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IMONDS 
OWN 
STEEL 

Simonds Quality starts with Simonds Steel... 

tough, electric furnace steel that is poured, rolled and 

forged in Simonds own mill under the close super- 

vision of trained metallurgists . . . steel that must be 

exactly right in content, grain structure and wear- 

resistant qualities for the intended use. 

At Simonds world-famous ‘‘controlled conditions’’ 

plant, skilled workmen using special methods and 

SIMONDS 
SAW AND STEEL CO 

Unlock the Real Savings 
Only Quality Can Bring 

SIMONDS 
MODERN 
FACTORY 

equipment for machining, heat-treating, grinding, 

and finishing transform this quality-proven steel into 

precision cutting tools that have a reputation for out- 

standing quality, performance and dependability. 

Our men, backed by Simonds factory-trained local 

Representatives, are ‘‘on call’’ whenever needed to 

help with your particular job... offer you the benefit 

of their wide experience in the metalworking field. 

SIMONDS SAW AND STEEL COMPANY 
re FITCHBURG, MASSACHUSETTS 

FACTORY BRANCHES IN UNION, N. J., CHICAGO, SHREVEPORT, LA., LOS ANGELES, SAN FRANCISCO AND PORTLAND, ORE. 

Copyright 1963 by Simonds Saw and Steel Co. 



SIMMONDS NEW 
RED END 

"“EASY-KUT- 
_ NEW DESIGN 
EASY-STARTING 

TEETH 
Patent 

No, 2,682,098 

... WITH LESS EFFORT 

New blade cuts so easily that pipe, tubing, thin 
sheet, electrical conduit, etc., can be handheld 

and thumb-guided to a line or mark, 

BLADE TYPES To provide a blade best suited for the job 
to be done, Simonds offers a choice of 3 
types: HIGH SPEED MOLYBDENUM 
STEEL; HIGH SPEED TUNGSTEN 
STEEL and STANDARD STEEL. All 
Hard Edge blades are furnished with 
patented Easy-Starting teeth. All-Hard 
blades have regular teeth. Heat treated 
only on the tooth edge, Hard Edge blades 
are tough, flexible and best suited for gen- 
eral use. All-Hard blades are heat treated 
so that they are hard throughout and 
have added stiffness which is preferred 
by skilled mechanics. 

HIGH SPEED MOLYBDENUM blades 
are long wearing and give best results 
for general use. 

HIGH SPEED TUNGSTEN blades are 
more heat resistant and best suited for 
cutting tough alloy steels. 

STANDARD STEEL blades are lowest 
cost and suited for general use. 

HIGH SPEED MOLYBDENUM 

HIGH SPEED TUNGSTEN 

STANDARD STEEL 

STARTS EASIER... CUTS SMOOTHER 

This newly developed blade takes most of the work out of hacksawing 
... cuts with greater accuracy and far less effort. The secret is in the 
patented design starting teeth. These special teeth take a lighter chip, 
lead quickly and easily into the regular tooth section without bucking or 
bouncing. As a result, a wide range of work items can be hand-held and cut, 
easily and accurately, without straddling or stripping the teeth, even on sharp 
corners. Available AT NO EXTRA COST in all 3 Simonds Hard Edge blade 

types — see details below and on next page. 

and Hacksaw 
Blades 

Tooth size or spacing is important and 
the following general recommendations 
will provide best results: 

14 TEETH PER INCH (Regular Set) - 
For cutting soft solid steel, iron, brass, 
copper and aluminum. 

18 TEETH PER INCH (Regular Set) - 
For general shop use cutting tool steels, 
iron pipe, light angle iron, etc. 

24 TEETH PER INCH (Wavy Set) - 
Best suited for cutting hard materials as 
well ‘3 drill rod, tubing, medium sheet 
metal. 

32 TEETH PER INCH (Wavy Set) - 
For cutting thin sheet metal, tubing and 
stock less than .085” thick. 

To prevent straddle and possible strip- 
ping of the teeth, a good rule is to have 
at least 3 teeth in the work at once. All 
3 types of blades are made to highest 
quality standards of Simonds cross-rolled 
electric furnace steel. 

SEE NEXT PAGE FOR BLADE SPECIFICATIONS - HAND AND POWER 
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RED eEnb.HAND BLADE 

SPECIFICATIONS 

STANDARD 
Steel 

ORDER BY PART NUMBER “‘Easy-Kut’’ Regular “Easy-Kut”’ Regular “Easy-Kut’’ Regular 

ness per Inch Part No. Part No. Part No. Part No. Part No. Part No. 

18 | 20-0101 sr-orove | ai-niove | —22-c101e | aa-tiore 
24 | 20-0102 | so-ttoaa | at-oi02e | at-miozs | s2-0i028) aa-ti0ze. 
__32__ | 30-o1032_ | 30-1032 | 31-0102 | 31-11032 | 32-01032_ | 32-1032 
14 | 30-0214] 3o-mizia | 3i-o1214_ | 3t-11214 | 32-01214 | 32-11214 

ee 

HIGH SPEED 
Molybdenum 

HIGH SPEED 
Tungsten 

Length and 

Width 

10” x 1%" 025 

PACKED 100 BLADES 

IN A BOX 

10“ BLADES — Weight per 100: 3% Ibs. Weight per 100: 3% Ibs. Weight per 100: 4% Ibs. 

12" BLADES — Weight per 100: 4 Ibs. Weight per 100: 41 Ibs. Weight per 100: 4% Ibs. 

RED eno. POWER BLADE SPECIFICATIONS 
eH ORDER BY PART NUMBER 

HIGH SPEED HIGH SPEED “WELD-EDGE’’® 
Molybdenum Tungsten High Speed 

Length and T hick- No. Teeth per Inch bs. per No. Teeth per Inch Lbs. per No. Teeth per Inch bs. per 
Width ness and Part No. 100 and Part No. 100 and Part No. 100 

” 14 18 14 18 14 18 

19% gevtiea | somes |75 | seine | soimes | ®| asames | osimes | 8 
10 14 10 14 10 14 

L 050 33-1210-5 33-1214-5 Fae | seater 20 35-1210-5 | 35-1214-5 20 

10 14 10 14 10 14 

i 1 6 10 6 10 6 10 
14 X T V4 33-1406-6 | 33-1410-6 34-1406-6 | 34-1410-6 35-1406-6 | 35-1410-6 39 

1 3 4 6 3” 4 6 See. 3 6 
1 /9 33-1403-7 sae 33- 1406-7 Ort ee a iaeey 50 beste! 35-1406-7 o1 

10 14 10 14 10 14 28 
L 050 33-1710-5 33-1714-5 34-1710-5 | 34-1714-5 35-1710-5 | 35-1714-5 

. 3 4 4 6 4 6 
17 X 33-1703-6 | 33-1704-6 34-1704-6 34-1706-6 35-1704-6 35-1706-6 14 |.062 39 42 10 43 

33-1706-6 35-1710-6 

6 10 6 10 6 10 
1%4 33-1806-6 33-1810-6 34-1806-6 34-1810-6 35-1806-6 | 35-1810-6 AS 

u 4 é 3 4 6 3 4 6 
18 X 1% 075 | — boa rete r boarder | 5? hards-r Ber beaten Re ee Bass Bee 64 

3 3 4 6 3* 4 6 3 4 é 1% |088 paito-sbarstes bo-rise | ferinoe eres bares | % fsrsena saree bsrnece | 8 
“ul 3 i? 4 & 37 4 6 4 6 

21 X L /s 088 bs oss herteshsrtes| % bards Sie mresh biases 103 35-2104-8 | 35-2106-8 104 

3 4 6 37 4 6 3 4 6 

grr, [0881 — lsdbeaherdes|'!! pests besnes beatae |? bercnehssetes beats |t23 
3 “oe Ea 3* "Ue Peas 3 ear Gees 

4 4 NO ae) 
lly 91 | 4 OT eh | ks ee 
‘ly at 2 2” lS ocd Ce ae eel Oe ee =. ee 

This list comprises all types, sizes, and tooth spacings that will be regularly carried in stock. Anything differing 
from these Hack Saws will be considered as special and will not be manufactured except in cases of urgent necessity. 

*Also furnished Every Tooth Set designed for cutting High Chrome Nickel Alloy Steel. Be sure to specify when ordering. 

{Furnished Every Tooth Set only for cutting High Chrome Nickel Alloy Steel. 
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HACK SAW BLADES 

General Information 
Three types of Power Blades are furnished from three 

types of Simonds Steel to provide exactly the right 

blade for specific cutting needs: 

High Speed—Molybdenum 

“Weld-Edge’ Shatterproof High Speed 
High Speed—Tungsten 

Each of these job-designed blades is available in 

all standard lengths, widths, thicknesses and tooth 

spacings as shown on Page 4 (opposite). For best 

results always use the heaviest blade available in 

the desired size. To insure proper blade tension 
for straighter cuts and longest blade life use a 

“Simometer.”’ 

Simonds design tooth shape, maintained by 

accurate milling, provides perfectly formed teeth of 

uniform height. Machines of advanced design set 

the teeth to exacting tolerances. Straighter cuts 

and longer cutting life are direct results. 

Operating Hints 

Slow speed and moderately heavy feed give best 
results. Be sure the machine lifts the blade slightly 

on the return stroke. Exact speed and feed for each 

job can be determined only by actual tests. The 

table at right gives general recommendations. « « e e e 

Except when cutting cast iron, plenty of cutting 

compound should be used. This acts as a coolant 

and also reduces friction. 
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BLADE TYPES 

HIGH SPEED Molybdenum 
(THE RED BLADE) 

For general purpose cutting, this is the recommended 

blade that is widely used and accepted by industry. 

Designed to give exceptionally long cutting life on a 

variety of steels, this blade is extremely tough and on 

many applications is more economical to use than any 

other type on the market. It will cut fast and straight 

at lowest cost. 

‘““WELD- EDGE" High Speed 
(THE SHATTER-PROOF BLADE) 

Designed to meet all plant safety and performance 

requirements, this blade is extra tough—will not snap 

in operation regardless of abuse, neglect, worn machine 

condition or improper adjustment. With its electri- 

cally welded High Speed Steel cutting edge, this shatter- 

proof blade resists wear, reduces blade changing and is 

adaptable for all types of cutting under all conditions. 

