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Company Profile

Bichamp Cutting Technology ({ Hunan | Co., Ltd. was
found in 2003 and located at Hunan Foreign Investment Zone
containing 156 mu (10.5 ha) land. The company was a sole foreign
investment enterprise established by homecoming student abroad,
and now becomes a joint-venture after successfully purchasing
Zoomlion Hunan Machine Tocl Works Branch, which enjoyed 30
years axpearience in preducing blades and 60 years experience in
producing saw machines.

MNow the company has the capacity of annually producing 2300
tens bi-metal steel strips, 10 million Bi-metal Bandsaw Blades
and 3500 sets of Metal Cutting Saw Machine, the revenue of main
business will reach 500 millicn and profit will reach 150 Millicn and
become the biggest bi-metal steel strips manufacturer in Asia and
main base for producingBi-metal Bandsaw Blade and Saw
Machine in the world.

As the key enterprise in China machine tool industry, standing
director of China Machine Tool Industry Association [ CMTIA ],
managing director of Saw Machine Branchof CMTIA and
secretary general of China Metal Cutting Saw Machine
Association, we undartakes the duty to formulate and revise the
China national industry standards. Moreover, as the sole
enterprize which engaged in Bi-metal Steel Strips, Bi-metal
Bandsaw Blades and Saw Machines, our main business forms a

nice products chain which relates and improves each other.

With the advantage of the strong technology strength and wild
wide market, we have achieved jump-development in recent years.
In April of 2005, our *Technology of manufacturing Bi-matal
Steal Strips” passed through the examination by expaerts
organized by Hunan Science & Technology Bureau; In October of
2005, our project of “Bi-metal Steel Strips for High Spead
Cutting” was awarded “National High and New Tachnology
Industrialization Demonstration Project ™ by China National
Development and Reform Commission . In year of 2006, we are
approved by the National Foreign Experts Bureau to be the cne of
key enterprizes, which will enjoy special support on cbtain know-
how from foreign expert and technician overseas training. In
October of 2006, we won the prize of “New Science and
Technology Contribution” awarded by Wangchang County
Science and Technology Bureau. |nJune of 2007, the company
project was listed as the key project of Science and Technology
Plan of Changsha City Government.

Taking the core concept of “To be the Responsible” | the
Bichamp people will redound upon society for high quality
products and good service. Bichamp Cutting Technology (Hunan)
Co., Ltd. will initiative to participate in international competition to
be a first-class manufacturer of metal cutting products in the world.

General information of all products

Bi-Metal Steel Strips
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“HJ" brand Metal Cutting Saw Machines
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Available Blade with different Rake Angle Tooth Type and TPI M/MIN CUTTING SPEED

| Low carbon alloy steel
Ramark: @ Ragular TPI-—Wa manufactura it n batchas all tha tima.
A Spacial TPl — Wa manufaciura it as raquirad. | Middle carhon alloy #iel
" " N } ceafbon whesl, Mickel-molybdanum steel
Blade size (Width x thickness) TPI (Teeth Per Inch) Q Sl e sie
= | Oortais Gri7 Stainless slesl
- oy ot o
10 Degree Turtle back tooth = |
With curved back and a gullet with large chip g High & ol
capacity, it is excellent for cutting large workpieces e
m Alloy sleal, Epeed
of all types of steal. m - . e
=
M/min Moy

27x 0.9 1 % 0.035 ] | NI base high temparsture alloy

Hx1a 1174 x 0.042

LR AR

0 Degree Constant pitch 41x1.3 11/2 x 0.050
They are traditional tooth shape for general cutting of small
solid workpieces.

19x0.9 34 x 0.035

WIDTH OF

100 200 300 400 500 00 TOO B00 800  100Mmim)

MOTE: This list s eultable for the material of hardness HRC2O(HB225).
When the material of hardnass iz 30HRC (232HB)  the cutting speed Iz TO percant of this list.
Whan the material of hardness s 35HRC (330HB)  the cutting spead Is 60 parcent of this st

Main Factors for Prolonging Blade Life

& Select high quality bandsaw machine, operate and adjust it correctly are most important

27 x0.9 1x0.035 @

HMx1a 1174 x 0.042 &

o (® @
AR BE AN
LA SN BN 2

41 x13 11/2 x 0.050 A

0 Degree Variable pitch—- They ame suitable for multi-purpose

cutting of thin-walled tubes and profiles in most materials.

factors for ensuring blade lite. Good rigidity and performance can prevent vibration and all

