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(The New Parawood Band Saw for Reducing Losses)
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Abstract

The new parawood band saw for reducing losses research with a capacity of about 5 tons/hr of log
wood was studied. This research was to improve and develop further from the ideas of a horizontal
band saw machine which was imported by the enterprise for using to solve the labor shortage,
reduce production costs as well as increase safety while working. The new sawing machine built in
this research was aimed to improve the disadvantage of imported equipment and systems. This
machine is focusing to use for small to medium sizes of log parawoods as well as crook logs. The
main components of this machine consist of the log conveyor feed system, four sawing modules
and log jamming preventer. This phase of the research is to establish a pilot model for the next
phase of testing various parameters. The additional work in this first phase is to study the welding
method to prolong the lifetime of the saw blade connecting area. The TIG welding method with
CO, covering gas results a higher quality than the existing MIG welding process. After welding
and annealing at 350 °C for 15 minutes, the tensile strength of the welded samples was found at

1,320 MPa compared to the 1,293 MPa of the un-welded metal and 818 MPa for the MIG welding.