HIGH SPEED Tungsten 
(THE GRAY BLADE) 

Where maximum cutting performance is required, this 

is the most satisfactory blade. Its capacity to resist 

heat makes it especially suited for cutting the many 

exceptionally tough High Alloy Steels which have been 

developed during the past few years. On applications 

of this nature, this blade is the most economical type to 

use in the long run. 

Unannealed Machinery 
Tool Steel Annealed Steel and 

With or | & Hard Metals } Tool Steel Soft Metal 
Type of Without Strokes Strokes Strokes 
Machine Solution Per Minute Per Minute | Per Minute 

Light Without 50-60 

Medium Without 50-60 

Medium With 100-110 

Heavy With 110-120 

Ex. Heavy With 



New, rugged 
100’ coil pack- 

age makes it easy to 
pull out any desired 
length and recoil ex- 
cess blade... elimi- 
nates binding, saves 
time and trouble. 

General Information 

Designed for use on either vertical or horizontal type 

machines of all makes, these tough, long-lasting blades cut 

practically all kinds of materials. Simonds complete line 

includes Hard Edge, High Speed Steel and Spring Temper 

types in various tooth shapes, number of teeth and set to 

handle all cutting requirements. In contour sawing the 

radius of the curve to be cut governs the width of the saw 

to be used—See Radius Chart on Page 8. Saws are furnished 

in 100-, 250— and 500-foot coils or welded to length for 

specific machines—see list of saw sizes for various makes of 

machines on Page 8. 

Kinds of Set 
REGULAR 

Regular Set is generally furnished on saws which have 2 to 
24 teeth per inch. Saws with Regular Set have one tooth set 
to the left, one to the right and one tooth unset, called a raker. 
This type of set is used where the material to be cut is of 
uniform size and for contour cutting. 

WAVY 

Wavy Set is furnished on saws which have 8 to 32 teeth per 
inch. This type of set has groups of teeth set alternately to 
the left and right which greatly reduces the strain on individual 
teeth. Saws with Wavy Set are therefore used where tooth 
breakage is a problem, such as in cutting thin stock or where 
a variety of work is cut without changing blades. By dis- 
tributing strain to groups of teeth, a wide variety of shapes 
and sizes of material can be cut with the same Wavy Set Saw 
without stripping the teeth. 

METAL CUTTING 
BAND SAW BLADES 

REGULAR and “SI-MET’®HARD EDGE « SPRING TEMPER 
HIGH SPEED and “SUPER’’ HIGH SPEED STEEL 
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REGULAR HARD EDGE 

Tooth Shapes 

Standard Tooth Saws, with their well-rounded gullets (see 
illustration above), are best suited for cutting most all ferrous 
materials as well as nonferrous materials such as hard brasses 
and bronzes. This style tooth is also used for friction sawing. 

STOCK SAW SPECIFICATIONS 

REGULAR SET 

No. Teeth per Inch 

Furnished in 100’ ‘and 250’ coils or cut to specified length 

and welded ready for use. 

* Not available in 250’ coils. 

This design is similar to, but offers two distinct advantages 
over, the Skip Tooth Saw: (1) the face or cutting edge of the 
tooth has a 10° hook which makes the saw feed easier; (2) its 
chip breaker design prevents soft, gummy materials from stick- 
ing in the gullet. Used on essentially the same applications as 
Skip Tooth, the Sabre Tooth Saw will do more work at lower 
cost. 

STOCK SAW SPECIFICATIONS 

No. TEETH PER INCH 
Regular Set 

Furnished in 100’ and 250’ coils or cut to specified length — 
and welded ready for use. 



SIMONDS METAL CUTTING BAND 
Regular Hard Edge - Tooth Shapes (Con’t) 

SKIP TOOTH 

The need for more gullet capacity without weakening the 
body of the saw led to the development of the Skip Tooth 
design. This style tooth is especially desirable in cutting 
soft materials such as aluminum, copper, magnesium and 
soft brasses, where large chips are formed. Wood, plywood, 
plastics and masonite can also be cut fast, smooth and 
economically with Skip Tooth Saws. 

STOCK SAW SPECIFICATIONS 

No. TEETH PER INCH 
Regular Set 

Furnished in 100’ and 250’ coils or cut to specified length 

and welded ready for use. 

“SI-MET’”HARD EDGE 
(Spring Temper Back) 

This carbon alloy 
type steel blade has 
been specially heat 
treated so that it has 
a spring temper back 
with a full hard cut- 
ting edge. As aresult, 
it has nearly twice 
the tensile strength 
of ordinary carbon 
steel blades. This 
means you can place 
it under greater ten- 

sion which will make the blade more rigid and permit 
heavier feeding pressure. Faster and more accurate cutting 
are immediate advantages. “Si-Met’’ Blades operate on 
standard band saw machines, will outcut and outlast 
regular carbon steel blades and consequently provide sub- 
stantial savings in down time for blade changing as well as 
blade replacement costs. Made to Simonds rigid high 
quality standards, “Si-Met’”’ Blades cost only pennies more 
than regular hard edge blades, are available in sizes, tooth. 
styles, tooth spacing and set for most common applications. 

STOCK SAW SPECIFICATIONS 

Tooth No. TEETH PER INCH 

Width | Thick. Style Regular Set Wavy Set 

.025 Standard 10- ae 14-18 
Skip 

Standard uals a 
34" | .025 | Sabre 

Skip 

Standard 6-1 ret 14 
Yo" Sabre 

Skip 

54"" | 0382 | Standard 8— i. 14 

Standard | 6—8- Geir 14-18 | 8&- 10-12- 14 
34'’ | .082 | Sabre 

Skip Si 

Standard as 1: 14 10 
ef .035 | Sabre — 

Skip a ; ec 

Furnished in 100’ and 250’ coils or cut to specified length 

and welded ready for use. 

Ew 

Simonds SUPER 2 High See Steel Blade i > 
an entirely new concept in band saws... ~_| 
new steel*, new manufacturing methods, new ts 
heat treatment, new welding techniques, new 
final inspection. It will cut all types of ferrous © 
metals and give up to 3 times better performance 
than any other High Speed Steel blade. D 
signed and made especially for productic 
cut-off work, it combines the very latest in 
metallurgical technology and saw manufac- 
turing know-how yet costs only slightly more - 
than a regular blade. Furnished welded-to- 
length and individually packaged in all of the 
sigan ade specifications listed seca L_ | 



SIMMONDS METAL CUTTING BAND SAW BLADES 

SPRING TEMPER 
Band Saw Blades 

Made of cold-rolled, ground and polished 

Simonds Steel, with every tooth set, this 

type saw is principally used for cutting 

thin sheet steel, aluminum and magne- 

sium and for general cutting of light 

structural shapes, plastics, fibre, ete. 

When dull, teeth can be reset and filed, 

and the saw reused good as new. Fur- 

nished in standard sizes as listed. Special 

sizes made on order. 

STANDARD SAW SPECIFICATIONS 

Width Thickness Teeth Per Inch 

yy 28 ga. (.025) — — — 8 10 
3g 28 ga. (025) — — — 8 10 
3% 21 ga. (.082) — — — 8 10 
% 238 ¢ga.(.025) — — 6 8 10 
ia) OS ea ee ee S16 
% Zo-ga: (025) — 4: 6 8 10 
% 21ga.(.082) — 4 6 8 10 
Be. Sen. (005). — 1 4 6 & «10 
% 20 ga.(.0385).-— 4 6 8 — 

20 ga. (0385) — 4 6 8 — 
ee ee es 

Coc mee 

19 ga. (.042) 3 
18 ga. (.049) 3 ped Pe AX 

Furnished in 250’ coils or cut to specified length 

and welded ready for use. 

ie | SPECIFIC BAND SAW SIZES 

BLADE 

WIDTH 

RADIUS 

In contour sawing the radius of the curve to be cut governs the width 

of the saw to be used. The smaller the radius, the narrower the blade. 

For desired radius use width of saw as indicated by above chart. 

Lengths and widths of blades required for various makes and models of band saw machines 

Length 

15’ 8” 

14’ 1” 

14’ g”’ 

8’ 1” 

9/10” 
8’ 9" 

15’ 6” 

10/10” 

Machine 

Atkins No.3 . 
Atkins No. 4. 
Avey Milband 
Bett-Marr 14SM 
Bett-Marr 24S 
Boice Crane . 

Clark Compound . ‘ 
Clark Special and Junior 
Delta 14” ; 
Delta (with Height Attachment) 

Delta 20” 2 
Do-All No. C 41 
Do-All No. J. 
Do-All No. J D 
Do-All No. M ‘ - ‘ 
Do-All No. M Land V16. 
Do-All No. MP 20 
Do-All No. V 26 
Do-All No. V 36 . 
Famco No. 612 (All models) 
Grob N S-18-10 
Grob N S-24-10 
Grob N S-36-10 
Grob N 8-60-10. 
Grob OSN-20 and OSN-14 (open end) 
Grob C O-18 Cut-Off Saw . 

Grob HS-24 Hi-speed . 
Houghton , 
Johnson (Model B) 

Johnson (Model J) ‘ 
Kalamazoo (Models 8 C and 8CW) . 
Kalamazoo (Models 816C and 8168S) 

Kalamazoo (Models 824C-—D-S and W) sca 
Kalamazoo (Models 610 and610-Dand W) 7’ 5” 
Kalamazoo Models 1220 and 1220-D andW) 13’11” 
Klemm No. 1. 2” 
Klemm No. 2. 15’ 8” 

10’ 5” 

10/10” 

Width 

56", 84" or 1” 

54", 34" or 1” 

1” 

lg”. %"’, yy" 

” %% ” ” 

ah 34 1,74 

1” 

yy” or % 

"yy" 

oe 4 
ise 

were 4 ee «. 

ur 

54" or + ed 

yy” 

+ eed 

+ ed 

yy" 

54" or yy" 

5” or yr 

Machine 

Laidlaw CM and CMT 
Laidlaw JM-30 and SM-30 
Laidlaw JM-30 Fdry 
Laidlaw JM-30 Fdry . 
Laidlaw JM-20, SM-20 and SMT-20 

Laidlaw SMT-30 . : 
Marvel No. 8 ; 
Marvel No. 8 sss Column 
Milclark . 

