives and spare parts.
Spare parts:
Part-no. BEZ ABM ID
mm
2 Clamping wedge 38x25,3x10,8 620700 ®
2 Clamping wedge 58x25,3x10,8 620701 ®
2 Clamping wedge 78x25,3x10,8 620702
2 Clamping wedge 98x25,3x10,8 620703
2 Clamping wedge 128x25,3x10,8 620705
2 Clamping wedge 148x25,3x10,8 620706 ®
2 Clamping wedge 168x25,3x10,8 620707 ©
2 Clamping wedge 178x25,3x10,8 620708
2 Clamping wedge 228x25,43x11 620709 e
2 Clamping wedge 238x25,3x10,8 620710
3 Allen screw M10x1x20 007396 ®
Filler piece 40x30x8 005305 e
Filler piece 60x30x8 005306 e
Filler piece 80x30x8 005307 ®
Filler piece 100x30x8 005308 e
Filler piece 130x30x8 005310 ®
Filler piece 150x30x8 005311 e
Filler piece 170x30x8 620770 ®
Filler piece 180x30x8 005312 e
Filler piece 230x30x8 005313 ®
Filler piece 240x30x8 620771
Allen Key SW5 117509 ©
e available ex stock 247
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Knife thickness: 6.0 mm
Knife height: 55.0 mm
Resharpening area: 4.8 mm

Profile cutterheads for serrated back blank knives

Application:
Cutting multi purpose profiles.

Machine:
Four side moulders with 30 mm or 1 1/4“ working spindle and CNC routers.

Workpiece material:
Softwood and hardwood.

Technical information:

Profile cutterhead with 60° serration, 1.6 mm pitch. Steel tool body. HS blank knives
with 6 mm knife thickness and knife heights of 45 - 55 mm can be used depending on
required profile depth.

Cutting angle 20°, for knife thickness 6 mm

WM 501-2-02

TD Z DIK SB BO B0 M e, ID

mm mm mm mm in min’

100 2 6 60 30 11/4 12000 026961

Cutterhead without knives. For blank knives in different dimensions and qualities,
see section 9 Knives and spare parts.

Spare parts:
Part-no. BEZ ABM ID
mm
2 Clamping wedge 58x21,4x13 009254 e
3 Allen Key SW 5, L 80 005435 ®
Allen screw M10x16 006046

Knife height mm 45 55

Max. profile depth mm 15 25

Diameter for a tool

body diameter of

100 mm 140 160 1 2 3
248 e available ex stock

o available at short notice
Instruction manual visit www.leitz.org



3. Planing and profiling

3.3 Profiling M

3.3.2 Cutterheads for multi purpose profiling

Hydro profile cutterhead for serrated back blank knives

Application:
For multi purpose profiles in hard and/or materials likely to splinter at feed speeds of
24 to 100 m/min.

Machine:
Four side moulders.

Workpiece material:

Cutting angle 20° for softwood and hardwood in general.

Cutting angle 12° for materials likely to splinter such as oak, douglas fir, merbau and
wood fibre materials, e.g. MDF.

Technical information:

Profile cutterhead with 60° serration, 1.6 mm pitch. Steel tool body. Blank knives with
knife thickness of 8 - 10 mm and knife heights of 40 - 70 mm can be used depending
on required profile depth. Integrated hydro clamping, open system, activated by
grease gun. Only use hydro profile cutterhead with a locking collar.

Cutting angle 20°

HM 501-2-05
TD SB BO DIK A ) v, ID
mm mm mm mm min”'
135 100 40 8-10 4 9000 137001 ®
H 135 150 40 8-10 4 9000 137002
L 145 60 50 8-10 6 8300 137005
145 100 45 8-10 6 8300 137004
° vy 145 100 50 8-10 6 8300 137006 ®
X \ 150 60 50 8-10 4 8100 137007 ®
150 100 50 8-10 4 8100 137008 e
150 150 50 8-10 4 8100 137009 e
