MIRANDA TOOLS

Premium quality cutting tools

MIRANDA Hand & Power Hacksaws
Metal Cutting Bandsaw Blades
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MIRANDA TOOLS

Premium quality cutting tools
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METAL & POWER HACKSAWS

HAND HACKSAWS : Range POWER HACKSAWS : Range
Metric Length 250 mm & 300 mm Metric Length 300 mm & 900 mm
Width 125 mm Width 25 mm, 32mm, 40mm, 50mm
Thickness 0.63 mm Thickness 1.25mm, 1.60mm, 2.00mm, 2.5mm
Inches Length 10" & 12 Inches Length 12° & 36"
Width 2" Width 17, 114", 1.1/2°, 2°
Gauge 23G Gauge 18G, 166, 14G, 126
Cholce of TP.L 14,18, 24, 32 Choice of T.R.L 4,6,10, 14
Grade HSS, BIMETAL Grade HSS, BIMETAL

Range of MIRANDA brand Hacksaws manufactured by MTRANDA TOOLS

HAND HACKSAW BLADES - HSS ALLHARD HARD HESS - BIMETAL
Nominal Size TP) ‘ TPI _
Inches Millimeters Constant Pitch | Variable Pitch
12x%x0.025(23G) |300x12.5x0.63 | 14 1824 32 1418 24 32
10x¥%x0.025(23G) |250x12.5x0.63 18 24
HAND HACKSAW BLADES - HSSALLHARD | HSS - BIMETAL
Nominal Size | TP TPI
Inches Millimeters Constant Pitch | Variable Pitch
12x1 x0050 (16G) | 300x25x1.25 10 14 10 14 610
14x1 x0050(1BG) | 350x25x1.25 6 10 14 6 10 14 610
16x1 x0050(18G) | 400x25x1.25 10 14 10 14 610
17x1 x0050 (18G) | 425x25x%1.25 10 14 10 14 -
18x1 x0050(1BG) | 450x25x%1.25 10 14 10 14 610
14 x 1% x 0.062 (16 G) | 350x 32 x1.60 6 10 6 10 46 5/8 610
16x1%x0062 (16 G) | 400x32x180 6 10 6 10 4f6 5/8 610
17 x1%x 0062 (16 G) | 425x32x1.60 6 10 6 10 416 5/8
18x1%4x 0062 (16 G) | 450x 32 x1.60 6 10 6 10 4f6 5/8 60
1Bx1%4x0080 (14G) | 450x32x2.00 4 610 - -
18x1%x0062(16G) | 450x40x1.60 6 10 - -
18x1%x0080(14G) | 450x40x2.00 4 6 10 6 3/4 416 5/8 610
20%1%x 0,080 (14 G) | 500x40x2.00 4 610 6 -
21x1%x0.080 (14 G) | 525x40x%2.00 4 610 46 3/4 416 5/8
22x1%x0.080 (14 G) | 550x40x2.00 46 46 3/4 416 5/8
24 x 1%« 0.080 (14 G) | 600x40x2.00 4 610 46 3/4 46 5/8
24 x1%x0100 (12 G) | 600x40x2.50 486 - -
28x1%x0100(12G) | 700x40x2.50 46 - -
30x1%x0100(12G) | 750x40x2.50 46 - -
24x2 x0.080(14G) | 600x50x2.00 46 - -
24x2 x0100(12G) | 600x40x250 46 46 3/4 416
28%x2 x0.100(12G) | 700x50x2.50 46 46 -
30x2 x0100(12G) | 750x%50x%2.50 46 46 -
32x2 x0100(12G) | 800x50x2.50 46 46 314 416
36x2 x0100(12G) | 900x5x 250 46 46 34 4(6
32x2%x0100(12G) | 800x55x%2.50 - 4 -
Proper selection of Blade
. , . . . Hand Hacksaw 100 Nos. per box
In selecting & blade always follow the “Three Teeth Rule”™ which requires thal during cutting, minimum of three teeth be
continuously in contact with the work piece. Power Hacksaw
For Thin Sections : Use a fine teeth blade or else metal wedges up between teeth and strip them off. If the section is too thin 12¢ 10 {61 10 par: bo
to follow the “Three Teeth Rule’, use a very light steady stroke. 14x1%to 18x1% | 10 Nos. per box
For Thick Seclions: Use a coarse teeth blade with heavy pressure. This gives grealer pressure per looth and consequently 18x 1% 10 Nos. per box
a deeper cut. The larger space between teeth gives ample chip clearance. A x1¥to 24x1% 5 Nos. per box
For Hand Sections: Special care must be taken when cutting harder maferials. It is better in terms of blade life fo use finer Hx2 5 Nos. per box

tooth blades, with light pressure and slower speed of cutting or else heat is built up rapidly on the cutting edge causing the
teeth to soften even in the case of High Speed Steel blades. Faster speeds are permissible if a coolant is used.