Napier . 
Napier JR 
Racine 

Roll-in ; 

Stockbridge 6” 
Stockbridge 9” 

Stockbridge 12’ 

Tannewitz E-24” . 
Tannewitz P-30-30” PH-30" 
Tannewitz G-3-36’’ / 
Tannewitz GH-36” GHE-36’ ae 
Tannewitz DI-SAW 24M, 36M, 48M 
Tannewitz RH-42, RHE-42 

Thompson. ‘ ‘ 
Thompson Milband 
Walker-Turner, 16” 
Wells No. 5 

Wells No. 7a, No: Tb, and No. 8 

Wells No. 9 
Wells No. 12 . 
Wells 49A , 

W.F. Wells ModelA . : 
W. F. Wells Model D and F 
W. F. Wells Model J24 ; 
W. F. Wells Model L and W 

W. F. Wells Model M . 
Williamson : ; . P ‘ 
Wright . ‘ ‘ i 

Length 

15’ 8” 

16’ 
16’ 
‘ig 
11’ 

12’ 5%” 

13’ 
15’ 5%” 

18’ 7” 
17’ 
19’ 6” 
19’ 9” 

: 13’ 7” 

MACHINES EXPRESSLY DESIGNED FOR THE USE OF HIGH SPEED STEEL BLADES 
Armstrong-Blum, No. 81. ; 14° 6” 
Do-All, No. C-47 and No. C- 70 é Pee + 
Do-All, No. C-12 . . ‘ ‘ ae» "y 
Johnson, H. S. : . ‘ PS 8 eas 

1” or 14%" 

1” 

1” 

1” 

Kalamazoo H-12-B 

Kalamazoo 14-A . 
Thompson Milband 

Peerless No. 2216 and No. 1214 

13’ 11” 
15’ 6” 1", 1\%", 1” 

15’ 4” 

12° 1” 



_neDNSTREAR 
FLAT GROUND 

_DIE 
‘ STEEL 

ep (010) Gt) 4 oe 2 O) ae 0010) Gn OL) 2 

A.1.S.1. or S.A.E Type No. 01 Analysis 

Simonds OIL HARDENING Flat Ground Die Steel 
is made of high grade Chromium-Tungsten type 
alloy tool steel produced in our own Steel Mill * 
the latest type electric arc furnaces. It is spheroidize 
annealed for good machinability and for consistently 
uniform hardenability with a minimum of shrinkage 
or warping. 

Precision ground with an extra smooth surface 
finish for accurate layout purposes, standard stock 
sizes are available from 1é,4 to 4 inches thick and 14 
to 14 inches wide — see list on Pages 10-11. 

All stock sizes of this high grade alloy steel are 
supplied in convenient 18-inch and 36-inch length 
bars, ready for scribing, shaping, hardening and 
tempering. Both flat and square sizes are available. 

Due to its wide hardening range (1450° to 1500°F.) 
uniform results with all thicknesses are assured with 
even the simplest heat-treating equipment. 

Widely used for an ever-growing variety of pur- 
poses, this non-deforming type steel is particularly 
suited for making dies, punches, jigs, gauges, fixtures, 
templates, stamps, shims, machine parts, small tools, 
and 1001 other items. By eliminating difficult and 
costly machining operations required to grind ordi- 
nary bar stock to size, ““Red Streak’”’ Flat Ground 
Die Steel enables toolmakers, diemakers, machinists 
and others using tool and die steels to save valuable 
time and obtain excellent results on every job. 

All sizes are individually packaged, fully protected 
from rusting and scratching, with dimensions and 
proper heat-treating instructions clearly indicated. 
Standard stock sizes are ready for immediate de- 
livery. Special sizes promptly made to order. 

SPECIFICATIONS 

CHEMICAL ANALYSIS: 

Carbon .. . .85— .95 Chrome .. .40-.60 
Manganese 1.00-1.25 Tungsten. . .40-—.60 
Silicon ... .20— .40 Vanadium . .10-—.20 

SIZE TOLERANCES: 

Thickness: + .001” 
Width: + .005-.000” (18’’ Lengths) 

+ .015-.000” (36’’ Lengths) 
Length: 18’ + #,’’-0” (Ends milled) 

36” 4. 54" 

HARDENING RANGE: 

1450°F. to 1500°F.— Quench in oil 125°F. 
Full heat-treating instructions, including 
tempering chart, on each package. 

SURFACE FINISH: 
35 micro inches or better with all decarburization 

and surface defects removed. 

HARDENING— All thicknesses are satisfactorily quenched 
in oil from a hardening temperature of 1450° to 1500° Fahr- 
enheit. Quenching in water, regardless of water temperature, 
should not be attempted since this material is Oil Hardening. 
It is necessary, before quenching, that the stock be thor- 
oughly and uniformly heated. Temperature of the oil 
quench should be approximately 125°F. 

If commercial quenching oils are not available, motor 
engine oil SAE 20 or SAE 30 may be substituted. Caution 
should be exercised to prevent the quenching oil from be- 
coming too hot and catching fire. The flash point of motor 
engine oil SAE 20 is approximately 340°F. 

TEMPERING: 
For filing temper—Heat to a very dark blue. 
For grinding temper—Heat to a light straw color. 
For specific Rockwell hardness—Follow chart. 

SERRE 

RSEES RB 

ERING TEMPERATURE ‘F ~ m = "~~ 

SEE LIST OF STANDARD STOCK SIZES ON PAGE 11 
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SIMONDS —2£2%57244" FLAT GROUND DIE STEEL 

AIR HARDENING TYPE (cirome 
A.LS.1. or S.A.E. Type No. A2 Analysis 

Simonds offers an Air Hardening type of Die Steel for 
longer lasting punches and dies where greater production 
runs are desired between sharpenings. This 5% chrome 
type steel will produce up to 50% more pieces per sharp- 
ening than the Oil Hardening type of Die Steel. Due to the 
Air Hardening features less skill is required in heat-treating. 

The 5% chrome content makes this type of steel more 
wear resistant than Oil Hardening types and therefore is 
ideal for punches and dies for punching silicon or stainless 
steels, Monel metal, or other types of abrasive metal. It 
also may be used for gauges, tools, etc., where a more 
wear resistant steel is desired. 

Made in Simonds Own Steel Mill, this Air Hardening, 
non-deforming type Die Steel is spheroidize annealed for 
good machinability and consistently uniform harden- 
ability. It has a wide hardening range (1700° to 1800°F.) 
making it practically foolproof in heat-treating. 

Furnished in a wide range of stock sizes in 36”’ lengths 
(18” lengths also available on request), all sizes are ac- 
curately ground with an extra smooth surface finish. All 
scale, decarburization and surface defects are completely 

SIZE TOLERANCES: removed so that each piece is ready for scribing, shaping 
Thickness: +.001” Length: 36” + 74" and heat-treating. Both flats and squares are available. 
Width: +.015”—.000” 

Specifications: 

All sizes are individually packaged, fully protected from 
HARDENING RANGE: rusting or scratching, with dimensions and heat-treating 

1700° to 1800°F.—Harden at 1750°F.—Heat instructions on each wrapper. Special sizes promptly 
uniformly throughout, then soak for 15-20 made to order. 
minutes. Cool in still air. 

Full heat-treating instructions, including tem- 
pering chart, on each package. CHEMICAL ANALYSIS 

Carbon .. .95-1.05| Chrome . . 5.00-5.50 

Manganese’ .50- .70| Molybdenum .90-1.10 
Silicon .. .30— .50| Vanadium. . .20— .30 

SURFACE FINISH: 

35 micro inches or better with all decarburiza- 
tion and surface defects removed. 

HEAT-TREATMENT 

HARDENING: 1750°F. recommended. (Hardening 
range 1700°-1800°F. For heavier sections use high 
side of range.) e Heat uniformly throughout, then 4 © gee ee eee 
soak for 15-20 minutes. e Cool in still air. @ If 4 Sey ok Oem enh Prac AS HARDENED RES 6. a 
pack or atmosphere control furnace methods = 60 See Sa oo eo a Os A ee me ene me 
are used, no preheat required. e If open < — st 5s 
furnace method is used, a preheat of 1450°F. is oe ee ee ee ee a es eS Ss 

Co eed ORNS SAREE te 
a ie 50 ff SIMONDS pe 50 

TEMPERING: See tempering chart opposite for 4s Ae 4s 
desired hardness. Two-hour temper recommended. = ———— + Two HOUR TEMPERING ne wl RECOMMENDED 0 MME! DED. es er a 
For maximum toughness double temper 1/4 hours % _— : 
each temper recommended. e For light blanking: S 300° 400° 500° 600° 700° 800° 900° 1000° 1100° 1200 
Temper 400° to 425°F. e For heavy blanking: TEMPERING TEMPERATURE ‘F 
Temper 700°F. 

ANNEALING: 1525°F. to 1575°F. Furnace cool at not more than 50° per hour to 800° for maximum softness. 

OIL HARDENING 36” LENGTHS 

AIR HARDENING 36” LENGTHS 
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SIMONDS -2£2\57254" 

LOW CARBON 
FLAT GROUND STEEL 

Simonds now offers a Low Carbon Steel which 
gives substantial savings in applications where a 
heat-treated steel is not required, such as templates, 
stripper plates, etc. This is a fine grained, forging 
quality, silicon killed steel which can be case hard- 
ened only. 

Due to its fine grain structure, this steel is more 
ductile, tougher, more uniformly machinable and 
has excellent welding qualities. Close control of 
various mill practices chemical composition, 
pouring, forging, rolling, cooling, etc. plus the 
addition of silicon to the liquid metal which de- 
oxidizes or ‘‘kills’’ the steel . . . produces a much 
sounder structure with excellent forging qualities. 

Precision ground with an extra smooth surface 
finish for accurate layout purposes, standard stock 
sizes are available from 75” to 114” thick, 44” to 16” 
wide and in 34" to 2%” squares. 

Stock sizes are now available in 24” lengths. All 
sizes are individually packaged, fully protected from 
rusting and scratching and “Type-Taped”’ for in- 
stant identification. Dimensions are clearly indi- 
cated. Standard stock sizes are ready for imme- 
diate delivery. 
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TYPICAL CHEMICAL ANALYSIS 

Carbon .18 Manganese .50 Silicon .20 

Sulphur .04 Phosphorus .04 

SPECIFICATIONS 

SIZE TOLERANCES: 
Thickness: +.001” 

Width: +.005—.000” (Edges ground on pieces 34” 
thick or less—Edges milled on pieces over 
34” thick.) 

Length: 24” -+14”—0” 

HARDENING: Can be case hardened only. 

SURFACE FINISH: 35 micro inches or better. 

