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Cutting speed - Structurals BLADE BReAK-IN
Rule of thumb: EXTREMELY IMPORTANT!

The extremely sharp tooth points and edges of new,
unused blades must be broken in before applying full
feed pressure to the blade. A good analogy is that of
writing with a freshly sharpened wooden pencil.

PENC E RECOMMENDED PROCEDURE

When cutting structurals use a cutting speed of
250-325 5. EM. Wet
zoo-250 5.EM. Dry

I * Maintain proper blade speed for the material to be cut.
. . * Reduce blade feed pressure or feed rate by 50% for the
lStl’lb lltOl'S Ltdo 89 Merit Cres. first 5o to 100 square inches of material cut.
West St. Paul MB. R2P 2W5 » Gradually increase feed pressure or feed rate after
E-mail: Sales@spencedistributors.com break-in to fu I pressure or rate.
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