


GROB BROS. NEWEST
ACHIEVEMENT IN
DIE-MAKING MACHINES

Never before was a Die-Making machine
offered to the trade, complete in every detail
with so many built-in features at such low
cost. Extremely well designed, neat in ap­
pearance and of sturdy, rugged construction.
It cuts your die-cost more than what you
would dare to expect.—Its low cost is pos­
sible only through the most modern produc­
tive methods employed by Grob Brothers.
New plants tooled up for mass production
with ideal working conditions insure highest
quality at lowest cost.

WITH THE NEW
DEEPER lfc" THROAT

Your Die-Makers' Best Friend
No matter how complicated and intricate
your job may be, large or small, this machine 
will get it done efficiently fast and better. 
Simplicity and ease of operation quickly 
make this Band Saw your die-makers' best
friend.

FEATURES...
Quick accurate welding of Saw Blade . . .
Automatic table feed . . . Hydraulic Check
. . . Air Blower . . . Chip Remover . . .
4-way tiltable table . . . Table stabilizer . . .
circular cutting attachment . . . Speed from
50 to 2030 feet per minute to the saw
blade . . . All ball bearing silent V-belt
drive . . . Built-in drawer and cabinet . . .
Saw guides quickly adjustable to height.

See specifications on next page

GROB BROTHERS
GRAFTON, WISCONSIN
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weight 
(IN LBS.1 1 A»«t°EFEEd1 ^

TABIjE SII
SAW

blades

Net 920
wide 
12' long

crated
1070

No
NoNo20"x20'

------------------ 1 Net 1040°ptional feu2D2VvoU~: 1 protection
___--------- --- _ , 1 24"x24

%HP.3 220S°' OvoXad
1° f40 voft __1 *°****Li—

phase, 
110 or

NS-18-3 50 —^ Optional.115E.P.M-

Net 1050
Crated
1200

tol"
.1 1 Optional

12' long
5

50—260 F.PM- Yob OptionalNS-18-5
24"x24"Manual

Overload
N^710 50-2030 F.P.M-

t Tachometer.protection
Magniiying GlassAir Blower,

odds: Butt Weldor,
all above mnt furnished on

Optional Equipme Manufactured by
, Grafton, WisconsinBROTHERSgrob
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The ends of. the saw blade to be welded should be 
; out off straight. This is especially important 

for 1/3" -.wide blades. Clamp /the ends, of the. blade 
• .. with knob in ."damp" position-in such a way that-

the ends meet in the center between the clamps..

After clamping, adjust.spring.pressure by putting:
■ - knob into position according to the width of saw'

blade. A slight variation is provided on account 
of various thicknesses of saw blades and on account 
of the difference between having, the welder in v-er— - 
tical or in horizontal position. The operator will 
quickly, f ind which pressure.vrorks'best .for the vari- . 

• ou.s conditions.

• How. select the proper welding heat. Because of a. 
fluctuation in vcltage in various plants, a: setting 
giving the best results must bo determined by the.-. '. 
operator.

To weld the saw blade press' switch until weld is 
completed. Release clamps and' set knob in anneal 
ing position. For annealing, clamp welded saw 

'blade so that welded part -is in-"center between’ the 
clamps'. •" Anneal weld, by operating switch intermit­
tently until band is cherry red.

Grind off flash of weld until welded.part-of blade 
is no thicker than the blade itself so that ft will 
freely pass .through the saw -guides.-
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■ IMPORTANT>.—  *- —*—*+*

Be sure to use bakelite wheels only on grinder as 
other wheels, will not endure, .the -extreme high speed • 

. '.-of *• this .grinder.-,''':.iff:
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P SAWING -CURVES
■A ■

v T\ - 
■

:’The limit.of the purrs to be sawed depends on the 
. width of’the band and the set of the teeth. The 
sketch shows how to determine the sharpest possible 

' curve for each individual saw band.
O . PC—, )

| ■ ’

I .As soon as the edge of the saw blade touches the 
aide of-the slot indicated by Point A, the limit 
has been .reached. Any further turning of the block 
will twist the saw blade without actually cutting 
a sharper curve,.

j.ptf-t
\ r:.mA

:■\ •

r'Whh 
/!