STANDARD STOCK SIZES 

NOT FURN 

In 14°° a 16" 

e NOT FURN 

in 1” 
NOT FURN. 

in 4” 

NOT FURN. 

IN y,"* 

STOCK SQUARE SIZES 

HEREREREEE 
HERDER ee 
Bed Bd Ba Ed Ed 

ols 



SIMONDS CIRCULAR SAWS 

Inserted Tooth— Ferrous and Nonferrous Cutting 

TOOTH SIZES 
No. OOO Jr. fills the need for a thin saw in the smaller sizes. It has proven 

to be best suited for maximum production from the smaller, lighter ma- 

chines when cutting thin wall material such as angles, small I-Beams, etc. 

?:"’ Kerf—10” to 18” diameter. 

No. 000 cuts a slightly wider kerf than No. 000 Jr. but the teeth are more 

closely spaced. This greater number of teeth minimizes chatter when cut- 

ting thin walls in I-Beams, Channels, and other material of similar con- 

struction. It is also furnished in diameters up to 50”. %” to %” Kerf— 

10” to 50” diameter. 

No. OO cuts the same narrow kerf as the No. 000 Jr. but has a coarser 

tooth spacing with more gullet room for chips, making it better suited for 

cutting thicker sections. ;’’ Kerf—10” to 18” diameter. 

No. O cuts the same kerf as No. 000 but it has coarser tooth spacing with 

more gullet room for chips. It is therefore better suited for cutting heavier 

sections, where the amount of kerf cut is not as important as the ability 

to stand rough usage and at the same time work well on the lighter powered 

machines. 4%” to x%’’ Kerf—14” to 42” diameter. 

No.1 is for heavy-duty cutting on large machines where extra gullet 

capacity is required. 34” or x%’’ Kerf—18” to 50” diameter. 

& i 

be 
. 

No. 2 is for cutting large dimension stock requiring ample gullet capacity. 

It will stand up to the heaviest feeds of the larger machines. $$’’ or 14” Kerf 

—26” to 64” diameter. 

No. 3 is for cutting the largest billets and forgings on heavy-duty machines. 

This is the largest and most rugged tooth size for use in the largest diameter 

inserted tooth saws made. 5%” to 1 +’’ Kerf—50” to 100” diameter. 

STANDARD SIZES 

Dia. Plate Thickness Kerf No. Teeth Tooth Size 

10 tz is 32 000 Jr. 
12 #2 is 44 000 Jr. 
12 ai A 44 000 Jr. 
12 is yy 44 000 
12 is is 44 000 

us 2. 
Primarily designed for efficient production cutting of solid > :. + = oe: Hs 

ferrous and nonferrous billets, cakes, rod, heavy and medium 16 - Yj 60 000 

wall tubes, structural shapes and extrusions, Simonds In- 18 ez is 68 000 Jr. 

serted Tooth Saws have long been recognized as the strongest 18 Si is 50 00 

and freest cutting in the field. 18 de Vj 68 000 

This type saw consists basically of a hardened, tempered 4 16 ‘4 o i 

and smoothly ground plate of a special, tough saw steel. 90 Y is 62 000 

In precision milled pockets around the edge, alternating 22 ve yy 50 0 

beveled and square, wear-resisting High Speed Steel cutting 22 is A 70 000 

teeth are securely pane a piace. ee wedge ae every tooth. oA a y 76 600 

These high-low teeth ‘‘Tri-Vide” the chips for fast, cool cut- 26 Ea Yy 89 000 

ting with less strain on the blade or machine. Ample clear- 22 Vy <s 64 0 

ance, back and down from the cutting points makes for long 29 3s yy 64 0 

cutting life between sharpenings. 30 yy ts 66 0 

Standard tooth sizes and applications are described above 32 YY 3 70 0 

right. 34 M4 is 74 0 
36 A ts 78 0 

Maintenance is easily accomplished by anyone of average 36 3 3% 60 1 

mechanical ability. Damaged or broken teeth, ani seven an - ‘a 1 ; Ook 

entire set of worn-out teeth, are quickly and satisfactorily 

replaced right in your plant, eliminating the expense and st Naas lane,” dota Stlaeene tiameaain 

delay occasioned by a trip back to the saw manufacturer's 

plant or repair depot. Shoulders broken by accident or abuse In addition to the above listed Stock Sizes, a complete range of saws can 

be furnished from 10’’to 100” of Standard Specifications for use on all makes 
can be replaced by welding and the repaired saw will perform cot anette 

in its original outstanding manner. 
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SIMONDS CIRCULAR SAWS 
Segmental Type—Ferrous and Nonferrous Cutting 

Designed for efficient cutting of a wide range of ferrous and 
nonferrous structural shapes and extrusions, Simonds Seg- 
mental Type Saws are particularly adapted for production 
sawing of forging slugs or semifinished machine parts . 
operations calling for smooth cuts to minimize end finishing 
costs. 

Design-wise, this type saw consists of a tough alloy steel 
saw plate with close-fitting, clearance ground High Speed 
Steel toothed segments securely riveted around its periphery. 
Two styles of segments are offered: Tongued Segment and 
Slotted Segment. 

Both style segments are tongue and groove construction. 
The Tongued Style Segment has the tongue on the segment 
which fits into a carefully centered, precision milled slot 
around the periphery of the saw plate. The Slotted Style 
Segment has the slot in the segment which fits on a tongue 
precision milled around the periphery of the saw plate. Both 
styles give smooth, fast cuts and have long life—are furnished 
with or without coolant channels. 

Alternating high-low beveled and square teeth ‘‘Tri-Vide”’ 
chips (split them into 3 separate pieces) reducing the load on 
the saw and the machine. Available in a wide range of tooth 
spacings from fine to coarse, both Slotted and Tongued style 
saws can be furnished with exactly the right number of teeth 
to cut thin wall sections without tooth straddle or vibration, 
or to cut heavy solids without danger of gullet loading. 

Simonds Segmental Saws can be sharpened on any auto- 
matic saw grinder. 

STOCK and STANDARD SIZES 

Tongued Segment Saws 

Inches Kerf Number of Teeth 

STOCK SAWS 

12% WG, 80 

14 3g, 96-112 

1634 134, 54-72-90-144 

1854 gq 72-90-108-144 

20% 1% #72-90-108 

2234 44 36*-54~-72-90-108- 

126-144 

243% 15 60-80—-100—120—160 

264 %% 80-100—-120—140—200 

2834 1 48-72-96-120-144-192 

304g 1%  48-72-96-120-144 

3246 1% 48-72-96 

344, 1%  48-72-144 

36% 1% 60-90-120 

384, 1% 60-120 

40 Hid as 

4214 1% 60-90 

454g Ile 120 

oy %*%.— 
50% % is 

54 % = 

Number of Teeth 

STANDARD SAWS 

| 32-48-64-96-112-128 

32-48-64-80-128 

108-126 

72*-90*—-126-144*-198 

72*-108*—126—-144* 

54*-72*-180 

140 

40-160 

168-216 

192 

120-144 

90—120—150—180 

90-180 

120-180 

72-120-180 

90-—150-180 

108-144-216 

72-108-216 

72-108-144 

72-108-144 

STOCK and STANDARD SIZES 

Slotted Segment Saws 

Inches Kerf Number of Teeth Number of Teeth 

STOCK SAWS STANDARD SAWS 

161% .189 72-144 54-90-108-126 

18144 .189 72*-90*-108 126-144*-198 

20154, .224 72*-90-108*—-144* 126 

224% .224 36-54*-72*-90-108- 126-180 

144 

2444 .236 80-100—120 60—140—160 

258%, .236 80-100—200 40-—120-140-160 

276g, .248 72-96-120—144 48-168-192-216 

29334, .248 72-96-120 48-144-192 

31544, .256 48-72-96-120-144 — 

33554, .256 72 48-90—120—144—150-—180 

344% .256 — 48 

35534, .275 60-120 90 

37514, .275 120 60-—90—180 

42315 60-72 | 90-108-144-180-216-288 
*Also furnished for Higley Machine. 
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SIMONDS CIRCULAR SAWS 
Solid Tooth— Nonferrous Cutting 

SI-MALOY® STEEL SAWS 

Si-Maloy Steel Saws, practically without ex- 

ception, provide the ultimate in nonferrous 

sawing economy. They are made of a high 

carbon-high chrome type saw steel especially 

developed for sawing nonferrous metals. Cost- 

ing .more than Semi-High Speed Steel Saws, 

their increased cost is reflected in longer cutting 

life between sharpenings. Costing the same as 

SI-MALOY® STEEL SAWS 

STOCK SIZES 
(Saws of other specifications furnished on order) 

Concave Ground for Clearance 

High Speed Steel Saws, they have a higher de- Dia. Thick. Hole No. Teeth Collar 
gree of toughness and resistance to breakage’ 4” ei! yy" 100 None 

than the latter and in all but the most unusually 6 & \% 110 Qu" 
abrasive alloys will hold their cutting edges 6 ei % 150-200 2% 
equally well. 6 vs 4% 80-110-150-200 2% 

Scientific heat-treating, accurate toothing 7 vs % 150 3 

and precision grinding insure greater uniform- 8 ez % 150 3% 

ity, perfect balance and longer life from every : 16 ‘bia saat aegape: 3/2 

saw. Si-Maloy Saws are normally manufac- 8 ¥ % 100-150-200 aie 

tured clearance ground and of a hard filing 10 a 5% 100-130-150-190-250-300 4 

temper for nonferrous sawing on table, radial arm, cut-off and ‘“‘chop” *10 vs Vy 100-130-190 5 

machines. Si-Maloy Saws are not recommended for sawing ferrous metal. 10 vs 1 100-130-150-190-300 4 
an a §: a : 

SEMI-HIGH SPEED STEEL SAWS ne 90-188 99 5 
Semi-High Speed Steel Saws are normally ap- 10 s % 180 . 
plied where production requirements are limited - * ‘“ a : 

and do not warrant the extra expense of Si- 12 * 1 8 100-150-200 5 

Maloy or High Speed Steel Saws. Costing less 12 s t 150 (5 exp. slots) 5 

than the latter two saws, they provide somewhat 12 wy 1% 150 5 

less cutting between sharpenings. They are, 12 \y 1 100-150 5 

however, tougher and more resistant to crack- 12 yy 1 150 (5 exp. slots) 5 
ing or breaking and consequently more eco- 14 & 1 150 5% 
nomical to use on jobs where saws are subject 14 45 1 150 (5 exp. slots) 5% 

to abuse. 14 yy 1 100-150 574 

Modern heat-treating, toothing and grinding “ + : oe ‘ Fk ee - Mia 

methods provide uniform clearance, perfect 
balance and maximum cutting life. *For use on Delta Chop Machines only. 

