

















CHAPTER 6 BANDSAWS 193

3. Remove all burrs from the blade ends and lightly grind the flats of the
blades 3% inch back from the ends on both sides down to fresh metal.

For Silver Brazing
Bandsaw Blades

/ l Bevel the Ends of the Blades [

Figure 6-18. Aligning bandsaw blade ends for beveling before silver brazing (left). Ground
beveled edges (middle) and blade ends in brazing fixture ready to braze (right).

4. Wipe down the blade ends with acetone or alcohol to remove all grease
and oils. Do not touch the cleaned ends with your fingers.

5. Your silver brazing flux should be a paste. If it has dried out, add distilled
water and remix it into a paste. Apply the flux in a thin layer over the
beveled ends of the blade using a thin wooden stir stick. Avoid getting
flux on the flats of the blade because this will only put silver braze metal
where it is not needed and will have to be removed.

6. Secure the brazing fixture in a vise so the fixture will not move when
pulled on by the weight of the blade ends.

7. Secure the blade ends in the brazing fixture:

= If you are splicing the blade through a workpiece, make sure you have
the teeth running in the correct direction when the work sits flat on the
bandsaw table. Also, make sure that the marked cut lines on the work
face up when the work is on the saw table.

= Face the teeth outward away from the brazing fixture.

= Insure the back edge of the blade is snug against the back ledge of the
brazing fixture.

= When the blades are butted, the upper beveled blade should exert a
little force on the lower beveled blade. The two bevels should join
evenly.

8. Cut off about 10-12 inches of silver brazing wire and straighten it.

9. Light the oxyacetylene torch and adjust it for a neutral flame, then
increase the acetylene slightly for a mildly carburizing flame with a %-
inch long inner cone. The flame should be neither wispy—Ilikely to go out
if the torch is waived back and forth—or hissing. The torch should show a
12-inch diameter flat heat area when played against a flat plate.
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10. In preparation for heating the blade, position the torch upside down inside
the torch access slot so the tip of the blue inner cone is level with the
bottom of the saw blade.

11. Move the torch up and down each side of the braze line several times.
Remember that the torch flame is about 5600°F and the silver braze metal
will flow at 1200-1400°F. The blade will come up to the brazing
temperature within a few seconds. Note that the silver braze metal’s data
sheet specifies a melting point of 1100—1200°F, but it will not flow until it
gets 150-200°F hotter. Melting is of no help here, flow is what is needed.

12. The brazing flux goes through three phases when heated:

=  White powder — From the paste it becomes a dry, white powder.

= Semi-transparent spheres — From a white powder it transforms to a
series of small semi-transparent spheres.

= Glassy coating —From the spheres it becomes a milky, glass-like
coating. When the flux reaches this phase, it has done its work of
chemically cleaning the steel’s surface to prepare it to accept the silver
braze alloy, and the steel is hot enough to melt and flow the alloy on
contact. At this time the silver braze metal should be touched to the
joint.

13. In a second or less, the braze metal will melt and a silver line will appear
in the braze joint. Do not apply additional braze metal. The joint is
complete. Very little braze metal is actually needed; a '2-inch blade
requires only 2—4 pinheads of filler metal for a solid joint.

14. Allow the joint to cool for 3—5 minutes and remove the blade. Remember,
the brazing fixture will still be hot.

15. A well-made joint has almost no braze metal outside of the joint, but if
there is any, remove it by grinding or filing.

Blade Splicing Tips

e Determine the maximum length blade your bandsaw will accept, and
make your blade this length. By doing this you will be able to make the
maximum number of splices before having to add in a second length of
saw blade. Remember, each splice requires two Ys-inch sections of blade
to be trimmed around the splice. This can be important if you must break a
blade and resplice it through workpieces to saw out island sections.

e Measuring and marking off the length of a saw blade by painting lines on
the shop floor eliminates having to repeatedly measure off saw blade stock
when welding up new blades. It will also save you some cuts and scars.