/
-POINT- A

Saallest. possible, .radiirthat ..qan.be. 
o^„^itj^standard^3aw bladt3_of ■ 
various width, - '.I ■ A ,-^j ' ••••

To help cutting curves apply slight side 
pressure from inside of curve- as indicated 
by arrow PC. thus giving the saw blade 
the tendency to provide additional 
olear&noa at point A, SAW WIDTH D!A. . 

S/teT —
~/sz

— V&nr,
W ~
Y4"-~- 

-3/a” -

‘/s .To out a'.straight line, be sure 
to apply pressure as indicated 
by. arrow P» .

n. -;2/4:

!o >» ■

Vfnen cutting curves, at an angle, a cone like body is 
developed; It is very Important that above {mentioned 
rule is applied to the smaller curve on said cone5

GENERAL RULEmAT!
On curve cutting less; pressure must be 
applied than on straight outting, and the 
smaller the curve the more care must be 

,, exercised. It must be realised that or. 
all flexible band cutting the middle part ■ 
of the band deflects in accordance with 
the cutting pressure. This ’’dragging” of 
the middle portion will not affect a 
straight cut, but in curve cutting will 
causa a so called ’’belly" in the out. 
Reduced pressure greatly reduces "drag 
thereby reducing "belly”to a minimum.
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, SELEGISOIS OP 3AABLMDBS

■ ■ .*• •Ifs0,'-aa..-wtde a saw blade .as possible*
} ■ 'to ba-out.

O Width is determined by smallest radius i .
2. Use as ooarse a blade as .possible slnoe faster butting, is obtained’ with 

coarser teeth. At least two teoth should engage the material to be out at 
ail.times? this meant fine pitch saws must be used on sheet metal.

fr
t

SPEED AND F2SD OP SAW BLADES
.
| : Only «• general- rule can be given since the■ same kinds of material 
( toughness.

vary in
Also higher speed and feed at times will get.the'job done faster 

s the cost of reducing the life bf the saw blade. It is lip to the user to
i determine the advantages of the one against the other®
f ' ?.." }

l■r

"..
j " High Chroma high -carbon - steel., .High 
j Speed Steel, Oil hardening steel. Cast J 
; Iron

; Slowest speed 80 f.p.m, 
| ’ S. 14, NS 14, and 03 20 .

■ s

;;■

■ *-

t Oil Hardening Tool Stool, Water Hardening i 
i Tool Steel, Mild Steel, C.R.3

J Second speed 100 f.p.m. 
. ' v S 14., NS 14-, and OS 20 etc*o <1

I Third speed 100 f.p.m. 
S 14, NS 14, and OS 20

I.Mild Steel, C.H.S. Sheet Metal
i

' f:-v
iFourth speed ISO f.p.m. OS 20 

2u0 f0p.m» NS 14

400 f.p.m. HS 14

Soft metals suoh as brass, copper, 
j -aluminum, etc.;

;• ? -
Wood, etc.Fifth speadi

1Approximate feeds recommended for straight cutting, (curve cutting must-not be 
5 forced) when using a l/4" wide saw blade.
( 'blade loss wide will cut slower.

. ....7:—"t : ’
j! 1/4” | ]/8"

r > tA wider blade will out faster' and a
/ ' : -'

•j4”: Thickness - -1» 2” • l 'I

4” • j i-3/4,! is/ie” ■ j .3/8° ;; -

.1-3/4" j is/lo"

1" | 7/16"
"t —-

3/4" J b/l S"
..... ~|.~v-

7/16" j ''3/16"

!■ r. . i ■ •I ■ I-
15* 8">■ Cast Iron

<........ - -v..................... i :
o/O" j : 3/lo 

3/32"

1/16” .-. :

i. ' • !![ 6" ; j 2-1/2" J<*«! C.R.So ■
!:- ! ,■ ■ 3/16 

' 5/32”

. 2"
_ —..... -j--------

n4”! Tool Steel ' •j!: i.1 I1-1/42-1/2" ft’ -.J Steel ■if

I —- I| , High Chrome, highji 
j oarbon steel i

I’ 3/32" j.' 3/64" '1-5/3" ,. '!■ 13/16" •jI.
] -The- improved saw guides of the -NS 14 and OS 20 allow faster feeding. The ,

• ]. positive drive to the saw blades and .'the. elimination of the brazed.or'welded 
T joints' on the OS 20 make this machine the fastest cutting die liked so.';*1!) .
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