13% 0.6 1/2 % D.025 i i ® ) ) kinds of stress effecting huge irfluence on blade.
11 Degree Variable pitch - ; ;
19% 0.9 24 ¥ 0.035 A @ @ ™ ™ ® with big rake angle. i i specisliormoud eiewl cutting, @ Select proper blade. It is impossible that one blade canmeet all cut requirements.
Moreover, blades with different type and feature have different function. Blade selection
27x09 1x 0.035 [ ] ] L ] L L L ; i ;
includes selection of width, tooth type, and p. . T.
34x14 11/4 x 0.042 'y L ] L ] ry ry F Y
Ax1.3 11/2 % 0.050 ™ @ Select proper cutting parameters. mainly include blade speed, feed speed, feed pressure,
e 11/2x 0.050 A bt b adx 1.1 1114 x 0,042 ® ® feed rate and blade tension, etc, The ideal chip shows tight, silver and a little warm. If the chip
is burned, brown, heavy or pulverized, please adjust relative parameters.
7 Degree Variable pitch @ Proper selection of cut fluid and coolant mix rate can lubricate and cool down blade and
With positive cutting angle to decrease cutting forces, it is for cutting steel, " i i
: ; g ang ; ng .F‘Q . 2 Dagres Protective tooth wash away the material adding on the tooth edge.
stainless steel, light alloys, aluminum..... Can be used for every kind of material.
Reinforced tooth design specif ically developed for @ Running in a new blade correctly. “Runin” meansto makes fo the blade tooth gradually
cutting bundles, tubas and profileswith excellent in normal condition through wearing tooth naturally, and eliminate tooth burr, which can
capacity and tool life. prevent blade tooth premature breaking. It is especially important when cutting sudden
27 x 09 1 x 0.035 [ L ; ; ; : . :
changed cross-section material such as profiles, tubes, and exotic materials. When running
34x1.1 11/4x0.042 L L in a ne'w blade, please adjust the machine parameters to 50% normal cutting efficiency. When
41 x1.3 11/2 x0.0650 & ) L ] ® 27 % 0.9 1 % 0.035 L ] i cutting area reach 200-600 square centimeter, and not exit unusual condition, please ad just
— 34 0.63 A A ® ™ P 1174 % 0.042 ® . relative parameters to normal cutting condition gradually.
67x 1.6 2 5/8 x0.63 A A L L A 41 x1.3 11/2 x 0.050 L]
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Metal cutting saws