For nonferrous sawing on: table, radial arm 

and ‘“‘chop”’ machines, they are normally manu- 
factured clearance ground and of a hard filing 

temper. 

SEMI-HIGH SPEED STEEL SAWS 
Concave Ground for Clearance 

For sawing heavy sections of “‘sticky’”’ alloys 

of nonferrous metals on the same equipment, they are sometimes furnished 
flat ground, with teeth set and filed. 

Semi-High Speed Steel Saws are also furnished in a low temper and 
with relatively fine teeth for friction sawing of light to medium ferrous 4” ta 4" 100 sone 
metal sections at high rim speeds. Simonds does not manufacture High ; " ry a as xt: 
.P.M. 24 inches in di ter. R.P saws over inches in diameter 6 sa s 110-150 214 

6 ay 5% 110 2% 

EED TEEI a vs % 150 3 

HIGH SP Ss SAWS 8 is 4% 80-100-150-200 3% 

High Speed Steel Saws provide the ultimate 8 v6 . hie 378 
in cutting life between sharpenings. Costing : 32 4 100 6. 

more than Semi-High Speed Steel Saws, they 37 ‘ 2 
deliver more in the way of performance. 10 16 re) abet | eat 4 
Costing the same as Si-Maloy Steel Saws, - 16 A 190 4 
they possess the quality of slightly better edge- 10 * = 54 80-100-130-150-190 4 
holding properties in the more abrasive non- 10 s 1 8 130 4 

ferrous alloys, but they will not take the abuse 12 1 150 5 
that the latter steel will stand. High Speed = - ; ew 
Steel Saws give equally good results in cutting 12 Ky 1 150 5 
either ferrous or nonferrous alloys. 14 i 1 150 5% 

Edge-holding qualities, uniformity and per- 16 ¥% 1 150 (5 exp. slots) 6 

fect balance are assured by Simonds modern 
heat-treating, toothing and grinding methods. # 

Adequate clearance and an extra smooth surface 
finish are additional reasons why these saws 

give long, trouble-free service. HIGH SPEED STEEL SAWS 

For nonferrous sawing on table, radial arm, Concave Ground for Clearance 

cut-off and ‘‘chop’’ machines, saws are usually made clearance ground and 
of a hard filing temper. 

' 6” ei 54!" 200 214" 
SIMONDS manufactures High Speed Steel Saws through 16-inch 8 ds 54 150-200-250 3% 

diameter only 10 is Y% 130-150-260 4 
*10 is % 190 5 

SIMONDS NEW HARD RIM SAW +40 % 53 Pe * : 
See Page 17 for details 12 ds 1 200 5 

*For use on Delta Chop Machines only. 
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SIMONDS CIRCULAR SAWS 

For Cutting Plastics, Fibre and Composition Materials 

CARBIDE TIPPED SAWS 

STANDARD 
This type saw is recommended for clean, chip- 
free cutting of thermosetting and thermo 
plastics over %%”’ thick, hardboard, Masonite, 
insulating board, gypsum board, Micarta, 
Textolite, Formica, laminates, impregnated 
woods, composition materials, etc. 

A choice of tooth spacing is offered in the va- 
rious diameters to provide a saw that will give 
best results on specific applications as follows: 

GENERAL PURPOSE SAWS — For cut- 
ting a variety of material types, shapes, and 
thicknesses. 

COARSER TOOTH SAWS — For cutting 
heavier cross-sections and in general cutting 
where quality of finish is not important. 

FINER TOOTH SAWS—For cutting 
lighter cross-sections and where quality of 
finish is important. 

THIN RIM 
This type saw was developed for minimum 

kerf loss and for cleaner, more chip-free cutting of thermosetting and ther- 
mo plastic sheet, tube and shapes, laminates, hardboards, chipboards, rare 
woods, composition materials, etc. 

GENERAL PURPOSE SAWS — For use where average quality of 
cut is satisfactory. 

COARSER TOOTH SAWS — For use where quality of cut is not 
important. 

FINER TOOTH SAWS — For use where chip-free cutting and smooth 
edges are desired and material is less than 1” thick. 

SEMI-HIGH SPEED STEEL SAWS 
Simonds Semi-High Speed Steel Saws are manu- 
factured of a carefully heat-treated, special 
analysis Electric Furnace Saw Steel that com- 
bines exceptional edge-holding qualities with 
maximum plate toughness. Accurate toothing 

and fitting with ample clearance provided either 
by grinding the saw body or setting the teeth 
(for cutting heavy sections) insure smooth, fast 
cutting and dependable on-the-job results. 

While Semi-High Speed Steel Saws cost 
somewhat less than High Speed Steel Saws and 
therefore have somewhat less cutting life be- 
tween sharpenings, they do have a greater abil- 
ity to withstand abuse than High Speed Steel 
Saws. By minimizing cracking or breaking on 
any operation where such problems exist, Semi- 
High Speed Steel Saws may prove to be more 
economical to use and will give completely 
satisfactory results. 

HIGH SPEED STEEL SAWS 
Simonds High Speed Steel Saws are made of 
a special analysis high alloy saw steel developed 
in Simonds own Electric Furnace Steel Mill... 
steel that possesses the best edge-holding 
properties for circular type saws. 

Carefully heat-treated and precision ground 
with adequate clearance for free cutting, yet 
retaining sufficient body strength for straight 
cuts, these saws are accurately toothed and 
furnished with long-lasting keen cutting edges. 
Costing more than Semi-High Speed Steel Saws, 
they provide superior performance and find 

widespread application in cutting all but the 
most abrasive materials where only a Carbide 
Tipped Saw will out-perform them. 

While High Speed Steel Saws will retain their 
cutting edges longer between sharpenings than 
Semi-High Speed Steel Saws, they will not 

stand the abuse. On applications where cracking or breaking is a factor, it 
is sometimes more economical to use the lower priced Semi-High Speed 
Steel Saws. 

STOCK SIZES 

CARBIDE TIPPED SAWS 

STANDARD 

COARSE | GEN. PURP. 

No. Teeth No. Teeth 

FINE 

No. Teeth Gauge Kerf 

THIN RIM 

COARSE |GEN. PURP. FINE 

Dia. Gauge Kerf Collar | No. Teeth No. Teeth No. Teeth 

36 48 
36 60 
60 TZ 

SEMI-HIGH SPEED STEEL SAWS 

CLEARANCE GROUND 
Dia. Thick. Centerhole No. Teeth Collar 

id 7s” 5%" 150 314” 

8 vs % 200 3% 
12 7s 1 150 5 
12 ara ] 150 5 

FLAT GROUND with TEETH SET for CLEARANCE 

Dia. T hick. Centerhole No. Teeth Collar 

6’ / es 47 4! / l 10 a 

8 $a 4% 150 ee 

a 

HIGH SPEED STEEL SAWS 

CLEARANCE GROUND 

Dia Thick Centerhole No. Teeth Collar 

6” ri V4" 110 244” 
8 is % 150 3% 
8 i % 200 3% 
8 * ys 150 3% 

10 is 5% 190 4 
10 35 4% 130 4 
12 a5 1 150 5 

Saws for special applications promptly made to order. Sub- 
mit blueprint or complete saw specifications. We recommend 
that samples of material to be cut be submitted for test-cutting 
by our engineers to determine proper saw specifications. 
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SIMONDS CIRCULAR SAWS 

HARD RIM HIGH SPEED STEEL SAWS 

For Cutting Nonferrous Metals, Plastics 

and Composition Materials 

This new design saw provides three of the most 

wanted features for today’s cutting needs: 

maximum safety, long cutting life and less kerf. 

Made of High Speed Steel, it is specially heat- 

treated so that the rim is of maximum hardness 

for greatest resistance to abrasion and wear 

while the saw body is kept at a mild temper for 

maximum toughness and resistance to cracks 

and breakage. Saws will not shatter, can be 

safely run at higher speeds, take out less kerf 

and can repeatedly be resharpened on standard 

saw grinding equipment. Available through 18” 

in diameter only, all saws have expansion slots.” 

STOCK SIZES 

Metal — Style 4-MS Teeth 

No. No. 
Dia. Thick. Hole Teeth Collar Dia. Thick. Hole Teeth Collar 

8” A” KR" 80-100-150-200 314” a oe 150 el 

10 + &% 100-130-150-190-250 4 14 3; 1 96-150 5% 

10 &} % 80-100 4 14 ye 1 96 5% 

10 & % 130-190 4 14 ye 1 150 5% 

12 ; 1 200 5 16 ye 1 96-150 6 

12 ¥ 1 100-150 5 . 1 ; 
es ee | 100 5 18 35 96-180 6% 

Plastics — Style 7-MS Teeth 

No. No. 

Dia. Thick. Hole Teeth Collar Dia. Thick. Hole Teeth Collar 

g’ 2 se" 150-200 84" 4 12” 4” «1h 200 5” 
12 ly 1 100 5 

10 ws 4% 190 4 
10 5 % 130-190 4 144 % 1 150 54% 

Hard Rim Saws of any Desired Specification Promptly Made to Order 

Not Furnished Over 18’’ in Diameter 
*All Saws less than 14’’ have 5 Expansion Slots. All Saws 14’ and 
over have 6 Expansion Slots and Number of Teeth must be divisible 
by 6. 

CARBIDE TIPPED SAWS 
For Cutting Nonferrous Metals 

Made with chip breaker style teeth, with a 
slight negative hook or rake, this saw is recom- 
mended for cutting Aluminum, Magnesium, 
Copper, Brasses, Leads and similar nonferrous 
metals ... will give excellent results on table, 
radial arm or “‘chop”’ type machines. 

A choice of tooth spacing is offered in the va- 
rious diameters to provide a saw that will give 
best results on specific applications as outlined 
below. 
GENERAL PURPOSE SAWS — Made 

with medium size tooth spacing for cutting a 
variety of shapes and thicknesses. 
FINER TOOTH SAWS — Recommended 

for cutting light wall tubes, extrusions and 
shapes, thin sheet and plate. 
COARSER TOOTH SAWS — Recom- 

mended for cutting heavy wall tubes, extru- 
sions and shapes, thicker sections of cast as 
well as rolled plate and solids. 