U

All dimensions in inches
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Blade Selection Chart
Teeth Per Inch

Material | Coolant
Below 1" | Below2” | Above 1"
Aluminium Alloy 10 6 ' 4 1201130 - 25 Yes
Brass 10 6 4 100120 25 Yes
Bronze 10 6 4 70/90 55 No
Cast Iron 10 6 4 70/90 a5 No
Copper 14 10 6 70190 55 No
Mild Steel Tube 14 10 6 1201130 25 Yes
Steel Channels 14 10 6 100120 25 Yes
Steel Rails 14 10 6 100120 25 Yes
High Tensile Cl 14 10 6 70190 55 No
HSS & Tool Steel 14 10 6 T0/75 65 Yes
HCHCr, Ti Alloy 14 10 ] 40 65 No

Care to be taken for better cutting.
= Mount of blade on the frame in the direction indicated on il.

*  Apply the correct tension to the blade.

Ensure that pressure is applied during cutting stroke & is off during the retum to avoid “dragging” and consequent dulling of the teeth.

Do not start cutting on sharp edges as this viclates the “Three Teelh rule”.
Start the cut at a slight angle and light pressure, gradually increasing the pressure as more teeth come in contact with the job.

For extremely thin sections, clamp the section between two pieces of wood & cut as a whole.

Trouble Shooting Chart

Teeth ripping - Violation of the “Three Teeth Rule” - Choose proper TPI as per blade selection chart
- Excessive Pressure - Reduce the Pressure
Blade Breakage - Blade in contact with work material before cutting - Start the machine with blade above the waork piece

- Starting the cut in a slot previously cut.

- Start a fresh cut with a new blade or tum the work piece aver
and saw fo meet the old cut.

- Excessive feed. - Reduce the pressure
- Worn out blade - Replace the blade
Pin Hole Breakage - Excessive tension - Reduce Tension
- Improper mounting - Ensure proper clamping of the blade against the frame
- \Wrong choice of Blade - Choose the blade as per chart
- Absence of coolant - Use Coolant as per chart
- Hard spots. - Reduce speed & increase pressure

Taper Cutting

- Inadequate tension
- Worn out blade
- Very hard spot
- Excessive pressure
- Worn out frame

- Adjust tension

- Replace blade

- Start a new cut

- Reduce pressure
- Repair frame




MIRANDA TOOLS

DORMER TOOLS INDIA PVT. LTD.

WORKS AND HEAD OFFICE : 903 / 904, GIDC Industrial Estate, Ankleshwar - 393 002. Gujarat.
Tele : (02646) 221519, 252368, 239707 Fax : (02646) 251326
E-mail : marketing@mirandatools.net website . www.mirandatools.in

Customer Care No. (02646) - 227162

CORPORATE OFFICE
Dormer Tools India Pvt. Lid.

308-B, Southern Park, Saket District Centre, New Delhi- 110 017, Ph: 011 46015686

WEST

MUMBAI

502, Durga Niwas,

Near Dahisar Muncipal Dispensary.

L T Road. Dahisar West, Mumbai - 400 068
Mabile No. : +97 5323823471 Tel : 022 28900243
mumbaiimirandatools.nel

PUNE

Fiat Mo. 2, Sai Darshan Apariment,

TELCQ Nagar, Stadium Road, Yashwant Nagar
Fimpri, Pune - 411018

Ceil No. : 0937122347 2/75 Teleffax - 020-27423411
Pune@mirandatoals.net

AHMEDABAD

Star Mansion, 15t Floor, Opp. Electricity House
Reliaf Road, Akmedabad - 350 001.

Cell No. ; 932822347677 Tele / Fax . 079-25507421
ahmedabad@mirandalools.nel

BRANCH OFFICES
NORTH

MEW DELHI

1/22-B, Asaf Ali Road, New Defhi - 110 002

Cell No. : 8350885015 / 9313023481

Tele / Fax - 011-23236319 delhi@mirandatools.net

FARIDABAD

2ard6A, NI T Fardahad, Near Hardware Chowk,
Faridabad - 121 001 Cell - 083713993118/ 9350623483
Tele / Fax : 0129-2423126, faridabadi@mirandatools.net

LUDHIANA

216071, GILL ROAD, LUDHIANA - 141 G03

Call No. : 08356706157 / 9317823485

Tele / Fax : 0161-2532028 iudhianai@mirandatoois. net

EAST
KOLKATA

5-B, Marendrachandra, Dutta Sarani, Kolkata - 700 001.

Cell No. : 08337707000/ 3339703486
Tele / Fax : 033 22304115, kolkala@mirandatools. net

Authorised Dealer

SOUTH

CHENNAI

No. 65, Prakasamsaiai, "BBC Villa" 3rd Floor,

Flat No. 32, Broaaway, Chennai - 600 001.
ell No. : 09381223492 / 9381223400

Tele / Fax : 044-25383351

chennaif@mirandatools.net

BANGALORE

No.24 lind Floor, Kota Complex, J. C. Road,
Bangaiore - 560002

Cell No. : 09343143494 /9341323491

Tele / Fax : 080-22234045
bangalore@mirandatools. net

SECUNDERABAD

8-1-11/7. 2nd Fioor, Markel Streef,
Secunderabad - 500 003

Cell No. : 03346210022 /9393023454
Tele : 040-27713810
sacunderabadi@mirandatols.ne!