Bi-metal Bandsaw Blades trouble shooting Specifications of Saw Machines

Problem ; A0 TO Met sea i g
Blade size - k ;T'IR “Fei ahy Machine Size
a. Blade tanszion oo high a. Raduca lansian Maodel n Features
= Lo}
b. Guidas light ar maladjusiad b. Allar adjusimani (B % e LY e e : :
d1'gk:| fcfeaiI 1 | J dar d faad :]':':“\ Lo g 2 ¢ (Lx Wx H)mm
(3 aad 1aa kaw tar rata <. Incraasa 8ad ar dacraa=a = =]
Saw blade keeps = - = 2
Breakin S d. Spaad loa high d. Reduca spasd .-
r | g pr L }I' . : s L; 1”22 s 21, M.,
5 Lemning o Do e Bk WL Bchie GAN22X 40 220x220 | 45 gy | 7x0.8x3045 0.12|0.04| 330/360 | 1600 xE10x 1130
f. Blada toa thick far wheal diametar f. Usa lighter gauga iies Al 400 =200
1. Gamal typa
g. Pilch loo coarsa 4. Usa finer pitch ] ] & ami_aLbomatic e ¥ —— ” "
a. Saw guidas 1oa far apar a. Adjust closar 1o matanial GAUEZSD | Harizonal Bandsaw PP (e B250 v g0, 7o | 27 x09x3420 | 22 1075004 660 1866 = 775 % 1235
Bladks &i e 16 b. Fead prassura oo high b. Raduca prassure = o
., -.
. Rallar gudas nal adj d . Adjust o A A F 5 = w [1.6 | 037l o as( 1095 w B0« 1295
i apnle e i {1 juste Adj actly G 300 fﬂ 0. | 27 x0.9x3820 | 2.2 | 0.37|0.08 a50 995 x 810 1295
one side - wnving out d. Band pikch toa fina d. Usa caarsar pitch 63. 80
a. Seal ramaoved idas a. Adjust orchamiar guidas .
of square by qu mihd i G225 250 i ;E 2T «09x3505 | 22 [075|0.08] 1400 2086 x 2052 x 1350
{. Blada riding on whaal flange t. Adjust whaal Iracking -
. Hard inclusion in matarial . Raduca culling rata , S m410 20, 35.
= i = b 2440 1. Dauble colurmn (1810 x4 10 0 ?_:,’ 4% 1.06x 4585 [ 4 5 |0.08| 2200 2300 x 1555 x 1040
a. Woark pisca nol sacuraly hald a. Improve clamping i )
b. Incarrect feed pressure b. Adjust 2. Mj;:::““{:'l'g- 7. 25,
o Sami-aulomatic 4 ic cutting. 500 35, 45,
: : : : . Nal anough blada lansion . Incraasa tansion (il 2540 e iR £ 41 x125x 4880 ( 55| 1.5 | 0.12 2500 3100« 2560 = 1880
Vibration whllstcmttlng Harizonal Bandsaw L1500 =700 T .
d. Wrang spaad for thicknass d. Adjust 3. Dauble column, 75
good rngdity,
a. Pilch loo coarsa a. Usa fnar pilch ) _ O BBE0
G265 high afliciancy. 20, 40| g1x125xa881| 55| 22| 45| ss00 3680 x 2177 x2200
1. Wrang toath famm f. Usa variabla pitch LI700 =650 | 60
a. Naw blada nat "run i a. See Bamards FAQ o
s G2 11K -?:]‘I{:]m-.mg 10-—60 | 54x16x11400| 11 | 4 |0.25] 20000 | 70005250 x3035
b, Fasd rats too light b. Incrasss rale L7000 =
. Spead too high . Raduca spaed : 7
s ke e G71295 1. Automatie 25D i;’; 57 x08=3505 | 22 |075|0.08| 1800 | 2086x2052x1350
d. Pilch too coarsa d. Usa finar pitch feading A
Blade dulls prematurel &. Coolant not directed . Diract at paint of cut % D410 20, 358
P * . G240 2. Automatic aiming | 410410 | 50, 70| 34x106x4585 | 4 | 15 |0.08] 2500 2300 = 1555 x2280
1. Saw idling through eut 1. Keap testh angagad s at Gutting ing | W, | ;
utomatic =
g. Incorract saw guides for width g. Usa corracl guides o . 7. 25,
) Harzomal Bandzaw 3. PLEC cantra w500 95 45
h. Tasth running in wrang direction h. Fafit blada corractly GZA250 [500x700 | 55, &5, |41%125x5240| 55| 15 0.92] 2700 2800 x 1880 x 2740
L. Wrong blada quality i. Try diffarant typa 4. Automatic slap 7H
n casa of blada
a. Saw guide arms loo tar aparl a. Adjust coractly = e T i BE0 20. 40,
G265 jam ar braakage 41x125c4881 | 55| 22| 45| 6500 A700 x 2500 x 2200
o ks Tt b. Blada binding in cut b. Reducs fasd rate L1700 =650 | &0
ade twisting
. Mal anough blada lansion . Incraasa lansion i £
o G5132 Varlical Bardsaw Tabla maving :"'!!?Th":""““ Euﬂjma 27 «0.9x4250 | 2.2 1600 1245 = 1648 %2400
d. Blade too wids tor radius d. Lksa narrawar blada
G3335 3"“5":]‘“'““55 22-105 | 41x1.25%4570 | 4 5200 416022100 x2190
GRi85 :ﬁg:““' Sawhaad maving BMEZ‘T“““% 12-72 | 67 x1ExT440 | 75 | 275 18000 | 9B0Ox 52400 x3445
L3 -
L]
Metal cutting saw machine | S
' God 1) 1000 272 |ETx16x76807 | 7.5 | 275 18500 9800 x 52400 x 3445
R 1. NG cantral, log
. am in anddsplayha
dalas and with O B15ER Al
GKTh23 |Caride Gircular Saw|  theman-machng | = b @ 2A52 0 55| 22 2000 6650 x 1500 x 1700
Intariaca. L1565 rAmin
2. High spaad and
afficiency.
1. Clamping vica
saparaling tha 26, 33 ®EI0
“utsautomaticily. ) g /
GKT608 |Carbide Circutar Saw| - oouiematelit |- o g 240 | 40, 48 © 965 :? 75| 8500 | 5200x2700x2260
: :;‘E“L’Lﬂ wmin ® 1020
tha blade
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Bandsaw machine Circular saw machine Specical—purpose saw machine Others
i I I
| I _ [ I | I I |
Horizontal band saw Vertical band saw Horizontal type Verticaltype  Oscillatingtype  Forcuttingaluminum  Forcutting copper  For double direction Flash butt welder
| | | i | = ' of cutting and
| | | | | I r | [— drilling hole
: : ; Mormal Block Block Diamond Herizontal High speed Vetyticar carbide
Swivel type Double type - sz blade carbide tipped S el tipped circular
- pe. s type bandsaw circular saw RO fa saw

cutting is also

carbide steel alloy

teal and bear steal of 35HRC

Suitable for cutting aluminwm
in small orlarge batches.

Suitable
sized farrc
mould 5

utting large
5 plates and

Suitable cutting large
sized ferrous plates and
mould st

Maily used for cutting
farro

as round steel and tubes.

Mainly used fo
sizo

Suitable for welding bi-metal
dsaw blades H, 5,3
ed steala :
wooden cutting band saw blade.
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