STOCK SIZES 

FINE 
Gauge Kerf Na. Teeth 

pat 

SOLID TOOTH—FERROUS CUTTING 

Cold cutting Solid Tooth Saws for 

general shop cut-off requirements, 

for use on smaller automatic cut-off 

machines and for cutting operations 

where kerf is an important factor, 

are furnished clearance ground with 

a choice of High Speed or Semi-High 

Speed Steel. High Speed Steel Saws 

are furnished up to 16” in diameter 

only. Scientific heat-treatment in- 

sures correct temper, edge-holding 

qualities and long, dependable, 

trouble-free service. Semi-High 

Speed Steel High R.P.M. Saws are 
also furnished up to 24” for cutting light wall tube, sheet and 

structural shapes. 

STANDARD SIZES—COLD CUTTING SAWS 
High Speed Semi-High Speed 

Dia. Thickness No. of Teeth Dia. Thickness No. of Teeth 

8” .086” 64-84-100 8” .086” 64-84-100 
10 ar 84-100-126 

10 ay 84-100-126 12 \% 64-84-100-126-150 
14 wy 64-76-100-126-150 

12 \% 64-84-100-126-150 15 es 64-76-100-126-150 
16 ey 64-84-100-150 

14 yy 64-76-100-126-150 18 is 64-84-100-126-150 
20 vs 64-84-100 

15 os 64-76-100-126-150 22 vs 76-100-112 
24 a 76-100-126 

16 ss 64-84-100-150 26 ea 64-84-100-150 

FRICTION CUTTING SAWS 
For cutting light gauge ferrous met- 
als such as thin cross-section tubes, 
structural shapes, etc. Operating at 
speeds between 15,000 and 20,000 

surface feet per minute, rim friction 
generates sufficient heat to actually 
melt the metal and the teeth carry 

globules of metal, rather than chips, 
out of the cut. Where finish is not 
critical and abrasive cut-off wheel 
breakdown is excessive, friction saw 
use can often be more economical. 

Saws 12 inches and over in diam- 
eter have rim expansion slots to 
control or minimize rim cracks. 
Saws cannot be guaranteed against 

cracking, but the frequency has 
been greatly reduced by the unique 
combination of special steel and a 
style 9 MR tooth design. 

For cutting maximum wall thick- 

ness up to 34, inch, saws up to and including 16 inches in diameter are recom- 
mended. Saws from 18 to 26 inches in diameter are recommended for cutting 

up to %-inch wall only. Saws are not furnished over 26 inches in diameter. 

STOCK SIZES 

Thick- No. Collar *Maxz. 
Dia. ness Hole Teeth Dia. Teeth 

Thick- No. Collar *Maz. 
Dia. ness Hole Teeth Dia. Teeth 

20” %” 1.5748 300 9%” 330 
14. 3 - 1. 220 Sig 280 920. bee 1. 300° 8 330 
16 i See 1 eS 270 |22 346 1 £300 8 370 
ig’ Me 1 250 6 270 122 3,6 1.5748 300 9144 370 
iG Sé, 1 250 6 270 124 3,6 1 £300 8 400 

a 6% : 300 400 

*Maximum number of teeth per diameter. 

Saws with other than stock number of teeth promptly furnished on order. 
Saws 10 inches and less with modified tooth design also available on order. 

‘‘TUNGSWELD” SQUARING SHEARS 
Designed for shearing thin sheet steel . . . unannealed up to 16-gauge... 
annealed up to 34.” thick Simonds ‘““‘TUNGSWELD’’ SQUARING SHEARS 
cut clean, stay sharp longer, reduce shearing costs. Accurately made 
with a single High Speed Steel cutting edge inlaid by Simonds exclusive 
‘‘Tungsweld”’ process for long, trouble-free service. 



AMERICAN PATTERN 

Precision cut for uniform tooth height and sharpness; scientifi- 
cally heat-treated and ‘“‘prover-tested’’ for hardness, straightness, 
uniformity and edge-holding ability, ‘‘Red Tang’’ Files remove 
more metal with less effort, wear better and stay sharp longer. 

Type Shape and Cut Length Type Shape and Cut Length 

Aluminum: Flat, Half Round.eccccccccccccccccccccccecececcecececececece. 6” 8” 10” 12” | Multi-Kut: Flat, Half Round, Square... cece oP 108" 72" 4" 
ESR ae hater at 6 LA ORs 7” I Nanow Band Specials: - Noi 2.62. jean ee 8” 
Bandsaw Blunt: Regular Single Cut, Regular Narrow Band Special: No. 3, No. 456.0000... ..00:cccccccccceesceeeseeetees oa 

Double Cut, Slim Single Cut, Slim Double Cuticceccccccccccccscesceseee 6” 8) Piller: Bastiteiciecg ec ak ee ee 6" = a 107 49" 44" 
MM RNAI MeN 2 hc wesc likes vcstuyaliorshstledecesparastbesta iescdeiec..: SB” 10" 12" | Pilen:-Secend Cot Smodth...ui)..4:.)-a..0cnvcd enum amees oie: casey 16 
Cant Saw: Single Cut, Double Cut... ee. ao Fh Oe ae Rewied:. Bastar os coe 4 OP oF Qe" 49 4 167 

Chain Saw, Round: Round: Second Cut, Smooth.........0...cccceceeee 4” 60 "6" AG 49": ta" 
PO ee ey ey FE ox ci ccnnresindssnt nace anadvvsceccrsdacousishicasvnde BP i Saw Git, Seectal ss. geissccscccssersss) esters sk otons asae ee 8’ 
NG SSE SOR SSS ea A a eT a GO” 8, Bemmamege, Cawtar iret Meare tei vigis os A OL OQ Ft Sar agit 
Chain Saw, Narrow Mill: 54”, No. 3084..........ccccccccccccececcccececcsce cseeveves 8’’ | Square: Second Cut, Smooth...........00.0000. 00 4 62.8" AGS Te V4" 
Chain Saw, Beveled Edge: No. 4680 ooo...occcoccccccececcccccecececcececeses cvsevee 7” | Taper: Regular Single Cut, Double Cut........0.00. ccc "A Sa; 
Cross Cut, Great American: Taper, Slim: Single Cut, Double Cuti....ccccccccccccccccecseceseceeeeeee "2 hae hyde 
GT SS IT eee ne 6” 8” 10” | Taper, Extra Slim: Single Cut, Double Cut... cece Gr) PP BF 

Cross Cut, Special: Single Cut, Double Cut...................... 6” 7” 8” 10” | Taper, Double Extra Slim: 
RI ae Me a ae a clude Sosdiadackosoec cieceastemin nc leinn 10” Single Cut, Double Cae iceiiscaikeiesuend ends oes eae Soy a 
Doctor Blade: Second Cut, No. 381.........c.cccccccccsccscssssssesssssseseesseeecnen TA" | «Thode Square: “Bastard c::.. 3. cs aces eee OM. AG ter 
Double Ender: Single Se OE ee fc ee 6-7". 8". of 10” Three Square: Second Cut, Smoot 4 igik ad Sar dandoaete 6". B40" 
EE oS, SO Se eee eee sn Oo. a” 40" 79" 14" 16" .48" WORN: BOStO0G i i3.chsce tsa eee Ae Bh Geter ao 

Flat: Second Cut, Smooth............00cccc AF 6 Ee 40". 12s Te 16" Warding: Second Cut, Smooth... ......0..cccccceceeececeeeees Bo 6h Bt ey 
EO RS oy Fh co | > OO SG" 10" 19" T4” 

IU NN iA re oot web eaasiadnnsergpibordlondonn S10" 
epee Pecans EASES FN doc cscces sacasesscsbosacen. Ae 6": OB - 10" 12" 4" 46" 
Half Round: Second Cute...cecccccccccssssccscssss esse 4” 6” Bl 10" 19” 14” Type Shape and Cut Length 
Half Round: Smooth..............::ssesseseseen oe 10" 12" 44" 16" Cabinet Rasp: Second Cuts... cin...ceh.co idan Ge VE AO Ae ta" 

Hand: Bastard, Second Cut, Smooth.............000 or 10" Ag Aa Cabinet Ress SMOG Sisco Ai ee a ' 10-12" 
NN MR: ON ik an cs avbvtuvlemanve Sa" 6 T° Sah taak Biles“ Vialk Resid, oie ae ee 8” 10” 19” 

Knife: Bastard, Second Cut, Smooth.............cceeceeeee A te eee Horse Rasp Plain, Half File: Regular..........00ccccccceeeeeee 12" 44" 16" 
RMP THOOE: © FOE Ta ROI sci cscsssvesinysssnsanesossnntsenedwnsses ar BON tae Horse Rasp Plain, Fialf Piles: .Slitiicsc sical ck. cain dda canis 18” 
ORT RTE OO ee en ee TS oe 10% 49°44" Horse Rasp, Tanged: Regular..........cccccccccecsusssessssseveresessesvevestavesesees 14” 16” 
Mill: Bastard Single Cut, Double Cut. 4” 6” 7” 8” 10” 12” 14” 16” | Race Trak gO _: URSni Oeneiee NOMI Ris: F< ReMANO Ey Ae ye 14” 
Mill: Second Cut Single Cut, Double Cut, Rear: Taille: Baas, UUW 55) ee ois cee caves seachistecdsms Blech ieapsleeionn haa case Pocaae ee 18” 

Smooth Single Cut, Double Cut... ee GB TO 18 1a 4 Shing Rawae Flalt Renitid criss cicieattbscjaatowates ated meen gi OF ao 
Mill: Bastard, 1 Round Edge Single Cut, Wood File: Flat, Half Round. ........c.cccccccsccccsesseseeeeeesee 8-40" fo" 44" 
ROG Ege Ou Cit sai sean sm sei vcssawshcnviscsnidersaccens oe te" Wood Rasp, Flat: Bastard............00.occcccccecceceeeeceeneeees eo" 10" 42" 44" 

Mill: Bastard, 2 Round Edges Single Cut, Wood Rasp, Half Round: Bastard................... OP At Te ee 6 
oe, ROUT ECHOES COI CIE ro od oc cccicsnscteetevesdinias oe i Wood Rasp, Half Round: Smooth.........0...00cccccccecececeeeeee BY. 10": 43" 

ENG ANG NG NG Na Nga 
Three Square Taper = SlimTaper Extra SlimTaper Double Extra 7 Hy Narrow si American ee Half Round = Warding Pillar 

Slim Taper band Saw Cross-Cut 

Oogo O OA. Ow) Fed GH GH 
Round Chain Saw Square CI Band Saw BandSaw Special Cant Saw 

or Special Gullet or Dado Blunt Requiar Blunt Slim Hand Saw Mill One Round Edge Mill Two Round Edge Special Saw Bit 
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For finish filing of dies or delicate instruments or parts, these 

precision cutting tools are indispensable to tool and die makers, 

jewelers, model and pattern makers, etc. Made in a wide 

variety of shapes, sizes and cuts, Simonds American-Swiss, 
SWISS PATTERN line provides a “right” file you can count 

on for quality, service and dependability ... for every task! 

