Hand Saws
KINDLY NOTE:Our works are equipped with the latest machinery for manufacturing High Quality Hand
Saws, the tempering being obtained by a scientific process which ensures perfectly accurate
and regular results. We give a full warranty on all Saws marked with our " Elephant " Trade
Mark.
We should be glad if customers would take careful note of the sketch at foot of each page of
Hand Saws showing method of measuring teeth. Many mistakes are made through confusing
number of teeth and number of points to one inch. Our Rip Saws are made with graduated
teeth, commencing with 3½, 4 and 4½ points to one inch ; while Hand Saws range from 9
points for fine cutting, 6 and 7 points for cross cutting, to 5½ and 6 points to one inch for
general work. Fleam teeth are suitable for wet and green wood. American teeth, lightning
pattern, for rough wood and colliery work. All our Saw Handles are made from selected
English Beech. Wherever possible we advocate the use of the setting stake and hammer for
setting the teeth. Should a patent set be used care should be taken to set the top of the teeth
only, owing to the danger of cracking highly-tempered steel. Our Hand Saws are as hard as
possible, so that the maximum amount of work maybe obtained without constant sharpening.
Hand Saw Manufacture It may be of interest to many users to understand some of the
processes necessary to produce a good Hand Saw and also to receive a few hints on the best
way of preparing one for work and keeping it in the most serviceable condition. There is no
doubt that the first and most important consideration is the selecting of the raw material,
which should be a good crucible steel for preference, and one that will admit of the necessary
hardening and tempering in due course.
After the steel is melted in ingot form it is rolled into sheets of requisite thickness, and pared
into shape, ready for cutting the teeth, which is usually done by automatic machinery. After
this the Saw Plate is ready for the important process of hardening and tempering. The
hardening is effected by heating to a red heat, and plunging into oil, with the result that the
plate becomes as hard and brittle as glass-in other words it is carried from one extreme to
another. This brittleness is, of course, quite useless for practical purposes and must be
reduced by the application of further heat. By this means, and by the most careful
judgement, we can arrive at the exact toughness or temper to secure a keen cutting edge,
together with perfect flexibility. Leaving the hardening process, the plate is now ready to be
flattened by the Saw Maker or Saw Smith-and here again we have a highly technical process.
It is not merely sufficient to flatten, but it is necessary to adjust the tension, so that when in
use and subject to expansion on the edge it will not warp or buckle.
Another object in
flattening is to prepare for grinding and polishing. In the old days grinding was done by hand
on power-driven circular stones, but to a large extent this has been superseded by machinery.
The chief object of grinding is to gradually taper the thickness from teeth to back, so that the
saw may be used with little set on the teeth, and thereby cut cleaner and with less waste of
wood.
After grinding, the blade is passed through a polishing machine to get a high
finish on the surface, and then the saw maker takes it again and finally adjusts it quite flat and
true. At this point, owing to these various processes having taken out some of the flexibility, it
is usual to re-heat the blade to an exact degree in a special furnace to restore the temper. We
now have a polished blade of perfect temper and finish, but not yet ready for use. Nothing has
been done to give the cutting qualities to the teeth. Here again, though the work is more
mechanical and requires less skill and judgment than hammering and tempering, it is of the
greatest importance. Previous to sharpening, the teeth are "set", that is, every other tooth bent
over in one direction and the remainder in the opposite direction, to give clearance when
passing through the wood. There are two usual methods of setting, one by holding the teeth

over a small anvil with a rounded edge, and giving them a slight stroke with a hammer, and
another by fixing the blade rigid in a vice and bending the teeth with a saw-set. Sometimes
patent sets of various designs are used, but these require care, as we shall explain shortly.
When the setting has been done evenly, the teeth are sharpened with a file on the cross, so that
each point represents the corner of a bevelled triangle. Correct setting and sharpening are of
vital importance in securing smooth and easy cutting, and many saws are condemned owing
to irregularity and carelessness in this respect. . We have not yet, however, arrived at a
complete saw, and the next stage is to provide a handle.
The making of saw handles is
quite a trade in itself and needs an apprenticeship to become an expert.
While handles are
made from a variety of woods, English beech is most commonly used and is generally
accepted as being most satisfactory.
It admits of a clean, smooth finish and is very
durable. It is cut from the tree in planks one inch thick, marked with the design, and sawn into
shape with a band-sawing machine. It is then moulded on the edges, slit down the centre to
admit the blade, bored for brass screws, and finally French polished.
When the handle is
attached to the blade we have the complete saw-perfectly flexible-brightly polished-ground
thin to back for clearance-well set and sharpened-both ornamental and a useful addition to
every carpenter's outfit, having taken in all twenty processes to produce. In continuing the
subject it will be well to point out very clearly the way in which saws suffer at the hands of
some users, often in ignorance of the correct methods of keeping in order, but more often
through carelessness. Many saws are condemned and returned to the makers for these reasons,
though actually as good and as serviceable as it is possible to make them. The chief cause for
return is that the teeth break out in setting and are apparently too hard, but surely if the teeth
can be set in the factory there is no reason why the user cannot do the same, provided he
adopts similar methods; and it is quite certain that the more highly tempered a saw is the
longer it will last, and the more valuable it is as a wage-earning tool.
A saw that will set
and file easily is soft, and is soon dull and loses its cutting edge, and therefore it is much the
better plan to buy the hard-tempered saw and treat the teeth properly. As already explained, in
the grinding process the blade is thinned to the back to avoid the necessity of putting too
much set on the teeth, which is a very common mistake: In using patent sets many carpenters
get below the root of the teeth into the body of the blade and in this way pull the blade out of
shape, and in the case of a highly tempered saw run great risk of fracture. The best plan is to
get over a small anvil with rounded edge, using a suitable hammer, bending only the points of
the teeth, and afterwards sharpening so that each tooth is kept in correct shape- By this means
a hard-tempered saw can be maintained in a high state of efficiency and much better results
gained both in improved sawing and time saved. Another reason why saws are returned is that
they break across the blade near the point, and this again is often through carelessness in use.
If a carpenter does not keep the blade straight, and is not careful when taking a cut from the
extreme point, he is in danger of jamming the blade; in which case, if the saw is of high
temper, the sharp strain at the weakest point in the blade is very liable to cause fracture.
Scores of first-class saws are broken in this way. Under such conditions a soft saw bends
while a good blade will break. From a long experience of the trade these are the essential
points which require attention, and if a little care is exercised, as suggested, the improved
results will amply repay for the extra trouble, to say nothing of the daily saving in both time
and temper.

