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Estimation of cutting forces in band sawing
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ABSTRACT

The cross section of the circular rod type workpiece to be cut in the band saw machine is variable
at every moment in the sawing process. When the cutting feed rate is fixed to the constant speed, the
cutting edges of the band saw teeth are also variabl eat any moment, so this causes the wear of the
nand saw teeth and the deterioration of the quality in the surface roughness.

In this study, to work out this kind of problem basically, the mean cutting force of a tooth in the -
band saw was estimated by using the workpiece which was smaller than the interval of each tooth, ie.
band saw pitch, in the thickness. Then the static cutting forces were predicted by appling the mean
cutting forces referred above to the mechanistic cutting force model which were analyzed through the
geometric profile of a band saw tooth.
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