SWISS PATTERN FILES 

Kinds Size Inches Cuts Length 

Bevetée O00... a 4° «6DCU”’ 
be es a”. UG 

oo CE 

Bench Filing Machine 
Modan 8. Oe. 2. 2k 314" 
Ba hank. OOF... a. 344” 

Crohee 00-0... 4’ 6") OB 640" 

De e.g. a’ 6 $$ 107 

8 , : ..................... A 8 

Coun. ..si(a‘“‘“‘an.n....... oO... A Go 8 
ba Oo... 4'6° 3s 

oo © ga s,. Au 6" 8” 

a =... iC... C8 

oc . a... A UG CUS 

oo o.  —............... 6° 

Die Sinkers Files... cof...:di<i(‘(‘iaaliéyU........ 5" 
Die Sinkers Kiffiers....................... Co... 614" 

Die Sinkers Rifflers 
Setori?.. 0 Set (12 Asst.) 614” 

Pousting’. OO024 AY oO 8 
PlarRound.... cs. 00-0...... ao 406 6 65CU6 6B” «6107 

Bo. 1. GC 38 

3 4 $$ 6 8 10° 

LL 3-4. A 5 G6 OCB” 

a ..  .. .............. 6’ 

rand... dC (a OO. 6 8 10” 19” 

i 0... 4” GO 8 10° 12° 

oo. (oo Oo 8s iC 

. yo. 4° 6 8” 107 12” 

ee >... GS 6S" 

ee Re a”) 66 68" «610° :« 12" 

oo . 5... LU... CCB 

Joint Files—Round Edges*.............. :.. ........._. 4” 
Joint Files—Square Edge™................ -. 4” 

Knte... oD... rrtrdCisi A. 6 8° 

a 1 2... 4 6’ 8 

a >... .. 4" SCC” 

2 4... ACO” 

Needle Files— 
Round Handle... 0246... 4” 516" 644" 
Square Flandle.......................... O74... 514" 

Parallel Machine Files— 
5 (Standard Tang)..................... cs. 5” 
(nt... ile... ~-c ..  . ..... 8’ 
Crochet... 346 X 342....-. OOF... a. Bg” 

Mx %........ [Me es. 8’ 

—) ff... g”’ 
Vy x 346 seeees OOy ae a" 

Fausiling. .. oo... .«da“ aw... sd 
Half Round.......... Fea ae 0 8”” 

4 +... ee i i... SB” 

ee g”” 
164% 4. OOF... 8”’ 

Knife... 15g0x \........ Oe cc. So 

Lozenge.............. te ee 0 es Ss" 

Ovel........... Penk 6008. 8” 
Piller... Bee 0 S” 

yx M%....... OO-@ a. g’ 

Piette 600d 8’’ 
%x \........ >... 8” 

Kinds Size Inches Cuts Length 

Parallel Machine Files - cont. 
Pippin... 196, x 545... 00-8. i 

Round... Ma 00-9........ 
| ov, 008. 8 8 
oe BY 8 

| bee 068. 
. Oe OU 

oo We OO 

oo. 5 OOS. i 

sure... Meo 00.9 .......... 
ook Me O08. 

ee Bocce O02 

Se Meo cccce QOP2 i 

Three Square.............. We. OO-9 
ee Mie OOD i 

oe Be ici OOP ak 

oo Wy occ Oo 

Assortments.............. Large... O62... 
| Small... O88 ...2. 

Fills 00-0.......... 4" 6" 6” 10" 

Oa 4... US 

a a... 37 £0 6 8 0 

Se 3... 6” 

sce 4... 3 46 6 

ee 5... 

Pillar Nawow..................... 00......... a’ 6 8 10 
i O58. A” OG” 68 10” 

a gC 46". 6G 

oe 2. 4”. 6G eB” 10 

Ce A. 4° 6 «68 

ee oe a ee 4° 

Pillar Extra Narrow™.....................6. 00-0... a 64" 66 CB U0" 
Be Wo, 4° 6" 38 

oe oS .... §' + 6 8B iC 

Ce a 

Pa 6S... A 

Pippis... 6 00-0-2.. Ay. OO 
Routed... OO-0...... BS 4 65hUG GB CUIO 

oe 1 8 OA Go" 2 

a, So... 3s'4 & 6&6 8 10° 

Pe S..dUlUU CCK OS LUG 

ee 4... 8 AS Sh UB 

a. 6... 

Round Sireight’.......................:. 00-6-2-4 2.4... A 6 
Screw Head— 

Plain oc fangeéd....................., 6. 
Silversmiths Rifflers........................- OS... 7 
Sittue. ka O22... .. 2... 4” 
Salant we OO. a'°6° 3 

oe 0. .... Sl UNG CU 

a, 1... kk LLL UR CUS 

2 ee 9... Ss UA UG hl 

Se ee are 4... ElhUCU EK UOC 

Three Sauate... Oo... .... "Go Ss" 
Se ee ee O.......... 3 8 6 3° 

be foe des fe 

oo os AG 

a ee 

Wading’... 00-0-9..... a... ao @4'6 © 
a A, eee os 

Q’’ 

* Available in other dimensions (see catalog) at regular prices plus 10%. 



milled curved -tooth 

FILES 
Universally recognized as the most useful, efficient 

files ever designed for automobile body manufacture 

and repair, Simonds VIXEN Files come in rigid and 

flexible types and in a variety of shapes, cuts and 

sizes — can be resharpened and re-used. 

VIXEN FILES AND HOLDERS 

minds . x. elzes.. . « Cuts 

TYPE OF FILE cuT: 8” 10” 12” 

*Flexible “Vixen” (without tang) . Babbitt —- — — 

Standard ... x x x +x VIXEN HOLDERS 

tT x x x ¥ No. 472 

Smooth —_-_ — x x Holder For Use With 

Flexible N ‘thout » Lae oe 416 12” or 14” Flexible Vixen exible Narrow (without tang) Standard a ae 472 19° or Ja” Blosihle Visen : 

A ; V-1 14” Flexible Vixen 0. V-1 
Flat Rigid (with tang) ............ Standard ... x x x x V-2 14” Half Round of Half Oval Shall 

PUG S65 250% D4 x x x V-3 14” Molding 

Smooth x x x x V-4 14” Half Circle Vixen 
471 14” Special Curved Vixen 

Flat Rigid Vtinty: (with tatig) oe. wb ee. x x x x 

Flat Rigid Babbitt (with tang) ................ x x x x No.471 

Half Round Rigid (with tang) .... Standard x x i 3g REVEAL TOOLS AND FILES 
PI ee Ti es x2 Number Description Size 

Half Round Shell (without tang) ..Standard x X x x 152 Reveal: Tool (hlolder niet co a. ek Rote Cast flog 
Wig fs" 4 a 2° 2 153 Reveal Half Round Shell “Vixen” ....0 2 .6..0 0.5.: 234” long 

154 Reveal Flat Square Cornered “Vixen” ........... 234” long 
Half Oval Shell (without tang) ....Standard . —_- — er. aa = a ere bent Y Gaieanh 234" 1 

et ae eveal Roun ornere BRR Oe Ss pues 4,” long 
AEOIENE Cwithigut so eames ast Standard .. e 2% * 156 Reveal Half Round Bent Shell “Vixen” .......... 234” long 
Pillar Rigid (with tang) .......... Standard ... x xX » ae 157 Reveal Half Round Molding “Vixen” ........... 234” long 
Square Rigid (with tang) ......... Standard .. x x 158 No 152 Holder and No 155: "Viner 3. 66520, ca seca _— 
Half Circle (without tang) ........ Standard . begs te Sat 159 No 152 Holder and five assorted “Vixen”........... —_— 

Special Curved (without tang) .Standard ... — — ete, Sr ae 

IMR sy te. tates Bin “echo ie'n Gist levee od Standard ... x > x x SPECIAL REVEAL PRES A ee een 

PAG 8 i556 ok 3 x x x x ies oh _ 

Smooth . - * “9 Number hak 

*The 14” Flexible’ Babbitt has 7 teeth per inch. V-6 4 02. 6” Radius Reveal (Standard Cut) 
: Vixen” No. 2544 

tAvailable in 6 teeth, 7 teeth, 8 teeth and 9 teeth per inch, 8 V-7 5: fe 7” Special Window Reveal Flat 
teeth per inch is regularly furnished unless otherwise specified. (Standard Cut) “Vixen” No. 332—34” wide 

: é: V-8 3 02. 7” Special Window Reveal Molding 
Note: Steel Backs, Bolts and Nuts available for Flexible ‘Vixen.”’ (Standard Cut) “Vixen” No. 1389—5%” wide 

V-9 3 OZ. 7” Special Window Reveal Shell 
Q (Standard Cut) “Vixen” No. 1386—5%” wide 

V-10 60z. 12” Special Curved Shell 
No. 416 No. V-2 

[ 20 ] 

(Standard Cut) “Vixen” No. 996 



FILES and 

intricate parts or hard-to-get-at surfaces. 

TREE SHAPE 

BARREL 

SHAPE 

Designed for use in drill presses, lathes 

and power hand tools or flexible shaft equip- 

ment, Simonds ROTARY Files and Burs 

save time and cost in elongating holes and 

slots, in removing fins and burrs and filing 

Simonds ROTARY Files come in a wide 

variety of sizes and shapes in Hand Cut or Ground-from-Solid High Speed Steel or Ground 

from-Solid Carbide—can be resharpened and re-used. 

Complete Catalog of Rotary Files and Burs Available on request 

SET NO. 1 
Ye'’ DIA. HEADS 
Ye’ DIA. SHANKS 

1Y%"° OVERALL LENGTH 

CYLINDRICAL 3 
(Double Taper) 4“ jj 

SIMONDS SOLID CARBIDE BURS 

SEF NO. 2 
Y'’ DIA. HEADS 

Ve'' DIA. SHANKS 
1’ SHANK LENGTH 

SET NO. 3 SET NO. 4 
Y%'’ DIA. HEADS Ye’ & Vs'’ DIA. HEADS 

Ye’ DIA. SHANKS Y%'' DIA. SHANKS 
1%’ SHANK LENGTH] 2’ LENGTH OVERALL 

SET NO. 5 
Yo'’ & H%e'’ DIA. HEADS 

Ye'’ DIA. SHANKS 

TREE SHAPE 

(Pointed End) 

CYLINDRICAL 

(Ball Nose) 
senntnon 

SET NO. 6 
%6'' DIA. HEADS 

Y_'' DIA. SHANKS 
1Y%2'’ OVERALL LENGTH | 2° OVERALL LENGTH 

Length 
of Head 

Ae 
Ae’ 
Ae 
Ya" Ya!” 

Yo" 
a 
M4" 

Ya" V4" 

Simonds Length 
Tool No. of Head 

YW" 
Ye 
Y,"" 
U4" 
i," 

WY," 
YW," 
Y,"’ 
U4" 

Simonds 
Tool No. 

A-23 
A-105 
C-23 
C-105 
D-24 
D-105 
E-105 
H-105 
K-105 
L-104 
L-105 
S-105 

Simonds 
Tool No. 

A-53 
B-55 
C-52 
D-52 
E-52 
H-53 
K-52 
L-52 
S-55 

Length Length 

of Head of Head 
5f4"' 

a 

He" 

Simonds 
Tool No. 

A-22 
C-24 
D-23 
E-23 
H-23 
K-21 
L-21 
M-21 
P-22 
R-21 
$-25 
U-22 

Simonds 
Tool No. 

A-14 
A-2] 
C-12 
C-21 
D-21 
E-22 
H-22 
K-22 
L-22 
P-21 
S-22 
U-21 

Length 
of Head 

YW" 

rR OO> > 

iter at 
a Ee ree 

w 

cn vy ' = 

All miniature files 
are furnished with 
14” shanks. First di- 
mension designates 
diameter, second di- 
mension designates 
length of cut. 

MG-23 MH-23 
yeu x yeu 

& SN 

ah . 
a MG-5 MH-5 

MG-6 MH-6 yn y yu 
yu x yu | 

MG-3 MH-3 

Bat Mia ty 
— Rn ie, Be) 

MG-4 MH-4 
yeu x y" 

yu x He!" 

MG-24 MH-24 ee WAS Sy sgn i yn 

eed ie MG-17 MH-17 MG=—Geound-fsom-Solid Simonds Rotary Files come 

A" x % Gon a MG-20 MH-20 oxteanuck Cut in these distinctive red 
4%" x yn boxes that are your assur- 

ance of product quality and 
Illustrations show Ground-From-Solid Type dependability. 

MG-18 MH-18 
ae x yn yu x y" 



SPEED = R.P.M.’s 

Tool and 

Stainless Aluminum 

Steels 

SIMONDS 
SAW AND STEEL CO. 

®) 
““WELD-EDGE”’ 

DUTY 

ALL THE MOST WANTED SIZES 

Simonds ‘‘Weld-Edge” Shatterproof Hole Saws are 
rugged cutting tools designed to cut accurate holes 
cleanly and efficiently in machineable materials up to 
1¥Ye"’ thick. Ranging in size from %6’’ to 6”’ diameter, 
they can be used in portable electric or air tools, drill 
presses, lathes, boring mills, milling machines or any 
other machine tool which has a rotating spindle that 
can be operated at the correct speed for the size of 
hole saw to be used and type of material to be cut. 

They are made with a wear-resistant, fast cutting 
high speed steel cutting edge, permanently bonded to 
an extra tough alloy steel body by an electric welding 
process. The blade is rolled to the correct diameter 
and strongly joined along the seam for maximum 
strength and concentricity. It is then welded to the 
outside diameter of a tough, resilient steel cap making 
the diameter of the cut slightly larger than the diam- 
eter of the cap, which allows the saw to follow 

completely through its own hole. The depth of cut of 
this “follow through” design is limited only by the 
ability of the operator to remove the cores when 
drilling a deep hole through stacked or layers of 
material. The knock-out slots permit easy removal of 
cores. Furnished in standard stock sizes as shown in 
table on opposite page. 

FOR ALL MACHINABLE MATERIALS 

Mechanics, maintenance men, electricians, plumbers, 

construction workers and installation men use hole 
saws for numerous applications such as: 

— Cutting holes for pipe or electrical conduits. 

— Installing pipes and valves in fabricated tanks. 

— Installing vents for clothes dryers. 

— Cutting holes for the installation of running lights 
on tank trucks. 

— Installing air-conditioning units in automobiles. 

Simonds Hole Saws can be used for cutting steel pipe, 
cast iron pipe, steel plates, aluminum, copper, brass, 
stainless steel, wood or plastics. 

[ 22 | 
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STANDARD STOCK HOLE SAW SIZES 

36-00090 

36-00100 

36-00110 

co) 36-0012 

36-00130 

36-00140 

36-00150 

36-00160 

hues 

o 
2 
E 
2 

= 
oD 
= 
2 
] 
S) 

36-00170 

36-00180 

36-00190 

36-00200 

peor 

36-00290 

36-00300 

36-00320 

36-00330 

* For use with Arbor Numbers 36-01001, 36-01005 and 36-01010 only. 

CWithout Arbors) 
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”r''-20| © —| 12.5 If § 36-00370 9 

—_ © 

na) » °) esc | Cooceoe: _ Oo © ecco | Coonan: 
: =) 

Ie * 12.5 36-00420 | 2% | %’’-18 2 

© 

| S 
= 

w 

Co Co VW '’—20 36-00460 | 2% 3g /'-18 

V_""-20 %, | 18.8 MW © 36-00480 | 3 

Vy""-20 36-00500 | 3% | 5%4’-18 

36-01020 - 36-01030 - 36-01040 

36-0052 Ye'’—-18 

36-0054 ¥''-18 Ha 

NO | NO | — | — | — | wo ae) ee eS 

Oo 1cmoie i cil @& 

PCa osaloe [wre] £ [=[= [oe 
Vy""-20 0 36-00600 5f'"-18 35 p— | 76 | 

36-00620 | 3% | %’’-18 

1 
| — | 250 | 36-00660 | 4% | %’’-18 

p 25.0 36-0068 %'’-18 

= 36-0070 Ye'’-18 

= 31.3 36-0072 Ye'’-18 

36-0076 Ye''—-18 

36-0080 ¥e'’-18 

36-0084 ¥e"'—-18 

36-0088 Ye"’—-18 

36-00920 | 5% | %’’-18 

ND nr 
H 

NO Or 2.1.6 w 4 ° S ro Bey ° 
ia 

x Le co 

54!’-18 

54/18 

Yo'’—20 

54/'-18 

54'-18 

11% | 54/-18 

54/18 

5/4!'-18 

54-18 

54/-18 

54'-18 

36-01015 - 36-01020 - 36-01030 
© 

oj oF |] & oe ich em ee nr On 

nr 7 » 

Nn > WwW 

nS 

NO On ro) Oo ~ n 

36-01030 - 36-01040 36-01020 - 36-01030 

° 

© 

© 

wW Ww w WwW Ww Ww 

Hu 

© 36-0096 NO — — | amt oO N & | | O oO N ™t GN 
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High speed tool steel cutting Slots permit easy removal 

SIMONDS of cars 
SUPER 

edge for rapid cutting. All 

saws 6 teeth per inch, 

Strongly joined seam assures 

maximum strength and Tough steel backing absorbs 

concentricity. shock. 

PN i-{o) tae .Vey Vi age) tee > @a 4, bile} f— 

Simonds’ pin-drive arbor design provides a positive 

floating drive arrangement to the saw which assures 

uniform cutting and eliminates the possibility of 

stripping threads in heavy cutting. This pin-drive 

also makes it easier to remove the saw after heavy 

cutting since the saw can not tighten up on the arbor 

threads. Heat treated for extra strength and longer 

life, these arbors have straight hexagonal shape 

shanks for a positive non-slip drive when used in 

jaw chucks. The High Speed Steel pilot drills have a 

flat spot on the shank for equally positive driving. 

Furnished in standard stock sizes as shown in tables 

below. 

f-Drill No. Pilot Pin’” 

136-01510 36-01540 

Drill No. — Drill No. Drill No. /| 

36-01510 id) 36-01510 

Pilot Pins = f 
'f) 36-01515 36-01530 

36-01001 36-01010 36-01015  — 36-01020 7 . 
36-01005 36-01030 aes 

* For use with Arbors 36-01001 and 36-01005 ak cian it 36-01040 36-01050 
** For use with Arbors 36-01010, 36-01015, 36-01020 and 36-01030 

rN -{-{eo) t-te) | a) ee ee a ee a cl) ed 4 oe >) | 

Fits Saws 
Chuck or 

Catalog Adaptor 
Number Diameter (See List) 

V4" Yo/! 

Yo" 5/,! 

f5/? , 

¥,!! 

Weight 
Weight 

Per 100 
Per 100 

Catalog 
Number Diameter 

12” Extension Fits All 6’ Shanks 

%"’ High Speed Steel Pilot Drill 
(Packed 10 to a box) 

Y%"’ High Speed Steel Short Flute Pilot Drill 
(Packed 10 to a box) 

34’ Pilot Pin 

Y%'’ High Speed Steel Pilot Pin — 3’’ Long 
(Packed 10 to a box) 

36-01050 17.5 Ibs. 

19.4 Ibs. 36-01510 

19.0 Ibs. 36-01515 

36-01520 
36-01020 9 %e'' Hex ¥e'’ - 18 Thread 

36-01030 5e/’ - 18 Thread 

36-01040 # 3 Morse # 3 Morse 3”’ to 6”’ Diam. 
Taper Taper 

MORSE TAPER ADAPTORS 

Number Taper Arbor Per 100 

36-01080 %'’ Hex 60 Ibs. 

SIMMONDS SAW AND STEEL CO., FITCHBURG, MASS. 
10M 3-67 

36-01530 

/ 

ae 3 
ae oe es 

36-01540 Y%"' High Speed Steel Pilot Pin — 4’’ Long 
(Packed 10 to a box) 

400 Ibs. 

RINTE 
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USA 


